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HANDLING

Receiving the Shipment

Immediately upon delivery of the insulated metal panels and accessories, crosscheck the delivered
materials against the Shipper to insure a complete shipment. Any discrepancy, shortage or damage must
be noted immediately on the Bill of Lading. The shipping company is responsible for delivering material in
an undamaged state. If damage is observed, segregate the damaged materials. Freight claims are handled
directly with the shipping company.

Unloading the Materials

Exercise extreme care when unloading insulated metal panels. The panels may be unloaded by forklift,
crane or by hand. When unloading with a forklift, unload the bundles one at a time. Hard surfaces such as
the forklift mast should be padded to guard against damage. Use two forklifts if unloading 2", 2.5” & 3”
panel bundles greater than 36’ or 4”, 5” & 6” panel bundles greater than 48’. Ensure the forks are as far
apart as possible (5’ minimum). Hand unloading is appropriate on smaller projects.

Material Movement

Use proper care in moving the insulated panels. Handle panels in a fashion that will not bend, dent, scratch
and/or otherwise damage the product. Improper handling of the panels can be hazardous to the workers
and can cause damage to the panels and adjacent materials. It is the installer’s responsibility to ensure a
safe and secure method of lifting and setting panels. Always lift panels when separating from a bundle,
avoid dragging. Lift panels from the bottom face only. Do not lift the panels by the edge of the top metal
face; this may cause the metal face to delaminate from the foam core. When turning or tilting the panels,
place a cushioning material under the panel edge to prevent crushing or other damage. Roll the panel on
the male leg only.

Installation

Use proper care when installing the insulated panels. During installation, examine the individual panels
both before and after placement. Damage may not be readily apparent until a panel is installed. Considering
the interlocking side-joint, it is vitally important to examine each previously installed panel prior to
installation of the next panel. Immediately notify the manufacturer of any panel defects. Do not install
defective/damaged panels.

STORAGE

Store the panels in a clean, level, protected and sufficiently compacted area. Provide ventilation if the
bundles are exposed to moisture; further, elevate one end of the bundle to ensure adequate runoff. Slit the
stretch wrap at 5’-0” intervals along each side at the bottom of the bundles to allow for evaporation of any
moisture within the bundles. Do not stack more than two bundles high. Stack material to prevent twisting,
bending, abrasion, scratching and denting. Protection must extend to open bundles as well. If left
overnight, open bundles must be temporarily tarped and tied down.

e Please review USS Technical Bulletin: Storage Stain
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STRIPPABLE FILM

Panels and trim are delivered with strippable film. This film is utilized to provide protection of the metal
surfaces during manufacture, shipment and installation. Remove any and all strippable films either prior to
or directly following installation. Take deliberate measures to avoid exposure of the film to direct sunlight
for more than 24 hours.

STEEL DEBRIS

Immediately remove any and all steel debris including but not limited to iron fines left from cutting and/or
drilling, weld splatter, nails, screws, staples, nuts, and rivet shanks.

e  Please review USS Technical Bulletin: Staining of Building Panels From Steel Debris

CORROSION

Prevent galvanic action of dissimilar metals. This includes but is not limited to any direct contact of panels
and/or trim with treated lumber or copper lightening attenuation equipment or indirect contact
constituted by water runoff from HVAC drain-lines, etc.

e Please review USS Technical Bulletin: Conditions Corrosive to Hot-Dip Galvanized and Galvalume®
Coated Steel Sheet

CLEANING

Keep the interior and exterior panel surfaces clean. Immediately remove dust, dirt, mud, mortar, chalk,
excess sealants or any other type of foreign substance from the panel surfaces.

Please review Valspar document: Cleaning and Maintenance Guide for Fluoropolymer Coatings
Please review Valspar document: Cleaning and Maintenance Guide for Silicone Polyester Coatings
Please review Valspar document: Cleaning and Maintenance Guide for Polyester Coatings

Please review USS Technical Bulletin: Cleaning Painted Metal Buildings

FIELD PAINTING

“Touch up” minor damage to factory applied finishes using factory approved, matching coatings provided
by the manufacturer.

e Please review MCA Technical Bulletin 1051: Metal Panel Field Repainting
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APPENDIX

1. United States Steel Corporation Technical Bulleting: Storage Stain

United States Steel Corporation Technical Bulleting: Staining of Building Panels From Steel Debris
United States Steel Corporation Technical Bulleting: Conditions Corrosive to Hot-Dip Galvanized and
Galvalume® Coated Sheet Steel

Valspar Document: Cleaning and Maintenance Guide for Fluoropolymer Coatings

Valspar Document: Cleaning and Maintenance Guide for Silicone Polyester Coatings

Valspar Document: Cleaning and Maintenance Guide for Polyester Coatings

United States Steel Corporation Technical Bulleting: Cleaning Painted Metal Buildings

MCA Technical Bulletin 1051: Metal Panel Field Repainting

w N

O N

b | www.atas.com




800.468.1441 | T




8 | www.atas.com




800.468.1441 | 9




10 | www.atas.com




800.468.1441 | 11




1? | www.atas.com




800.468.1441 | 13




14 | www.atas.com




800.468.1441 | 19




16 | www.atas.com




800.468.1441 | 17




18 | www.atas.com




800.468.1441 | 19




20 | www.atas.com




800.468.1441 | 21




2? | www.atas.com




800.468.1441 | 23




24 | www.atas.com




800.468.1441 | 25




2b | www.atas.com




800.468.1441 | 21




28 | www.atas.com




800.468.1441 | 29




TECHMNICAL BULLETIN 1051

N\

Metal Construction Association

_Metal Panel
Field Repainting

The factory applied coating on metal siding and roof panels is a baked-on finish
designed to provide trouble-free performance for many years with minimum service
required. When repainting metal siding and roof panels care must be taken to prepare
the factory applied finish and to assess the adhesion between this surface and the coat-
ing to be used to repaint the panels.

Polyester factory-applied coatings are standard technology and present the least dif-
ficulty in repainting. Polyvinylidene fluoride (PYDF) and plastisol factory applied coat-

ings require special precautions.

Before any repainting process can
begin the following procedures should be
followied:

DIRT, LOOSE CHALK AND MILDEW
MUST BE REMOVED

a. Polyester coatings should be
washed with a mild solution of
detergent or household ammonia.
Use a solution of one cup of com-
mon detergent, containing less than
0.5% phosphate (example -“Tide™),
dissolved into five gallons of warm
water. A solution containing one
cup of household ammonia dis-
solved into 5 gallons of water (at
room temperature) will also aid in
the cleaning of dirt, mildew and
chalking. Solvent containing clean-
ers (examples “Fantastic™ or
“Formula 4097} and detergents with
greater than 0.5% Phosphate may be
used if mildew or other fungal
growth resists the milder treatments.

b. PVDF and Plastisol coatings
should be washed as above with the
exception that solvent containing
cleaners should generally not be
used. If solvent containing cleaners
are used, a small area should be
tested before general application;
contact should be limited to

mrind

Following the above cleaning process-
cs. the metal panel surface must be thor-
oughly flushed with water to remove any

SURFACE PREPARATION

residual cleaning agents. Any cleaning
agents lefi on the metal panel surface will
damage the adhesion of the newly applied
paint system.

SURFACE IMPERFECTIONS

Minor scratches, which have not
exposed the substrate, may be lightly sand-
el or buffed to create a smooth surface for
repainting. Care must be taken not to
expose the substrate. If the substrate
becomes exposed, refer to paragraph 3)

EXPOSED METAL AND RUST

Exposed metal must be treated to pre-
vent rust from developing. A light sanding
of the exposed, unrusted area should be fol-
lovwed by application of a high quality
primer. Special care must be exercised
to avoid the possibility that solvents
{example - NMP or acetone types) in some

primers may delaminate the factory
applied PYDF and plastisol finishes.

If either red or white rust is evident, it
should be totally removed by scraping or
brushing followed by a light sanding and
the application of a high quality primer.
Care must be taken not to destroy the
metal coating on the steel substrate.

TESTING FOR ADEQUATE
INTERCOAT ADHESION

Repainting should not be done until
after the intercoat adhesion is known to be
acceptable. Unacceptable intercoat adhe-
sion could result in delamination after
long term exposure.

The following test can be used to
determine the intercoat adhesion of a
repaint material to a well prepared factory-
applied coating.

Equipment:

+ Sharp utility knife
+Scotch #6 10 Cellophane Tape

Procedure:

Step 1 After properly cleaning and
preparing the surface to be
repainted, repaint a 47 x 4™ area
with the repaint material acconl-
ing to the manufacturer’s
instructions. Allow to dry
completely before proceeding.

Step 2 Use a utility knife to cut a

two-inch “X” into the repaint

coating.

Step 3 Place a three-inch strip of

Scotch #6 10 tape over the

"X" and rub with heavy pressure,

leaving one half-inch of tape free

for easy removal.

Step 4 Pull the tape back over itself at a

180 degree angle.

Step 5 Examine the tape and the panel

for signs of paint removal.
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Evaluation of Test Results

If the tape removes more than
1/16" of the repaint material from the
“X" cut, or if any material is removed
from the face of the panel, the intercoat
adhesion is inadequate for repainting.
Do not proceed to repaint the panels
since long term adhesion failure would
be likely. Determination that acceptable
intercoat adhesion has been achieved is
the responsibility of the repainting con-
tractor.

ADINTIONAL SURFACE
FREPARATION METHODS

A layer of factory applied wax is
often applied to protect the metal panels
during forming and transit. Failure to
remove this wax layer will result in poor
intercoat adhesion and the probable
peeling or flaking of a new coating. After
washing the metal panel, the wax can
be removed by wiping the surface with a
clean cloth saturated with an industrial
solvent (example - Xylene). An industrial
solvent will facilitate the removal of the
wax layer and assure maximum intercoat
adhesion. After solvent cleaning, the
acceptability of the intercoat adhesion of
the cleaned metal panel must again be
determined.
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REPAINTING

If intercoat adhesion is still unaccept-
able, it will be necessary to" rough-up’ the
panel surface by light sanding (#400 grit
sandpaper is recommended) or power wash-
ing. Care must be exercised so that the factory
applied finish is not removed during this
process. Building panels must be repainted
within 24 hours after the surface
preparation is completed.

MIXING AND REDUCTION

The paint must be thoroughly mixed
before using. Mechanical mixing is recom-
mended to assure that no settlement remains
in the bottom of the container. Paint can be
reduced for spraying by adding a solvent
{example - xylene) to the paint and mixing
thoroughly. The recommendation of the paint
supplier concerning the use of specific sol-
vents should be followed, The use of more, or
less of the solvent recommended may be
required depending upon the temperature
conditions at the job site and application
equipment used.
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APPLICATION

The metal panel surface should be
completely dry before starting to paint.
Painting should not be done in the early
morning and should not be done at job
site temperatures less than 50 degrees
Fahrenheit. Paint application should be
at the rate recommended by the paint
manufacturer. Excessive or heavy film
application thickness can result in crack-
ing or wrinkling.

COVERAGE

The application of paint al (e rale
of 1.0 mil dry film should result in
approximately 400-500 square feet of
coverage per gallon. This assumes mini-
mum application losses, Some spray
equipment and application methods can
result in significant losses (up to 50%)
which should be considered in estimat-
ing paint requirements.

CLEAN-UP

The solvent recommended by the
paint manufacturer should be used to
clean all equipment.

This technical bulletin has been
distributed, prior to publication,
for review and comment by those
organizations believed to have a
direct interest in and knowledge
of the subject matter.
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