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New Castle, DE 19720 
Phone: 302-322-4177 Fax: 302-322-4457  


Email: info@floorcoatingsetc.com 
 


 
 
 


CHOOSING THE RIGHT FLOORING SYSTEM  
AND  


THE RIGHT INSTALLER FOR MY HANGAR FLOORS 
 
Choosing the right system and the right contractor to install it can be difficult at best.  Hopefully the following technical information 
and guidelines will help to insure that you get the best job with the best system at the best price. 
 
First and foremost you MUST understand that installing a resinous coating or topping over an old, eroded or EVEN a NEW 
concrete floor REQUIRES the expertise of a bona fide experienced resinous flooring contractor.  It’s NOT a job for a painting 
contractor, a janitorial or cleaning contractor or your own maintenance staff.  If you are going to spend thousands of dollars (and 
believe me you will) you owe it to yourself or your owner to choose the right system and the right installer.  The WRONG choice of 
materials or the right choice of materials installed over an inadequately or improperly prepared surface WILL fail.  And, when it 
fails, the cost to remove the failed floor and re-install the correct floor properly could easily approach twice the cost of doing it right 
in the first place. 


Choosing a Contractor 
 


A. Always insist on references when considering a contractor.  It’s the only proof that your contractor is what he says he is. 
Choose a contractor that has been in the flooring business for a number of years.  ANYONE can do one or two jobs and 
claim to be an expert.  Multiple jobs over multiple years can’t be fudged. 


 
B. What type of preparation does the contractor employ? The larger and more experienced installers will ALWAYS opt for 


mechanical (DRY) preparation methods such as shot blasting and/or diamond grinding.  If the determining factor is 
simply “COST” then chemical preparation methods could be employed and a “thin film” 8 to 12 mils system could be 
applied. This is the OLD FASHION way and is basically PAINTING the floor.  Mechanical (DRY) preparation and 
squeegee applied high build coatings are the way to go if ones’ budget allows. Therefore, although shot blasting is the 
preferred preparation method, the resultant profile WILL require a more heavy duty more expensive flooring system. 
However, shot blasting a floor (even a light brush blast) will leave the floor profiled enough as to require a minimum of a 
three (3) coat 25 or 30 mils system to hide the track lines resulting from the blasting process. 
 


C. ALWAYS compare apples to apples when choosing a contractor.  An installer that is offering you a 30 (DRY) mils system 
is giving you three (3) times as much floor as one who is offering a 10 mils system.  If your contractor doesn’t state how 
thick (how many mils) he is giving you, don’t even consider his price.  Spending $20,000.00 for a floor not knowing how 
thick it is, is tantamount to spending $20,000.00 for a car not knowing the year, make and model.  When buying a floor 
you are, in fact, buying thickness (mils). 


 
Choosing the Right System 


This topic starts off where the last topic ended! 
 


A. When buying a resinous floor you are buying mils (thickness).  You are NOT buying numbers of coats.  And, you are 
NOT buying wet mils.  You are buying DFT (dry film thickness). 


 
B. Thicker is better!  In terms of wear, a 20 mils floor will last twice a long as a 10 mils floors.  However, it shouldn’t cost 


twice as much.  Many of the costs of doing a floor are the same regardless of the thickness.  Preparation costs such as 
shot blasting, travel expenses, application labor costs, etc are OFTEN the same for a 20 mils floor as they are for a 30 
mils floor.  Chemically preparing (acid etching) a floor is essentially just as expensive as “shot blasting”.  A two (2) coat 
thin film 10 mils system on a 10,000 square foot chemically prepared floor might cost $1.25 to 1.50 per square foot.  A 
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THREE (3) coat 30 mils system on a “shot blasted” 10,000 square foot floor might cost $1.75 to $2.00.  Therefore, for an 
increased cost of 33% you can get 200% more floor.  Thicker is better and you get what you pay for. 


 
C. If you are performing heavy maintenance on your hangar floor (if it’s not simply a corporate parking garage), you should 


strongly consider an EVEN MORE heavy duty floor such as a 65 mils full aggregate broadcast. 
 
D. Understand the differences between a non-skid finish and a textured finish.  Virtually ALL straight “COATING” systems 


regardless of their thickness have a non-skid/grit added to the finish coat.  This grit can be aluminum oxide, quartz, glass 
beads, crushed walnut shells, or a combination of the above.  It is almost always added to the last coat of material.  This 
last coat (what we call the sacrificial coat) is usually a solvent based thin film urethane material that cures to 3 or 4 dry 
mils.  (4 mils is equal to the thickness of 2 sheets of paper)  The only thing containing the non-skid is this thin film finish 
coat.  Within a short while (usually a couple of years at best) ALL of the non-skid is gone.  The only way to get non-skid 
back into the floor is to recoat it.  Typically this non-skid is broadcast onto the floor at a rate of one lb. per 1,000 square 
feet.  Therefore, a 10,000 square foot service area would use 10 lbs of non-skid or grit. 


 
E. A textured floor is a whole different animal.  The texture is achieved by seeding (broadcasting) a blend of aggregates to 


excess into a heavy (thick) squeegee applied self leveling 100% solids epoxy.  These are called broadcast floors and are 
typically installed at 1/16” thick (65 mils) or 1/8” (125 mils).  They utilize 2/3 of a lb of aggregate per square foot per 
broadcast.  Therefore, the same floor that used 10 lbs of non-skid would use 6,700 or 13,400 lbs of aggregate.  It has 
been our experience that these uniformly textured broadcast floors hold up 4 or 5 times as well as ANY coating system in 
an aircraft service environment.  The aggregate in these broadcast floors adds flexibility and strength to the epoxy much 
like the stone (aggregate) adds flexibility and strength to concrete. 


 
F. ANY coating system, including these high build 65 mils (1/16”) broadcast floors is ONLY as good as the surface on which 


it is installed.  They are still coatings and as such (even though they may be thick) will NOT hide spalled or heavily 
gouged concrete.  If a floor is heavily eroded or more than 15% to 20% of the total area requires major “patching” before 
a coating system can be installed, then perhaps a power troweled epoxy mortar system at 250 mils (1/4” inch) is the 
answer.   
 


In ANY event we hope that it’s obvious by now that you SHOULD be talking to us about your flooring needs.  We’ve been doing 
these floors for more than 30 years.  We do six (6) contracts per week (300 annually) of which 100 are auto or aircraft service 
related.  We expect this number to grow exponentially since 2005 was our first year to exhibit at the NADA and the NBAA shows.  
We install materials for twelve (12) formulators as well as manufacturing our own materials for our own use.  
 
Because of ALL of the above, we don’t think, WE KNOW, that it is highly improbable that you will find another contractor that can 
compete with us on an “apples to apples” basis. 
 


Sincerely, 


 
William. J. Deveney  
GM/Vice President 
Floor Coatings Etc. Inc. 
(302)-322-4177 
 
P.S. Some of the national formulators/manufacturers for whom we install resinous flooring systems include: 
 


Econo Surf Tnemec Polymerica Rust-Oleum 
Sherwin Williams Valspar Flooring National Polymers Koester 
Tennant Milamar (Polymax) Rock-Tred Euclid Chemicals 
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COLOR CARD


INDUSTRIAL FLOOR COLORS


Colors shown approximate tone without any texture. The color of the actual products may vary slightly. Final color matching should be 
made with the actual batch used.  Gloss level and fi nal appearance may vary slightly. Custom colors are available  for an extra charge, with 
the requirement that there is adequate lead time and minimum purchase quantities  are met.


Light Gray Oxford Gray Gray


Steel Gray Raffi a Beige


Beige Beige Rose Tile Red


Safety Blue 450Colonial Blue Highgate Green Safety Yellow


Light Gray 122


Medium Gray 124 Beige 248


Tan 251
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QUARTZ  BLENDS 


COLOR CARD


This reproduction utilizes a standard medium broadcast quartz  and approximates actual colors and patterns. All fi nal color matching for approvals should be made with physi-
cal samples. Custom  quartz color blends are available  for an extra charge, with the requirement that there is adequate lead time and minimum purchase quantities  are met.
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COLOR CARD


LINE MARKING COLORS


Colors shown approximate tone without any texture. The color of the actual products may vary slightly. Final color matching should be 
made with the actual batch used.  Gloss level and fi nal appearance may vary slightly. Custom colors are available  for an extra charge, with 
the requirement that there is adequate lead time and minimum purchase quantities  are met.
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                  Safety Orange


                  Safety Yellow


                  Safety Green


                  Safety Blue


                 Black


                  White
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If you are planning to build a new facility and you intend to have ANY type of resinous coating applied to the floors, this article is a MUST 
READ! 


CURING CONCRETE for COATING APPLICATIONS 
 
When new concrete is placed, a chemical compound is almost always applied to the GREEN concrete a day or two after it is placed. This is 
done to hold moisture in the slab to cure it. Your architects’ specification or perhaps more accurately put the concrete contractor’s choice of 
what GENERIC type of liquid curing agent/compound/membrane he uses can have major financial implications to YOU if you intend to have a 
coating applied. 
 
If your architect specifies and/or the concrete sub-contractor uses the wrong type of curing compound (even if it meets the ASTM C-309 
specification for hydrating the slab);and, it is/was your intention to have a “THIN FILM” roller applied coating installed, you WON’T be able to 
do it without first completely removing the curing membrane. 
 
Generically speaking there are three (3) types of curing compounds: 
 


Type-A: Chlorinated Rubber based 
Type-B: Acrylic based 
Type-C: Dissipating Sodium Silicates 


 
Types A & B (Chlorinated Rubber & Acrylic) form a membrane (a usually visible surface sealer). Type-C (Sodium Silicates) penetrate and 
dissipate and usually show no surface film at all. 
 
One who either intends to have a thin film (paint) coating applied or one who isn’t quite sure in the initial planning stages exactly how much 
money will be left for the floor coating MUST insure himself that Type-C (a Dissipating Sodium Silicate) is used.  
 
When THIN FILM roll down coatings (epoxy and urethane paint) are to be applied the preferred, in fact, the only preparation method that will 
yield good/uniform results is acid etching. Acid etching is the “OLD FASHIONED” way for preparing concrete. However, if a membrane forming 
curing compound (A or B above) is used you CAN’T acid etch the floor before first removing the membrane because the acid solution is kept 
from reacting with the concrete by the curing membrane. 
 
Removing an acrylic or chlorinated rubber curing membrane can ONLY be accomplished by: 
 


A. Dissolving it with an aromatic solvent such as Xylol or Toluol which is laborious and results in HAZARDOUS WASTE. 
 
B. Shot blasting the floor which creates a surface profile that WON’T be hidden by a thin film coating system and will REQUIRE that a 


high build 100% solids coating be installed - which also costs more. 
 
Another potential “draw back” for using membrane forming curing compounds is that they can hold the moisture in the slab so well that your 
resinous flooring installer MAY have to remove the membrane/sealer and allow the slab to DEHYDRATE for 30 to 90 days before ANY coating 
can be applied. This COULD cost a lot more for the contractor to remove the membrane/sealer and have to remobilize two months later to 
complete the job. 
 
ALL of these potential problems as well as numerous others not mentioned here can be avoided by simply making sure that a dissipating (acid 
soluble) curing agent is used. Incidentally, don’t get a false sense of security that by simply specifying the RIGHT generic curing agent you’re 
guaranteed the RIGHT curing agent will in fact be used. Concrete contractors are NOTORIOUS for using whatever they have on their shelf. 
One thing is for sure. If the wrong type of liquid curing compound is used, it will cost YOU more than it should to have your floors refurbished. 
 
Best of luck,  
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DATA  SHEET
DESCRIPTION:
ES-2065 Broadcast System is a 65-mil multi-product system that includes 
a 100% solids semi-rigid epoxy receiver coat, a 100% solids top coat, a 4-mil 
aliphatic urethane fi nish coat and aggregate layered together to form a 65-mil 
broadcast fl ooring system.  This system exhibits very good chemical, wear and 
chip resistance.


A total of 16 different standard colors can be achieved by mixing the clear epoxy 
coating in the ES-2065 Broadcast System and the clear chemical resistant 
urethane fi nish coat with one of 16 “specialty” urethane/epoxy Colorants in the 
fi eld.


RECOMMENDED USES:
The ES-2065 Broadcast Coating System is designed for use on aircraft service 
area fl oors that are subjected to moderate to heavy traffi c and chemical spillage. 
This system is also used in auto and truck service area fl oors.


ES-2065 
65-Mil Broadcast System


Photo #1 Photo #2
PACKAGING:
The liquid components of the 65-mil Solid Color Broadcast System are available 
in semi-bulk and bulk liquid units. The silica fl our is available in 50-lb. bags, while 
the “special” broadcast aggregate is available in 100-lb.bags.  


COVERAGE:
The “semi-rigid” 2200 Epoxy Receiver Coat (with the silica fl our) is applied at the 
rate of 30-mils (53.3 sq. ft./gal) and the aggregate is broadcast at the rate of 0.67-
lbs. per sq. ft. per application layer. The 3150 Epoxy Top Coat is applied at the 
rate of 80-90 sq. ft. per gallon depending on the fi nal surface texture desired. The 
VOC-Chemical Resistant Urethane fi nish coat is applied at 300 sq. ft./gal.


FEATURES:
16 Standard UV Stable Colors


Good Chemical Resistance-Resists Brake Fluid, Battery Acid, Skydrol 
500B


Good Abrasion Resistance


VOC Compliant  products


Gloss Finish; Final fl oor requires less maintenance and upkeep.


Will give your facility a bright, clean and professional appearance.


Full Range of textures; provides a safe surface on which to work.


Can Be Installed With an Integral Cove Base to Create a Monolithic Floor


SURFACE PREPARATION:
In general, the substrate must be clean, dry and sound with new concrete cured 
for at least 30 days at 70�F. Remove dust, laitance, grease, curing compounds, 
waxes, foreign particles, disintegrated or soft base materials, and any previously 
applied potentially incompatible coatings. Create a surface profi le on concrete by 
steel shot blasting.  Cracks and joints should be repaired before the installation 
of the 65-mil Broadcast System.


If the fl oor has an existing paint or coating to be removed, grind the entire 1. 
area using a self-contained, dust controlled, 480 volt 30-amp, “Diamond 
Grinder” (Photo #1).


Using a 15”, 480-volt “Shot Blast” unit (Photo #2), profi le the bare concrete 2. 
fl oor surface to affect an approximate 80-grit sand paper fi nish to achieve a 
sound mechanical bonding surface for the squeegee applied, 100% solids 
epoxy.


Power sand and/or hand grind (using vacuumized diamond grinders) 3. 
all edges, perimeter areas, etc. that are inaccessible to the shot blast 
equipment. If necessary, clean out ALL expansion, isolation and control 
joints using a concrete saw.


Power sweep and/or vacuum the surface to remove all laitance, dust and 4. 
excess shot.


If the concrete surface is not prepared properly, product adhesion will fail 5. 
and warranties will be voided.
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FOR OPTIMUM RESULTS:
New Concrete Must Cure For at Least 30 Days @ 70°F and tested for 
moisture content.


DO NOT Reduce the Epoxy components … with ANY thinner.


DO NOT Use when Humidity Exceeds 75% Indoors.


DO NOT Apply to Structurally Unsound Surfaces.


Allow Each Coat to Dry Tack-Free Before Recoating.


Apply subsequent coats within 24 Hours of Previous Coat.


Test Compatibility with Existing Coatings Prior to Application of This 
System


Review the Material Safety Data Sheets (MSDS) for this product prior to mixing 
and applying. In addition, thoroughly review the Application Guide and product 
labels.


General Properties: Data
Shelf Life 2 Years


Application Temp & Humidity 55F to 85F @ less than 75% R.H.


Induction None


Mixing Ratio: (A to B) Receiver Coat & Top Coat: 1 to 2 ratio; CRU 1 to 2 ratio


Colors Variety with Urethane/Epoxy Colorants


Working Time @ 75  F Receiver Coat: 25 minutes; Top Coat: 18-20 minutes.


Application Methods
Receiver Coat: Notched Squeegee & High quality 3/8” 
nap roller; Top Coat: Flat Squeegee & High quality 3/8” 
nap roller.


Cure Rate @ 75  F


     Recoat 10  hrs.


     Foot Traffi c 14 hrs.


     Heavy Traffi c 24+ hrs.


     Chemical Resistance 72+ hrs.


Test Method Typical Values
Bond Strength (psi) ACI COM #503 (pp. 


1139-1141)
400+ w/ concrete 
failure


% Solids by Volume ASTM D-1644 100.0
Flash Point Pensky-Martens CC >200F


UV Light Resistance Q-U-V Accelerated 
Weather  Tester Good


Hardness-Shore D ASTM D-2240 84+
VOC EPA Method 24 0.12 lbs./gal
Gloss (60) BYK-Gardner Tri-Gloss 90+
Impact Resistance ASTM D-2794 160 in-lbs.
Indentation MIL-D-3134F None
Abrasion Resistance (mg)
(CS-17 wheel, 1000 GM load, 1,000 cycles) ASTM D-1044 31*


Flammability ASTM D-635 Self-Extinguishing


Dry Heat Resistance 140 F Constant
200 F Intermittent


Compression Strength (psi) ASTM D-695 13,100
Tensile Strength (psi) ASTM D-638 7,100
Flexural Strength (psi) ASTM D-790 8,250
Water Absorption (%) ASTM C-413 0.18%
Coeffi cient of Friction(COF) James Friction Tester 0.50- .0.57**


  Notes: *Abrasion Resistance results based on total epoxy/urethane system.
             **Coeffi cient of Friction varies depending on the Top Coat used. See application Step-7


MIXING:
Avoid mixing and application of these products if the fl oor temperature is below 
55°F or above 85°F. Also, avoid application if the relative humidity is higher than 
75%. The temperature of the fl oor, materials and air in the area of the installation 
all play a role in how the product will apply and cure.


If Colorants are to be used with the 65-Mil Broadcast Coating System, the 
appropriate quantity of Colorant is added to the Part-B Resin and mixed in 
uniformly before the Part-A Hardener is added. 


Blend the Part-A and Part-B components thoroughly for a minimum of 2 minutes 
with a “Jiffy” or “Spiral” mixing blade attached to a low-speed (400-600 RPM) 
electric drill. Take care not to induce air into the material when mixing. This will 
cause “bubbles” in the coating when applied.


APPLICATION:
Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of 1. 
Econo Surf 3150 Epoxy and Cab-O-Sil TS-720 or Garamite 1958.


Notch squeegee apply a coat of 100% solids epoxy (Econo Surf 2200 2. 
Receiver Coat) fi lled with Sil-Co-Sil 125 at the rate of 30-mils or 53.3 sq. ft./
gal and back roll to level using a 3/8” nap, 18” wide, roller sleeve.


Seed (broadcast) to excess (rejection) with a specially blended silica 3. 
aggregate at the rate of 0.67 lbs. per sq. ft.


Sweep and /or vacuum to remove all excess silica aggregate.4. 


Saw cut all moving joints as required and fi ll them with a fl exible epoxy joint 5. 
material.


Sweep and /or vacuum to remove dust, debris, contamination etc. resulting 6. 
from the sanding/cutting process.


Notched or fl at squeegee apply 20-mils (80 sq. ft./gal) of clear, 100% solids 7. 
epoxy (Econo Surf 3150 Epoxy) and back roll to level using a 3/8” or 1/2” 
nap (depending on the desired fi nished texture), 18” roller sleeve.


Roller apply one (1) fi nish coat of a pigmented, V.O.C. compliant, chemical 8. 
resistant aliphatic urethane (Econo Surf 5322 CRU) using a 1/2” nap, 18” 
wide, mohair roller at approximately 5-mils (300 sq. ft./gallon).


POT LIFE:
Based on 75°F and 50% R.H., the Receiver Coat has a pot life of 22-25 minutes 
while the Epoxy Top Coat has a pot life of 18-20 minutes. Using any product 
beyond this time will yield variable results and therefore any mixed product 
beyond the pot life should be discarded. Only the amount of urethane that can be 
applied within 30 minutes should be mixed at one time.


CLEAN UP:
Application equipment should be cleaned using soap and water or solvent where 
necessary. Roller covers should be discarded after use.


DISPOSAL:
Empty containers may contain product residue, including fl ammable or 
combustible vapors.  Do not cut, puncture or weld near these containers.  Label 
warnings must be observed until containers have been commercially cleaned or 
reconditioned.  Any containers to be thrown out must be disposed in accordance 
with federal, state and local regulations. 


CUSTOMER NOTE:
For information on application situations not covered above, contact the corporate 
offi ce at 1-302-322-4290.
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HANGAR FLOOR SKETCH 
 


Customer Name: __________________________ Area: __________________________ Approx. Sq. ft.?: __________________ 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


 
We need to have the most clear picture of your facility without actually being there to see it. Please have someone take the time to sketch the area in question to show the following: 


 
1. Approximate dimensions 
2. Total square footage 
3. Location of ALL overhead doors 
4. Show the location of one or two potential staging areas that we could use for materials and/or equipment that are NOT part of the area that we would be 


refurbishing. 
5. Location of your electric breaker box. 
6. All walls, rooms, partitions 
7. Indicate ALL areas on the floor that you feel may need special attention such as large holes, wide cracks, structural problems, etc. 
8. Drains 


 
Note: The purpose of this sketch is to give us as accurate a picture as possible of the area in question. Actual photos are very helpful as well. 


                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         
                         








FLOOR COATINGS ETC. INC. 
HANGAR FLOORS- PREPARATION AND INSTALLATION SPECIFICATIONS FOR: 


8-MIL EPOXY/URETHANE SYSTEM 
20-MIL EPOXY/URETHANE SYSTEM 


 
SURFACE PREPARATION FOR EITHER SYSTEM: 
1. If the floor has an existing paint or coating to be removed, grind the entire area using a self-contained, dust controlled, 480 volt 


30-amp “Prep Master” diamond grinder” (Photo #1). 


2. The existing coating or sealer can also be removed chemically using a methylene chloride based chemical stripper or Xylene 
or an appropriate aromatic solvent.   


 
3. Reclaim the spent hazardous chemical-solvent waste. Place it in an EPA approved hazardous waste container.  Label the 


container for ultimate disposal by the end user/customer. 
 


4. Power scrub/degrease if required using an industrial grade high pH detergent (Photo#2). 
 


5. Acid etch using a 4% to 8% solution of Hydrochloric (Muriactic) acid (20° Baumé) as recommended by the Portland Cement 
Association and NACE (Photo#2). 


 
6. Neutralize the surface acid salts if required using an appropriate neutralizing agent such as tri sodium phosphate. 


 
7. High pressure wash/rinse thoroughly with clean potable water and vacuum dry. 


 
 


Photo #1            Photo #2 


      
PRODUCT INSTALLATION: 8-MIL THIN FILM EPOXY COATING (WITH URETHANE TOPCOAT) 
Description: A (2) coat, 8 dry mils, thin film coating system with a chemically resistant, aliphatic urethane topcoat. 


 
1. Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of Econo Surf 3150 Epoxy and Cab-O-Sil TS-720. 


Grind smooth where necessary. Sweep and/or vacuum to remove residual epoxy dust and other contaminates. 
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2. Roller apply one (1) base coat of a pigmented, 65% solids clear or pigmented polyamide epoxy (ES-3144 Epoxy) using a 1/2” 
nap, 18” wide, mohair roller at approximately  6.5  wet mils (250 sq. ft./gallon). This yields about 4.5-dry mils. 


3. If requested by customer, broadcast #36 aluminum oxide non-skid at a rate of approximately one (1) lb per 1,000 square feet 
into the wet film of the epoxy base coat. 


4. Allow to cure minimum 6 hours then roller apply one (1) finish coat of a pigmented, V.O.C. compliant, chemical resistant 
aliphatic urethane (ES-5322 CRU) using a 1/2” nap, 18” wide, mohair roller at approximately  5.4  wet mils (appr.300 sq. 
ft./gallon). This yields about 3.5 dry mils. 


5. The total dry film thickness will be 8 dry mils depending on roughness of the concrete substrate. 


6. Material Requirements per 1,000 sq. ft.: 


 4.0 gallons of ES-3144 Epoxy  


 3.3 gallons ES-5322 CRU 


PRODUCT INSTALLATION: 20-MIL HIGH BUILD EPOXY COATING (WITH URETHANE TOPCOAT) 
Description: A (2) coat, 20 dry mils, thin film coating system with a chemically resistant, aliphatic urethane topcoat. 


 
1. Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of Econo Surf 3150 Epoxy and Cab-O-Sil TS-720. 


Grind smooth where necessary. Sweep and/or vacuum to remove residual epoxy dust and other contaminates. 


2. Notch or flat squeegee apply one (1) base coat of a pigmented, 100% solids clear or pigmented epoxy (ES-3150 Epoxy) and 
back roll using a 3/8” or 1/2” nap, 18” wide, mohair roller at approximately  16.5  mils (97 sq. ft./gallon).  


3. If requested by customer, broadcast #24 aluminum oxide non-skid at a rate of approximately one (1) lb per 1,000 square feet 
into the wet film of the epoxy base coat. 


4. Allow to cure a minimum of 6 hours then roller apply one (1) finish coat of a pigmented, V.O.C. compliant, chemical resistant 
aliphatic urethane (ES-5322 CRU) using a 1/2” nap, 18” wide, mohair roller at approximately  5.4  wet mils (appr.300 sq. 
ft./gallon). This yields about 3.5 dry mils. 


5. The total dry film thickness will be 20 dry mils depending on roughness of the concrete substrate. 


6. Material Requirements per 1,000 sq. ft.: 


 10.3 gallons of ES-3150 Epoxy  


 3.3 gallons ES-5322 CRU 


TEXTURED AND NON-SKID SURFACES STATEMENT: 
 The degree or amount of texture or non-skid that is used in a given coating is relative.  Therefore, it is imperative that our 
customer determine the degree of non-skid required for his/her particular floor.  FCEI cannot and will not accept the liability or 
responsibility for this decision.   


 Our supervisor will be happy to inform your representative several hours in advance of when the non-skid or textured finish will 
be installed. Should you choose not to have one of your representatives present during this process, you are hereby accepting the 
degree of non-skid that will be installed by our supervisor. 








FLOOR COATINGS ETC., INC.
110 J&M Drive  New Castle, DE 19720


Other Locations: Charlottesvile, VA & Lakeland, FL
Website: www.floorcoatingsetc.com


CALL FOR A FREE ESTIMATE ON YOUR


HANGAR COATING & RESURFACING NEEDS.
1-888-328-4036


Provide a safe, non-skid or 


textured surface 


SAFETY


Protect your hangar floors 


from skydrol and other 


harsh chemicals


CHEMICALLY RESISTANT


INCREASES LIGHTING LEVELS


Less Effort & Time in 


Sweeping & Scrubbing


EASY - TO - MAINTAIN


Hangar Floors Flyer Rev.: 3 7/2008


FLOOR COATINGS ETC., INC.
Nationwide Installer of High Quality Hangar Floor Systems


From 4 to 32 Foot Candles to 


brighten your facility







Completed Hangar Projects for US Government and Corporate


NAME LOCATION #  PROJECTS Total Sq.Ft.
394 Hangar Corp NY 3 280,000
Aero Taxi DE 1 15,000
American Aviation FL 1 30,000
American Express NY 1 35,600
Atlantic Aviation DE 3 65,000
BASF NJ 1 35,000
Copper Station Holding SC 1 10,100
DRBA—Delaware River & Bay Authority DE 8 135,000
Frederick County Airport MD 2 30,000
Eagle Aviation SC 1 28,910
Ganett Publishing, Dulles Airport VA 1 25,000
Geneva International VA 2 20,000
John Rollins Corporate Hangar DE 1 9,000
MBNA DE 1 20,000
Merck Hangar/Keating Const. NJ 1 27,000
MMFUTC NJ 5 49,600
Ocean Aire NJ 1 10,000
Rectrix Aerodrome Centers, Inc. FL 1 43,500
Summit Aviation PA 1 23,000
Summit Aviation, Middletown DE 7 100,000
Threshold Aviation Group CA 1 88,000
Tiger Aviation WV 2 20,000
Vertical Group NJ 1 3,000


Air Force One Andrews AFB, MD 1 150,000
Brunswick Naval Air Station ME 3 45,000
Delaware Air National Guard DE 1 23,000
Dover Air Force Base DE 2 40,000
El Toro Marine Naval Air Station CA 9 180,000
Griffi s Air Force Base NY 3 280,000
Homestead Air Force Base FL 2 90,000
Langley AFB Langley, VA 2 40,000
Naval Air Station, Atsugi Japan 2 55,000
Nellis Air Force Base NV 2 46,000
Patuxent River Naval Air MD 3 135,000
Shaw Air Force Base SC 2 50,000
St. Joe Missouri Air National Guard MO 2 25,000
Stewart Air Force Base NY 1 70,000
Vermont Air National Guard VT 1 16,000
U.S.C.G Hangars-Mobile, AL AL 1 60,000
Willow Grove Air Base PA 1 15,000


  








Joint  is Chipped Out Epoxy Primer Applied to Joint Joint is Filled Level with Epoxy Mortar


Joint  is Then Saw Cut Newly Coated Floor with Repaired JointsJoint  is Filled with Semi-Rigid Epoxy


JOINT
JOINT RECONSTRUCTION
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FLOOR COATINGS ETC., INC. 
Preliminary Hangar Floor Estimate-Questionnaire 


Fax This Form Back To:  302-322-4457 
 


Customer Name: ___________________________ Contact: ______________________ 


Hangar Location: ______________________________ Phone: _______________________ 


All of the following questions play an integral part in the actual cost of doing your floor.  Take the time to answer them as accurately as possible. 
For what primary purpose is this hangar utilized? 
 
Existing Floor Questions:  


1. Which areas will be done? And, what is the square footage of each? 


□ Main Hangar Floor  _________________   □ Maintenance Area  ______________  
 □ Main Hangar Parts Department  ________________  □ Other _______________  


2. Is there an existing coating/paint on your floor now? □ Yes □ No 
     (Send a sample if possible) 


3. Send digital photos, if possible to ronaldtc@floorcoatingsetc.com 


4. Do a sketch on enclosed form. 


New Construction Questions: 


1. Which areas will be done? And, what is the square footage of each? 


□ Main Hangar Floor  _________________   □ Maintenance Area  ______________  
 □ Main Hangar Parts Department  ________________  □ Other _______________  


2. Do a sketch on enclosed form or send blueprints of area(s) involved. Show all joints and state whether they are presently filled or not. 


General Questions: 


1. 430, 440, 480/ 3 phase/ 30 amp service on site?  □ Yes □ No __________________________________ 
2. 208, 230, 240 / 3 phase/ 60 amp service on site? □ Yes □ No __________________________________ 
3. Heat? □ Yes □ No __________________________________ 
4. Lights? □ Yes □ No __________________________________ 
5. Electricity? □ Yes □ No __________________________________ 
6. A material and equipment staging area □ Yes □ No __________________________________ 
 other than the area (s) to be coated.   
 
7. Is there a specified flooring system/systems? □ Yes □ No __________________________________ 
8. Do you have a fork lift or access to one? □ Yes □ No __________________________________ 
9. Any other pertinent information? 
________________________________________________________________________________________________________________


________________________________________________________________________________________________________________


________________________________________________________________________________________________________________ 


Signed: ____________________________ Title: ___________________________  Date: _______________________________ 
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PREPARATION AND INSTALLATION SPECIIFICATIONS FOR: 
30-MILS HIGH BUILD COATINGS (WITH URETHANE TOPCOAT) 


 


SURFACE PREPARATION: 


1. If the floor has an existing paint or coating to be removed, grind the entire area using a self-contained, dust controlled, 480 volt 
30-amp, “Diamond Grinder” (Photo #1). 


2. Using a 15”, 480-volt “Shot Blast” unit (Photo #2), profile the bare concrete floor surface to affect an approximate 80-grit sand 
paper finish to achieve a sound mechanical bonding surface for the squeegee applied, 100% solids epoxy. 


3. Power sand and/or hand grind (using vacuumized diamond grinders) all edges, perimeter areas, etc. that are inaccessible to 
the shot blast equipment. 


4. If necessary, clean out ALL expansion, isolation and control joints using a concrete saw. 


5. Power sweep and/or vacuum the surface to remove all laitance, dust and excess shot. 


Photo #1            Photo #2 


      


      


PRODUCT INSTALLATION: 30-MILS HIGH BUILD COATINGS (WITH URETHANE TOPCOAT) 


Description: A (3) coat, 30 dry mils, high build coating system with a chemically resistant, aliphatic urethane topcoat. 
 


1. Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of Econo Surf 3150 Epoxy and Cab-O-Sil TS-720. 


2. Notch squeegee apply 14-mils (114 sq. ft./gallon) Sil-Co-Sil 125 filled 100% solids epoxy (Econo Surf 3150 Epoxy) and back 
roll to level using a 3/8” nap, 18” wide, mohair roller. 


3. Notch squeegee apply 12-mils (133 sq. ft./gallon) of a pigmented 100% solids epoxy (Econo Surf 3150) and back roll to level 
using a 3/8” nap, 18” wide, mohair roller. 


4. Power sand/screen the entire area (if necessary) to remove surface defects such as grit, air bubbles, etc. and tack rag clean to 
remove fine dust.  
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5. Sweep and/or vacuum to remove residual epoxy dust and other contaminates. 


6. If required, broadcast #24 or #36 aluminum oxide safe walk grit onto the cured epoxy basecoat at a rate designated by the 
customer’s representative (typically one-lb. per 1,000 sq. ft.) See statement on textured and non-skid surfaces below. 


7. Roller apply one (1) finish coat of a pigmented, V.O.C. compliant, chemical resistant aliphatic urethane (Econo Surf 5322 CRU) 
using a 1/2” nap, 18” wide, mohair roller at approximately  5 mils (300 sq. ft./gallon). 


8. Material Requirements per 1,000 sq. ft.: 


 16.25 gallons of ES-3150 Epoxy 


 5.5 quarts UR-4 Colorant (if pigmented)  


 3.3 gallons ES-53220 CRU 


 


NOTATION ON SMOOTH SURFACES: 


 ANY coating system that is meant to be smooth (no non-skid or texture) WILL HAVE some degree of surface defects – 
especially if a solvent or water based urethane is the finish coat. All coatings that are less than 100% solids are subject to out 
gassing bubbles resulting from heat, cold humidity, air movement, etc. It is virtually impossible to install a roller applied coating 
devoid of these types of surface defects.  


 


TEXTURED AND NON-SKID SURFACES STATEMENT: 


 The degree or amount of texture or non-skid that is used in a given coating is relative.  Therefore, it is imperative that our 
customer determine the degree of non-skid required for his/her particular floor.  FCEI cannot and will not accept the liability or 
responsibility for this decision.   


 Our supervisor will be happy to inform your representative several hours in advance of when the non-skid or textured finish will 
be installed. Should you choose not to have one of your representatives present during this process, you are hereby accepting 
the degree of non-skid that will be installed by our supervisor. 
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PREPARATION AND INSTALLATION SPECIFICATIONS FOR: 


ES-2065  65-MIL BROADCAST SHOP FLOOR 


ES-2400  65-MIL BROADCAST DECORATIVE QUARTZ SYSTEM 


SURFACE PREPARATION FOR EITHER SYSTEM: 


1. If the floor has an existing paint or coating to be removed, grind the entire area using a self-contained, dust controlled, 480 volt 30-amp, “Diamond 
Grinder” (Photo #1). 


2. Using a 15”, 480-volt “Shot Blast” unit (Photo #2), profile the bare concrete floor surface to affect an approximate 80-grit sand paper finish to achieve a 
sound mechanical bonding surface for the squeegee applied, 100% solids epoxy. 


3. Power sand and/or hand grind (using vacuumized diamond grinders) all edges, perimeter areas, etc. that are inaccessible to the shot blast equipment. 


4. If necessary, clean out ALL expansion, isolation and control joints using a concrete saw. 


5. Power sweep and/or vacuum the surface to remove all laitance, dust and excess shot. 


Photo #1            Photo #2 


      
PRODUCT INSTALLATION NOTES:  


The difference between a 65-mils solid color shop floor and a 65-mils decorative color quartz floor is that the shop floor utilizes a blend of silica sand 
and pigmented top coats while the decorative color quartz utilizes a blend of colored quartz particles and clear top coats. 
 
It is also important to note that with either of these systems, ALL moving joints are honored. They can be filled before the system is installed to create a 
seamless floor or ANY other point in the process. Consult your Econo Surf technical representative for descriptions and explanations of the different 
methods.  If a 4” integral cove base is being installed, it is done prior to the installation of the flooring. 


 


PRODUCT INSTALLATION: 65-MIL BROADCAST FLOORS(WITH URETHANE TOPCOAT) 


Description: A (3) coat, 65-mil full aggregate broadcast system with a chemically resistant, aliphatic urethane topcoat. 
 


1. Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of Econo Surf 3150 Epoxy and Cab-O-Sil TS-720 or Garamite. 


2. Notch squeegee apply a coat of 100% solids epoxy (Econo Surf 2200 Receiver Coat) filled with Sil-Co-Sil 125 at the rate of 30-mils or 53.3 sq. ft./gal 
and back roll to level using a 3/8” nap, 18” wide, roller sleeve. 


3. Seed (broadcast) to excess (rejection) a specially blended silica aggregate at the rate of 0.67 lbs. per sq. ft. 


4. Sweep and /or vacuum to remove all excess silica aggregate. 
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5. If an “orange peel” texture is desired, power sand the exposed aggregate at the rate of approximately 2,000 sq. ft./hour using a slow speed floor buffer 
with a 60-grit sanding head. 


6. Saw cut all moving joints as required and fill them with a flexible epoxy joint material. 


7. Sweep and /or vacuum to remove dust, debris, contamination etc. resulting from the sanding/cutting process. 


8. Notched or flat squeegee apply 20-mils (80 sq. ft./gal) of pigmented, 100% solids epoxy (Econo Surf 3150 Epoxy) and back roll to level using a 3/8” nap 
(depending on the desired finished texture), 18” roller sleeve. 


9. Roller apply one (1) finish coat of a pigmented, V.O.C. compliant, chemical resistant aliphatic urethane (Econo Surf 5322 CRU) using a 3/8” nap, 18” 
wide, mohair roller at approximately  5 mils (300 sq. ft./gallon). 


10. Material Requirements per 1,000 sq. ft.: 


 12.5 gallons of ES-2200 Epoxy  for Receiver Coat  


 50-lbs. Sil-Co-Sil 125 


 667 –lbs. Silica aggregate for Receiver Coat 


 12.5 gallons of ES-3150 Epoxy  for Dress Coat 


 3.3 gallons ES-5322 CRU for Finish Coat 


 


PRODUCT INSTALLATION: ES-2400 65-MIL QUARTZ BROADCAST FLOORS(WITH URETHANE TOPCOAT) 


Description: A (3) coat, 65-mil full Decorative Quartz aggregate broadcast system with a chemically resistant, aliphatic urethane topcoat. 
 


1. Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of Econo Surf 3150 Epoxy and Cab-O-Sil TS-720 or Garamite 1958. 


2. Notch squeegee the pigmented initial coat of the 100% solids, 3150 Epoxy (with the silica flour) at the rate of 30-mils (53.3 sq. ft./gal) and back roll to 
level using a 3/8” nap, 18” wide, roller sleeve. 


3. Seed (broadcast) to excess (rejection) with a specially blended silica aggregate at the rate of 0.67 lbs. per sq. ft. 


4. Sweep and /or vacuum to remove all excess silica aggregate. 


5. Saw cut all moving joints as required and fill them with a flexible epoxy joint material. 


6. Sweep and /or vacuum to remove dust, debris, contamination etc. resulting from the sanding/cutting process. 


7. Notched or flat squeegee apply 20-mils (80 sq. ft./gal) of clear, 100% solids epoxy (Econo Surf 3150 Epoxy) and back roll to level using a 3/8” or 1/2” 
nap (depending on the desired finished texture), 18” roller sleeve. 


8. Roller apply one (1) finish coat of a pigmented, V.O.C. compliant, chemical resistant aliphatic urethane (Econo Surf 5322 CRU) using a 1/2” nap, 18” 
wide, mohair roller at approximately  5-mils (300 sq. ft./gallon). 


9. Material Requirements per 1,000 sq. ft.: 


 12.5 gallons of ES-2200 Epoxy  for Receiver Coat 


 50-lbs. Sil-Co-Sil 125 


 667–lbs. Decorative Quartz aggregate for Receiver Coat 


 12.5 gallons of ES-3150 Epoxy  for Dress Coat 


 3.3 gallons ES-5322 CRU for Finish Coat 


TEXTURED AND NON-SKID SURFACES STATEMENT: 


 The degree or amount of texture or non-skid that is used in a given coating is a relative decision.  Therefore, it is imperative that our customer determine 
the degree of non-skid required for his/her particular floor.  FCEI cannot and will not accept the liability or responsibility for this decision.   


 Our supervisor will be happy to inform your representative several hours in advance of when the non-skid or textured finish will be installed. Should you 
choose not to have one of your representatives present during this process, you are hereby accepting the degree of non-skid that will be installed by our 
supervisor. 








ECONO SURF,   PO Box 732,  New Castle, DE 19720   (302)322-4920   . Fax (302)322-4981


DATA  SHEET


30-Mil Epoxy/Urethane
Hangar Floor System


DESCRIPTION:
The 30-Mil Epoxy/Urethane system is a three (3) coat, high build coating system 
consisting of two (2) coats of ES-3150 Epoxy and a fi nal fi nish coat of ES-5322, 
a chemical resistant urethane.
 
Available in a wide variety of colors achievable by mixing the clear ES-3150 Epoxy 
or clear ES-5330 CRU with one of 16 “specialty” urethane/epoxy Colorants in the 
fi eld.


RECOMMENDED USES:
The 30-Mil Epoxy Coating System is used on concrete fl oors in aircraft 
maintenance facilities, as well as auto and truck service area that are subjected 
to light to moderate traffi c and typical chemical spillages. 


FEATURES:
Squeegee Applied, Self-Leveling


Easy Mixing Ratio


16 Standard Colors


Can Be Installed Smooth or With Various Degrees of Non-Slip


VOC Compliant


Good Chemical Resistance-Resists Brake Fluid, Battery Acid and 
Skydrol 500B.


Good Abrasion Resistance


PACKAGING:
The ES-3150 Epoxy Coating is available in 15-gal and 165-gal units for easy 
job-site mixing and application. 


The ES-5222 Urethane is available in semi-bulk, 15-Gal Units.


COVERAGE:
1st Coat ES-3150 Epoxy 123 sq. ft./gal. 13 mils
2nd Coat ES-3150 Epoxy 123 sq. ft./gal 13 mils
3rd Coat ES-5330 Urethane 320 sf. ft./gal 5 mils


As with all coatings, coverage is dependent on the smoothness and porosity of 
the surface. 


SURFACE PREPARATION:
The substrate must be clean, dry and sound with new concrete cured for at least 
30 days at 70F. Remove dust, laitance, grease, curing compounds, waxes, 
foreign particles, disintegrated or soft base materials, and any previously applied 
potentially incompatible coatings.  Create a surface profi le on concrete by steel 
shot blasting. Cracks and joints should be repaired before the installation of the 
ES-3150 Epoxy Coating.


If the concrete surface is not prepared properly, product adhesion will fail and 
warranties will be voided.


FOR OPTIMUM RESULTS:
For Interior Use Only


New Concrete Must Cure For at Least 30 Days @ 70 F


DO NOT Reduce The ES-3150 Epoxy Coating with Thinner


DO NOT Use When Relative Humidity Exceeds 85% Indoors.


DO NOT Apply to Structurally Unsound Surfaces.


DO NOT Apply heavier than recommended wet fi lm thickness.


Allow Each Coat to Dry Tack-Free Before Recoating.


Apply Subsequent Coats Within  24 Hours of Previous Coat.


Test Compatibility With Existing Coatings Prior to Top Coatings







30-Mil Epoxy/Urethane System (Hangar) Rev:2 3/11ECONO SURF
Corporate Headquarters:   110 J&M Drive,  P. O. Box 732, New Castle, DE 19720


PHONE (302) 322-4920     •     FAX (302) 322-4981


General Properties: Data
Shelf Life Epoxy: 2 Years      Urethane; 1-Year


Colors Clear & Variety with Field Colorants 


Induction None


Coverage ES-3150 is 123sq. ft. per gal @ 13 mils per coat.
ES-5330 is 320 sq. ft. per gal @  5 mils


Mixing Ratio: (A to B) ES-3150 is 1:2 by volume … ES-5322 is 1:2 by 
volume


Application Temp & Humidity 55F to 85F @ less than 75% R.H.


Application Methods Flat or Notched Squeegee & High quality 3/8” nap 
roller


Cure Rate @ 75  F


     Recoat 5-6 hrs.


     Foot Traffi c 10 hrs.


     Heavy Traffi c 48+ hrs.


     Chemical Resistance 72+ hrs.


Test Method Typical Values
Bond Strength (psi) ACI COM #503 (pp. 


1139-1141)
400+ w/ concrete 
failure


% Solids by Volume ASTM D-1644 99.5% Epoxy
65-70% Urethane


UV Light Resistance Q-U-V Accelerated 
Weather Tester Good


Hardness-Shore D ASTM D-2240 84+


VOC D3960 Epoxy: 0 g/l
CRU:   335 g/l


Gloss (60) BYK-Gardner Tri-Gloss 90+


Impact Resistance ASTM D-2794 >160 in-lbs.


Indentation MIL-D-3134F None


Abrasion Resistance (mg)
(CS-17 wheel, 1000 GM load, 1,000 cycles) ASTM D-1044 35*


Flammability ASTM D-635 Self-Extinguishing


Dry Heat Resistance 140 F Constant
200 F Intermittent


Water Absorption (%) ASTM C-413 0.17%


          *Abrasion resistance results based on total epoxy/urethane system.


Review ECONO SURF’s Material Safety Data Sheets (MSDS) for 
this product prior to mixing and applying. In addition, thoroughly 
review the Application Guide and product labels.


MIXING:
Avoid mixing and application of this product if the fl oor temperature is below 55F 
or above 85F. Also, avoid application if the relative humidity is higher than 75%. 
The temperature of the fl oor, materials and air in the area of the installation all 
play a role in how the product will apply and cure.


If Colorants are to be used with the ES-3150 Epoxy Coating- Clear, or the 
ES-5322 Urethane, the appropriate quantity of Colorant is fi rst added to the 
Part-B Resin and mixed in uniformly before the Part-A Hardener is added. 
Generally, one quart of Colorant is added for every 3-gal of mixed product.
 


DO NOT change the ratio of A to B. 


ES-3150 Epoxy 1:2 ratio by volume
ES-5330 Urethane 1:2 ratio by volume


Blend thoroughly for a minimum of 2 minutes with a “Jiffy” or “Spiral” mixing blade 
attached to a low-speed (400-600 RPM) electric drill. Take care not to induce 
air into the material when mixing. This will cause “bubbles” in the coating when 
applied.


APPLICATION:
Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of 1. 
Econo Surf 3150 Epoxy and Cab-O-Sil TS-720.


Notch squeegee apply 13-mils (123sq. ft./gallon), 100% solids pigmented 2. 
epoxy (ES-3150 Epoxy) and back roll to level using a 3/8” nap, 18” wide, 
mohair roller.


Notch squeegee apply 13-mils (123 sq. ft./gallon) of a pigmented 100% 3. 
solids epoxy (ES-3150) and back roll to level using a 3/8” nap, 18” wide, 
mohair roller.


Power sand/screen the entire area (if necessary) to remove surface defects 4. 
such as grit, air bubbles, etc. and tack rag clean to remove fi ne dust using 
a fl oor sander with #80 grit sand paper.


Sweep and/or vacuum to remove residual epoxy dust and other 5. 
contaminates.


Roller apply one (1) fi nish coat of ES- 5322 CRU using a 1/2” nap, 18” 6. 
wide, mohair roller at approximately 5 mils (320sq. ft./gallon).   Avoid excess 
agitation of the liquids with the roller. This will lessen chances of bubbling 
of the fi nal fi lm.


POT LIFE:
At 75F and 50% R.H., the ES-3150 Epoxy in both clear and pigmented systems 
has a useful working time or pot life of 15-20 minutes. The ES-5322 Chemical 
Resistant Urethane has a working time of approx. 1 to 2 hrs. 


Using any product beyond this time will yield variable results and therefore any 
mixed product beyond the pot life should be discarded.


CLEAN UP:
Application equipment should be cleaned using soap and water or 
solvent where necessary. Roller covers should be discarded after use.


DISPOSAL:
Empty containers may contain product residue, including fl ammable or 
combustible vapors.  Do not cut, puncture or weld near these containers.  Label 
warnings must be observed until containers have been commercially cleaned or 
reconditioned.  Any containers to be thrown out must be disposed in accordance 
with federal, state and local regulations.  


CUSTOMER NOTE:
For information on application situations not covered above, contact the corporate 
offi ce at 1-302-322-4920.
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DESCRIPTION:
The 8 or 20 mils Epoxy/Urethane coating system is a two (2)coat system 
consisting of either one application of 65% solids polyamide epoxy top coated 
with one application of 65% solids aliphatic urethane or one 16 mils application 
of 100% solids epoxy with the same top coat of chemical resistant, aliphatic 
urethane. These systems are specifi cally designed to be applied over a wet 
prepared (acid etched) surface.


Available in clear and colors achievable by mixing the clear ES-3144 Epoxy, ES-
3150 Epoxy or clear ES-5322 CRU with one of 16 “specialty” urethane/epoxy 
Colorants in the fi eld.


RECOMMENDED USES:
These thin fi lm 18 or 20 mils systems are best suited for light duty service areas 
(aircraft and auto) or for aircraft and auto parking areas. They are also utilized 
where cost is the primary factor.


FEATURES:
Easy Application … Roller Applied


Easy Mixing Ratio


16 Standard Colors


Can Be Installed Smooth or With Various Degrees of Non-Slip


Thin Film but VOC Compliant


Good Chemical Resistance-Resists Brake Fluid, Battery Acid and Skydrol 
500B


Good Abrasion Resistance


Easily Re-Coated After a Few Years of Service


PACKAGING:
The ES-3150 Epoxy Coating is available in 15-gal and 165-gal units for easy 
job-site mixing and application. 


The ES-5400 Chemical Resistant Urethane is available in 2.5-gal units or semi-
bulk units.


COVERAGE:
ES-3144 Epoxy 250 sq.ft./gal.
ES-3150 Epoxy  100 sq.ft./gal.
ES-5322 Urethane 300 sq.ft./gal.


As with all coatings, coverage is dependent on the smoothness and porosity of 
the surface. 


SURFACE PREPARATION:
Best results are achieved when diamond grinding and/or chemical preparation 
processes are utilized. Shot blasting is not recommended unless aesthetics 
are no concern. Attempting to install these systems over a shot blasted surface 
stands a 95% chance that the shot blast overlap lines will telegraph through the 
coating.


The substrate must be clean, dry and sound with new concrete cured for at least 
30 days at 70F. Remove dust, laitance, grease, curing compounds, waxes, 
foreign particles, disintegrated or soft base materials, and any previously applied 
potentially incompatible coatings.  Create a surface profi le on concrete by steel 
shot blasting. Cracks and joints should be repaired before the installation of the 
8 or 20 mils Epoxy/Urethane coating system.


If the concrete surface is not prepared properly, product adhesion will fail and 
warranties will be voided.


FOR OPTIMUM RESULTS:
For Interior Use Only Where Freeze/Thaw Occurs.


New Concrete Must Cure For at Least 30 Days @ 70 F


DO NOT Reduce The ES-3150 Epoxy Coating with Thinner


DO NOT Use When Relative Humidity Exceeds 75%  Indoors.


DO NOT Apply to Structurally Unsound Surfaces.


DO NOT Apply heavier than recommended wet fi lm thickness.


Allow Each Coat to Dry Tack-Free Before Recoating.


Apply  Subsequent Coats Within  24 Hours of Previous Coat.


Before Attempting to Over Coat Ensure Compatibility Over Old Paint


Review ECONO SURF’s Material Safety Data Sheets (MSDS) for this product 
prior to mixing and applying. In addition, thoroughly review the Application 
Guide and product labels.


DATA  SHEET


8/20 Mil  Epoxy/Urethane Systems







MIXING:
Avoid mixing and application of this product if the fl oor temperature is below 55F 
or above 85F. Also, avoid application if the relative humidity is higher than 75%. 
The temperature of the fl oor, materials and air in the area of the installation all 
play a role in how the product will apply and cure. DO NOT change the ratio of 
A to B. 


If Colorants are to be used with the ES-3150 Epoxy Coating- Clear, or the 
ES-5322 Urethane, the appropriate quantity of Colorant is fi rst added to the 
Part-B Resin and mixed in uniformly before the Part-A Hardener is added. 


ES-3144 Epoxy 1:1 ratio
ES-3150 Epoxy  1:2 ratio
ES-5322 Urethane 1:2 ration


Blend thoroughly for a minimum of 2 minutes with a “Jiffy” or “Spiral” mixing blade 
attached to a low-speed (400-600 RPM) electric drill. Take care not to induce 
air into the material when mixing. This will cause “bubbles” in the coating when 
applied.


General Properties: Data
Shelf Life 2 Years on Epoxy; One Year on CRU


Colors Clear & Variety with Colorants 


Induction Time None


Application Temp & Humidity 55F to 85F @ less than 75% R.H.


Cure Rate @ 75  F


     Recoat 5-6 hrs.


     Foot Traffi c 10 hrs.


     Heavy Traffi c 24+ hrs.


     Chemical Resistance 72+ hrs.


Test Method Typical Values
Bond Strength (psi) ACI COM #503 (pp. 


1139-1141)
400+ w/ concrete 
failure


% Solids by Volume ASTM D-1644 99.5% Epoxy
65-70% Urethane


UV Light Resistance Q-U-V Accelerated 
Weather Tester Good


Hardness-Shore D ASTM D-2240 84+


VOC D3960
3144 Epoxy 380 g/l
3150 Epoxy: 0 g/l
5322 CRU:   335 g/l


Gloss (60) BYK-Gardner Tri-Gloss 90+ with ES-5322 
CRU


Impact Resistance ASTM D-2794 >160 in-lbs.


Indentation MIL-D-3134F None


Abrasion Resistance (mg)
(CS-17 wheel, 1000 GM load, 1,000 cycles) ASTM D-1044 45*


Flammability ASTM D-635 Self-Extinguishing


Dry Heat Resistance 140 F Constant
200 F Intermittent


Water Absorption (%) ASTM C-413 0.17%


          *Abrasion resistance results based on total epoxy/urethane system.


APPLICATION:
Pre-patch all large holes, divots, cracks, etc., using an epoxy paste made of 
Econo Surf 3150 Epoxy and Cab-O-Sil TS-720.


8-Mil System
Roller apply one (1) base coat of a pigmented, 1. 65% solids clear or 
pigmented polyamide epoxy (ES-3144 Epoxy) using a 1/2” nap, 18” wide, 
mohair roller at approximately  6.5  wet mils (250 sq. ft./gallon). This 
yields about 4.5-dry mils.
If requested by customer, broadcast #36 aluminum oxide non-skid at a rate 2. 
of approximately one (1) lb per 1,000 square feet into the wet fi lm of the 
epoxy base coat.


Allow to cure minimum 6 hours then roller apply one (1) fi nish coat 3. 
of a pigmented, V.O.C. compliant, chemical resistant aliphatic 
urethane (ES-5322 CRU) using a 1/2” nap, 18” wide, mohair roller 
at approximately  5.4 wet mils (300 sq. ft./gallon). This yields about 
3.5 dry mils.


20-Mil System
Notch or fl at squeegee apply one (1) base coat of a pigmented, 1. 100% 
solids clear or pigmented epoxy (ES-3150 Epoxy) and back roll using a 3/8” 
or 1/2” nap, 18” wide, mohair roller at approximately  16.5  mils (97 
sq. ft./gallon). 
If requested by customer, broadcast #36 aluminum oxide non-skid at a rate 4. 
of approximately one (1) lb per 1,000 square feet into the wet fi lm of the 
epoxy base coat.


Allow to cure minimum 6 hours then roller apply one (1) fi nish coat 5. 
of a pigmented, V.O.C. compliant, chemical resistant aliphatic 
urethane (ES-5322 CRU) using a 1/2” nap, 18” wide, mohair roller 
at approximately  5.4 wet mils (300 sq. ft./gallon). This yields about 
3.5 dry mils.


POT LIFE:
At 75F and 50% R.H., the useful pot life of each product is as follows:


ES-3144 Epoxy  2-3 hours 
ES-3150 Epoxy   15-20 minutes
ES-5322 Urethane  1-2 hours


Using any product beyond this time will yield variable results and 
therefore any mixed product beyond the pot life should be dis-
carded.


CLEAN UP:
Application equipment should be cleaned using soap and water or solvent where 
necessary. Roller covers should be discarded after use.


DISPOSAL:
Empty containers may contain product residue, including fl ammable or 
combustible vapors.  Do not cut, puncture or weld near these containers.  Label 
warnings must be observed until containers have been commercially cleaned or 
reconditioned.  Any containers to be thrown out must be disposed in accordance 
with federal, state and local regulations.  


CUSTOMER NOTE:
For information on application situations not covered above, contact the corporate 
offi ce at 1-302-322-4920.
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Partial Listing of Hangar Projects for Private/Commercial and US Government


Location # of Projects Total SqFt


Threshold Aviation CA 2 88,000
Aero Tax DE 1 15,000
Atlantic Aviation DE 3 65,000
DRBA-Delaware River & Bay Authority DE 9 139,000
John Rollins Corporate Hangar DE 1 9,000
MBNA DE 1 20,000
Summit Aviation, Middletown DE 8 127,500
American Aviation FL 1 30,000
Darden Restaurant Aviation FL 1 14,500
Holland Sheltair Aviation Group FL 8 145,200
Marco Hangar FL 2 20,100
Naples Airport Properties FL 1 12,400
Rectrix Aerodrome Centers, Inc FL 1 43,500
Boeing Flight Mantenance IN 1 30,000
Gary Jet Center IN 1 36,000
First Flight- Agusta Westland MD 1 42,000
Frederick County Airport MD 2 30,000
BASF NJ 1 35,000
Merck Hangar/Keating Construction NJ 1 27,000
MMFUTC NJ 5 49,600
Ocean Aire NJ 1 10,000
Vertical Group NJ 1 3,000
394 Hangar Corp NY 3 280,000
American Express NY 1 35,600
Summit Aviation PA 1 23,000
Copper Station Holding SC 1 10,100
Eagle Aviation SC 1 28,910
Gannett Publishing, Dulles Airport VA 1 25,000
Geneva International VA 2 20,000
Tiger Aviation WV 2 20,000


Location # of Projects Total SqFt


Elmendorf AFB AK 1 97,000
U.S.C.G Hangars-Mobile AL 1 60,000
El Toro Marine Naval Air Station CA 9 180,000
Army Aviation Support Facility (AASF) DE 1 52,000
DEANG Maintenance Hanger DE 1 2,800
Delaware Air National Guard DE 2 96,000
Dover Air Force Base DE 2 40,000
Homestead Air Force Base FL 2 90,000
Naval Air Station, Atsugi Japan 2 55,000
AIR FORCE ONE MD 1 150,000
Patuxent River Naval Air MD 3 135,000
Brunswick Naval Air Station ME 3 45,000
St. Joe Missouri Air National Guard MO 2 25,000
Nellis Air Force Base NV 2 46,000
Stewart Air Force Base NY 1 70,000
Pennsylvania Air National Guard PA 1 26,000
Willow Grove Air Base PA 1 15,000
Shaw Air Force Base SC 2 50,000
Lackland AFB TX 1 26,000
Langley AFB VA 2 40,000
Vermont Air National Guard VT 1 16,000
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