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Specification Guide
Specification for 
SYNTHA PULVIN PLUS
25 year guaranteed Superdurable Polyester 
Powder Coating for aluminium alloy and galvanized steel 
syntha pulvin plus
SYNTHA PULVIN (UK) 95 Aston Church Road, Nechells, Birmingham B7 5RQ
Telephone: 
0121 327 3631
Fax: 
0121 328 8433
SYNTHA PULVIN is a registered trademark of  H. B. Fuller Coatings Ltd. 
The SYNTHA PULVIN PLUS Specification 
Work section Z31 SUPERDURABLE POLYESTER POWDER COATING
SPECIFICATION CLAUSES
Z31
SUPERDURABLE POLYESTER POWDER COATING
Clauses in work section Z31 to be read with the Preliminaries A10-A55 and the Contract general conditions.
SUPERDURABLE POLYESTER POWDER COATING SYSTEMS
111
CLAUSES IN Z31 cover items general to all specification work sections dealing with 


galvanized mild steel or aluminium commodities to be polyester powder coated.
They are to be read as part of those work sections.
121
SUPERDURABLE POWDER COATING TO:


A

Type: 
Polyester Powder to BS 6496 (Aluminium)
Polyester Powder to BS 6497 (Galvanized steel)
B
Manufactured by a BS EN ISO 9001 certified company,
C
Agrément Certificate No.: 94/3041,
D
Conformity requirement: See clause 211,
E
Processing Conditions See clause 320 & 321,
F
Certificate of compliance See clause 216 & 475,
G
Guarantee requirements See clause 212,
H
Coating reference number: _________,
I
Colour: _________,
J
Gloss Level: 28+or-7 units. see clause 248,
K
Coating thickness: ___ microns. See clause 443,
L
Reference: 
SYNTHA PULVIN PLUS Matt or
SYNTHA PULVIN PLUS Metallic,
M
Manufacturer: SYNTHA PULVIN (UK)
GENERAL WORKMANSHIP REQUIREMENTS
211
CONFORMITY REQUIREMENTS: 
Ensure the product and its application conforms to all relevant requirements, restrictions and recommendations of:
A
BS 6496 (Aluminium)
B
BS 6497 (Galvanized Steel)
C
Agrément Certificate No. 94/3041
D
'The SYNTHA PULVIN System' technical manual.
E
The SYNTHA PULVIN PLUS Guarantee.
F
British Coating Federation: Code of safe practice.
212 
GUARANTEE:
Provide a guarantee for a period of 25 years to the CA for approval.
Ensure the coating work is carried out by the SYNTHA PULVIN PLUS 'Approved Applicator' in accordance with the requirements of The SYNTHA PULVIN PLUS Guarantee.
213 
AGRÉMENT CERTIFICATE:
Ensure the product and its application conforms to all relevant restrictions and recommendations of: Agrément Certificate No. 94/3041
Provide a copy of the Agrément Certificate to the CA for approval.
214
TENDER AND CONTRACT INFORMATION:
Ensure the name of SYNTHA PULVIN (UK) and the colour reference number(s) specified are on all documents, together with the name of the SYNTHA PULVIN PLUS 'Approved Applicator' when known.
215
DOCUMENTATION:
Ensure all documents submitted to the 'Approved Applicator' clearly state the name of the Project / Development.
216 
QUALITY CONTROL REPORT:
Supply to the CA when requested a copy of the quality control report from the 'Approved Applicator' verifying that the finish complies with the SYNTHA PULVIN process as defined in:
A
BS 6496 (Aluminium)
B
BS 6497 (Galvanized Steel)
C
'The SYNTHA PULVIN system' Technical Manual
D
The British Board of Agrément Certificate No. 94/3041.
Attach to Declaration of Conformity. See clause 476.
221
SYNTHA PULVIN PLUS ‘APPROVED APPLICATOR’:
Ensure that the applicator:
A
is a SYNTHA PULVIN PLUS 'Approved Applicator'
B
complies fully with the SYNTHA PULVIN PLUS 'Product Performance and 
Applicator Requirements'.
231
SAMPLES: submit representative samples of the following with the tender, obtain CA's 


approval prior to ordering any materials required for the works:
A
Coated samples of components to be used in the works showing the various grades and forms of:
1
Aluminium,
2
Galvanized mild steel.
B
Colour(s) including attached information on:
1
Colour name(s),
2
Reference number(s),
3
Gloss level(s),
4
Product reference(s),
5
Manufacturer's name.
Retain sample panels until Contract Completion.
Ensure that delivered materials and coatings match samples.
See also clause 325 & 441.
SAMPLES AND TESTING
240A
TESTING & COMPARISONS WITH CONTROL SAMPLES:
In the event of any dispute contact SYNTHA PULVIN (UK) to arbitrate.
241
TESTING OF COATED COMPONENTS:
A
Whenever possible carry out testing on the actual components or suitable test pieces, in accordance with:
1
The SYNTHA PULVIN PLUS 'Product Performance and Applicator 
Requirements' Section 2 "Quality Control Testing"
2
BS 6496 Parts 10.2 - 10.8 (Aluminium),
3
BS 6497 Parts 10.2 - 10.7 (Galvanized steel),
B
Where test pieces are not available, or are unsuitable for physical testing, use test panels as follows:
1
Alloy designation 1200, condition H4 of BS 1470 as in BS 6496 Part 13.1.
2
Galvanized steel to BS EN 10143 (formerly BS 2989) as in BS 6497 Part 
13.1, 275 g/m2.
3
Sheet to be:
a
1 mm thick in aluminium,
b
1.6 mm in galvanized steel.
4
Each to be coated to:
a
60 +or- 10 microns, (aluminium),
b
60 microns minimum (Galvanized steel),
except where specified otherwise.
C
Retain test pieces or panels. See clause 325.
242
FILM THICKNESS: 
Test the coated test pieces or panels in accordance with:
A
BS 3900:Part C5,
B
BS 6496 Part 10.5 (Aluminium),
C
BS 6497 Part 10.5 (Galvanized steel),
D
Requirement on test panels: see BS 6496 and 6497
243
VISUAL APPEARANCE: 
Test the coated test piece or panel(s) in accordance with:
A
BS 6496 Parts 10.2, 10.3 & 10.4 (Aluminium),
B
BS 6497 Parts 10.2, 10.3 & 10.4 (Galvanized steel),
C
Compare the works with an approved sample standard panel or extrusion of each 
colour coated to the specified film thickness for comparative appraisal. See clause 
441.
244
ADHESION: 
Test the coated test piece or panel(s) in accordance with the procedure described in:
A
BS 3900:Part E6 Cross hatch test. using 2 mm parallel cuts,
B
BS 6496 Part 10.6 (Aluminium only),
C
Value required: Coefficient zero, 100% adhesion.
245
IMPACT TEST:
Test the coated test piece or panel(s) in accordance with:
A
BS 6496: Part 16.1, Test to 20"/lb. or 23 cm/kg,
B
BS 6496 Part 10.7 (Aluminium only),
C
Cracking of the finish or any detachment of film from the substrate at this test level 
will constitute failure.
246
PRE-TREATMENT QUALITY: 
Test the coated test piece or panel(s) in accordance with:
A
BS 6496 Part 10.8 (Aluminium),
B
BS 6497 Part 10.7 (Galvanized steel),
C
Test by pressure cooker described in BS 6496 Clause 17,
D
Any blistering except within 3 mm of any edge will constitute failure.
248 
GLOSS LEVEL:
Test the coated test piece or panel(s) in accordance with:
A
BS 3900:Part D5,
B
BS 6496 Part 10.4 (Aluminium),
C
BS 6497 Part 10.4 (Galvanized steel),
D
Required gloss level: 28+or-7 units at 60 degrees,
E
See clause 240A.
BACKGROUNDS, COATINGS & MATERIAL COMPATIBILITY
251
MATERIAL TO BE COATED:
A
Ensure the substrates to be coated with the SYNTHA PULVIN PLUS System are 
made from materials to the appropriate British Standard(s).
B
Ensure the materials and alloys are all in a suitable condition for the application of 
'the SYNTHA PULVIN PLUS System' and are able to withstand curing 
temperatures of approx. 200 degrees Centigrade.
260
SEALANT COMPATIBILITY
Obtain written confirmation from the sealant manufacturer as to their suitability for use in conjunction with 'the SYNTHA PULVIN PLUS System'.
Use the products from the manufacturers listed in SYNTHA PULVIN Technical Advisory Sheet No. 10: 'Sealants & Mastics for use with the SYNTHA PULVIN System'.
PREPARATION OF SURFACES
320
PROCESSING CONDITIONS: PRE TREATMENT:
Ensure all material is pre-treated in full accordance with the requirements of the SYNTHA PULVIN PLUS process.
321
PROCESSING CONDITIONS: COATING:
A
Ensure the finish meets the criteria laid down by SYNTHA PULVIN (UK) in:

1
'The SYNTHA PULVIN system' Technical Manual:  'Product Performance 


and Applicator Requirements' 
B
Ensure the finish conforms in all respects with BS 6496 (Aluminium) or BS 6497 
(Galvanized steel).
C
The SYNTHA PULVIN PLUS 'Approved Applicator' must ensure that the curing 
schedule, is achieved when processing the component(s), as laid down by 
SYNTHA PULVIN (UK).
D
Ensure the cured finish is equivalent to the colour control samples.
E
Ensure the colour control samples are available when requested by the CA.
325
RETENTION OF RECORDS:


Retain test panels, report forms and process control records for the period of the 



guarantee and make them available for inspection by the CA or any nominated persons 


prior to fixing of the fabricated products and throughout the guarantee period.
APPLICATION OF POWDER COATINGS
431 
SIGNIFICANT SURFACES:
A
Supply drawings with the components to be coated with SYNTHA PULVIN PLUS.
B
Clearly mark which surfaces are the 'significant surfaces'
1
All visible surfaces,
2
Other surfaces that require a 'full coating'.
C
Indicate SYNTHA PULVIN PLUS (matt or metallic), colour reference and 
thickness.
D
Sliding fittings or other areas where a high coating thickness which may cause 
tolerance problems must be clearly indicated.
E
Obtain approval from the CA before commencing coating.
432
JIGGING POINTS, VENTING AND DRAINAGE HOLES:
A
No areas of uncoated metal will be accepted on 'significant surfaces' under any 
circumstances,
B
In any area where coating is carried out after machining, satisfactory jigging points 
must be agreed in advance between the fabricator and applicator,
C
Provide pre-treatment and galvanizing venting and drain holes where necessary,
D
Obtain agreement of all parties for the location of all jigging, vent and drain holes,
E
Wherever possible ensure drainage holes are in unseen areas, but in positions to 
give the most satisfactory result,
F
Ensure holes are in areas that will not weaken joints, sections or assemblies.
Submit representative sample(s) of component(s) and section(s) with the tender for CA's approval.
Samples must show design characteristics in relation to pre-treatment and galvanizing drainage and jigging points. 
441 
APPEARANCE:
A
Ensure all visible finished surfaces are free from blisters, craters, pinholes or 
scratches when viewed with normal or corrected vision from a distance of 1 metre.
B
Submit samples complying in all respects to 'the SYNTHA PULVIN PLUS System' 
illustrating the surface appearance when required, for signed approval of the CA 
before any coating work commences.
442 
COLOUR AND GLOSS LEVEL:
A
Ensure the finish of the SYNTHA PULVIN PLUS coated products match the 
samples supplied by SYNTHA PULVIN (UK) and held by the CA.
B
See clause 248 on testing gloss levels.
C
In the event of any dispute contact SYNTHA PULVIN (UK) to arbitrate.
443 
COATING THICKNESS:
A
Ensure 'the SYNTHA PULVIN PLUS' coating has a minimum continuous film 
thickness on all specified surfaces of:
1
40 microns on Aluminium,
2
60 microns on Galvanized steel, unless specified otherwise.  See clause(s) 
121- 

B
No double coating of processed work will be accepted as this invalidates the SYNTHA PULVIN PLUS Guarantee.
455 
FABRICATION REQUIREMENTS:
A
Fabrications may be from:
1
pre coated stock lengths of metal cut after coating,
2
pre cut lengths coated after cutting, at the recommendation of the fabricator 
to suit the environmental conditions.
B
State in the tender which method is to be adopted, for CA approval.
DELIVERY CERTIFICATION 
475 
CERTIFICATE OF COMPLIANCE:
Supply to the CA when requested a Certificate of compliance to:
A
BS 6496 Part 11 (Aluminium),
B
BS 6497 Part 11 (Galvanized steel),
C
'The SYNTHA PULVIN System' Technical Manual,
D
British Board of Agrément Certificate No. 94/3041,
E
The SYNTHA PULVIN PLUS Specification.
See also clauses 216 & 476.
476
DECLARATION OF CONFORMITY:
A
Ensure that all relevant specifications are submitted to manufacturers or suppliers 
and/or standards to be achieved are stated in purchase orders,
B
Indicate that a declaration of conformity to BS 7514 will be required with the 
deliveries, with any test results attached,
C
Obtain evidence of currency of certificates from the issuing agency for 
commodities carrying product or system quality marks. e.g. BBA Certificate(s),
D
Collect together (and/or obtain) and provide all declaration of conformity or other evidence supplied with each 
delivery, for inclusion in Operating and Maintenance manuals, to the CA to forward to the Employer.
INSTALLATION 
481
PROTECTION AFTER COATING:
Ensure the SYNTHA PULVIN PLUS coated surfaces are taped or other wise protected and the following recommendations shall be adopted:
A
Ensure protective tapes are applied by the fabricator or manufacturer.
B
Ensure the SYNTHA PULVIN PLUS coated surfaces to which they are applied are 
free from dirt, oil, cement or other surface contaminants.
C
If necessary clean the surfaces using a soft cloth dampened with white spirit.
D
The surface must be dry before tape application.
E
Fully protect The SYNTHA PULVIN PLUS coated surfaces which are likely to be 
damaged during handling or fixing.
See also clause 512.
PROTECTION AND MAINTENANCE
512 
PROTECTION DURING AND AFTER FIXING:
Ensure the SYNTHA PULVIN PLUS coated surfaces are taped or other wise protected and the following recommendations shall be 
adopted:
A
Fully protect The SYNTHA PULVIN PLUS coated surfaces which are likely to be 
damaged during handling, fixing or by other building processes being carried out 
near by until completion of all other work in the area of the installation.
B
If during fixing any tape is removed from the components, renew it afterwards and 
leave in position:
1
for up to a further 6 months
2
until final removal when instructed by the Main Contractor.  Ensure tapes 
are removed at the end of a period not exceeding 6 months.
C
Apply new tapes if further protection is required after the 6 months. 
See clause 481 Items B-D.
513
REMOVAL OF PROTECTIVE TAPES:
A
Do not allow tapes to remain on the SYNTHA PULVIN PLUS coated surface for 
longer than 6 months.
B
Where necessary, remove any residual adhesive left on the SYNTHA PULVIN 
PLUS coating following removal of the protective tapes, by wiping with a white 
spirit dampened cloth.
C
Solvents or cleaning solutions containing esters, ketones, chlorinated 
hydrocarbons or alcohols must not be used, as these will be detrimental to the 
coating.
531
RECTIFICATION OF DAMAGE:
A
During fixing, glazing or sealant work rectify any damage that occurs immediately, 
do not leave until the end of the installation.
B
Only carry out site rectification of damage with the CA's prior approval and in 
accordance with the recommendations in SYNTHA PULVIN Technical Advisory 
Sheet No. 13: SYNTHA PULVIN Remedial Systems.
C
Remove and replace damaged panels or remove, strip and recoat damaged 
coating.
541
CLEANING DOWN:
A
Ensure the sub-contractor maintains the SYNTHA PULVIN PLUS coated 
components until practical completion, after which protection will be the Main 
Contractor's responsibility until hand-over.
B
Liaise with the Main Contractor to ensure that other sub-contractors can not 
damage the work prior to practical completion and thereafter until hand-over.
C
Ensure cleaning down is carried out in accordance with the SYNTHA PULVIN 
System Customer Care Manual and the SYNTHA PULVIN PLUS Guarantee.
550
MAINTENANCE OF THE SYNTHA PULVIN SYSTEM:
Ensure the appointed sub-contractor supplies copies of the SYNTHA PULVIN System Customer Care Manual to the Main Contractor covering cleaning and maintenance of the coated surfaces.
END OF WORK SECTION Z31. 
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