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SYSTEM OVERVIEW

COMMERCIAL USES

DURABILITY

PRODUCT DESCRIPTION

DURANAR fluoropolymer 
coil coatings are designed to 
provide outstanding aesthetics
and durability in a wide range of
architectural uses under normal
environmental conditions. More
than 35 years of field use have
proven them to be the standard
of excellence in architectural 
fluoropolymer finishes. DURA-
NAR coil coatings combine 
PPG proprietary resin and 
pigment technologies with 70%
of the resin system being fluo-
ropolymer base resins. The coat-
ings are highly resistant to chalk-
ing, fading, chipping, and peeling
when properly applied by an
approved applicator. DURANAR
coil coatings meet or exceed
AAMA 620/621 and the perfor-
mance requirements (section 7)
of American Architectural
Manufacturers Association
(AAMA) 2605-05 Voluntary
Specification, Performance
Requirements and Test
Procedures for Superior
Performing Organic Coatings on
Aluminum Extrusions and
Panels. They are approved for
use on properly cleaned and
treated aluminum and coated
steel substrates such as G90 hot
dip galvanized, Galfan®,
Galvalume®, and Zincalume®*.
They are not intended for use on
hot or cold rolled steel substrates
for exterior exposure applica-
tions. 

DURANAR LG, a low luster,
matte finish for DURANAR coil
coating formulations, is also
available for use where non-glare
is required or desired, such as for
airport, government, and military 
applications. DURANAR LG
provides a unique appearance
that is functional and aesthetically
appealing. Its low-luster reflectance
provides a smoother appearance
to walls or roof panels, and it is
available in any color in which
DURANAR coil coatings are
offered.

P R O D U C T  D ATA

DURANAR coatings are two-coat systems

consisting of a corrosion inhibitive primer

and a fluoropolymer topcoat. They are

available in a wide range of consistent, 

stable colors and are extremely inert, 

providing long-term durability as well as

resistance to chemical attack and surface

damage caused by acid rain, salt spray, and

humidity encountered under normal envi-

ronmental conditions. DURANAR coil

coatings require minimal maintenance and

minor scratches can be easily repaired in 

the field.

DURANAR coil coatings are formulated 

to provide excellent performance against

weathering in all environments. (Where

added protection against industrial or 

seacoast influences is required, DURANAR

PLUS, DURANAR XL PLUS, or DURANAR

XL are recommended.)  The DURANAR

two-coat system is an excellent choice for

architectural applications such as storefronts,

building panels, curtainwalls, and roof

panels.

DURANAR coil coatings are chemically

inert, providing excellent resistance to color

and gloss fade as well as environmental stress

including acid rain and ultraviolet attack. The

coatings require very little maintenance, and

most surface contaminants may be removed

by conventional detergents or cleaning solvents.

(Harsh chemicals or solvents must not be

used on DURANAR coated surfaces.) All

pigments are tested for a minimum of ten

years in south Florida prior to approval for

use in any DURANAR coil coating system.

Additionally, DURANAR coil coatings are

tested at exposure sites throughout the world

in all types of climatic and industrial condi-

tions to ensure the coatings’ performance

and durability.

DURANAR ®

COATINGS

DURANAR and the PPG logo are registered trademarks of PPG Industries, Inc.
* Galfan is a registered trademark of ILZRO

Galvalume is a registered trademark of BIEC International, Inc. 
Zincalume is a registered trademark of BlueScope Steel Limited. Steelscape, Inc. holds exclusive rights
to the Zincalume trademark within the U.S.
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P R O D U C T  D ATA

Aluminum Substrate Coated Steel1 Substrate
Dry Film Thickness (nominal)

ASTM D1400 0.20 – 0.30 mil primer 0.20 mil primer
0.70 – 0.80 mil topcoat 0.75 mil topcoat

Gloss
ASTM D523
Standard @ 60° 25 - 35 25 - 35
DURANAR LG @ 85° <10 <10

Pencil Hardness
ASTM D3363 F-2H F-2H

Flexibility2

T-bend, ASTM D4145 0-2 T-bend; No pick-off 2 T-bend; No pick-off
Adhesion

ASTM D3359 No adhesion loss No adhesion loss
Reverse impact 1/16” crosshatch      

Reverse Impact
ASTM D2794
1.5 x metal thickness (aluminum) No cracking or adhesion loss No cracking or adhesion loss
3.0 x metal thickness (coated steel) No cracking or adhesion loss No cracking or adhesion loss

Acid Resistance
ASTM D1308
10% muriatic acid — 24 hrs. No effect No effect
20% sulfuric acid — 18 hrs. No effect No effect

Acid Rain Test
Kesternich SO2, DIN 50018 15 cycles min. 15 cycles min.

No objectionable color change No objectionable color change        
Alkali Resistance

ASTM D1308 No effect No effect
10%, 25% NaOH, 1 hr.           

Salt Spray Resistance
ASTM B117 Passes 4000 hrs. Passes 1000 hrs.
5% salt fog @ 95°F Less than 1/16” avg. Less than 1/8” avg.

creepage from scribe; creepage from scribe;
None or few #8 blisters None or few #8 blisters

Humidity Resistance
ASTM D714, Passes 4000 hrs. Passes 1500 hrs.
ASTM D2247 No #8 blisters No #8 blisters
100% relative humidity @ 95°F

Exterior Exposure
10 yrs. @ 45°, south Florida
ASTM D2244 Max. 5 fade Max. 5 fade
ASTM D4214 Max. 8 chalk Max. 8 chalk

DURANAR SPECIFICATIONS

DURANAR WARRANTY INFORMATION

PPG offers a comprehensive warranty on DURANAR coil coatings. 
For complete warranty information and a copy of the DURANAR 
coil coatings warranty, please call PPG at 1-800-258-6398.

PPG Industries, Inc.
151 Colfax St.
Springdale, PA 15144
(800) 258-6398
Fax: (724) 274-2600

www.ppgideascapes.com
E-mail: coexcoatings@ppg.com

9/09
Printed in U.S.A.
PPG-22

DURANAR ®

COATINGS

1 Coated Steel includes the following types of steel: G90 hot dip galvanized, Galfan, Galvalume, and Zincalume.
2 Fracturing or rupturing of substrate will rupture coatings. Heavy gauge and clad steel substrates impose limitations on formability.

DURANAR coatings are generally flexible beyond the point of substrate rupture.



              Cleaning Coil and Extrusion Coatings 
Coil & Extrusion Coatings present a relatively non-adherent, inert surface to airborne soil. If needed, a variety of 
methods for removal of surface deposits is available. However, note these precautions:  

• Do not use wire brushes, steel wool, sandpaper, abrasives or other similar cleaning tools which will 
mechanically abrade the coating surface.  

• Some of the cleaning agents listed below should be tested in an inconspicuous area before use on a large 
scale. Always test a small area first. 

Hot or Cold Detergent Solutions  
A 5% solution in water of commonly used commercial and industrial detergents will not have any deleterious effect on a 
Coil or Extrusion surface. These solutions should be followed by an adequate rinse of water. Use cloth, sponges or a 
soft bristle brush for application. Cleaning should be done on the shaded side of the building or, ideally, on a mild, 
cloudy day.  

Solvents 
Most organic solvents are flammable and/or toxic, and must be handled accordingly. Keep away from open flames, 
sparks and electric motors. Use adequate ventilation, protective clothing and goggles. Remove non-water soluble 
deposits (tar, grease, oil paint, graffiti, etc.) from Coil & Extrusion surfaces using these solvents with caution: 

• Alcohols  

Denatured alcohol (ethanol) 
Isopropyl (rubbing) alcohol 
Methanol (wood alcohol) 

• Petroleum Solvents  

VM&P naphtha  
Mineral spirits  
Turpentine (wood or gum spirits) 

• Aromatic Solvents  

Xylol (xylene)  
Toluol (toluene) 
(These solvents should be used with caution on a Coil & Extrusion surfaces. Limit contact to five minutes. Test 
a small area first.) 

• Ketones, Esters, Lacquer Thinner  

Methyl ethyl ketone (MEK)  
Methyl isobutyl ketone (MIBK)  
Ethyl acetate (nail polish remover)  
Lacquer thinner  
(These solvents should be used with great caution on a Coil or Extrusion surface. Limit contact to one 
minute. Test a small area first. Panel manufacturer and coating supplier are not responsible for damage from 
unrestricted use of these.)  

• Acetone/Paint Remover  

Do not use acetone or paint remover on Coil or Extrusion surfaces. 
 

 



Chemical Solutions  

• Sodium hypochlorite solution (laundry bleach, Clorox)  
• Hydrochloric acid (muriatic acid)  
• Oxalic acid  
• Acetic acid (vinegar)  

Hydrochloric acid (10% muriatic acid), diluted with ten volumes of water, may assist in removing rust or alkali mortar 
stains from Coil & Extrusion surfaces. Limit contact to five minutes. Caution: Acid solutions are corrosive and toxic. 
Flush all surfaces with water after use.  

Oxalic acid solutions or acetic acid (vinegar) may be used for the same purpose. Flush with water after use. 

Laundry bleach may assist in removing certain stains. 
 
Mildew Removal  
Remove mildrew with a basic solution of the following:  

• 1/3 cup detergent (Tide, for example)  
• 2/3 cup trisodium phosphate (Soilex, for example)  
• 1 quart sodium hypochloride, 5% solution (Clorox, for example)  

Rinse with clear water immediately. 
 
Excess Sealant Removal  
Precautions should be taken to prevent sealants from getting on the painted surface. Sealants may be very difficult to 
remove. If any does get on a Coil or Extrusion surface, it should be removed promptly with a solvent such as alcohol or 
a naphtha type.  

Caution: It may be possible for solvents to extract materials from sealants which could stain the painted surface or 
could prove harmful to sealants; therefore, these possible effects must be considered. Test a small area first. 
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PERFORMANCE PROPERTIES  

AAMA 2605 Industry Specification Meets or exceeds all sections(2)  

7.2 Specular Gloss at 60° ASTM D 523
(3)

 
Typical: Medium (25-35), Lower sheen 
formulations are also available 

7.3 Pencil Hardness ASTM D 3363  F minimum 

7.4 Film Adhesion Pass 

7.5 Impact Resistance  Pass 

7.6 Abrasion Resistance Pass 
7.7 Chemical Resistance Pass 

Corrosion Resistance 
Humidity Resistance 
    100% relative humidity @ 95° F 
     4,000 hours ASTM D 2247 

 
 
Rating 8: No more than few field blisters  
per Figure No. 4, ASTM D 714 7.8 

Salt Spray Resistance  
    4000 hours ASTM B 117 

Scribe: Rating 7, 1/32” – 1/16” (1-2 mm) 
Field: Rating 8 

7.9. 

South Florida Exposure – 10 Years 
South of latitude 27°N @ 45° South 
    ASTM D 2244 
    ASTM D 4214 

 
 
Color : No more than 5∆ Hunter units  
Chalk: Rating no less than 8 
Gloss retention: No less than 50% 
Erosion resistance: Less than 10% 

 Flame Test ASTM E 84 Class A coating 

APPLICATION CHARACTERISTICS 
 Application Method Conventional or electrostatic spray 
 Substrate Aluminum only 

4.3 

Total Dry Film Thickness  
    Primer: Fluroprime Yellow 733X310(4),  
    White 731x313, Gray 732X311 and Yellow 733X007 
    Color coat      

1.2 mils minimum 
   0.2-0.4 mils   
    
   1.0-1.3 mils 

 Viscosity: ASTM D 562 (Stormer)  65 to 75 KU 

 Weight/Gallon:  ASTM D 1475 
9.8 to 10.2 pounds per gallon 
(4.4 kg to 4.62 kg per liter)

 (5) 
 Solids by Volume:  ASTM D 2697 28% to 32% as supplied(5) 
 Solids by Weight:  ASTM D 2369 41% to 45% as supplied (5) 
 Reducing Thinner: (80/20 Blend) Xylol/butyl carbitol  
 VOC (Theoretical): ASTM D 3960 5.5 to 5.9 pounds per gallon

 (5) 
 Clean-Up Solvent: MEK 
 Recommended Bake Temperature: 450°F (232°C) for 10 minutes 
 Flash Point:  ASTM D 3278 70°F (21°C) 

www.paintandcolor.com

FLUROPON  

(1)American Architectural Manufacturers Association’s ten-year superior performing specification with increased performance to 
AAMA 605.2  (2) Applied in accordance with Valspar technical specification sheet on properly pretreated aluminum surfaces.  
(3) American Society for Testing and Materials. (4) Recommended for most colors. (5) Varies by color.   
 

For details on health, safety and handling information, Material Safety Data sheets are available at www.paintandcolor.com. 
  
For more information, visit www.paintandcolor.com or contact the Extrusion Coatings Division: 
 
701 S. Shiloh Road •Garland TX 75042 USA •FAX 972.487.7245 •TELEPHONE 800.406.6480 or 972.487.7217 
645 Coronation Drive •West Hill, Ontario MIE 4R6 Canada •FAX 416. 284.6549 •TELEPHONE 416. 284.1681   
838 Jia Xin Road•Jiading District, Shanghai 201818 China•FAX: 86.21.5990.1940 •TELEPHONE 86.21.5990.1345.106 
British Bank Building • Flat 901 King Faisal Road • Sharjah, UAE 06.592133. • FAX 011.971.6.553.2894 • TELEPHONE: 011.71.55.92133

Val 126 
  The Valspar Corporation 

All Rights Reserved 704



FLUROPON 

REGAL BLUE 396F276 INTERSTATE BLUE 396F236 BLUE 396F131 LEGACY BLUE 396F287 

CHEROKEE BLUE 396F163 AGEO COPPER 395F502 TEAL 395F568 INTERSTATE GREEN 395F081 

SARA PI GREEN 395F515 DARK GREEN 395F562 COLONIAL RED 394F170 CORONADO RED 394F169 

Colour samples shown here represent a range of frequently selected colours and are matched as closely to paint 

colour and gloss as reproduction technology allows. Custom colour matches are within the limits of durable 

colour pigment. 

Appearance of Fluropon finishes may vary slightly upon factory application. The Valspar Corporation recommends 

final colour approval from actual production line samples and not laboratory panels or colour chips. Limits for 

acceptable colour variations should be established between the applicator and the approval source. 

TO SPECIFY WRITE: Factory applied, baked-on 70% PVDF ( Kynar 500 or Hylar 5000 ) (fIuoropolymer) resin based 

paint coating (INSERT: Fluropon or Fluropon Classic II) as manufactured by The Valspar Corporation. 

DavidW
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CASE STUDIES IN PERFORMANCE
PVDF-BASED COATINGS VERSUS POLYESTER POWDER 
AND OTHER COATINGS



The truth is on the test fence.

Florida Exposure 45° South. 17 Years Exposure.

Florida Exposure 45° South. 10 Years Exposure.

Performance Testing
Objective
To measure and compare the performance of Kynar 500®  resin-based
coating systems with competitive coatings for their resistance to
weather.

Background
Panels coated with liquid Kynar 500® resin-based coatings and
powder coated with other resin systems were exposed on a South
Florida test fence for 10 to 17 years. The panels were evaluated
periodically during exposure for chalk, gloss and color changes. See
table below.

Conclusion
Kynar 500® resin-based coatings outperform polyester powder, ure-
thane, silicone polyester and acrylic coatings in every category: better
color retention, better resistance to chalking. The proof is in the pic-
tures of the coated panels. Just compare the unexposed portion (top
panels) with the exposed portion (bottom panels). Performance as
promised. Time after time. Kynar 500® resin-based coatings.

Metal has rapidly become the material of
choice for exterior use due to its rugged 
durability, design versatility and aesthetic
possibilities. However, for all its bravado and
beauty, metal doesn’t necessarily have 
a tough skin and is only available in a single
color. To be both functional and decorative,
metal must be coated with a finish that 
beautifies with color and doesn’t chalk; that
won’t lose its color and sheen; that won’t pit,
chip or age before its time.

Kynar 500® resin-based finishes are available
worldwide through a strict licensing program.
This licensed distribution ensures the quality,
consistency and high performance of Kynar
500® resin-based coatings.



Kynar 500®-based coatings are typically solvent-
based, but are often confused with powder coat-
ings through the following question, “How does a
Kynar 500® -based coating compare to a powder 
coating?” The easiest answer is that all coating
systems, whether liquid or 
powder, contain a specific resin that acts as the
first line of defense against weathering.
Ultimately, the resin determines the durability.
Kynar 500®-based coating is simply a resin com-
monly known as polyvinylidene fluoride. Other
coating resins include acrylic, polyester, silicone
polyester and urethane. In today’s market, liquid
Kynar 500®-based coatings are the most com-
mon, but Kynar 500-based coating is also avail-
able as a powder coating. Whether you are look-
ing for a liquid coating or a powder coating, the
key to product performance is the resin chem-
istry. For the ultimate long-term durability, time
has shown Kynar 500®PVDF resin is the one to
choose.

In color-matched accelerated weathering tests,
shown at right, Kynar 500® -based coating panels
clearly outperformed the latest “super durable
polyester” powder technology. Contact us at
www.kynar500.com for more information on Kynar
500®-based coatings. 

Super Durable 
Polyester Brown

Super Durable 
Polyester Blue

Kynar 500
Brown

Kynar 500
Blue

EXPOSURE ORIGINAL FINAL COLOR CHALK
TIME GLOSS GLOSS CHANGE (EXPOSED)

PANEL NO. DESCRIPTION 60° 60° Δ ASTMD-4214

1764 Kynar 500®, Bronze 17 years 31 8 6.71 8

1788 Silicone Polyester, Bronze 17 years 44 1 27.06 4

1789 Silicone Polyester, Bronze 17 years 34 1 36.11 4

1765 Kynar 500®, Bronze 17 years 30 10 8.74 8

1795 Acrylic, Bronze 17 years 26 coating worn to substrate

1799 Urethane, Bronze 17 years 36 1 38.26 6

3157 Kynar 500®, Yellow 10 years 15 15 5.35 10

3161 Kynar 500®, Red 10 years 52 36 8.77 10

3169 Kynar 500®, Bronze 10 years 43 22 4.79 10

3156 Polyester Powder, Yellow 10 years 28 3 23.37 6

3160 Polyester Powder, Orange 10 years 34 1 24.66 6

3168 Polyester Powder, Bronze 10 years 38 1 10.91 6



Arkema Inc.
900 First Ave
King of Prussia, PA 19406
Phone: 610-205-7000

www.arkema-inc.com

www.kynar500.com

The statements, technical information and recommendations contained herein are believed to be accurate as of the date hereof. Since the conditions and methods of
use of the product and of the information referred to herein are beyond our control, Arkema Inc. expressly disclaims any and all liability as to any results obtained or
arising from any use of the product or reliance on such information; NO WARRANTY OF FITNESS FOR ANY PARTICULAR PURPOSE, WARRANTY OF MERCHANTABILITY OR ANY
OTHER WARRANTY, EXPRESS OR IMPLIED, IS MADE CONCERNING THE GOODS DESCRIBED OR THE INFORMATION PROVIDED HEREIN. The information provided herein
relates only to the specific product designated and may not be applicable when such product is used in combination with other materials or in any process. The user
should thoroughly test any application before commercialization. Nothing contained herein constitutes a license to practice under any patent and it should not be con-
strued as an inducement to infringe any patent and the user is advised to take appropriate steps to be sure that any proposed use of the product will not result in patent
infringement.

See MSDS for Health & Safety Considerations
Kynar®, Kynar 500® and FSF® are registered trademarks belonging to Arkema Inc." 
© 2012 Arkema Inc. All rights reserved.

CASE STUDY: TAIYO STEEL
In 1981 in Funabashi Japan, Taiyo Steel
Co., Ltd. built a plant for their new coil
coating line employing metal walls. A
decision was made to make the south
wall an industrial test fence, to evaluate
the outdoor weatherability of Taiyo
Steel’s precoated metal products. Ten
meter high steel panels were coated
with acrylic, polyester, silicone poly-
ester and Kynar 500® FSF® resin-based
coatings.

In just two short years, there was a sig-
nificant difference in color retention,
gloss retention and chalk resistance
between Kynar 500® FSF® resin-based
coatings and other systems.

After fourteen years, the Kynar 500®

FSF® resin-based coating was the only
system that kept its original appear-
ance, clearly outperforming the other
coatings year-in and year-out.

Arkema Inc.
900 First Ave
King of Prussia, PA 19406
800-KYNAR-500

Arkema
420 rue Estienne d’Orves
92705 Colombes Cedex France
(+33) (0) 1 49 00 80 80

Arkema
Ruby House, B Wing, 2nd Floor
J. K. Sawant Marg
Dadar (w), Mumbai 400 028 India
Tel: 91 22 2438 7500
Fax: 91 22 2438 7550

Arkema
Unit 2801-06, Hong Kong Plaza
283 Huai Hai Road (M)
Shanghai 200021, P.R. China
86-21-6386-3028

Arkema K.K.
Fukoku Seimei Bldg 15F
2-2-2 Uchisaiwaicho
Chiyoda-Ku
Tokyo 100-011, Japan
81-3-5251-9665

Arkema
11F, Oriental Chemical Building
50, Sogong-dong
Jung-gu, Seoul, 110-718, Korea
82-2-3703-6822

Contact us around the world.
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Finish Performance Comparison 

Finish Performance Comparison: Baked Enamel, 50% / 70% Kynar, Class I Anodize, Class II Anodize,  
Weathering Performance, Color Options, Gloss Options, Hardness, Salt Spray / Chemical Resistance 

 
 

 

Finish Options 

Paint Systems Anodize Systems 

Baked 
Enamel 

50% 
Kynar 70% Kynar Class I Class II 

Weathering 
Performance           

Color & Gloss 
Retention Poor1 Good2 Excellent3 Excellent Good 

Chalk 
Resistance Poor1 Good2 Excellent3 Excellent Good 

            
Color Options Extensive Extensive Extensive Few Few 
Gloss Options 25-35 25-35 40-804 40-804 40-804 

Hardness Very Good Good Fair Excellent Very 
Good 

Salt Spray 
Resistance Poor Fair Good  Fair Poor 

Chemical 
Resistance Fair Good  Excellent Good5 Poor 

Effect of Poor 
Substrate 
Quality 

Moderate Moderate Moderate Significant Significant 

Warranty 1 Year 5 Years 10 Years 5 Years None 
Initial Cost Low Moderate High Low Very Low 

 

   
 



PAINTED MATERIAL PRECAUTIONS 

Kynar coated powder coat finishes provide long-lasting protection against weathering, 
aging and pollution on architectural, commercial and residential buildings around the 
world. The sustainability of Kynar resins is unparalleled in the industry, however there 
are certain precautions that customers need to be aware of. 

Flat Sheet. Be aware that flat sheet, leveled and sheared, may return to coil memory when baked in a cure oven, 
subsequently causing some tolerance issues. 
 
Welded or stud welded attachments. Welded or stud welded attachments may cause flat sheet or break metal to 
distort when baked. Once distorted, the sheet or break metal may not return to its original shape when cooled. 
Welding will almost always cause distortion on aluminum sheet that will be noticeable after painting.  
Assembled parts. Solution entrapment from the pretreatment process can be problematic to assembled parts. 
material that will carry water, must be drilled to allow drainage of the water in capture areas. Sun Valley processes all 
assemblies to allow drainage prior to sending for finishing.  
Enclosed tubes. Tubes with welded ends rarely are completely sealed and water will leak inside the tube. Enclosed 
tubes will require drain holes for the entrapped liquid.  
Radius material. The heat from the baking process may distort radius material out of tolerance.  
Extrusion Thickness. If extrusion wall thickness varies significantly on your project, color uniformity may be at risk. 
This is due to the differential in baking to reach the metal temperatures required to cure the paint. If a heavy walled 
extrusion is painted with a thin bead die, the bead die may over-bake, resulting in a darker appearance and lower 
gloss, as well as warpage of the metal.  

Contaminants 

Fisheye. The pretreatment system is not equipped to remove non-water soluble oils. These types of oils contaminate 
the system and cause "fisheye" problems with the paint finish.  
Fisheye is a defect in the paint film appearing as a circular depression resembling a crater but not revealing bare 
substrate. 
Corrosion. Storing metal outside prior to painting can cause corrosion that unless removed by sanding will cause 
staining and poor aesthetic quality. 
Extrusion process residue. Residue from lead and wax used in the rolling process of tubes and extrusions will 
cause contamination problems if all if it is not removed. The lead and wax may run out in the baking process and 
cause damage to the paint finish and metal. 

Prior to painting Sun Valley cleans, polishes out scratches and visually inspects all surfaces.  

 

 

 

 

 



FARADAY CAGE EFFECT 

 

Faraday cage effect is the electrostatic force that prevents charged particles form 
penetrating into recessed areas. charged paint particles are attracted to the closest 
grounded surface, as shown. 

Limitations due to an electrostatic painting system might make it impossible to achieve minimum recommended dry 
film thickness on all areas of an extrusion. Areas subject to the faraday cage effect are inside corners and recessed 
areas such as channels and cavities. 

 

The following criteria defines the acceptable quality level resulting from faraday cage 
effect. 

If recess depth is from 50 - 100% of the width, there will be color coverage within the recess, but less than the 
specified dry film thickness. 

If recess depth is from 100 - 200% of the width paint will be present, but the substrate may show through in some 
areas. The deeper the recess, the lighter the coverage will be within the recess. The substrate exposure will be less 
noticeable on pastel and light colors, and most noticeable on dark colors. 

Recess depths greater than 200% of the width may not have any paint coverage at the bottom of the recess. 
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