
POLYQuik® P-200 
Fast-setting Polyurea Coating with Excellent Properties 

DESCRIPTION 

POLYQuik® P-200 is a two-component, aromatic, sprayable, polyurea, elastomeric coating. It is used as a chemical-

resistant, waterproof, protective coating for both vertical and horizontal surfaces. It is resistant to corrosion and many 

chemicals, including hydrogen sulfide, acids, and hydrocarbon solvents. Use POLYQuik® P-200 where regular thermal or 

dynamic movement is expected. 

 

WHERE TO USE 

 Primary and Secondary Containment        

 Waterproofing–above or below grade 

 Wastewater–meets requirements of LA County  

 Protective Coatings–for concrete, wood, metal 

FEATURES AND BENEFITS 

 Superior properties –excellent crack-bridging  

 Two-component cure –sets in seconds 

 Serviceable within 1 hour –reduces facility downtime 

 Excellent chemical resistance        

 

 

 

PACKAGING 

10 gallon (37.9 L) kits 

100 gallon (379 L) kits 

COLORS 

Black, Gray, Tan 

YIELD 

26 sq.ft per gal. at 60 mils or 3.8 gal. per 100 sq.ft. 

(0.63 sq.m. per liter) 

SHELF LIFE 

1 year(s) when properly stored. 

STORAGE 

Store and ship this product in a clean, dry, low-

humidity, shaded or covered environment at 60 to 

90° F (15 to 32° C). 
 

 

 

 

 

TECHNICAL INFORMATION
 

Typical Properties      

VOC, lbs/gal (g/L), ASTM D 2369  0 

Viscosity, cps, ASTM D 4878, Part A / Part B 700 / 500 

Service temperature,  ° F (° C)  -26 to 300 

(-32 to 150) 

Gel time, sec  4 

Tack-free time, sec  20 

Tensile, psi (MPa), ASTM D 412  2,500 (17) 

Elongation, %, ASTM D 412  200 

Hardness, Shore D, ASTM D 2240  50 

Tear, pli (kN/m), ASTM D 1938  173 (30) 

Tear (Die C), pli (kN/m), ASTM D 624  427 (75) 

Abrasion resistance, 
mg lost; CS17 wheel, 1kg, 1k cycles, ASTM C 957  8 

Concrete adhesion, psi (MPa), ASTM D 4541  350 (2.4) 

Crack bridging, 1/8" at 60 mils, ASTM C 836  Pass 

UV resistance,  ASTM G 53, UV313B, 7,000 hrs.  Pass 

  

Processing Parameters      

Ratio by volume    1 to 1 

Application temp, ° F (° C)  35 to 120°F (2 to 49°C) 

Recommended thick., 
mils (mm)  20 to 125 (0.5 to 3.0) 

Meter equipment    
Heated Plural Component(30 

Mesh Y-Strainer Screens) 

Gun requirement    
Impingement (40 Mesh 

Screens) 

Spray pressure,  psi (MPa)  
2,000 to 3,000  

(13.6 to 20.4) 
Spray temperature,  
primary heaters and hose, °F (° C)  150 to 180  (65 to 82) 
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DISCLAIMER OF WARRANTY  

TEST RESULTS ARE TO BE CONSIDERED AS REPRESENTATIVE OF CURRENT PRODUCTION AND SHOULD NOT BE TREATED AS SPECIFICATIONS. WHILE ALL THE INFORMATION PRESENTED IN THIS 

DOCUMENT IS BELIEVED TO BE RELIABLE AND TO REPRESENT THE BEST AVAILABLE DATA ON THESE PRODUCTS, NO GUARANTEE, WARRANTY, OR REPRESENTATION IS MADE, INTENDED, OR 

IMPLIED AS TO THE CORRECTNESS OR SUFFICIENCY OF ANY INFORMATION, OR AS TO THE SUITABILITY OF ANY CHEMICAL COMPOUNDS FOR ANY PARTICULAR USE, OR THAT ANY CHEMICAL 

COMPOUNDS OR USE THEREOF ARE NOT SUBJECT TO A CLAIM BY A THIRD PARTY FOR INFRINGEMENT OF ANY PATENT OR OTHER INTELLECTUAL PROPERTY RIGHT. EACH USER SHOULD CONDUCT 

A SUFFICIENT INVESTIGATION TO ESTABLISH THE SUITABILITY OF ANY PRODUCT FOR ITS INTENDED USE. 

 

APPLICATION 

SURFACE PREPARATION 

CONCRETE 

1. The surface being coated must be fully cured 28 days, structurally sound 

(200 psi or greater according to ASTM D 4541), clean (ASTM D 4258), 

and dry (less than 5% surface moisture, ASTM E1907and D4263). 

2. The surface must have low moisture-vapor transmission (less than 3 lb/24 

hr/1,000 ft2, RMA Test Method). 

3. Do not apply over concrete if vapor barrier is not present or unknown. 

4. Profile surface according to ICRI Guide 03732 to a minimum of CSP 3 by 

abrasive blasting or hydroblasting. Remove contaminants before blasting. 

5. Fill all voids and cracks between 0.06-0.50" (1.5-12.5mm) with 

POLYQuik® HPU-FILLER.  

STEEL & OTHER METALS 

1. Steel surfaces must be cleaned before blasting (SSPC-SP1). Remove any 

sharp edges and other surface imperfections 

2. Dry abrasive blast surface according to SSPCSP-10/NACE No. 2 (0.003" 

profile). 

3. Remove any non-visible soluble salt contamination (less than 3 mg/cm2, 

NACE 6G186, CHLOR*RID). 

4. Apply POLYQuik® primer and coating only if steel surface temperature is 

5° F  (3° C) above the dew point to avoid application over damp surface. 

5. Apply POLYQuik® primer and coating within the same day and before the 

prepared steel surface is chemically contaminated and before rusting 

reoccurs. 

6. For aluminum and galvanized metals, contact your WVCO Representative 

for additional information. 

PROCESSING 

1. Precondition material to at least 70° F (21° C) 24 hours and thoroughly 

mix Part B for at least 30 minutes before proportioning begins. Use a mixer 

fitted with blades that are 1/3 the diameter of the container to redistribute 

any settled material. 

2. POLYQuik® P-200 must be sprayed with a plural-component GRACO 

H20/35, REACTOR™ E-XP2, or equivalent proportioner. Proportioner should 

be able to heat Part A and Part B to 150 – 180° F (65 – 82° C).  

3. Proportioner must generate a minimum spray pressure of 2,000 psi (13.8 

MPa) and maintain a stable pressure differential between Part A and Part B 

during application.  

4. For high output applications, use a GRACO Fusion AP AR4242, GX7-400 

with a 453 modules & 212PCD.  For moderate-to-low output applications 

use Fusion AW3333/AW3939 (40-mesh screen) or GX-8 (60-mesh 

screen) gun. CAUTION: SPRAY GUN OUTPUT MUST NOT EXCEED 

75% OF METER OUTPUT. Contact your WVCO Representative for 

additional information on equipment. 

APPLICATION 

1. Priming is required. Use POLYQuik® PolyPrime or POLYQuik® Epoxy 

Primer. Refer to primer technical data sheet for application and cure 

time information.  

2. Wear protective gloves, safety glasses, respirators, and clothing while 

handling POLYQuik® P-200. Make certain the most current versions of 

product data sheet and MSDS are being used. 

3. Avoid blisters and poor adhesion by not applying coating when the 

temperature is within 5° F (3° C) of the dewpoint or the humidity is 

above 85%. Apply the coating when the substrate temperature is stable 

or dropping. Minimize outgassing and pinholes with primers, multiple 

thin applications of coating (less than 0.010" per coating layer). 

4. POLYQuik® P-200 color will discolor or fade under UV light; however 

physical and performance properties will not be affected.  For color 

stability, use POLYQuik® P-540 as a topcoat. 

5. Spray POLYQuik® P-200 in a consistent sweeping pattern 15 – 20 mils 

per pass and maintaining a consistent distance from the substrate. 

ALWAYS START/STOP SPRAYING OFF TARGET, OTHERWISE 

BLISTERS MAY FORM. 

6. Recoat within 12 hours of application at 70° F (21° C). After 12 hours, 

mechanically abrade the surface and clean it with acetone or 

POLYQuik® Gun Cleaner before reapplying within 1 hour. 

7. Proper application is the responsibility of the user. Field visits by WVCO 

Representative are for the purpose of making technical 

recommendations only and not for supervising or providing quality 

control on the jobsite. 

CLEANING & MAINTENANCE  

 Use POLYQuik® Cleaner to clean guns and parts after every use. Do not 

immerse gun in POLYQuik® Cleaner.  

 CLEAN Y-STRAINERS REGULARLY. INSPECT Throat Seal Liquid (TSL) 

DAILY & REPLACE EVERY MONTH. 

 Flush the metering equipment with POLYQuik® Pump Lube and replace 

Pump Lube when cloudy. 

HEALTH AND SAFETY 

Willamette Valley Company recommends reading and becoming familiar with 

the MSDS before using this product. 

 

 

Part A contains methylene bisphenyl diisocyanate, diphenylmethane 

diisocyanate, and diphenylmethane diisocyanate prepolymer. 

Part B contains glyceryl poly(oxypropylene) triamine, diethyltoluene-

diamine, and poly(oxypropylene)diamine. 

 
 

 

 

 

 

 

 

 

 

WILLAMETTE VALLEY COMPANY 
www.wilvaco.com 

info@wilvaco.com 

 

DIVISIONS 

 
WESTERN DIVISION 

1075 Arrowsmith Street 

PO Box 2280 

Eugene, OR 97402 

Tel 541.484.9621 

www.POLYQUIK.com 

www.SPIKEFAST.com 
 

EASTERN DIVISION 

6662 Marbut Road 

Lithonia, GA 30058 

Tel 888.878.9826 

 

MIDWEST DIVISION 
1549 Hwy 2 

Two Harbors, MN 55616 

Tel 218.834.3922 

 

PRECISION TECHNOLOGIES 

DIVISION 
675 McKinley Street 

Eugene, OR 97402 

Tel 541.484.2368 

www.pre-tec.com 
 
SOUTHERN DIVISION 
100 Dixie Mae Drive 

PO Box 4450 

Pineville, Louisiana 71361 

Tel 318.640.5077 

  
SUBSIDIARIES  
 
CANADIAN WILLAMETTE   
325 Edworthy Way 

New Westminster, BC V3L 5G4 

Tel 800.663.4298 

 
ECLECTIC PRODUCTS INC. 
Corporate Office 

1075 Arrowsmith Street 

Eugene, OR 97402 

Tel 541.284.4667 

www.eclecticproducts.com 
 

IDAHO MILL & GRAIN 
445 North 430 West Hwy 

Po Box188 

Malad City, Idaho 83252 

Tel 208.766.2206 

  
TAPEL WILLAMETTE LTD. S.A. 
Av. Estero La Posada 3625 Parque 

Industrial Coronel Coronel, Chile  

Tel 011.56.41.928.100 

www.tapel.cl 
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