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The world is changing, and our environment is being challenged 
by new extremes. This, in turn, is putting continuous pressure on 
designers and manufacturers to protect the products, buildings, and 
other structures they create, to ensure they stand the test of time. 
Different metal surfaces present different challenges and require 
different approaches to corrosion protection. Location, application, 
and use are all important factors in determining what protective 
coatings are most suitable. 

From outdoor playgrounds to gas stations, swimming pools to ski 
lifts, fighting corrosion is a challenge not only to the here and now 
but also for the future. Powder coatings have been addressing this 
challenge for decades and will be doing so long into this century. 
They are supporting originators and operators with solutions that 
enhance performance and minimize the costly risk of failure. They 
are also supporting brand integrity, eliminating the presence of ‘red 
dust’ on a product which potentially destroys consumer confidence, 
ensuring the visual appearance is maintained.

New trends, especially in relation to sustainability, are also emerging, 
with products that are not only free of Volatile Organic Compounds 
(VOCs) but are also sustainable in other ways, in protecting surfaces 
for longer, and requiring less material to be used through a single 
application.
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Corrosion is not a ‘new’ challenge. The 
unwanted deterioration of a product 
or structure is an issue we are familiar 
with at home and in the workplace and 
affects any metal surface exposed to the 
elements. At best it is inconvenient or 
unsightly – the rust, for example, seen 
on an old gate or sign – at worst it can 
lead to catastrophic structural failure, 
injury and even death. 

The collapse of a 50-year-old bridge in Italy in 
2018, for example, was attributed directly to 
corrosion of the steel cables that supported 
the structure. The infamous chemical leak in 
Bhopal, India, almost four decades ago, was 
also the result of toxic gas escaping from a 
corroded chemical tank.

General corrosion occurs when most or all of 
the atoms on the same metal are oxidized, 
damaging the entire surface. Technically, 
corrosion of a metallic surface is considered 
an electrochemical process involving two half-
anodic and -cathodic reactions1. The anodic 
reaction (oxidation – metal dissolution) and 
the cathodic reaction (generally oxygen or 
hydrogen reduction – depending on the 
environment pH). 

When reduction and oxidation take place 
on different kinds of metal in contact with 
one another, the process is called galvanic 
corrosion. In electrolytic corrosion, water or 
other moisture becomes trapped between 
two electrical contacts that have an electrical 
voltage applied between them. The result is 
an unintended electrolytic cell.

Some metals acquire a natural and enhanced 
resistance to corrosion, thanks to a 
phenomenon called passivation. Passivation 
of a metal occurs when a thin, compact and 
protective oxide layer (or more generally a 
corrosion products’ layer) is formed at the 
metal’s surface. The result is a thin oxide film 
that blocks the metal’s tendency to undergo 
further reaction. The patina that forms on a 
cathedral’s copper dome or the weathering 
of certain sculpture materials are just two 
examples. The protection fails, however, if 
the thin film is damaged or destroyed by 
structural stress – on a bridge, for example 
– or by scraping, scratching or a chemical 
attack (e.g. due to chlorides attack or other 
aggressive chemical species). 

In such cases the material may ‘re-passivate’ 
(i.e. continue to naturally resist), but if that is 
not possible, only parts of the object corrode. 
This is often worse because the corrosion 
is concentrated in specific areas and can 
be significantly more damaging. (Localized 
corrosion is more aggressive.)

Indeed, the cost of corrosion should not 
be underestimated: most studies estimate 
that the yearly cost of corrosion varies 
from 1.5% to 5.2% of a country’s Gross 
Domestic Product (GDP). An estimate from 
the Association for Material Protection and 
Performance (AMPP), for example, puts the 
cost at US$2.5 trillion, equivalent to 3.4% of 
the global GDP. The indirect costs – plant 
downtime, loss of production, loss of  
product, cost of contamination etc. is likely  
to drive those estimates much higher. 
Protecting against corrosion, therefore,  
takes on far greater significance than one 
simply of aesthetics.

The challenge of corrosion

1 Electrochemical Society definition.



The nature of corrosion is such that it 
cannot ever, of course, be completely 
eliminated, though it can be monitored and 
controlled by relatively inexpensive means. 
By understanding the process of corrosion, 
however, we give ourselves a much better 
chance of defining and devising mechanisms 
that can predict when it will occur, and how 
we can manage and slow its progress. 

Resistance to corrosion is not only influenced 
by the choice of powder coating system. 
Substrate selection, and the choice of  
pre-treatment, are also essential and are 
dealt with in the following pages.

Corrosion 
prevention 
techniques



Substrates are fundamentally broken  
down into two main categories: 

•  Ferrous substrates  
e.g. those containing iron.

•  Non-Ferrous substrates 
e.g. principally aluminum.

We will focus on most the commonly  
used substrates in both categories.

FERROUS METALS
Steel in its most basic form is an alloy of iron 
and carbon in which the carbon content 
ranges up to 2% of the total alloy. It is the 
carbon that improves the iron’s strength and 
fracture resistance compared to other forms 
of iron. Steel comes in many different styles:

Cold- and hot-rolled steel

Cold-rolled steel refers to low-carbon 
steel produced by a ‘cold-rolling’ method 
and processed at near normal room 
temperatures. Cold-rolled steel is produced 
in cold-reduction mills where the material is 
cooled at near room temperature, followed 
by annealing and/or tempers rolling. This 
process produces steel that has a wide 
range of surface finishes and is superior in 
tolerance, concentricity, and ‘straightness’ 
compared to hot-rolled steel. Hot-rolled 
steel, on the other hand, is rolled at very high 
temperatures to a particular shape before 
being cooled, and while less expensive, 
provide a less consistent finish. 

Hot Dip galvanized steel

Hot Dip galvanized steel is created by dipping 
the substrate metal into a molten metal with 
a lower melting temperature (e.g. normally 
zinc, etc.) to provide an outer coating. The 
coating prevents corrosion of the protected 
metal by forming a physical barrier, and by 
acting as a sacrificial anode if this barrier is 
damaged (i.e. cathodic effect). 

Continuous galvanized steel  
(i.e. Sendzimir)

Continuous galvanizing is a process in which 
the surface of a continuous ribbon of steel is 
coated on both sides with a thin layer of zinc 
to enhance its durability. The coating, which  
is applied by passing the sheet or strip 
through a zinc bath at high temperatures, 
improves the corrosion resistance of the 
final product and creates a surface to which 
a coating can be easily applied for additional 
protection and style.

Electro galvanized steel

Electroplating is a process that uses electric 
current to reduce dissolved metal cations 
(mainly Zinc), so that they form a coherent 
metal coating on an electrode.

Thermal sprayed galvanized steel

Thermal spraying is a group of coating 
processes in which finely divided metallic  
or non-metallic materials are deposited in  
a molten or semi-molten condition to form  
a coating. The coating material may be in  
the form of powder, ceramic rod, wire or 
molten materials.

Understanding substrate selection



NON-FERROUS METALS
The principal Non-Ferrous metal used is aluminum. Non-Ferrous metals have one valuable 
advantage over Ferrous metals, which is that they are highly resistant to corrosion and rust 
because they do not have any iron content in them. (Aluminum forms a thin layer of oxide  
on its surface, protecting it against corrosion.)

Extruded aluminum

In very simple terms, extruded aluminum is 
made by forcing a heated aluminum billet 
through a die to achieve the desired cross 
section. The extrusion can then be cut to an 
appropriate length and subjected to further 
processing, like machining bolt holes or fitting 
together different parts for the final product. 

Die cast aluminum

Die cast aluminum, on the other hand, is 
achieved by melting aluminum ingots, pouring 
or injecting the molten metal into a die mold 
using a power cylinder or piston, and then 
letting the aluminum solidify into the die 
mold’s shape as it cools. Extruded aluminum 
tends to be smoother and generally more 
expensive than die cast aluminum but can  
be limited in terms of the shapes and size  
of products they can create.

The following table provides an overview of key performance attributes of the key substrate 
categories in relation to corrosion protection:

This table is a simplified summary overview of substrate differences.

Substrate Material Cost Substrate Surface 
Smoothness Corrosion Sensitivity 

Steel Low High (Medium-High) High 

Galvanized Steel Medium Low (Low-Medium) Low

Die Cast Aluminum Medium Medium (Medium-High) Medium 

Extruded Aluminum High High Very Low-Low 



Protecting against corrosion requires an 
understanding not just of the types of 
substrates you are dealing with but also 
preparing the surfaces in advance of any 
protective coating being applied. 

Fundamentally, substrate pre-treatments 
are divided into chemical pre-treatment 
and mechanical pre-treatment, but they 
can also be used in combination to further 
improve corrosion levels. The method to 
choose depends largely on the shape, size, 
and performance expectations and condition 
of the parts to be coated. In both examples, 
thorough cleaning needs to be considered  
as a crucial step in pre-treatment process.

CHEMICAL PRE-TREATMENT
Chemical pre-treatment is a combination 
of several steps and a specific contact time. 
The steps include cleaning (alkaline or acid); 
rinsing (neutralization); conversion coating 
(using phosphate Fe/Zn, chromate, phosphor-
chromate, or chrome-free options Ti/Ti-Zr); 
and sealing (via chrome or chrome-free 
passivation).

The conversion layer produced transform 
the metal in a non-electrically conductive 
surface reducing significantly the advance of 
corrosion below the coating layer. 

Phosphate or chromate-based solutions

The most simple and popular option is to 
clean, rinse, and then apply a conversion layer 
using iron phosphate, but this has limitations 
regarding the level of protection it delivers. 
Corrosion protection can be enhanced using 
a Zn-phosphate or increasing the number of 
steps and/or the contact time. 

Depending on the geometry and 
requirements, the product can either be 
sprayed or immersed, but a combination of 
the two will also help to protect all parts of 
the coated product inside and out. 

This method – using zinc phosphate as the 
conversion coating – is typically used in the 
Automotive segment where the number of 
steps can be higher than 10.

Chromating (for aluminum)

Chromate-free technology is gaining 
significant momentum and taking over from 
phospho-chromated options in particular 
applications. It is delivering excellent levels of 
protection against corrosion, for example, for 
aluminum and some aluminum alloys.

Nano technology 

In most recent history, Nano-Ceramic 
technology has been developed to replace 
iron phosphate and chrome-phosphate. It 
gives steel a level of corrosion protection 
almost comparable to zinc phosphate 
but reducing the amount of slurries in 
the conversion step. In addition, it brings 
reduction in the process maintenance and 
disposal costs versus conventional processes.

Understanding pre-treatment selection



MECHANICAL PRE-TREATMENT
Mechanical pre-treatment aims to remove 
loose and adherent surface oxides and other 
physical and chemical contaminants from 
the metal surface and achieve an optimum 
surface roughness to which organic coatings 
can adhere effectively. This is obtained by 
blasting different media (e.g. sand, metal shot, 
walnut shells, metal grit spherical or angular 
particles, etc. or a combination of different 
elements) against the metal surface at  
various pressures. Different types of metal 
require different media to obtain the 
optimum results.

To optimize the corrosion protection, it is 
necessary to eliminate any residues left over 
from the substrate cleaning. Several different 
options are available: 

•  Cleaning the pieces by blasting them 
with air – although not the most efficient 
process, this will help remove part of the 
residue from the media.

•  Cleaning the pieces via chemical treatment 
before they are blasted. This will be 
determined by the characteristics of the 
substrate and the level of protection 
required. It is most efficient when pieces 
are standardized.

•  Cleaning with a combination of both 
mechanical and chemical pre-treatments 
is also an option but runs the risk of 
what is known as ‘Flash Corrosion’ when 
wet steel is left to dry by air. The time 
between treatments and/or the ambient 
temperature, the chemical concentration 
(pH number) etc. can all influence when 
‘Flash Corrosion’ occurs and relies on the 
skill of the operator to avoid.



CORROSION PROTECTION OF STEEL STRUCTURES  
BY PROTECTIVE COATING SYSTEMS
Given the extreme environments to which many steel structures are exposed, protective paint 
systems are governed by an international industry standard, in this case ISO12944.

Originally released in 1998, the standard is put together by representatives from key countries 
and companies involved in the protection of steel structures to build a mutually beneficial 
benchmark. The standard is designed to provide guidance to architects, engineers, specifiers, 
applicators and other parties in the application of coatings to steel. The standard covers nine 
parts with key components of the standard covering environment classification, protective paint 
systems, laboratory test methods and systems and test methods for offshore structures.

The validity of the coating cycle (comprising pre-treatment and anything up to three powder 
coating layers, depending on the intended environment) must be confirmed through  
Laboratory Testing (Accelerated Corrosion). The table shows the coating performance criteria  
to pass the corrosion environment requirements (between C2-C5) and the expected lifetime 
(Low-Very High). This might typically include a Neutral Salt Spray Test (NSS), conducted according 
to ISO 9227, and for the number of hours defined by QUALISTEELCOAT Specifications.

Neutral Salt Spray (NSS) – ISO 9227
Cyclic Corrosion – ISO 20340

ISO 12944 standard

Category Exterior Interior

C1  
very low

–
Heated buildings with clean atmospheres 
such as schools or offices

C2
Low

Atmospheres with low levels of pollution, 
mostly rural areas

Unheated buildings where condensation 
may occur such as depots or sports halls

C3
Medium

Urban and industrial atmospheres, 
moderate sulfur dioxide pollution, or 
coastal areas with low salinity

Production rooms with high humidity 
and some air pollution such as food 
processing plants, laundries, breweries, 
or dairies

C4
High

Industrial areas and coastal areas with 
moderate salinity

Chemical plants, swimming pools, coastal 
ships and boat yards

C5
Very high

Industrial areas with high humidity and 
aggressive atmospheres

Buildings in areas with almost permanent 
condensation and with high pollution

CX
Extreme

Offshore areas with high salinity and 
industrial areas with extreme humidity 
and aggressive atmosphere and 
subtropical and tropical atmospheres

Industrial areas with extreme humidity 
and aggressive atmospheres

Category Low  
≤ 7 years

Medium 
7 – 15 years

High
15 – 25 years

Very High
25+ years

C2
Low

– – – 480 h 

C3
Medium

120 h 240 h 480 h 720 h

C4
High

240 h 480 h 720 h
1440 h  
1680 h (10 cycles)

C5
Very high

480 h 720 h
1440 h 
1680 h (10 cycles)

2688 h (16 cycles)



Judging the performance of one product over 
another is complicated since it involves many 
different variables. You need to ensure you 
are making like-for-like comparisons, and that 
means using the same substrates and the 
same type of pre-treatment. Multiple testing 
is also required and the final outcome should 
be an average of these tests to enhance the 
statistical reliability of the results. Creep 
performance for the coatings against a known 
performance benchmark should also be 
measured. Using a less corrosive substrate, 
for example, like aluminum could lead to the 
wrong conclusion being drawn and a 
misleading result in terms of how the coating 
performs against corrosion. 

Different substrates: testing the NSS performance of a coating on an aluminum panel, for 
example, will give a different result if tested on a steel panel. 

Different pre-treatments: a metal panel pre-treated with a zinc phosphate chemical will show  
a better performance than when using a basic iron phosphate chemical pre-treatment.

Creep performance: it is also important to understand and measure ‘creep’, and to what extent 
creep occurs over what time period. To pass NSS requirements according to ISO 12944 standard, 
the creep can only be a maximum of 1.5mm.

When comparing product performance, it is therefore important to look at all these criteria.

Example of coating benchmark: same substrate and pre-treatment, comparing two  
different coatings.

Coatings performance 
benchmark

NSS 500 h - after the test, after 
the mechanical action.

NSS 500 h - after the test, after 
the mechanical action.

NSS 0 h - Degreased steel coated 
with liquid.

NSS 0 h - Degreased steel coated 
with Interpon Redox Plus.

NSS 500 h - after the test, before 
the mechanical action.

NSS 500 h - after the test, before 
the mechanical action.



Protecting a pre-treated surface by using a 
powder coating brings a number of benefits. 
Powder coatings have significant sustainability 
benefits, being free from solvents and VOCs 
and offering different levels of durability. 
Surfaces that are powder coated are much 
easier to clean and maintain, and offer 
greater resistance to scratching or marring, 
both during production and in transit. 

They are also more sustainable in terms of 
the material you use, the process you follow, 
and the energy you consume. A powder 
coating delivers the same and usually a 
better chemical, mechanical and weathering 
performance than a liquid, but in fewer coats 
or even a single layer. They are easy to apply 
and very forgiving in their application, being 
less sensitive to runs, sags or bumps. 

In the application process, a powder coating 
creates significantly less waste, and whereas 
up to 50% of a liquid paint is wasted, any 
overspray powder coating can be collected, 
recycled and re-used. There is also the 
benefit of having no hazardous waste to 
dispose of, nor the expense or inconvenience 
of doing so.

The advantages in performance are 
evidenced in many ways. Powder coatings 
provide significantly better edge coverage 
than a liquid paint, making them ideal for 
more difficult shapes. A thicker, single 
coat typically offers a greater barrier of 
protection against corrosion than their liquid 
counterparts, especially in mission-critical 
scenarios. And they lose nothing in quality 
and style, maintaining color consistency even 
in extremes of temperature and environment. 

Supporting a new 
Sustainability agenda



To this end, and with sustainability and 
performance at its core, Interpon has 
developed the Redox powder coating 
‘system’, totally or partially based on Epoxy 
chemistry, proven to provide the highest 
levels of long-lasting protection in the most 
demanding environments (i.e. up to C5). 
In terms of the systems themselves, they 
support sustainability, helping products 
perform and protect for longer before 
they must be replaced, protecting natural 
resources and reducing cleaning and 
maintenance regimes. They are also easy to 
apply and can be cured faster, contributing  
to a more efficient operation.

Determining which ‘system’ to use depends 
on the level of corrosion protection required, 
and which method of corrosion control 
– passivation, barrier effect, or cathodic 
protection – is preferred (see table).

Passivating steel with powder 

Delaying a corrosive reaction or neutralizing 
acid ions with corrosion-inhibiting pigments 
that have the capacity to passivate a steel 
substrate.

Protection by barrier effect 

Isolating steel from its environment with  
a water and airproof barrier to block direct 
contact with oxygen and other corrosive 
agents and preventing corrosion.

Cathodic protection 

Connecting metal to a more reactive 
‘sacrificial metal’, that will corrode instead  
of the protected substrate.

Choosing the right Interpon Redox system is a combination of multiple factors: the corrosivity 
category (C1-5); the pre-treatment method (chemical or mechanical); and the required durability 
based on the ISO Standard outlined earlier. Understanding how your primer/topcoats are to be 
cured is also critical. The table below illustrates the right powder solution for every project, based 
on these criteria:

Interpon REDOX ‘Systems’ solutions

CORROSION PASSIVATION
Protection formed  
from base metal

BARRIER EFFECT
Protection by sealing  

with coatings

CATHODIC PROTECTION
Protection by sacrificial anode 

(i.e. Zinc particles)

Robust
Interpon Redox Active 

Interpon Redox One Coat

Strong
Interpon Redox Plus

Excellent
Interpon Redox PZ

Delaying a corrosive reaction 
or neutralizing acid ions  
with corrosion-inhibiting  
pigments to passivate a  

steel substrate.

Isolating steel from its 
environment with a water 
and airproof contact with 

oxygen and other corrosive 
agents and prevent corrosion.

Connecting metal to a more 
reactive ‘sacrificial metal’, that 

will corrode instead of the 
protected substrate.

An
od

ic
Re

ac
ti

on
Ca

th
od

ic
Re

ac
tio

n

Chemical pre-treatment C1 C2 C3 C4 C5

Interpon Redox One Coat H M L

Interpon Redox Active H M L

Interpon Redox Plus H M

Interpon Redox PZ Not recommended

Interpon Redox Triplex Not recommended

Mechanical pre-treatment C1 C2 C3 C4 C5

Interpon Redox One Coat H M L

Interpon Redox Active H M L

Interpon Redox Plus H M

Interpon Redox PZ H M

Interpon Redox Triplex H

Durability ranges based on the ISO 12944:2018 standard
Low (L) Up to 7 years
Medium (M) 7 to 15 years
High (H) 15 to 25 years
Very High (VH) More than 25 years



Interpon Redox primers, when used with Interpon D topcoats, and on  
a pre-treated surface, provide varying levels of durability depending on 
the combination of products used and the environment the asset is 
exposed to. Using a combination of primers and topcoats can extend 
the lifetime of the product, offering better protection against corrosion, 
and providing a more durable solution to the market. 

Interpon Redox Triplex, consisting of a zinc containing basecoat, an 
epoxy and a topcoat, for example, provides 15-25 years of durability in 
C5 corrosive environments, such as coastal areas of high salinity or 
industrial areas with high humidity and pollution levels. 

Interpon Redox Plus, an epoxy-based primer, protects buildings in 
these environments for between seven and 15 years, while providing 
more than 25 years of durability in a C3 setting. Redox primers and 
Interpon D topcoats are approved by Qualisteelcoat, the internationally 
recognized standard for powder coating and other organic coatings on 
steel. They pass the tests defined by Qualisteelcoat for the specific 
corrosion class (C3).

Interpon Redox APA is used for HDG substrates that typically have a 
rough surface. The APA provides a smooth surface primer solution and 
helps degassing from the zinc layer before applying a topcoat such as 
Interpon D. It can also be used for (die cast) aluminum substrates to 
give additional edge coverage protection and degassing performance. 

While aluminum does not usually need a primer, corrosion often 
begins at a break in the film or at an edge where the coating thickness 
is less. To counteract this, a thicker layer of powder coating will help 
address these challenges and is recommended for the more corrosive 
environments (C4-C5). Any edges that are cut during fabrication should 
also be suitably sealed. 

As previously referenced in the substrate section of this white paper, 
steel has a higher level of corrosivity which means that topcoats are 
often required to provide sufficient protection – depending, that is,  
on the environment and how the steel has been pre-treated. 

The importance of edge coverage 

Products with sharp edges present a particular challenge, especially  
for ‘traditional’ paints. The liquid tends to flow to the edge, leaving a  
line of very thin coating. 

Some coatings offer better coverage than others, but none of them will 
provide the same protection given to the flat area of the part. The 
solution is either to switch to powder or add additional layers.

In any project, a powder coating provides a better solution for edge 
coverage than its liquid counterpart. But edge coverage sometimes  
leads to a less smooth surface, and in validating the requirements of  
a customer, all variables need to be carefully balanced to provide a 
product that meets customer expectations in the most optimal way. 

Here is an example:

Corrosion and durability

All of the powder coatings 
within the Redox range deliver 
exceptional edge coverage, 
while building layers of coverage 
similarly supports even greater 
corrosion protection.

Edge coverage seen from the inside. 

Surface primer thickness: 90 to 130 µm, Primer thickness on the edge:  
60 to 80 µm. Finishing thickness on the edge: 20 to 30 µm.



Innovation is a continuous process and manufacturers are constantly striving to find new ways  
of tackling traditional challenges. One of the very latest developments within the Interpon range 
of powder coatings is Interpon Redox One Coat, the corrosion prevention solution that delivers  
all the protection one would expect from the Redox name but in a single coat. 

Easy to apply and with no additional requirements to pre-treatment, just a single application  
of Interpon Redox One Coat offers Agricultural and Construction Equipment (ACE), metal  
outdoor furniture, lighting, leisure equipment and steel products protection up to corrosion 
category C4M (ISO 12944). And because it is so simple to use, no outsourcing or specific staff 
training is required.

Interpon Redox One Coat differs from conventional coating systems which require a primer  
and topcoat, adding to its sustainability credentials by saving on material usage and energy,  
and improving productivity without compromising on protection. The new powder coating  
also combines an ideal finish with high weatherability, delivering results that are not only  
highly functional, but that also look good. 

Latest innovations  
and trends



Corrosion protection coating jobs are not easy and various 
factors need to be taken into consideration. The substrate  
and how that substrate is pre-treated are key. Getting this  
right will determine which powder coating system to use,  
based on the environment and conditions to which the  
surface will be exposed. 

As well as selecting the right systems, the expertise of the applicator 
is also essential, choosing one that has the appropriate equipment, 
technical knowledge, training and support. AkzoNobel Powder 
Coatings works closely in Europe (and particularly in France and UK), 
and in Australia/New Zealand with an approved applicator network  
to deliver the high-quality solutions demanded of the most 
challenging applications. 

Whether working through our network or being supported by our 
AkzoNobel technical support team directly, we help businesses 
arrive at the right decision. With the support also of our local R&D 
laboratories, which can provide extensive testing services, we can 
recommend the appropriate coating system for the most challenging 
of tasks.

Discover more about Interpon’s innovative and sustainable  
powder coatings at: industrial.interpon.com

Solving the  
corrosion challenge

https://industrial.interpon.com/en/


Interpon. Your personal best.

We’ve been pioneering a world of possibilities to bring surfaces to life for well over 200 years.  
As experts in making coatings, there’s a good chance you’re only ever a few meters away from one 
of our products. Our world class portfolio of brands – including Dulux, International, Sikkens and 
Interpon – is trusted by customers around the globe. We’re active in more than 150 countries and 
have set our sights on becoming the global industry leader. It’s what you’d expect from the most 
sustainable paints company, which has been inventing the future for more than two centuries.

For more information please visit www.akzonobel.com and www.interpon.com
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