Rev. Date 5-00


ITEM #1103048A ‑ PAINT EXISTING STEEL SPAN POLE

DESCRIPTION: 



 Work under this item shall consist of surface preparation and painting of the steel span pole or poles at the location shown on the plans or as directed by the Engineer.

MATERIALS: 



The coating system, consisting of a prime coat and finish coat, shall be comprised of the following coating materials, all manufactured by the same manufacturer.


1.
Prime and Finish Coat Material ‑ Epoxy Mastic


A.
Composition Data




(1)
General






Theoretical coverage one mil D.F.T. per gallon in FT2 ‑1400 minimum.





Minimum Curing Time @ 75O F.






To Touch     ‑   4 Hours






To Handle    ‑  12 Hours






To Recoat    ‑  24 Hours





Preproportioned Mixing Ratio ‑ 1 part A to 1 part B.





Shelf Life of Both Components ‑ Minimum 24 Months.





Temperature Resistance ‑ Dry Film 175O F. Minimum.





The epoxy mastic shall be polyamine or polyamide cured, modified with bitumin oil and shall not contain coal tar.  The primary pigment shall be aluminum.




(2)
Properties of Mixed Components





a.
% Total Solids by Weight (Min.)
90.0





b.
% Total Solids by Volume (Min.)
90.0





c.
Weight per Gallon, lbs. (Min.)
10.5





d.
Viscosity   75O F.  (KU)          
100‑130





e.
Potlife @ 75O F., Hr. (Min.)
2





f.
Recommended Mils DFT  (Min.)
5


2.
Performance Criteria and Resistance Tests



The coating system prepared for these tests shall consist of steel panels prepared and coated as follows:




Test panels of steel meeting the requirements of ASTM D609 having dimensions of 3" x 6" x 1/8" thick shall be abrasive blast cleaned in accordance with the Steel Structures Painting Council Surface Preparation Specification No. 10, Near‑White Blast Cleaning (SSPC‑SP‑10). Blast cleaning media shall be sized and graded to derive a blast profile that is in the range of 1‑3 mils and that is clean, sharp and free of embedded friable material.



A. 

Salt Fog Resistance  ‑  ASTM B117.  Primer for 1,000 hours, Total 2 Coat System for 1,500 hours.





The coating shall exhibit no delamination, softening, blistering in accordance with ASTM D714. Rust creepage at the scribe shall be no more than 1/16" and no more than 2% rusting at the edges.



B.

Weathering Resistance  ‑ UV Exposure and Moisture Cycling ‑ ASTM G23, Type D. Total 2 Coat System.





The panels shall be placed in the test cabinet at the beginning of the wet cycle and exposed for 1,000 hours. After this time, the specimens shall exhibit no delamination, softening, blistering, rust creepage of more than 1/16" at the scribe.



C.

Relative Humidity  ‑  ASTM D2247. Total 2 Coat System.





Requirements ‑ No blistering, cracking, softening, or delamination of film.  No more than 1/32" rust creepage at scribe and no more than 2% rusting at edges after 1,000 hours exposure.



D.

Abrasion Resistance  ‑  ASTM D968, Total 2 Coat System with topcoat to be tested. No less than 50 liters per mil D.F.T.



E.

Adhesion  ‑  Elcometer Adhesion Tester (0‑1,000 psi.). ASTM D4541.





Total 2 Coat System  ‑  System must maintain cohesion with adhesive break at the primer/ substrate interface.


3.
Packaging and Labeling:




All primer and finish coating materials shall be packaged in two (2) pre‑proportioned separate containers such that mixing the entire contents of both containers will yield the correct mixing ratio.




For spot priming, lesser amounts may be packaged, as directed by the Engineer, to eliminate waste. Each container shall bear a label on which shall be clearly shown the name of the coating manufacturer, the name of the product, the lot and batch number, the date of manufacture and the end of shelf life date. The label shall also include complete specific instructions for the opening, mixing, thinning, and application of the contained coating material. The container shall be designed to contain the material within.


4.
Control of Materials



Before any painting can be done, a Certified Test Report and a Materials Certificate will be required for the primer and finish coat in accordance with Article 1.06.07, confirming the conformance of the Primer, finish coat to the requirements set forth in these specifications. The coating manufacturer shall also submit evidence and verification that, through long term real‑time exposure testing, the pigments used in topcoat coloration are light stable, and the resins used are suitable for long term weathering and chalking resistance.


5.
Field History



Certified documentation shall be provided verifying successful use of all the coatings in the field, preferably on bridges. This documentation shall list the agency, location, amount, and date of application of the specific coating or coatings.

CONSTRUCTION METHODS: 



All Contractor activities associated with the coating work described and specified herein shall be conducted in accordance with all applicable Federal (OSHA), State of Connecticut and local (based on pole location) safety regulations and guidelines, in addition to the requirements of SSPC Guide No. 3.



Surface preparation shall consist of cleaning steel span poles in accordance with the methods listed herein. The cleaned surface shall be approved by the Engineer prior to any painting. Exposed bare steel surfaces shall be painted before any rust forms.



All foreign matter such as oil, grease, rust stain, road salt, dirt, and bird droppings shall be cleaned from the surface in accordance with the requirements of SSPC‑SP‑1 "Solvent Cleaning". Where the galvanized, galvanized/coated or coated surface displays rust and rust scale, the surface shall be cleaned in accordance with the requirements of SSPC‑SP 3 "Power Tool Cleaning" and SSPC‑SP 2 "Hand Tool Cleaning".

No coating material application shall be performed when the relative humidity is above 85% or when the surface temperature of the steel is less than 5O F. above the dew point temperature as determined by a surface thermometer and electric psychrometer furnished by the Contractor.



All storage, mixing, thinning, surface preparation between coatings, repairs of damaged coating, and application techniques and methods shall be accomplished in strict accordance with the latest written requirements and procedures published by the coating material manufacturer and supplier.



Applied coatings shall have no runs, sags, holidays, or discontinuities.



All application of the prime and finish coat materials shall be by brush or roller. Spray equipment may be used where it is more prudent to do so.



The Epoxy Mastic shall be applied when the air and steel temperature is 50O F. or above but shall not be so hot as to cause blistering of the coating.



The Epoxy Mastic shall be applied at sufficient wet film thickness in one (1) application to derive a dry film thickness range of 4‑6 mils.

METHOD OF MEASUREMENT: 



The work will be measured for payment by the number of existing steel poles painted and accepted at the location shown on the plans.

BASIS OF PAYMENT: 



This work will be paid for at the contract unit price each for "Paint Existing Steel Span Pole", which price shall include paint, surface preparation, painting, and all materials, equipment, tools and labor incidental thereto.
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