COAL TAR EPOXY: COATING
A. DESCRIPTION

1. THIS WORK SHALL. CONSIST OF PROVIDING ALL MATERIALS, SUPERVISION,
LABOR, EQUIPMENT, TOOLS AND SUPPLIES NECESSARY TO PROVIDE A PROTECTIVE
COAL TAR EPOXY: COATING SYSTEM FOR THE BULKHEAD SYSTEM.

2. THE COATING SHALL BE APPLIED TCO THE ENTIRE WALER ASSEMBLY, THE TIE
RODS, TURNBUCKLES AND PLATE CONNECTIONS. ALL BOLTS, NUTS AND WASHERS
SHALL BE COATED IN THEIR ENTIRETY, EXCEPT FOR THE THREADS AND NUTS WHICH
SHALL BE COATED IN THE FIELD' AFTER ASSEMBLY.

B.. COATING MATERIALS

1. THE COATING SHALL BE SELF—CURING CONSISTING OF TWO COMPONENTS. THE
MATERIAL USED SHALL MEET OR EXCEED ALL THE REQUIREMENTS OF THE CORPS OF
ENGINEERS SPECIFICATION C—200, GOVERNMENT SPECIFICATION MIL-P—-23236 AND.
STEEL STRUCTURES PAINTING COUNCIL PAINT SYSTEM: SSPC—PAINT NO. 16, COAL
TAR EPOXY—POLYAMIDE BLACK.

2. ALL COATINGS SHALL BE SO PROCESSED AND PACKAGED AS TO INSURE THAT
WITHIN A PERIOD OF ONE YEAR FROM DATE OF MANUFACTURE, THEY WILL NOT GEL,
LIVER OR THICKEN DELETERIOUSLY OR FORM GASES IN THE CLOSED CONTAINER.

C.. PACKAGING AND: LABELING

COATINGS AND VEHICLES SHALL BE PACKAGED IN STANDARD CONTAINERS NOT LARGER
THAN- 5 GALLONS. IN SIZE, WITH REMOVABLE FRICTION OR LUG—TYPE COVERS. EACH

CONTAINER OF SEPARATELY PACKAGED COMPONENTS SHALL BE CLEARLY AND DURABLY

LABELED TO INDICATE THE: PURCHASER’'S ORDER NUMBER, DATE OF MANUFACTURE,
MANUFACTURER’S BATCH NUMBER, QUANTITY, COLOR, COMPONENT IDENTIFICATION,

AND THE DESIGNATED NAME AND FORMULA OR SPECIFICATION NUMBER OF THE COATING
TOGETHER WITH SPECIAL INSTRUCTIONS.

D. CERTIFICATIONS

1. IN ADDITION: TO MEETING THE OTHER QUALIFICATIONS, THE COATING
MANUFACTURER SHALL CERTIFY THAT:

A. HE HAS BEEN A PRODUCER OF COAT!NGS= OF THIS CLASS FOR A PERIOD OF AT
LEAST TWO YEARS.

B. THE COATING BEING OFFERED UNDER THIS SPECIFICATION IS THE SAME
FORMULATION WHICH HAS BEEN MANUFACTURED AND DISTRIBUTED BY HIM DURING THIS
TWO YEAR PERIOD.

C.. THE COATING BEING OFFERED UNDER THIS SPECIFICATION. HAS BEEN
SUCCESSFULLY USED IN SEA WATER, IMMERSION SERVICE FOR AT LEAST TWO YEARS.

E. SURFACE PREPARATION

1. ALL SURFACES SHALL BE THOROUGHLY PREPARED FOR COATING APPLICATION IN
STRICT ACCORDANCE WITH THE COATING MANUFACTURER'S RECOMMENDATION. ALL
CLEANING AND COATING WORK MUST BE PERFORMED IN A HEATED BUILDING.
PRECEDING GRIT BLASTING, STEEL MUST BE HEATED TOAT LEAST 100 DEGREES F TO
ELIMINATE THE POSSIBUTY OF MOISTURE ON THE SURFACES TO BE CLEANED AND
COATED.

2. GRIT BLASTING: SHALL BE  TO CLEAN NEAR WHITE METAL BLAST AS DEFINED BY
SSPC SPECIFICATION: SP—10, ALL WORK BLASTED IN ONE DAY MUST BE COATED ON
THAT DAY.

3. ANY AREAS OF THE SURFACE WHICH SHOW TRACES OF OiL, GREASE OR OTHER:
ORGANIC MATTER SHALL BE REMOVED BY USING SOLVENT WASH AS DEFINED BY STEEL
STRUCTURES PAINTING COUNCH. SPECIFICATION SP-1.

4. ALL SURFACES TO BE COATED MUST BE COMPLETELY DRY, FREE OF MOISTURE,
SOIL, DUST,AND GRITAT THE TIME THE COATING IS APPLIED.

S. THE FINISHED COATING SHALL BE POST—CURED AT A TEMPERATURE OF
APPROXIMATELY 110 DEGREES F WHEREVER THE AMBIENT AVERAGE TEMPERATURE
FALLS BELOW 70 DEGREES F.

F. APPLICATION OF COATING

ALL COATINGS SHALL BE APPLIED BY BRUSH OR SPRAY, USING COMMERCIALLY
AVAILABLE SPRAY EQUIPMENT. THE COATINGS SHALL EXHIBIT REASONABLE LEVELING
WITHOUT EXCESSIVE SAGGING WHEN APPLIED AT THE REQUIRED FILM THICKNESS.
COATING MANUFACTURER'S RECOMMENDATIONS SHALL BE ADHERED TO STRICTLY. THE
TEMPERATURE OF THE COATING SHALL NOT BE LESS THAN THE TEMPERATURE OF THE
STEEL AT THE TIME OF APPLICATION. THE TEMPERATURE OF THE SUBSTRUCTURE
MUST BE AT LEAST 5 DEGREES F ABOVE THE DEW POINT TEMPERATURE.

G. PROGRESS OF COATING WORK

WHERE COATING ON. ANY TYPE OF SURFACE HAS COMMENCED, THE COMPLETE COATING
OPERATION, INCLUDING PRIMING AND FINISHING COATS WHEN MULTIPLE COATS ARE
USED ON  THAT PORTION. OF THE WORK, SHALL BE COMPLETED AS SOON. AS
PRACTICABLE, WITHOUT PROLONGED DELAYS. WHERE NECESSARY, SUFFICIENT TIME
SHALL ELAPSE BETWEEN SUCCESSIVE COATS TO PERMIT THEM TO DRY PROPERLY FOR:
RECOATING AND THIS PERIOD SHALL. BE MODIFIED AS NECESSARY TO SUIT SHOP
CONDITIONS. FASTER BETWEEN—COAT APPLICATIONS ARE POSSIBLE AT HIGHER
TEMPERATURES; FOR EXAMPLE, IF INITIAL COAT IS APPLIED AT 100 DEGREES F BY
USE OF AN IN—LINE HEATER, A SECOND COAT MAY. USUALLY BE APPLIED WITHIN
THREE HOURS AFTER THE FIRST COAT.

H. COATING THICKNESS

1. A MINIMUM THICKNESS (NOT AVERAGE) OF 16 MILS DRY FILM IS REQUIRED ON
ALL SURFACES TO BE COATED.

2. WHERE TWO COATS ARE REQUIRED TO:-ACHIEVE THE RECOMMENDED FibM BUILD,
THE INTERVAL BETWEEN THE COATS SHOULD BE AS SHORT AS POSSIBLE. TO INSURE
MAXIMUM INTERCOAT ADHESION, IT IS RECOMMENDED THAT:

A. THE NEXT COAT BE APPLIED AS SOON AS POSSIBLE AFTER THE PREVIOUS COAT
IS FIRM.

B.IFTHEPREVIOUS COAT HAS CURED FOR MORE THANTHE RECOAT TIME SPECIFIED BY
MANUFACTURER, BRUSH SANDBLAST, FOLLOWED BY DRY CLEANING SUCH AS VACUUMING,
USE OF AIR HOSES OR SWEEPING TO REMOVE DIRT. ALL SURFACES TO BE RECOATED
MUST SHOW A SURFACE. PROFILE SUFFICIENT TO PROVIDE AN ADEQUATE MECHANICAL
BOND. SURFACE PROFILE IS ESSENTIAL FOR INTERCOAT ADHESION.

. FINAL.CURING TIME

COATING SURFACES SHALL BE PERMITTED AS LONG A DRYING TIME AS PRACTICABLE
BUT IN ANY EVENT THE FOLLOWING MINIMUM REQUIREMENTS SHALL BE MET. THE

STEEL COATED WITH THE COAL TAR EPOXY SYSTEM- SHALL NOT BE DRIVEN UNTIL THE
FINISHED COATING HAS CURED AT LEAST 7 DAYS AT 77 DEGREES F, OR BEEN
POST—-CURED AT HIGHER TEMPERATURES FOR A SHORT PERIOD OF TIME IN ACCORDANCE
WITH THE COATING MANUFACTURER'S RECOMMENDATIONS.

J.  THINNING

THINNING ' OF THE COATING MATERIAL FOR APPLICATION WILL BE PERMITTED ONLY IN
ACCORDANCE WITH THE MANUFACTURER'S RECOMMENDATIONS.

K. INSPECTION

1. SATISFACTORY PERFORMANCE WILL BE BASED ON ACCEPTANCE OF THE COMPLETED
WORK BY THE ENGINEER. ALL WORK WILL BE SUBJECT TO THE INSPECTION BY THE
ENGINEER. THE GRIT BLASTING IS TO BE APPROVED BEFORE THE START OF THE
COATING APPLICATION.

2. INSPECTION- OF THE COMPLETED COATING WILL BE BASED UPON A NORDSON
MIKROTEST OR OTHER MAGNETIC DETECTOR READINGS. DETECTION OF INADEQUATELY
COATED SECTIONS WILL BE INDICATED BY CIRCLING WITH CHALK THE AREAS TO BE
RECORDED.
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L.. APPEARANCE OF FINISHED COATING

1. THE FINISHED COATING SHALL BE GENERALLY SMOOTH AND FREE OF SHARP
PROTUBERANCES WHICH COULD BE REMOVED BY ABRASION. A MINOR AMOUNT OF SAGS,
DIMPLING OR CURTAINING WHICH: DOES NOT EXCEED 2 TO 3% OF THE SURFACE WILL
NOT BE CONSIDERED CAUSE FOR REJECTION:UNLESS THEY PRESENT SHARP EDGES
WHICH MIGHT BE REMOVED BY ABRASION.

2. SHARP PROTUBERANCES SHALL BE CUT OFF USING A SHARP WOOD CHISEL LAID
FLAT AGAINST. THE SURFACE. THE AREA FROM WHICH: MATERIAL HAS BEEN REMOVED
SHALL BE RECOATED TO'SMOOTH THE SURFACE.

M. PROTECTION OF COATED STEEL

THE CONTRACTOR SHALL EXERCISE EXTREME CARE IN THE HANDLING OF ALL COATED
STEEL SO AS NOT TO DAMAGE THE COATED. SURFACE. ANY DAMAGE TO THE COATING
DUE TO HANDLING OR CONSTRUCTION OPERATIONS SHALL BE REPAIRED: BY THE
CONTRACTOR AT NO ADDITIONAL EXPENSE.

N. SAFETY

1.IFTHE COATING IS APPLIED BY SPRAY IT SHALL BE PERFORMED IN'AN ENCLOSED
PLACE WITH A FORCED VENTILATION SYSTEM. THE SYSTEM SHALL BE CAPRPABLE OF
POSITIVELY EXCHANGING THE AIR IN THE ENCLOSED PLACE FOR FRESH AIR AT THE
RATE OF NOT LESS THAN 5,000 CUBIC FEET PER MINUTE FOR: EACH SPRAY: GUN IN
OPERATION, AND ALL PARTS OF THE SPACE SHALL BE SWEPT BY MOVING AIR. THE
VENTILATING SYSTEM SHALL BE OPERATED DURING THE ENTIRE OPERATION OF
APPLICATION AND SHALL BE CONTINUED AFTER. SPRAYING HAS BEEN HALTED UNTIL
THE APPLIED FILM IS NO LONGER GIVING OFF APPREC!IABLE SOLVENT VAPORS. THE
AIR IN. THE ENCLOSED PAINTING SPACE SHALL BE SAFE AT: ALL TIMES FROM FIRE
AND EXPLOSION HAZARDS AS DETERMINED BY THE EXPLOSIMETER, MANUFACTURED BY'
THE MINE SAFETY APPLIANCE. COMPANY. WHERE SPRAYING IS BEING CARRIED OUT IN
ENCLOSED OR OTHER SPACES NOT FREELY: SWEPT BY NATURAL WIND CURRENTS,
WORKMEN. SHALL WEAR RESPIRATORS FED BY FRESH AIR. GRIT: BLAST NOZZLE
OPERATORS SHALL WEAR FRESH AIR—FED HELMETS UNDER ALL CIRCUMSTANCES.

2. IN ADDITION TO NORMAL SAFETY PRECAUTIONS, WORKMEN SHALL TAKE EXTRA
CARE TO AVOID CONTACT OF THE PAINT WITH THE SKIN. AND TO AVOID INHALING
FUMES OR ATOMIZED PARTICLES OF THE COATING.

0. MEASUREMENT AND PAYMENT |
SEPARATE MEASUREMENT AND PAYMENT WILL NOT BE MADE FOR COAL TAR EPOXY

COATING. THE COST CONNECTED THEREWITH SHALL BE INCLUDED WITH: THE
APPROPRIATE ITEM: AS SPECIFIED.

* ITEM 404 ASPHALT CONCRETE (UNDER GUARDRAIL), ASPER |
PLAN |

THIS ITEM SHALL CONSIST OF PAVING UNDER GUARDRAIL AS SPECIFIED
IN THE PLANS ANDIN ACCORDANCE WITH THE FOLLOWING:

PAVING SHALL CONSIST OF PLACING ITEM 404 TO THE DEPTH SPECIFIED

USING ONE OF THE FOLLOWING METHODS:

METHOD A: 1) SET GUARDRAIL POSTS
2) PLACE ITEM 404

METHOD B: 1) PLACE ITEM 404
2) BORE ASPHALT AT POST LOCATIONS (SEE NOTE 1)
3) SET GUARDRAIL POSTS
4) PATCH AROUND POSTS (SEE NOTE 2)

NOTE 1: BORING OF ASPHALT MAY BE EXCLUDED IF STEEL
POSTS ARE TO BE USED.

NOTE 2: THE MATERIAL USED FOR PATCHING SHALL BE A
BITUMINOUS: CONCRETE APPROVED BY THE
ENGINEER. PATCHING AREAS SHALL BE
COMPACTED USING EITHER HAND OR
MECHANICAL METHODS. FINISHED'

SURFACES SHALL BE SMOOTH AND SLOPED
TO DRAIN AWAY FROM THE POSTS.

ALTERNATE METHODS MAY BE USED WITH PRIOR APPROVAL OF THE
ENGINEER.

ALL EQUIPMENT MATERIALS AND LABOR REQUIRED TO PERFORM THE

WORK OUTLINED ABOVE , WITH THE EXCEPTION OF SETTING
GUARDRAIL POSTS, SHALL BE INCLUDED FOR PAYMENT UNDER ITEM
404 ASPHALT CONCRETE (UNDER GUARDRAIL), AS PER PLAN.

GENERAL NOTES B




