Lunan \ioup - S0 PO dpecincanon tagelot 1u

Y

Galvanizing shall be performed by a company wit;: e?ﬂ minimum of five years experience in the succassiul
application of hot-dip galvanizin utilizing the d e process. )
Fzgto:y-appliad me&!g coatings gha!i be p&‘fomgd in 4 facility acceptable to the coating manufacturer.
Submit two 3 inch by 8 inch samples of factory-applied coatings and colors propesed for use for approval
i ating application, ; )
ggggge(:%e sé’w:ﬁzs of & galvanlzer who has demonstrated a minimum of five yoars experience in the
successful parfarmanca of the processes outlined I this specification within the same facility as outlined
herein. Tha Architect has the right to inspect and the facility where the work ig to be done and who wil
apply the galvanizing and coatings approve or reject the galvanizer/igaivanizing fam%rty, .
Handle and install materials with faciory-applied coatings as recommepded by galvanizer and coating
manufacturer to prevent damage to caatings prior {o and after instaliation.
Touch-up factory-applled msta) coatings as recommencded by galvanizer and coaling manufacturer.
Coatings not matching approved submittals shail be removed and replaced at no additional expense to
the Owner. ) o
Certificate of compitance that the galvanizer has certified welghers on premises with a certification from
the local municipality, and a certifisd scale or municipal scale has been umtged by :haig:'atvamzer, ‘
Fabricator shall provide a notarized statement from the galvanizer, alang with a g!ascgtpiaon of the material
pracessed, indicating that all work has besn done in conformance with thie specification prior to recelving
aymearnt, .
10. gegﬁﬁcate of Compiiance for Shop Prawing Review by Galvanizer: Submit galvanizer's certiﬁcat{on that
shop drawings for metal fabrications to receive metal coatings have been revien(ed and that fabrications
are acceptable to galvanizer for proper application of gaivanizing and meta coatings. All drawings should
be stamped by the galvanizer to Indicate approval of design for galvanizing,

pey

>owN

© ® No

A
2.XX HOT-DIP GALVANIZING AND FACTORY-APPLIED ARCHITECTURAL FINISH - COLORGALYV V/

A, Hot-Dip Galvanizing: Provide coating for iron and steel fabrications applied by the ‘hot~dip process, Duragah/®
by Duncan Galvanizing. Comply with ASTM A 123 for fabricated products and ASTM A 153 for hardware.
Provide thickness of galvanizing specified in referanced standards. The galvanizing bath shal contain high
grade zine, nickel, and othar earthly materials. ‘
Gaivanizing shall exhibit a rugosity (smoothness) not greatar than 4 rug (16-20 microns of varigtion) when
measured by a profilometer over a 1 inch straight line on the surface of architactural and structura elements
that are less than 24 pounds per running foot, Profilometer sh&gbe capable of operating In 1 fmicron
increments. . - )
1. Surface blasting prior to anplication of factory-applied pcst};aivanizing wat coatings will produce a high
rugoslty and not be acceptable, ’

Architectural Finish: Provide factory-applisd architactura coating over hot-dip galvanized Steel, Colorgalv® by
Duncan Galvanizing matching approved samples,

1. Primer coat shafl be fagtory-appiied prime coating. Apply primer within 12 hours aftor galvanizing at the
same facllity whers the gaivanlzing is done in a controlied envirghment meeting applicable anvirenrmaenial
regulations and as recommended by the primer coating manufacturer.

Finish coat shall be factory-appiiad high performance architectural finish, Apply finish coating at the
galvanizer's plant, in a controlied environment mesting applicable envirenmental regulations and as
recommanded by the finish coating manufaciyrer, -

o

3. Coatings shall be certified VOC compliant and conform to applicable fegulations and Epa standardgs, -

4. Apply the galvanizing, primer and coating within the same facifity and provide single-source responsibifity
-for.galvanfzing,'priming and finish coating, - ' ' .

5 Blast dleaning of the galvanized surface is not acceptabls,

D. Pedormance Criteria: Coatings must meet or excsed the criteria for the foliowing categories as stipulated by

the coatings manufacturer:
Primer:
ABRASION - Method: ASTM D 4060 (CS17 Wheel, 1,000 grams load).
ADHESION - Mathod: ASTM D aasg, {(Method B, 5 mm Crasshatch),
HUMIDITY - Mathod: ASTM D 4585
SALT SPRAY {(FOG) - Msthad; ASTM 8117

2. Topcoat: !

GRAFFITS RESESTA{\JCE = Method: The foliowing graffiti materigls applied to ¢oating ang allowed to dry
for seven days: acrylic, epoxy-ester and alkyd spray paints, ballpoint ink, crayon, Markett marker, black
shoe polish and lipstick,

EXTERIOR EXPOSURE - Method: Exposed at 4§ degrees facing south

SURFACE BURNING CHARACTERISTICS: - Method: ASTM E-34
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