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*% *% *% *% *% *% *% *% *% *% *% *% *%%

NOTE: This guide specification covers the

requi renents for decorative netal products used in
buil di ng construction for architectural and
decorative effects.

In the project drawi ngs include a conplete design
i ndi cating the character of the work to be perforned
by providing the follow ng:

Location and details of each netal item indicating
di mensi ons, shapes and sizes of nenbers,
connections, finishes, and the relation to other
bui | di ng conponents.

Anchor age and/or fastening devi ces enbedded in other
construction.

Adhere to UFC 1-300-02 Unified Facilities Guide
Speci fications (UFGS) Fornmat Standard when editing
this gui de specification or preparing new project
specification sections. Edit this guide
specification for project specific requirenents by
addi ng, deleting, or revising text. For bracketed
itens, choose applicable iten(s) or insert
appropriate information.

Renmove information and requirements not required in
respective project, whether or not brackets are
present.

Conment s, suggestions and reconmmended changes for
this gui de specification are wel cone and shoul d be
submtted as a Criteria Change Request (CCR).

kkkkkkkkkkkkhkkkkkkkkkkkkhkhhkhkkkkkkkkkkkkhkhhkhhkhkkkkkkkkkkkhkhhkhkhkkkkkkkkkk

PART 1 GENERAL

1.1 REFERENCES
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NOTE: This paragraph is used to list the
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publications cited in the text of the guide
specification. The publications are referred to in
the text by basic designation only and listed in
thi s paragraph by organi zati on, designation, date,
and title.

Use the Reference Wzard' s Check Reference feature
when you add a Reference ldentifier (RI D) outside of
the Section's Reference Article to automatically

pl ace the reference in the Reference Article. Also
use the Reference Wzard' s Check Reference feature
to update the issue dates.

Ref erences not used in the text will automatically
be deleted fromthis section of the project

speci fication when you choose to reconcile
references in the publish print process.

*% *% *% *% *% *% *% *% *% *% *% *% *%%

The publications listed below forma part of this specification to the
extent referenced. The publications are referred to within the text by the
basi ¢ designation only.

ALUM NUM ASSQOCI ATI ON ( AA)
AA ADM (2015) Al unmi num Desi gn Manual
AA ASM 35 (2000) Specifications for Al um num Sheet

Metal Work in Building Construction,
Constructi on Manual Series Section 5

AA DAF45 (2003; Reaffirmed 2009) Designati on System
for Al um num Fi ni shes

AA PK-1 (2015) Pink Sheets: Designations and
Chemi cal Composition Limts for Al um num
Al'loys in the Formof Castings & |ngot
AVERI CAN VELDI NG SOCI ETY (AWB)
AWS A5. 3/ A5. 3M (1999; R 2007) Specification for Al um num
and Al um num Al | oy El ectrodes for Shiel ded
Metal Arc Welding
AWS D1. 2/ D1. 2M (2014) Structural Welding Code - Al unmi num
ASME | NTERNATI ONAL ( ASME)

ASME B18. 13 (1996; Addenda A 1998; R 2013) Screw and
Washer Assenblies - Sens (lnch Series)

ASME B18. 13. 1M (2011; R 2016) Screw and Washer
Assenblies: SEMS (Metric Series)

ASME B18.2.1 (2012; Errata 2013) Square and Hex Bolts
and Screws (Inch Series)

ASME B18. 2.2 (2015) Nuts for General Applications:
Machi ne Screw Nuts, Hex, Square, Hex
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ASME

ASME

ASME

ASME

ASME

ASME

ASME

ASME

ASME

ASME

ASME

B18.

B18.

B18.

B18.

B18.

B18.

B18.

B18.

B18.

B18.

B18.

2.3.8M

2.6

21.1

21. 2M

22M

24

3.3M

6.1

6.3

6. 5M

6. 7M

ASTM A123/ A123M

ASTM A153/ A153M

ASTM A27/ A27M

ASTM A283/ A283M

ASTM A47/ AATM

ASTM B209

ASTM B209M

FIl ange, and Coupling Nuts (lnch Series)
(1981; R 2005) Metric Hex Lag Screws

(2010; Supp 2011) Fasteners for Use in
Structural Applications

(2009; R 2016) Washers: Heli cal
Spring-Lock, Tooth Lock, and Plain Washers
(I'nch Series)

(1999; R 2014) Lock Washers (Metric Series)
(1981; R 2017) Metric Plain Washers

(2004; Addenda A 2006; R 2011) Part

I denti fying Nunber (PIN) Code System
St andard for B18 Fastener Products

(1986; R 2008) Hexagon Socket Head
Shoul der Screws (Metric Series)

(2016) Wbod Screws (Inch Series)

(2013; R 2017) Machi ne Screws, Tapping
Screws, and Machine Drive Screws (Inch
Series)

(2000; R 2010) Standard Specification for
Metric Thread- Form ng and Thread-Cutting
Tappi ng Screws

(1999; R 2010) Metric Machine Screws

ASTM | NTERNATI ONAL ( ASTM

(2017) Standard Specification for Zinc

(Hot-Di p Gal vani zed) Coati ngs
St eel Products

(2016) Standard Specification
Coating (Hot-Dip) on lIron and
Hardware

(2017) Standard Specification
Castings, Carbon, for GCeneral

(2013) Standard Specification
Internediate Tensile Strength
Plates

on lron and

for Zinc
St eel

for Steel
Application

for Low and
Car bon St eel

(1999; R 2014) Standard Specification for
Ferritic Malleable Iron Castings

(2014) Standard Specification

for Al um num

and Al unmi num Al |l oy Sheet and Pl ate

(2014) Standard Specification

for Al um num

and Al umi num Al |l oy Sheet and Plate (Metric)
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ASTM B211 (2012) Standard Specification for Al unmi num
and Al umi num Al l oy Bar, Rod, and Wre

ASTM B211M (2012; E 2012) Standard Specification for
Al um num and Al um num Al |l oy Bar, Rod, and
Wre (Metric)

ASTM B221 (2014) Standard Specification for Al unmi num
and Al um num Al | oy Extruded Bars, Rods,
Wre, Profiles, and Tubes

ASTM B221M (2013) Standard Specification for Al um num
and Al umi num Al | oy Extruded Bars, Rods,
Wre, Profiles, and Tubes (Metric)

ASTM B247 (2009) Standard Specification for Al um num
and Al umi num Al |l oy Di e Forgi ngs, Hand
Forgi ngs, and Rolled Ri ng Forgings

ASTM B247M (2009) Standard Specification for Al um num
and Alum num Al l oy Di e Forgings, Hand
Forgi ngs, and Rolled Ring Forgings (Metric)

ASTM B26/ B26M (2014; E 2015) Standard Specification for
Al umi num Al | oy Sand Casti ngs

ASTM B316/ B316M (2010) Standard Specification for Al um num
and Alum num Al l oy Rivet and Col d- Headi ng
Wre and Rods

ASTM C514 (2004; R 2014) Standard Specification for
Nails for the Application of Gypsum Board

ASTM C636/ C636M (2013) Standard Practice for Installation
of Metal Ceiling Suspension Systens for
Acoustical Tile and Lay-In Panels

ASTM D1730 (2009; R 2014) Standard Practices for
Preparation of Al um num and Al umi num Al | oy
Surfaces for Painting

ASTM D1752 (2004a; R 2013) Standard Specification for
Pref ormed Sponge Rubber Cork and Recycl ed
PVC Expansi on

ASTM Gr71 (1981; R 2014) Standard Cuide for
Conducti ng and Eval uating Gal vanic
Corrosion Tests in Electrolytes

ASTM GB2 (1998; R 2014) Standard Guide for
Devel opment and Use of a Gal vanic Series
for Predicting Galvanic Corrosion
Performance

SOCI ETY FOR PROTECTI VE COATI NGS ( SSPC)

CS 23.00/ AW C2. 23M NACE #12 (2003) Specification for the Application
of Thernmal Spray Coatings (Metallizing) of
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Al um num Zinc, and Their Alloys and
Conposites for the Corrosion Protection of
Steel

SSPC PA 1 (2016) Shop, Field, and Mai ntenance
Coating of Metals

SSPC PS 11.01 (1982; E 2004) Black (or Dark Red) Coal
Tar Epoxy Pol yani de Pai nting System

1.2 SUBMITTALS

NOTE: Review Subnittal Description (SD) definitions
in Section 01 33 00 SUBM TTAL PROCEDURES and edit
the following list to reflect only the subnmittals
required for the project.

The Guide Specification technical editors have
designated those itens that require Governnent
approval, due to their conplexity or criticality,
with a "G" GCenerally, other submittal itenms can be
reviewed by the Contractor's Quality Control

System Only add a “G to an item if the submttal
is sufficiently inmportant or conplex in context of

t he project.

For subnmittals requiring Government approval on Arny
projects, a code of up to three characters within
the submttal tags nmay be used following the "G'
designation to indicate the approving authority.
Codes for Arny projects using the Resident
Managenent System (RMS) are: "AE" for
Architect-Engineer; "DO' for District Ofice

(Engi neering Division or other organization in the
District Ofice); "AO" for Area Ofice; "RO for
Resident O fice; and "PO' for Project Ofice. Codes
following the "G' typically are not used for Navy,
Air Force, and NASA projects.

Use the "S" Cassification only in SD-11 C oseout
Submittals. An "S" following a submittal item

i ndicates that the submittal is required for the
Sustai nability eNotebook to fulfill federally

mandat ed sustai nabl e requirenents in accordance with
Section 01 33 29 SUSTAI NABI LI TY REPORTI NG

Choose the first bracketed itemfor Navy, Air Force
and NASA projects, or choose the second bracketed
itemfor Army projects.
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Governnment approval is required for submttals with a "G' designation;
submittals not having a "G' designation are [for Contractor Quality Control
approval .][for information only. Wen used, a designation follow ng the
"G' designation identifies the office that will review the submttal for
the Government.] Submittals with an "S" are for inclusion in the

Sustai nability eNotebook, in conformance to Section 01 33 29 SUSTAI NABI LI TY
REPORTI NG. Submit the following in accordance with Section 01 33 00
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SUBM TTAL PROCEDURES:
SD-01 Preconstruction Subnmittal s
Exi sting Conditions; G, [___ 1]
SD- 02 Shop Drawi ngs
Ornanental Metal Itenms; G, [___ ]]
Installation Drawings; C[, [__ 1]
Shop and Field Connections; C[, [___ 1]
Construction Details; C[, [___ 1]
SD- 03 Product Data
Materials; ¢, [ 1]
Ornanental Metal Itenms; G, [___ ]]
Al um num Al | oy Extrusions
Al um num Al | oy Sheets And Pl ates
Al unmi num Al | oy Casti ngs
Al um num Al | oy For gi ngs

SD- 04 Sanpl es

Manufacturer's Standard Col or Charts; ([,

Shop Paint; G, [___ 1]
Finish Paint; ¢, [___ 1]

Al umi num Finishes; ¢, [___ 11

1]

Anchor age Devices and Fasteners; ([, [ 1]

SD-06 Test Reports
Wl ding Tests; ¢, [ 1]
SD-07 Certificates
Wel di ng Procedures
Ornanental Metal Items; ¢, [___ 1]
Wel der Qualifications
SD- 08 Manufacturer's Instructions
Cl eaning Materials

Prevent ati ve Mai ntenance and | nspection
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Mai nt enance | nstructions
Appl i cation Methods
1.3 QUALI TY CONTROL
1.3.1 Samples
Subnit sanples for each type of anchorage devices and fasteners.
Subnmit sanples for alum num finishes, one for each type used in the
project. Provide sanples of standard size as used in construction. After
approval, full-sized sanples may be used in construction, provided that
each sample is clearly identified and its |location recorded.

1.3.2 Col or Charts

Submit manufacturer's standard color charts for shop paint and finish paint
for approval by the Contracting O ficer before work begins.

1.3.3 Qual ifications for Welding Work

*% *% *% *% *% *% *% *% *% *% *% *% *%%

NOTE: |f Section 05 14 00.13 VELDI NG STRUCTURAL
ALUM NUM FRAM NG i s not included in the project
speci fication, applicable requirenments thereof
shoul d be inserted and the follow ng paragraph
deleted.

*% *% *% *% *% *% *% *% *% *% *% *% *%%

[ Section 05 14 00.13 WELDI NG STRUCTURAL ALUM NUM FRAM NG applies to work
specified in this section.

I Submit welding procedures and welding tests in accordance with
AWS D1.2/D1.2N. Prepare all test specinens in the presence of the
Contracting O ficer and have speci nens tested by an approved testing
| aboratory at the Contractor's expense.

Submit certification of welder qualifications by tests in accordance with
AWS D1.2/D1.2N. In addition, performtest on trail pieces in positions and
with clearances equivalent to those actually encountered during
construction. |If a test weld fails to neet the requirenents, conplete an

i medi ate retest of two test welds. Failure in either of the two inmediate
retests mandates that the wel der be retested after further practice or
training, and provide a conplete new set of tests welds.

]

—

1]1.3.4 Fi el d Measurenents
Records of existing conditions nay be provided by the Contracting O ficer
before the start of work. Submit survey data show ng existing conditions
bef ore preparation of shop draw ngs and fabrication

1.4 DELI VERY, STORAGE, AND HANDLI NG
Store all architectural nmetal itens off the ground on clean raised

platforns or pallets one level high in dry locations with adequate
ventilation, such as an enclosed building or closed trailer
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Keep materials free fromdirt and grease and protected from corrosion.

Store packaged materials in their original, unbroken containers in a dry
area, until ready for installation

PART 2 PRODUCTS

2.

1 MATERIALS

Submit manufacturer's catalog data for the following itens, listing al
ornanental netal accessories including casting, forgings, fasteners, and
anchor age devi ces.

[2.1.1 Concrete Inserts

Il

Il

kkkkkkkkkkkkkkkkkkkkkkkkkhkhhkkkkkkkkkkkkkkkhhkhkkkkkkkkkkkkhkhhkhhkkkkkkkkkkk

NOTE: Use concrete inserts for fastening ornanental
metal items to cast-in-place concrete construction
when the anchorage device will be subjected to
direct pull-out |oadings, such as fascia flanges for
ornanent al features.

Sel ect one of the paragraphs bel ow and del ete the
other for preplaced inserts

*% *% *% *% *% *% *% *% *% *% *% *% *%%

Use gal vani zed wedge-type concrete inserts, and box-type, ferrous castings,
with integral anchor |oop at back of box and designed to accept bolts
havi ng speci al wedge-shape heads. Ensure that ferrous castings are
mal | eabl e iron conform ng to ASTM A47/ A47N, Grade 32510 or Grade 35018

[ Grade 22010 or Grade 24118,] or nediumstrength cast steel confornming to
ASTM A27/ A27N, Grade U-60-30. Ensure that inserts are hot-di p gal vani zed
after fabrication in accordance with ASTM A153/ A153N. Provide hot-dip

gal vani zed carbon steel bolts with special wedge-shape heads, nuts,
washers, and shinms, in accordance with ASTM A153/ A153N

Provi de slotted-type concrete inserts and hot-dip gal vani zed,

wel ded-construction, box-type, pressed steel plate, with slots to receive
square-head bolts and to provide lateral adjustrment of the bolt. Ensure
that the insert body |ess anchorage lugs is at least of 115 nm4 1/2 inches
long. Provide inserts with knockout cover. Use plate at |least 1/8 inch
thick conformng to ASTM A283/ A283, Grade C. Ensure that inserts are

hot -di p gal vani zed after fabrication in accordance with ASTM A123/ A123N

Provi de concrete inserts that are nonrenovabl e when enbedded in concrete of
20 Megapascal 3000-pounds per square inch conpressive strength and
subjected to a 26.7 kil onewt on 6000-pound tension |load test in an axial
direction. Ensure that concrete indicates no evidence of failure
attributable to the anchoring device itself.

2.1.2 Masonry Anchorage Devi ces

*% *% *% *% *% *% *% *% *% *% *% *% *%%

NOTE: Use nmasonry anchorage devices for the
fastening of ornanmental netal itens to solid nmasonry
and concrete-in-place construction only when the
anchorage device will not be subjected to direct
pul | -out |oadings or to vibration. Msonry
anchorage devices are to be used only for
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nonvi bratory shear |oads. Select the appropriate
anchorage device, or insert an alternate type of
masonry anchorage device, and del ete the renaining
options listed bel ow

*% *% *% *% *% *% *% *% *% *% *% *% *%%

Provi de expansi on shield masonry anchorage devices conform ng to ASTM C514,
G oup, Type, and O ass as follows:

[ a. Lead expansion shields for machi ne screws and bolts 6 nm 1/4 inch and
smal | er, head-out enbedded-nut type, single-unit class, conformng to
Goup |, Type 1, dass 1.

I b. Lead expansion shields for machine screws and bolts larger than 6 mm
1/ 4 inch, head-out enbedded-nut type, multiple-unit class, conforning
to Goup I, Type 1, dass 2.

Il c. Bolt anchor expansion shields for lag bolts, zinc-alloy |ong-shield
anchors class, conformng to Goup Il, Type 1, Oass 1.

I d. Bolt anchor expansion shields for bolts, closed-end bottom bearing
class, conforming to Goup Il, Type 2, Class 1.

NTe [ ] type anchorage | ], conforming to | ].

1101 2.1.3 Toggl e Bolts

*kkkkkkkkkkkkkkkkkkkkkkkkkkhhkhkkkkkkkkkkkkhkhhkhkhkkkkkkkkkkkhkhkhkhhkkkkkkkkkkk

NOTE: Specify toggle bolts for fastening ornanental
nmetal items to hollow masonry and stud partitions.

*% *% *% *% *% *% *% *% *% *% *% *% *%%

Provi de corrosion-resistant chrom umnickel steel conforming to AlSI Type
[303], [304], [___1, [or 316] toggle bolts of the class and style best
suited for the work, conform ng to ASTM C636/ C636l, Type II.

I 21.4 Standard Bolts and Nuts

Provi de standard bolts, regular hexagon-head, corrosion-resistant steel,
coarse-thread series, confornming to ASME B18. 3. 3v ASME B18.2.1, Type I1I.

Provi de standard nuts, plain hexagon, regular-style, corrosion-resistant
steel, confornmng to ASME B18.2.6 ASME B18.2.2, Type Il, Style 4.

I 215 Lag Bolts
Provide lag bolts, square-head, ginlet point or cone point,
corrosion-resistant steel, confornmng to ASME B18. 2. 3. 8v ASME B18. 2.1, Type
I, Grade C

I 216 Machi ne Screws
Provi de nmachine screws, corrosion-resistant steel, cross-recess drive,
flathead, conform ng to ASME B18.6. 7V ASME B18.6.3, Type |11, Style [2(Q
[3C].

I 21.7 Wod Screws

Provi de wood screws, corrosion-resistant steel, single-thread, flathead
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with cross-recess drive, conformng to ASME B18. 6. 5 ASME B18.6. 1
I 218 Pl ai n Washers

Provi de plain washers, round, general-assenbly, corrosion-resistant steel
conform ng to ASME B18. 22V ASME B18.21.1, Type A, Gade I, Cass B.

I 2109 Lock Washers

Provi de | ock washers, helical-spring, corrosion-resistant steel
(nonmagnetic), conformng to ASME B18. 21. 2V and ASME B18. 13. 1V ASME B18. 13
and ASME B18. 21. 1.

I 2.12.10 Wlding Filler Metal

Provide aluminumalloy welding filler nmetal for welding of alum num all oys,
conformng to AWS A5. 3/ A5. 3V and as recomended by the al um num producer
for the work.

12.2 FABRICATION
Submit fabrication drawi ngs for ornanental netal itens.
2.2.1 Workmanship

Fabricate nmetalwork to the shape and size, with lines, angles, and curves
true to form Provide necessary rabbets, lugs, and brackets so that the
wor k can be assenbl ed. Conceal fasteners where practical

Desi gn exterior ornanental netal itens to w thstand expansi on and
contraction of the conponent parts at an anbient tenperature of 38 degrees C

100 degrees F without causing harnful buckling, opening of joints,
overstressing of fasteners, or other harnful effects.

Ensure that the wel ded fabrication neets requirenents as specified in
AWS D1. 2/ D1.2NM. Execute all welds behind finished surfaces without
distortion or discoloration of the exposed side. Cean flux fromwel ded
joints and dress all exposed and contact surfaces.

Drill or punch holes for fasteners.

MIIl joints to a close fit. Cope or mter the corner joints to a
wel | -fornmed shape and true alignnent with the adjacent item Fabricate and
formjoints exposed to weather to prevent water intrusion

Ensure that all castings are sound and free fromwarp or defects that
inmpair their strength and appearance, with a snooth finish and sharp
wel | -defined vertical and horizontal |ines on all exposed surfaces.

*kkkkkkkkkkkkkkkkkkkkkkkkkhkhhkkkkkkkkkkkkkkhkhhkhkkkkkkkkkkkkhkhhkhkhkhkkkkkkkkkk

NOTE: Delete the following netals that are not
required for the itenms specified in paragraph
"Ornanental Metal Itens." The specified netals are
only those that are commopn to several architectura
metal items. Metals (and other materials) that are
required only for a specific architectural neta
itemare specified in the paragraph for the item

*kkkkkkkkkkkkkkkkkkkkkkkkkhkhhkhkkkkkkkkkkkkkhhkhkkkkkkkkkkkkhkhkhkhkhkkkkkkkkkk
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[2.2.2 Al um num Al | oy Extrusions
Provi de al umi num fabrications conforming to AA ADV, AA ASM 35, and AA PK-1.
Provi de 6063, tenper T5 extrusions conformng to ASTM B221 ASTM B221M.

Provide alum numall oy and tenpered extrusions recomended by the al um num
producer with the specified finish of integral-col or anodized coating

havi ng mechani cal properties equal to or exceeding those of alum num all oy
6063, tenmper T5, conform ng to ASTM B221 ASTM B221M.

I 223 Al um num Al | oy Sheets and Pl ates

[ Provide alum num all oy 3003, tenper H16 sheets and plates, conformng to
ASTM B209NM ASTM B209 unl ess ot herw se specifi ed.

][ Provide al um num al |l oy 5005, tenper H16 sheets and plates with a clear
anodi zed coating conform ng to ASTM B209N ASTM B209.

Provi de alunmi numall oy and tenpered sheets and pl ates reconmended by the
al um num producer with the specified finish of integral-color anodized
coating having nmechani cal properties equal to or exceeding those of alloy
5005, tenper H16, conforming to ASTM B209Nv ASTM B209. ]

]

—

I 224 Al um num Al | oy Casti ngs

[ Provide alum num alloy 5140, tenper F sand castings, conforming to
ASTM B26/ B26.

Provi de alum numall oy castings as recomended by the Al um num Associ ation
with a clear anodi zed coati ng.

]

—

Provi de al unmi numal |l oy castings containing the casting alloy and condition
recomrended by the al um num producer with the specified finish of

i ntegral -col or anodi zed coating having mechani cal properties equal to or
exceedi ng those of alloy 5140, tenper F, conformng to ASTM B26/ B26M\.

]

—

]I 2.2.5 Al um num Al |l oy Forgi ngs

[ Provide alunminumalloy 6061, tenper T6 forgings, confornmng to ASTM B247N
ASTM B247.

I Provide alum numalloy and tenpered forgings recormended by the al um num
producer with the specified finish of integral-color anodized coating
havi ng mechani cal properties equal to or exceeding those of alum num all oy
6061, tenper T6, conform ng to ASTM B247N ASTM B247.

112.2.6 Metal s for Fasteners
Provi de fastener identification confornming to ASVE B18. 24.

Provi de alum numall oy bolts and screws made fromrod conforning to
ASTM B211N ASTM B211, alloy 2024, and tenper T351.

Provide alum numall oy nuts made fromrod conformng to ASTM B211Nv ASTM B211,
al l oy 6061, and tenper TB6.

Provi de al umi num al |l oy washers made from sheet conforning to ASTM B209N
ASTM B209, alloy 2024, and tenper T4.
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Provide alum numalloy rivets made fromrod or wire conforning to
ASTM B316/ B316N, all oy 6053, and tenper T61.

Provi de corrosion-resistant steel fasteners made of chrom um ni ckel steel,
Al SI Type [303], [304], [___ ], [or 316], with form and condition best
suited for the application.

2.2.7 Shop Paint for Al um num

Provide a shop paint with an inhibitive epoxy polyam de prinmer conformnng
to SSPC PS 11.01, CS 23.00/ AWs C2.23M NACE #12, ASTM G/1 and ASTM G32.

2.2.8 Protection of AluminumfromDi ssinilar Materials

Protect alum num surfaces that will come in contact with dissimlar netals,
or masonry, concrete, or wood, w th epoxy polyani de conformng to

SSPC PS 11.01, and topcoated with aliphatic pol yurethane confornmng to
ASTM G71 and ASTM GB2

Prepare al um num surfaces to be painted by the acid pickling method
conform ng to ASTM D1730, Type B, Method 2 or Method 3.

Apply paint to dry, clean surfaces by brush or spraying to provide a
mnimumdry-filmthickness of 0.038 nm 1.5 mils.

2.2.9 Al umi num Fi ni shes
Provide a finish for exposed-to-view al um num surfaces of architectural

metal itens conformng to AA DAF45 and finished as specified for each of
the following itens:

*kkkkkkkkkkkkkkkkkkkkkkkkkkhhhhkkkkkkkkkkkkkhhkhkkkkkkkkkkkkhkhkhkhhkkkkkkkkkkk

NOTE: Select the appropriate finish fromthe
following, or insert alternate finish.

*% *% *% *% *% *% *% *% *% *% *% *% *%%

[ a A umnum producer's "as-fabricated m Il finish," conform ng to AA MO,
as specified in AA DAF45.

I b. Frosted finish with nediummatte chenical-etch finish with a clear,
nonyel | owi ng net hacryl ate | acquer coating, with a finish neeting the
requirenents to AA C22-R1X, as specified in AA DAF45, applied in two
coats with interimdrying, by brush, spraying, or other approved method
to provide a continuous mnimmdry filmthickness of 0.015 mMm 0.6 mil.

Il c. Frosted finish Cass Il; clear anodized coating, nediummtte
chenical -etch finish; Architectural Class Il 0.010 to 0.018 mm4 to 0.7
m | thick anodi zed coating producing natural alum num col or finish
conforming to AA C22-A31, as specified in AA DAF45.

I d. Frosted finish Cass |, clear anodi zed coating, mediummatte
chenical -etch finish; Architectural Class | 0.018 nmO0.7 ml| and
greater thickness anodi zed coating producing natural al um num col or
finish conformng to AA C22-A41, as specified in AA DAF45.

kkkkkkkkkkkkkkkkkkkkkkkkkhkhhkkkkkkkkkkkkkkhkhhkhkkkkkkkkkkkkhkhhkhhkkkkkkkkkkk

NOTE: The followi ng polished, satin, and matte
finishes generally are required for alum num
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ornanental itens only.

I e.

If.

Il g

kkkkkkkkkkkkkkkkkkkkkkhhkhkkkkkkkkkkkkkhhkhhkkkkkkkkkkkkkhkhhkhkkkkkkx

Pol i shed finish Class Il, clear anodized coating, snooth

specul ar - buf fed nechani cal finish; Architectural Class Il 0.010 to

0.018 M 0.4 to 0.7 nmil thick anodi zed coating produci ng natura

al um num col or finish confornming to AA M21-A31, as specified in AA DAF45.

Satin finish Class Il; clear anodized coating, mediumsatin directiona
textured nechani cal finish and Architectural Cass Il 0.010 to 0.018 nm
0.4 to 0.7 m | thick anodized coating produci ng natural al un num col or
finish conformng to AA M32-A31, as specified in AA DAF45.

Matte finish Cass Il; clear anodized coating, nediummatte

nondi rectional textured mechanical finish and Architectural Cass |
0.010 to 0.018 m 0.4 to 0.7 mil thick anodized coating producing
natural alum num color finish conform ng to AA M42-A31, as specified in
AA DAF45.

kkkkkkkkkkkkkkkkkkkkkkhkhhkkkkkkkkkkkkkkkhkhkhkkkkkkkkkkkkkhkhhkhkkkkkkx

NOTE: The followi ng polished-frosted finishes are
the finishes specified for alum num doors and franes
and alum numcurtain wall systens and apply to
exterior architectural nmetal items requiring a

mat ching finish. Select the desired coating
thickness.

ILh.

Ii.

kkkkkkkkkkkkkkkkkkkkkkhhhkhkkkkkkkkkkkkhhkhhkkkkkkkkkkkkkhkhhhhkkkkkx

Pol i shed-frosted finish Class |l; clear anodized coating, snmooth
specul ar buf fed nechani cal finish, followed by a mediumnmatte chem ca
etch finish, Architectural Cass Il 0.010 to 0.018 nm 0.4 to 0.7 ml
t hi ck anodi zed coating produci ng natural alum num col or finish
conforming to AA M21-C22-A31, as specified in AA DAF45.

Pol i shed-frosted finish Class |, clear anodi zed coating snmooth
specul ar - buf fed mechani cal finish, followed by a nmediumnatte

chenical -etch finish, Architectural Class I, 0.018 mmO0.7 m | and
greater thickness of anodized coating produci ng natural al uni num col or
finish conforming to AA M21-C22-A41, as specified in AA DAF45

*% *% *% *% *% *% *% *% *% *% *% *%%

NOTE: It is recommended that a sanple of the
required color be on display where it may be seen hy

Iij.

I k.

bi dders during the bidding period.

kkkkkkkkkkkkkkkkkkkkkkhkhkhkhkhkkkkkkk *kkk * *k%

Pol i shed-frosted finish integral-col or anodi zed coati ng, snoboth
specul ar - buf fed nmechani cal finish, followed by a nonetching inhibitive
al kal i ne cleaning, mediumnmatte, chem cal-etch finish, Architectura
Class 1, 0.018 nmO0.7 mi| and greater thickness of anodized coating
produci ng dark bronze integral-color finish conformng to AA DAF45.

Mat ch the finish color and appearance to that of the alum numfinish
sanpl e approved for each architectural netal itemwthin the al um num
producer's standard col or range.

1]2.2.10 Onanmental Metal Itens

*%

*% *% *% *% *% *% *% *% *% *% *% *%%
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2.

]

—

Il

NOTE: Additional paragraph headi ngs and paragraphs
speci fyi ng special ornamental netal items (such as
aluminumsills for other than al unm num w ndows,
aluminumnullions that are not a part of a curtain
wal | system and any other itemnot specified) can
be added as required.

*% *% *% *% *% *% *% *% *% *% *% *% *%%

2.10.1 Al um num Joi nt Cover Assenblies

Desi gn al um num joint cover assenblies for horizontal novenent and the
joint width indicated.

Provide m Il finish for exposed-to-view surfaces.

Provide floor joint cover assenblies consisting of a continuous frame unit
on each side of floor-to-floor joints or on one side of floor-to-wall
joints as required by construction conditions. |Include floor cover plates,
filler strips, anchors, and other accessories as required to conplete the
installation, and as follows:

Fabricate floor frame units fromalum numalloy extrusions with an integra
curb edge bar for the expansion joint edges. Provide integral grooves to
recei ve anchor bolts, and floor cover plate with filler strip surfaces that
will finish flush to the finished floor elevation when the floor cover
assenbly is installed. Provide corrosion-resistant coated al um num all oy
or steel anchor bolts and nuts, spaced not nore than 75 nm 3 inches from
each end and not nore than 450 nmm 18 inches on center between end anchors.
Furni sh coated steel anchor bolts and nuts conformng to SSPC PA 1.

Provide frame splice connectors as required to conplete the installation.

.2.10.1.1 Fl oor Cover Pl ates

Provide plain floor cover plates, alum numalloy extrusions with snooth
surface.

Provi de recessed floor cover plates, alum numalloy extrusions with recess
to receive resilient floor covering, with a recess depth as required to
provide a resilient floor covering surface flush with the finished fl oor
elevation.

Provi de nonslip floor cover plates, alum numalloy castings with abrasive
grit enbedded uniformy into the wal king surface at the tinme of casting,
with 20-grain alum num oxi de abrasive grit.

Provide floor cover plates of the patterns and wi dths indicated, and

Il engths as long as practical, with netal thickness not |less than 6 nm 1/4
inch. Drill and countersink fixed edge of floor cover plates to receive

fl athead screws, spaced not nore than 75 nmm 3 inches fromeach cover plate
end and not nore than 450 nmm 18 i nches on center between the end screw

hol es. Provide corrosion-resistant steel screws for securing floor cover
plates.

.2.10.1.2 Wal | And Ceiling Joint Cover Assenblies

Provi de rubber and cork conposition tape filler strips with
pressure-sensitive adhesive coating on one face and snooth suede surface on
the exposed face, conforming to ASTM D1752, not less than 38 nm1 1/2
inches wide and a depth as required to provide a surface flush with the
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finished floor elevation.

Provide wall and ceiling joint cover assenblies consisting of continuous
anchor strips on one side of the wall or ceiling expansion joint; wall and
ceiling cover plates; and seals, anchors, and other accessories as required
to conplete the installation, and as foll ows:

a. Provide alumnumalloy wall and ceiling anchor strip extrusions
fabricated to provide an integral curb bar edge and integral lugs to
receive snap-on cover plates. Field-drill fixed edge of anchor strips
with holes to receive screws, spaced not nmore than 75 mm 3 inches from
each end and not nore than 300 nm 12 i nches on center between the end
screw holes. Provide cadm umplated screws with nasonry anchorage
devices or toggle bolts as required by construction conditions.

b. Provide aluminumalloy wall and ceiling cover plate extrusions of the
patterns and wi dths indicated, designed for snap-on application over
anchor strips, fabricated with integral grooves to receive sealing
gaskets, and having a snoboth exposed-to-view surface.

Provi de vinyl sealing gaskets for [exterior wall joint cover assenblies]
[wall and ceiling joint cover assenblies].

2.2.10.1.3 Frosted Finish

[ Provide a frosted finish with dass Il clear anodized coating for
exposed-t o-vi ew surfaces.

]l Provide a frosted finish with | acquer coating for interior wall and ceiling
joint cover assenbly that are exposed-to-view surfaces.]

[ Provide a frosted finish with dass Il clear anodized coating for exterior
wal | joint cover assenbly that are exposed-to-view surfaces.

] PART 3 EXECUTI ON

3.1 INSTALLATION
Submit installation drawi ngs for ornanmental nmetal itens, shop and field
connections and construction details showi ng | ocation, dinensions, size,
and wei ght or gauge as applicable of each ornanmental item type and
| ocation of shop and field connections; and other pertinent construction
and erection details. Show on draw ngs |ocation and details of anchorage
devi ces enbedded in cast-in-place concrete and masonry construction

3.1.1 Anchorage Devices Enbedded In O her Construction

Install decorative nmetal work in accordance with the approved shop draw ngs
and descriptive data for each ornanental nmetal item as specified

Securely fasten decorative netal itens plunmb and true to horizontal and
vertical lines and | evels.

3.1.2 Hol es for O her Wrk

Provi de hol es where indicated for securing other work to netal work.
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3.

1.3 Fastening to Construction-In-Place

Provi de anchorage devices and fasteners where necessary for fastening
ornanental nmetal itens to construction-in-place. |nclude threaded
fasteners for concrete inserts enbedded in cast-in-place concrete; nmasonry
anchorage devices and threaded fasteners for solid masonry and
concrete-in-place; toggle bolts for holl ow nasonry and stud partitions;

t hrough-bol ting for masonry and wood construction; lag bolts and wood
screws for wood construction; and threaded fasteners for structural steel
Provi de fastening as indicated and as specified. Do not fasten to wood

pl ugs in masonry or concrete-in-place.

.1.4 Cutting and Fitting
Performrequired cutting, drilling, and fitting for the installation of
ornanmental metal work. Execute cutting, drilling, and fitting carefully;

when required; fit in-place work before fastening.

.1.5 Setting Masonry Anchorage Devices

Set all mamsonry anchorage devices in masonry or concrete-in-place
construction in accordance with the anchorage devi ce nmanufacturer's printed

instructions. Drill anchorage holes to the depth, dianeter, and size
recomended by the manufacturer of the particul ar anchorage devi ce used.
Leave drilled anchorage hol es rough, not reaned, and free of drill dust.

.1.6 Thr eaded Connecti ons

Countersink flat bolts and screw heads where anchors are exposed to view,
and tightly secure threaded connections so that the threads are entirely
conceal ed by fitting, unless otherw se specified.

.2 FI ELD QUALI TY CONTRCL

2.1 Fi ni shed Ornanental Metal Wrk Requirenents

O nanental netal work will be rejected for any of the follow ng
deficiencies:

a. Finish of exposed-to-view alun num surfaces having col or or appearance
that is outside the color or appearance range of the approved sanpl es
for al um num finish

b. Installed ornanental netal itens having stained, discolored, abraded,
or otherw se danaged exposed-to-view al um num surfaces that cannot be
renmoved by cl eaning or repairing.

c. Installed ornanental netal itens that do not match the approved sanple.

d. Alumnumsurfaces in contact with dissimlar materials that are not
protected as specified.

.3 ADJUSTI NG AND CLEANI NG

Before final acceptance, wash exposed-to-view al um num surfaces with cl ean
wat er and soap and rinse with clean water. Do not use acid sol utions,
steel wool, or other harsh abrasives. Renmpbve stains that remain after
cleaning or restore the finish in accordance with the al um num producer's
recommendations
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Performall preventative mai ntenance and inspection in accordance with the
al um num producer's recomended cl eaning materials and application nethods
i ncluding precautions in the use of cleaning materials that maybe
detrinental to the alum num finish when inproperly applied.

.4 MAI NTENANCE | NSTRUCTI ONS

Submit the al um num producer's recomended mai nt enance instructions for
cleaning materials and application.

-- End of Section --
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