Salisbury VAMC 1/31/2018 Rev. 8.20.18
Parking Safety Bid Set
Salisbury, NC 28144 Project No. 659-18-206

SECTION 05 70 00
WIRE METAL MESH

PART 1 - GENERAL

1.1
A.

1.2
A.

1.3
A.

1.4
A.

1.5
A

1.6

B.

RELATED DOCUMENTS

Drawings and general provisions of the Contract, including General and
Supplementary Conditions and Division 01 Specification Sections, apply
to this Section.

SUMMARY

Section Includes:

1. Wire metal mesh with “U” frame.

2. Metal framing members, structural design and connection details.
COORDINATION

Coordinate installation of anchorages for decorative metal items.
Furnish setting drawings, templates, and directions for installing
anchorages, including sleeves, concrete inserts, anchor bolts, and
items with integral anchors, that are to be embedded in concrete or
masonry. Deliver such items to Project site in time for installation.
PREINSTALLATION MEETINGS

Preinstallation Conference: Conduct conference at Project site.

ACTION SUBMITTALS

Product Data: For each type of product, including finishing materials.
Shop Drawings: Show Tfabrication and installation details for
decorative metal mesh and tube frame support.

1. Include plans, elevations, component details, and attachment
details.
2. Indicate materials and profiles of each decorative metal member,

fittings, joinery, finishes, fasteners, anchorages, and accessory

items.
3. Provide structural engineered design and connections of aluminum
tube frame supporting the metal mesh. Include anchor points and

connection details.
Samples for Initial Selection: For products involving selection of
color, texture, or design
Samples for Verification: For each type of exposed finish.
1. Samples of welded joints showing quality of workmanship
INFORMATIONAL SUBMITTALS
Qualification Data: For fabricator and Structural Engineer.

Welding certificates.
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1.7 QUALITY ASSURANCE

A Fabricator Qualifications: A firm experienced in producing decorative
metal similar to that indicated for this Project and with a record of
successful in-service performance, as well as sufficient production
capacity to produce required units.

B. Welding Qualifications: Qualify procedures and personnel according to
the following:

1. AWS D1.1/D1.1M, "Structural Welding Code - Steel.™

2. Aws D1.2/D1.2M, "Structural Welding Code - Aluminum."

3. AWS D1.3/D1.3M, "Structural Welding Code - Sheet Steel."

4. AWS D1.6/D1.6M, "'Structural Welding Code - Stainless Steel."

C. Mockups: Build mockups to verify selections made under Sample
submittals, to demonstrate aesthetic effects, and to set quality
standards for fabrication and installation.

1. Build mockups for the following types of decorative metal:
a. Metal Mesh: Corner showing the metal mesh and metal U edge
to be used and the connections.
2. Subject to compliance with requirements, approved mockups may
become part of the completed Work if undisturbed at time of
Substantial Completion.
1.8 DELIVERY, STORAGE, AND HANDLING

A. Store decorative metal in a well-ventilated area, away from uncured
concrete and masonry, and protected from weather, moisture, soiling,
abrasion, extreme temperatures, and humidity.

B. Deliver and store cast-metal products in wooden crates surrounded by
enough packing material to ensure that products are not cracked or
otherwise damaged.

1.9 FIELD CONDITIONS

Al Field Measurements: Verify actual locations of walls and other
construction contiguous with decorative metal by Tfield measurements
before fabrication and indicate measurements on Shop Drawings.

PART 2 - PRODUCTS
2.1 WIRE METAL MESH
Al Subject to compliance with requirements, provide the Tfollowing wire

metal mesh and associated support system with appearance equivalent to
the basis of design product:
1. Type: See drawings
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2. Material: Metal galvanized wire, PVC Coated.
3. Size: See drawings (or approved alternate)
4. Percent open area: >80%
5. Min Panel Size: Width 487, Length 100~
6. Color: Galv. Or coated. Verified by architect from manufacturers

2.2

A

2.3

B.

D.

2.4
A.

full range.
7. Basis of Design “358~

METALS, GENERAL

Metal Surfaces, General: Use materials with smooth, Tflat surfaces

unless otherwise indicated. Use materials without seam marks, roller

marks, rolled trade names, stains, discolorations, or blemishes.

STEEL AND IRON

Tubing: ASTM A 500/A 500M (cold formed.

Bars: Hot-rolled, <carbon steel complying with ASTM A 29/A 29M,

Grade 1010.

Plates, Shapes, and Bars: ASTM A 36/A 36M.

Cast |Iron: Either gray iron, ASTM A 48/A 48M, or malleable iron,

ASTM A 47/A 47M unless otherwise indicated.

FASTENERS

Fastener Materials: Unless otherwise indicated, provide the following:

1. Uncoated-Steel Items: Plated steel fasteners complying with
ASTM B 633, Class Fe/zZn 25 for electrodeposited =zinc coating

where concealed, Type 304 stainless-steel fasteners where
exposed.
2. Galvanized-Steel Items: Plated steel Tfasteners complying with

ASTM B 633, Class Fe/Zn 25 for electrodeposited zinc coating.
3. Dissimilar Metals: [Type 304] [Type 316] stainless-steel
fasteners.
Fasteners for Anchoring to Other Construction: Unless otherwise
indicated, select fasteners of type, grade, and class required to
produce connections suitable for anchoring indicated items to other
types of construction indicated.
Provide concealed fasteners for interconnecting components and for
attaching decorative metal items to other work unless exposed
fasteners are unavoidable.
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1. Provide Phillips flat-head machine screws for exposed fasteners

2.5

C.
D.

unless otherwise indicated.

Post-Installed Anchors: Fastener systems with an evaluation report

acceptable to authorities having jurisdiction, based on ICC-ES AC193].

1. Material for Interior Locations: Carbon-steel components zinc
plated to comply with ASTM B 633 or ASTM F 1941 (ASTM F 1941M),
Class Fe/Zn 5 unless otherwise indicated.

2. Material for Exterior Locations and Where Stainless Steel |Is
Indicated: Alloy Group 1 (Al) stainless-steel bolts, ASTM F 593
(ASTM F 738M), and nuts, ASTM F 594 (ASTM F 836M).

MISCELLANEOUS MATERIALS

Welding Rods and Bare Electrodes: Select according to AWS

specifications for metal alloy welded.

1. For aluminum, provide type and alloy as recommended by producer
of metal to be welded and as required for color match, strength,
and compatibility in fabricated items.

Brazing Rods: For copper alloys, provide type and alloy as recommended

by producer of metal to be brazed and as required for color match,

strength, and compatibility in fabricated items.

Etching Cleaner for Galvanized Metal: Complying with MPI#25.

Low-Emitting Paints and Coatings: Paints and coatings applied to

interior decorative metal items shall comply with the testing and

product requirements of the California Department of Public Health"s

(formerly, the California Department of Health Services®") 'Standard

Method for the Testing and Evaluation of Volatile Organic Chemical

Emissions from Indoor Sources Using Environmental Chambers.™

Galvanizing Repair Paint: High-zinc-dust-content paint complying with

SSPC-Paint 20 and compatible with paints specified to be used over it.

Universal Shop Primer for Ferrous Metal: Fast-curing, lead- and

chromate-free, universal modified-alkyd primer complying with MPI#79

and compatible with topcoat.

1. Use primer containing pigments that make it easily
distinguishable from zinc-rich primer.

Epoxy Zinc-Rich Primer: Complying with MPI#20 and compatible with

topcoat.

Shop Primer for Galvanized Steel: Cementitious galvanized metal primer

complying with MPI#26.
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J.

2.6
A.

Epoxy Intermediate Coat for Steel: Complying with MPI#77 and
compatible with primer and topcoat.

Polyurethane Topcoat for Steel: Complying with MPI#72 and compatible
with undercoat.

FABRICATION, GENERAL

Assemble items iIn the shop to greatest extent possible to minimize
field splicing and assembly. Disassemble units only as necessary for
shipping and handling limitations. Clearly mark units for reassembly
and coordinated installation. Use connections that maintain structural
value of joined pieces.

Make up wire-rope assemblies in the shop to field-measured dimensions
with Ffittings machine swaged. Minimize amount of turnbuckle take-up
used for dimensional adjustment so maximum amount is available for
tensioning wire ropes. Tag wire-rope assemblies and fittings to
identify installation locations and orientations for coordinated
installation.

Form decorative metal to required shapes and sizes, true to line and
level with true curves and accurate angles and surfaces. Finish
exposed surfaces to smooth, sharp, well-defined lines and arris.

Form bent-metal corners to smallest radius possible without causing
grain separation or otherwise impairing the Work.

Form simple and compound curves in bars, pipe, tubing, and extruded
shapes by bending members in jigs to produce uniform curvature for
each configuration required; maintain cross section of member
throughout entire bend without buckling, twisting, cracking, or
otherwise deforming exposed surfaces.

Cut, drill, and punch metals cleanly and accurately. Remove burrs and
ease edges to a radius of approximately 1/32 inch (1 mm) unless
otherwise indicated. Remove sharp or rough areas on exposed surfaces.
Mill joints to a tight, hairline fit. Cope or miter corner joints.
Fabricate connections that will be exposed to weather In a manner to
exclude water.

Provide weep holes where water may accumulate. Locate weep holes in
inconspicuous locations.

Provide necessary rebates, lugs, and brackets to assemble units and to
attach to other work. Cut, reinforce, drill, and tap as needed to
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2.7
A.

2.8
A.

2.9
A

receive finish hardware, screws, and similar items unless otherwise

indicated.

Comply with AWS for recommended practices in shop welding behind

finished surfaces without distorting or discoloring exposed side.

Clean exposed welded joints of flux, and dress exposed and contact

surfaces.

1. Where welding cannot be concealed behind Ffinished surfaces,
finish joints to comply with NOMMA®"s "Voluntary Joint Finish
Standards™ for Type 2 Welds: completely sanded joint, some
undercutting and pinholes okay.

Provide castings that are sound and free of warp, cracks, blowholes,

or other defects that impair strength or appearance. Grind, wire

brush, sandblast, and buff castings to remove seams, gate marks,
casting flash, and other casting marks.

FINISHES, GENERAL

Comply with NAAMM"s "Metal Finishes Manual for Architectural and Metal

Products' for recommendations for applying and designating finishes.

Protect mechanical finishes on exposed surfaces from damage by

applying a strippable, temporary protective covering before shipping.

ALUMINUM FINISHES

Finish designations prefixed by AA comply with the system established

by the Aluminum Association for designating aluminum finishes.

Clear Anodic Finish: AAMA 611, AA-M12C22A41, Class I, 0.018 mm or

thicker.

STEEL AND IRON FINISHES

Galvanizing: Hot-dip galvanize products made from rolled, pressed, and

forged steel shapes, castings, plates, bars, and strips indicated to

be galvanized to comply with ASTM A 123/A 123M.

1. Hot-dip galvanize steel and iron hardware indicated to be
galvanized to comply with ASTM A 153/A 153M.
2. Do not quench or apply post-galvanizing treatments that might

interfere with paint adhesion.

3. Fill vent and drain holes that will be exposed in finished Work,
unless indicated to remain as weep holes, by plugging with zinc
solder and filing off smooth.
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B. Preparing Galvanized Items for Shop Priming: After galvanizing,

PART 3
3.1
A.

thoroughly clean decorative metal of grease, dirt, oil, Tflux, and

other foreign matter, and treat with etching cleaner.

- EXECUTION

EXAMINATION

Examine substrates and conditions, with Installer present, for

compliance with requirements for installation tolerances and other

conditions affecting performance of decorative metal.

Proceed with installation only after unsatisfactory conditions have

been corrected.

INSTALLATION, GENERAL

Provide anchorage devices and fasteners where needed to secure

decorative metal to in-place construction.

Perform cutting, drilling, and fitting required to install decorative

metal. Set products accurately in location, alignment, and elevation,

measured from established lines and levels. Provide temporary bracing

or anchors in formwork for items to be built into concrete, masonry,

or similar construction.

Fit exposed connections accurately together to form tight, hairline

joints or, where indicated, uniform reveals and spaces for sealants

and joint fillers. Where cutting, welding, and grinding are required

for proper shop fitting and jointing of decorative metal, restore

finishes to eliminate evidence of such corrective work.

Do not cut or abrade finishes that cannot be completely restored in

the field. Return items with such finishes to the shop for required

alterations, followed by complete refinishing, or provide new units as

required.

Install concealed gaskets, joint fillers, insulation, and flashings as

work progresses.

Restore protective coverings that have been damaged during shipment or

installation. Remove protective coverings only when there 1iIs no

possibility of damage from other work yet to be performed at same

location.

1. Retain protective coverings intact; remove coverings
simultaneously from similarly Ffinished items to preclude
nonuniform oxidation and discoloration.
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G. Field Welding: Comply with applicable AWS specification for procedures

3.3

of manual shielded metal arc welding and requirements for welding and

for finishing welded connections in '"Fabrication, General™ Article.

Weld connections that are not to be left as exposed joints but cannot

be shop welded because of shipping size limitations.

Field Brazing: Comply with requirements for brazing and for finishing

brazed connections in "Fabrication, General"™ Article. Braze

connections that are not to be left as exposed joints but cannot be
shop brazed because of shipping size limitations.

Control of Corrosion: Prevent galvanic action and other forms of

corrosion by insulating metals and other materials from direct contact

with incompatible materials.

1. Coat concealed surfaces of aluminum that will be in contact with
grout, concrete, masonry, wood, or dissimilar metals, with a
heavy coat of bituminous paint.

CLEANING AND PROTECTION

Unless otherwise indicated, clean metals by washing thoroughly with

clean water and soap, rinsing with clean water, and drying with soft

cloths.

Touchup Painting: Immediately after erection, clean field welds,

bolted connections, and abraded areas of shop paint and paint exposed

areas with same material as used for shop painting to comply with

SSPC-PA 1 for touching up shop-painted surfaces.

1. Apply by brush or spray to provide a minimum 2.0-mil (0.05-mm)
dry film thickness.

Touchup Painting: Cleaning and touchup painting of field welds, bolted

connections, and abraded areas of shop paint 1in accordance with

manufacturer’s recommendations.

Galvanized Surfaces: Clean Tfield welds, bolted connections, and

abraded areas and repair galvanizing to comply with ASTM A 780/A 780M.

Protect finishes of decorative metal from damage during construction

period with temporary protective coverings approved by decorative

metal Tfabricator. Remove protective covering at time of Substantial

Completion.

Restore finishes damaged during installation and construction period

so no evidence remains of correction work. Return items that cannot be
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refinished in the field to the shop; make required alterations and
refinish entire unit, or provide new units.
--END--
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	PART 1 -  GENERAL
	1.1 RELATED DOCUMENTS
	A. Drawings and general provisions of the Contract, including General and Supplementary Conditions and Division 01 Specification Sections, apply to this Section.

	1.2 SUMMARY
	A. Section Includes:
	1. Wire metal mesh with “U” frame.
	2. Metal framing members, structural design and connection details.


	1.3 COORDINATION
	A. Coordinate installation of anchorages for decorative metal items. Furnish setting drawings, templates, and directions for installing anchorages, including sleeves, concrete inserts, anchor bolts, and items with integral anchors, that are to be embe...

	1.4 PREINSTALLATION MEETINGS
	A. Preinstallation Conference: Conduct conference at Project site.

	1.5 ACTION SUBMITTALS
	A. Product Data: For each type of product, including finishing materials.
	B. Shop Drawings: Show fabrication and installation details for decorative metal mesh and tube frame support.
	1. Include plans, elevations, component details, and attachment details.
	2. Indicate materials and profiles of each decorative metal member, fittings, joinery, finishes, fasteners, anchorages, and accessory items.
	3. Provide structural engineered design and connections of aluminum tube frame supporting the metal mesh.  Include anchor points and connection details.

	C. Samples for Initial Selection: For products involving selection of color, texture, or design
	D. Samples for Verification: For each type of exposed finish.
	1. Samples of welded joints showing quality of workmanship


	1.6 INFORMATIONAL SUBMITTALS
	A. Qualification Data: For fabricator and Structural Engineer.
	B. Welding certificates.

	1.7 QUALITY ASSURANCE
	A. Fabricator Qualifications: A firm experienced in producing decorative metal similar to that indicated for this Project and with a record of successful in-service performance, as well as sufficient production capacity to produce required units.
	B. Welding Qualifications: Qualify procedures and personnel according to the following:
	1. AWS D1.1/D1.1M, "Structural Welding Code - Steel."
	2. AWS D1.2/D1.2M, "Structural Welding Code - Aluminum."
	3. AWS D1.3/D1.3M, "Structural Welding Code - Sheet Steel."
	4. AWS D1.6/D1.6M, "Structural Welding Code - Stainless Steel."

	C. Mockups: Build mockups to verify selections made under Sample submittals, to demonstrate aesthetic effects, and to set quality standards for fabrication and installation.
	1. Build mockups for the following types of decorative metal:
	a. Metal Mesh:  Corner showing the metal mesh and metal U edge to be used and the connections.

	2. Subject to compliance with requirements, approved mockups may become part of the completed Work if undisturbed at time of Substantial Completion.


	1.8 DELIVERY, STORAGE, AND HANDLING
	A. Store decorative metal in a well-ventilated area, away from uncured concrete and masonry, and protected from weather, moisture, soiling, abrasion, extreme temperatures, and humidity.
	B. Deliver and store cast-metal products in wooden crates surrounded by enough packing material to ensure that products are not cracked or otherwise damaged.

	1.9 FIELD CONDITIONS
	A. Field Measurements: Verify actual locations of walls and other construction contiguous with decorative metal by field measurements before fabrication and indicate measurements on Shop Drawings.


	PART 2 -  PRODUCTS
	2.1 WIRE METAL MESH
	A. Subject to compliance with requirements, provide the following wire metal mesh and associated support system with appearance equivalent to the basis of design product:
	1. Type:  See drawings
	2. Material:  Metal galvanized wire, PVC Coated.
	3. Size:  See drawings (or approved alternate)
	4. Percent open area:  >80%
	5. Min Panel Size:  Width 48”, Length 100”
	6. Color: Galv. Or coated. Verified by architect from manufacturers full range.
	7. Basis of Design ‘358’


	2.2 METALS, GENERAL
	A. Metal Surfaces, General: Use materials with smooth, flat surfaces unless otherwise indicated. Use materials without seam marks, roller marks, rolled trade names, stains, discolorations, or blemishes.

	2.3 STEEL AND IRON
	A. Tubing: ASTM A 500/A 500M (cold formed.
	B. Bars: Hot-rolled, carbon steel complying with ASTM A 29/A 29M, Grade 1010.
	C. Plates, Shapes, and Bars: ASTM A 36/A 36M.
	D. Cast Iron: Either gray iron, ASTM A 48/A 48M, or malleable iron, ASTM A 47/A 47M unless otherwise indicated.

	2.4 FASTENERS
	A. Fastener Materials: Unless otherwise indicated, provide the following:
	1. Uncoated-Steel Items: Plated steel fasteners complying with ASTM B 633, Class Fe/Zn 25 for electrodeposited zinc coating where concealed, Type 304 stainless-steel fasteners where exposed.
	2. Galvanized-Steel Items: Plated steel fasteners complying with ASTM B 633, Class Fe/Zn 25 for electrodeposited zinc coating.
	3. Dissimilar Metals: [Type 304] [Type 316] stainless-steel fasteners.

	B. Fasteners for Anchoring to Other Construction: Unless otherwise indicated, select fasteners of type, grade, and class required to produce connections suitable for anchoring indicated items to other types of construction indicated.
	C. Provide concealed fasteners for interconnecting components and for attaching decorative metal items to other work unless exposed fasteners are unavoidable.
	1. Provide Phillips flat-head machine screws for exposed fasteners unless otherwise indicated.

	D. Post-Installed Anchors: Fastener systems with an evaluation report acceptable to authorities having jurisdiction, based on ICC-ES AC193].
	1. Material for Interior Locations: Carbon-steel components zinc plated to comply with ASTM B 633 or ASTM F 1941 (ASTM F 1941M), Class Fe/Zn 5 unless otherwise indicated.
	2. Material for Exterior Locations and Where Stainless Steel Is Indicated: Alloy Group 1 (A1) stainless-steel bolts, ASTM F 593 (ASTM F 738M), and nuts, ASTM F 594 (ASTM F 836M).


	2.5 MISCELLANEOUS MATERIALS
	A. Welding Rods and Bare Electrodes: Select according to AWS specifications for metal alloy welded.
	1. For aluminum, provide type and alloy as recommended by producer of metal to be welded and as required for color match, strength, and compatibility in fabricated items.

	B. Brazing Rods: For copper alloys, provide type and alloy as recommended by producer of metal to be brazed and as required for color match, strength, and compatibility in fabricated items.
	C. Etching Cleaner for Galvanized Metal: Complying with MPI#25.
	D. Low-Emitting Paints and Coatings: Paints and coatings applied to interior decorative metal items shall comply with the testing and product requirements of the California Department of Public Health's (formerly, the California Department of Health S...
	E. Galvanizing Repair Paint: High-zinc-dust-content paint complying with SSPC-Paint 20 and compatible with paints specified to be used over it.
	F. Universal Shop Primer for Ferrous Metal: Fast-curing, lead- and chromate-free, universal modified-alkyd primer complying with MPI#79 and compatible with topcoat.
	1. Use primer containing pigments that make it easily distinguishable from zinc-rich primer.

	G. Epoxy Zinc-Rich Primer: Complying with MPI#20 and compatible with topcoat.
	H. Shop Primer for Galvanized Steel: Cementitious galvanized metal primer complying with MPI#26.
	I. Epoxy Intermediate Coat for Steel: Complying with MPI#77 and compatible with primer and topcoat.
	J. Polyurethane Topcoat for Steel: Complying with MPI#72 and compatible with undercoat.

	2.6 FABRICATION, GENERAL
	A. Assemble items in the shop to greatest extent possible to minimize field splicing and assembly. Disassemble units only as necessary for shipping and handling limitations. Clearly mark units for reassembly and coordinated installation. Use connectio...
	B. Make up wire-rope assemblies in the shop to field-measured dimensions with fittings machine swaged. Minimize amount of turnbuckle take-up used for dimensional adjustment so maximum amount is available for tensioning wire ropes. Tag wire-rope assemb...
	C. Form decorative metal to required shapes and sizes, true to line and level with true curves and accurate angles and surfaces. Finish exposed surfaces to smooth, sharp, well-defined lines and arris.
	D. Form bent-metal corners to smallest radius possible without causing grain separation or otherwise impairing the Work.
	E. Form simple and compound curves in bars, pipe, tubing, and extruded shapes by bending members in jigs to produce uniform curvature for each configuration required; maintain cross section of member throughout entire bend without buckling, twisting, ...
	F. Cut, drill, and punch metals cleanly and accurately. Remove burrs and ease edges to a radius of approximately 1/32 inch (1 mm) unless otherwise indicated. Remove sharp or rough areas on exposed surfaces.
	G. Mill joints to a tight, hairline fit. Cope or miter corner joints. Fabricate connections that will be exposed to weather in a manner to exclude water.
	H. Provide weep holes where water may accumulate. Locate weep holes in inconspicuous locations.
	I. Provide necessary rebates, lugs, and brackets to assemble units and to attach to other work. Cut, reinforce, drill, and tap as needed to receive finish hardware, screws, and similar items unless otherwise indicated.
	J. Comply with AWS for recommended practices in shop welding behind finished surfaces without distorting or discoloring exposed side. Clean exposed welded joints of flux, and dress exposed and contact surfaces.
	1. Where welding cannot be concealed behind finished surfaces, finish joints to comply with NOMMA's "Voluntary Joint Finish Standards" for Type 2 Welds: completely sanded joint, some undercutting and pinholes okay.

	K. Provide castings that are sound and free of warp, cracks, blowholes, or other defects that impair strength or appearance. Grind, wire brush, sandblast, and buff castings to remove seams, gate marks, casting flash, and other casting marks.

	2.7 FINISHES, GENERAL
	A. Comply with NAAMM's "Metal Finishes Manual for Architectural and Metal Products" for recommendations for applying and designating finishes.
	B. Protect mechanical finishes on exposed surfaces from damage by applying a strippable, temporary protective covering before shipping.

	2.8 ALUMINUM FINISHES
	A. Finish designations prefixed by AA comply with the system established by the Aluminum Association for designating aluminum finishes.
	B. Clear Anodic Finish: AAMA 611, AA-M12C22A41, Class I, 0.018 mm or thicker.

	2.9 STEEL AND IRON FINISHES
	A. Galvanizing: Hot-dip galvanize products made from rolled, pressed, and forged steel shapes, castings, plates, bars, and strips indicated to be galvanized to comply with ASTM A 123/A 123M.
	1. Hot-dip galvanize steel and iron hardware indicated to be galvanized to comply with ASTM A 153/A 153M.
	2. Do not quench or apply post-galvanizing treatments that might interfere with paint adhesion.
	3. Fill vent and drain holes that will be exposed in finished Work, unless indicated to remain as weep holes, by plugging with zinc solder and filing off smooth.

	B. Preparing Galvanized Items for Shop Priming: After galvanizing, thoroughly clean decorative metal of grease, dirt, oil, flux, and other foreign matter, and treat with etching cleaner.


	PART 3 -  EXECUTION
	3.1 EXAMINATION
	A. Examine substrates and conditions, with Installer present, for compliance with requirements for installation tolerances and other conditions affecting performance of decorative metal.
	B. Proceed with installation only after unsatisfactory conditions have been corrected.

	3.2 INSTALLATION, GENERAL
	A. Provide anchorage devices and fasteners where needed to secure decorative metal to in-place construction.
	B. Perform cutting, drilling, and fitting required to install decorative metal. Set products accurately in location, alignment, and elevation, measured from established lines and levels. Provide temporary bracing or anchors in formwork for items to be...
	C. Fit exposed connections accurately together to form tight, hairline joints or, where indicated, uniform reveals and spaces for sealants and joint fillers. Where cutting, welding, and grinding are required for proper shop fitting and jointing of dec...
	D. Do not cut or abrade finishes that cannot be completely restored in the field. Return items with such finishes to the shop for required alterations, followed by complete refinishing, or provide new units as required.
	E. Install concealed gaskets, joint fillers, insulation, and flashings as work progresses.
	F. Restore protective coverings that have been damaged during shipment or installation. Remove protective coverings only when there is no possibility of damage from other work yet to be performed at same location.
	1. Retain protective coverings intact; remove coverings simultaneously from similarly finished items to preclude nonuniform oxidation and discoloration.

	G. Field Welding: Comply with applicable AWS specification for procedures of manual shielded metal arc welding and requirements for welding and for finishing welded connections in "Fabrication, General" Article. Weld connections that are not to be lef...
	H. Field Brazing: Comply with requirements for brazing and for finishing brazed connections in "Fabrication, General" Article. Braze connections that are not to be left as exposed joints but cannot be shop brazed because of shipping size limitations.
	I. Control of Corrosion: Prevent galvanic action and other forms of corrosion by insulating metals and other materials from direct contact with incompatible materials.
	1. Coat concealed surfaces of aluminum that will be in contact with grout, concrete, masonry, wood, or dissimilar metals, with a heavy coat of bituminous paint.


	3.3 CLEANING AND PROTECTION
	A. Unless otherwise indicated, clean metals by washing thoroughly with clean water and soap, rinsing with clean water, and drying with soft cloths.
	B. Touchup Painting: Immediately after erection, clean field welds, bolted connections, and abraded areas of shop paint and paint exposed areas with same material as used for shop painting to comply with SSPC-PA 1 for touching up shop-painted surfaces.
	1. Apply by brush or spray to provide a minimum 2.0-mil (0.05-mm) dry film thickness.

	C. Touchup Painting: Cleaning and touchup painting of field welds, bolted connections, and abraded areas of shop paint in accordance with manufacturer’s recommendations.
	D. Galvanized Surfaces: Clean field welds, bolted connections, and abraded areas and repair galvanizing to comply with ASTM A 780/A 780M.
	E. Protect finishes of decorative metal from damage during construction period with temporary protective coverings approved by decorative metal fabricator. Remove protective covering at time of Substantial Completion.
	F. Restore finishes damaged during installation and construction period so no evidence remains of correction work. Return items that cannot be refinished in the field to the shop; make required alterations and refinish entire unit, or provide new units.



