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SECTION 085124

TUBE STEEL WINDOWS

THIS SECTION WAS DEVELOPED FOR PROTOTYPICAL MEDIUM SECURITY CORRECTIONAL FACILITIES.
PART 1   GENERAL

1.01
RELATED WORK SPECIFIED ELSEWHERE


A.
Steel Detention Windows:  Section 085663.


B.
Security Glass and Glazing:  Section 088853.


C.
Field Painting:  Section 099101.

1.02
REFERENCES


A.
Except as shown or specified otherwise, the Work of this Section shall meet the requirements of the following:



1.
Design, Fabrication, and Erection:  "Specification for the Design, Fabrication and Erection of Structural Steel for Buildings, November 1, 1978", by the American Institute of Steel Construction.  (AISC Specification).



2.
Welding:  "Structural Welding Code - Steel, AWSD1.1", or "Structural Welding Code - Sheet Steel, AWSD1.3", by the American Welding Society (AWS Codes).

1.03
SUBMITTALS


A.
Shop Drawings:  Show fabrication details and connections to adjacent construction.



1.
Locate anchor bolts required for installation in other Work; furnish setting drawings and templates for required anchors.



2.
Indicate shop and field welds by standard AWS welding symbols in accordance with AWS A2.4.

1.04
QUALITY ASSURANCE


A.
Galvanizing:  Stamp galvanized items with galvanizer's name, weight of coating, and applicable ASTM number.

1.05
DELIVERY


A.
Coordinate delivery of anchor bolts and other  anchorage devices to be built into other Work, to avoid delay.  Furnish templates as required for accurate locations.

PART 2   PRODUCTS

2.01
MATERIALS

A.
Steel Tubing:  (Hot-formed or seamless), ASTM A 501.


B.
Steel Plates, Shapes, and Bars:  ASTM A 36.


C.
Fasteners:  Except where shown otherwise on the Drawings, furnish type, size, and grade required for proper installation of tube steel windows selected from the following.  Furnish galvanized fasteners for exterior use, or for work anchored to exterior walls.



1.
Standard Bolts and Nuts:  ASTM A 307, Grade A, regular hexagon head.



2.
Lag Bolts:  FS FF-B-561, square head type.



3.
Machine Screws:  FS FF-S-92, cadmium plated steel.



4.
Machine Bolts:  FF-F-584 heads; FF-N-836 nuts.



5.
Plain Washers:  FS FF-W-92, round, general assembly grade carbon steel.



6.
Stainless Steel Fasteners:  Type 302 for interior work.



7.
Exposed Fasteners:  Countersunk flat spanner head security fasteners exposed screws and bolts.


D.
Shop Paint (General):  Steel primer selected from the following:



1.
TNEMEC 10-99 (Red), 10-99G (Green) or 10-1009 (Gray).



2.
Rust-Oleum 769.



3.
Valspar 13-R-53.



4.
Sherwin-Williams "Kromik".

INCLUDE PARAGRAPH BELOW WHEN GALVANIZED METAL IS TO BE FINISH PAINTED UNDER SECTION 099101.

E.
Shop Paint for Galvanized Steel:  FS TT-P-641, Type II.


F.
Cold Galvanizing Compound:  Single component compound giving 93 percent pure zinc in the dried film, and meeting the requirements of DOD-P-21035A (Navy).


G.
Bituminous Mastic:  Cold applied asphalt mastic; SSPC-Paint 12.

2.02
TUBE STEEL WINDOWS FABRICATION


A.
Fabricate tube steel window work of material, size, and thicknesses indicated.  If not indicated, use material of required size and thickness to produce adequate strength and durability for the intended use of the finished product.


B.
Fabricate work intended to be exposed to view of material entirely free of surface blemish, including pitting, roller and seam marks, rolled trade names, or roughness.  Remove surface  blemishes by grinding or by welding and grinding, prior to cleaning, treating, and finishing.


C.
From work true to line and level with accurate angles and surfaces and straight sharp edges.  Ease exposed edges to a radius of approximately 1/32 inch unless otherwise shown.  Miter frame corners; butt mullions to frame.  Coordinate dimensions with requirements of Section 088853.


D.
Weld corners and seams continuously.  Grind exposed welds smooth and flush, to match and blend with adjoining surfaces.


E.
Form exposed connections with flush, smooth hairline joints.  Use concealed fasteners wherever possible.


F.
Prepare work for anchorage of the type indicated, coordinated with the supporting structure.  Fabricate and space anchoring devices as indicated or as required to provide adequate support for the intended use of the work.


G.
Cut, reinforce, drill and tap tube steel windows as required to receive finish hardware and other appurtenant items.

2.03
MISCELLANEOUS STEEL TRIM


A.
Provide trim of shapes, sizes, and profiles indicated.  Provide shapes and sizes as required.  Fabricate units from structural steel shapes and plates and steel bars, with continuously welded joints and smooth exposed edges, unless otherwise indicated.  Use concealed field splices wherever possible.  Provide cutouts, fittings, and anchorages as required for assembly and installation with other Work.

2.04
GALVANIZING


A.
Galvanize tube steel windows and miscellaneous steel trim.


B.
Provide galvanizing by the hot-dip process, after fabrication of the metal items.  Conform to the following applicable ASTM Designations.



1.
ASTM A 123 for rolled, pressed and forged steel plates, bars, and strip 1/8 inch thick and heavier; ASTM A 386 for assembled products; ASTM A 153 for iron and steel hardware.

2.05
SHOP PAINTING


A.
Shop paint tube steel windows and miscellaneous steel trim except for those members or portions of members to be embedded in concrete or masonry, surfaces and edges to be field welded, and galvanized surfaces which are not to be finish painted.


B.
Remove scale, rust, and other deleterious material before applying the shop coat.  clean off heavy rust and loose mill scale in accordance with SSPC SP-2 "Hand Tool  Cleaning", or SSPC SP-3 "Power Tool Cleaning", or SSPC SP-7 "Brush-Off Blast Cleaning".  Remove oil, grease, and similar contaminants in accordance with SSPC Sp-1 "Solvent Cleaning".


C.
Galvanized Items:



1.
Galvanized items which are to be finish painted under Section 099101 shall be rinsed in hot alkali or in an acid solution and then in clear water.



2.
Welded and abraded galvanized surfaces shall be repaired with a 2 mil min. thick coating of cold galvanizing compound applied in accordance with manufacturer's instructions.


D.
Apply shop paint immediately after fabrication, in accordance with paint manufacturer's instructions, at a rate to provide a uniform dry mil thickness of 2.0 mils for each coat.  Use methods which result in full coverage of joints, corners, edges, and all exposed surfaces.  Apply 1 shop coat of paint to fabricated metal items, except apply 2 coats of paint to surfaces which are inaccessbile after assembly or erection.  Change color of second coat to distinguish it from the first.

PART 3   EXECUTION

3.01
INSTALLATION


A.
General:  Install tube steel windows and accessories in accordance with the final shop drawings, manufacturer's data, and as herein specified.


B.
Setting Masonry Anchorage Devices:  Provide masonry anchorage devices where required for securing frames to concrete or masonry construction.  Set anchorage devices opposite each anchor location, in accordance with details on final shop drawings and anchorage device manufacturer's instructions.  Leave drilled holes rough, not reamed, and free from dust and debris.


C.
Install tube steel windows accurately in position, plumbed, aligned, and braced securely until permanent anchors are set.  Shim as required with steel shims.  After wall construction is complete, remove temporary braces leaving surfaces smooth and undamaged.



1.
In masonry construction, building-in of anchors and grouting of tube steel windows is included under Division 4 of these Specifications.



2.
At in-place concrete or masonry construction, set tube steel windows and secure in place with machine screws, machine bolts, and masonry anchorage devices.


D.
Fit exposed connections accurately to form tight hairline joints.  Weld connections which are not intended to be left as exposed joints, but cannot be shop welded because of shipping size limitation.  Grind joints smooth.  Cut off exposed threaded portions of bolts flush with nuts.


E.
Field Welding:  Comply with AWS Code for the procedures for manual shielded arc welding, appearance and quality of welds and for the methods used in correcting welding Work.

3.02
CLEANING AND TOUCH-UP


A.
Prime Coat Touch-up:  Immediately after erection, sand smooth rusted or damaged areas of prime coat and apply touch-up of compatible air-drying primer.

END OF SECTION
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