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27-28 SEP 99

Futura on Navigation Dam Tainter Gate 

Product: 

Futura-Bond 610 / Futura-Thane 20085 

Discussion:


Futura  products are manufactured by Futura Coatings Inc., 9200 Latty Ave., St. Louis, MO  63042,   ph 314-521-4100. The coatings are urethanes with very short pot lives.

Literature shows Futura-Bond 610 has 55% volume solids.  VOC is 420 grams/liter.  The product is mixed  in a 1:1 volume ratio and has a pot life of ¾ - 2 hours depending on temperature.  Recommended application thickness is 25 – 75 ( (1 – 3 mils).    Recommended application includes a commercial blast with 37-50 micron (1.5-2 mil) profile, and a 1 coat application consisting resulting in 25-75 micron (1-3 mils) DFT.  

At 32-40oC (90-100oF) the primer can be topcoated in 4 hours to 1 day. No thinning is normally required.

Literature shows Futura-thane 20085 is 100% volume solids with zero VOC.  The product is mixed  in a 1:1 volume ratio.  It has no pot life but at 32-40oC (90-100oF) is surface dry in 3 minutes and has a hard film in 6 minutes.  Recoat is <2 minutes to 1 hour.  It can be applied in 1 or more coats at as thickness of  1000 ( (40 mils) per coat..     

Site:
Arkansas River Lock and Dam located at Ozark, Arkansas.  Application was to the river end  downstream waterline area of Gate #2.

Discussion:
 

Surface preparation work was done by District Operations personnel.   The test area was limited to the area from above the lower girder to, and including, the underside of the center girder.  The area also included the section of the arm which is normally in the waterline area.  Application of the coatings was performed by a manufacturer’s recommended applicator from St. Louis.  

POC:
William Gray,  CESWL-OP-OM (501-324-5741) 


Al Beitelman, CECER-FL (217-373-7237)  

Application:


Applicator: 

Contractor.

Existing Coating:
Rust-Oleum 9578 coal tar epoxy.  After 5 years 90% of the coating was missing along the waterline on each arm.  Structural tees were missing 70% of the paint at the waterline.  Skinplate and skinplate tees were missing 3% of the paint. 

Substrate Condition:
Some pitting on leading areas of ribs;  Occasional knife edge on bracing; Protected areas were in excellent condition. 


Blast Equipment: 
#4 & #6 nozzles worn to ½ inch or greater

silica sand abrasive

Surface Preparation :
SSPC-SP5 was specified for all surface irregularities such as edges, corners, weld or rivet lines, and junctions of joining members.  A relaxation from the SP5 requirements on other areas allowed some stains on 25% of the area. 

(All existing coating was removed.  The stains that remained on the flat areas were far less than the 25% allowed.)

All areas were blasted silica sand producing a 4.1-4.7 mil profile.  

Weather conditions:
Day temp 34oC (94oF).  

Overnight temp upper 70’s F  

Spray Equipment:       The primer was applied with electrically operated airless spray equipment.  The topcoat was applied with heated plural component airless equipment.  

Coating:
Both primer and topcoat were applied successive days.  Desired thickness was 1750 - 2000( (70-80 mils) 

Discussion:
I observed the  application of the primer product on 27 SEP 99.  The test area was final blasted in the morning.  The applicator arrived after lunch and spray application began mid afternoon.  The product was mixed and applied without any difficulty.  



Work to apply the topcoat was initiated 28 SEP 02 about 8AM; however, it took several hours to get the pumps set up, paints up to temperature, and pressures equalized.  Once application began, it proceeded rapidly.  There was some problem attaining the required thickness in hard to see areas of the structural members due to the configuration of the gun.  When thickness measurements revealed insufficient thickness, additional coating was applied.  Application was completed mid afternoon and the equipment was flushed in preparation for use the following day to apply another Futura product. 

