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19 NOVEMBER 1993

TO: Regional Director, Southeast Region
FROM: Superintend=nt, Gulf Islands National Seashore
SUBJ.: Project Completion Report - Cultural Resources
. reference 106 project # GUIS-72-]I

Attached for the information and use of the Regional Office is a
conpletion report on the mdunting of QiﬁEEEES-QEQEEECG on
reproduction aluminum carriages at Fort Pickens and Fort

SR R e——TTT T
_Baxrancas, Gulf Islands National Seashore.
Also iacluded are photographs and drawings, and original and/or

revised specifications and scopes of work related to the project.

signed
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f’f) Section 106 Completion Report

lﬁ Project Number: GUIS-92-11

“ 7 Projeqt Name: MOUNT ORDNANCE IN HISTORIC FORTS
Date of Completion: 19 NOVEMBER 1993

; Description of Work Done:
Fabrication by contractor of aluminum barbette carriage and chassis
for M1840 24-pounder seacoast cannon.
Fabrication by contractor of aluminum barbette carriage and chassis
for M1861 10-inch Rodman gun (converted to 8-inch rifle).
Preservation work on 24-pounder seacoast gun (cat.# GUIS-1157) and
two 8-inch Rodman rifles (cat.# GUIS-1150-1151).
Preservation work on iron of 2 gun emplacements at Ft Pickens,
and 1 qun emplacement at Ft. Barrancas.
Installation of 24-pounder on new carriage at Ft. Barrancas.
Installation of one 8-inch Rodman rifle on new carriage at Ft.
Pickens.
Installation <1f ona &-inch Rodman rifle on new coacrete pedestal
i on parade ground of Ft. Pickens.

Were additional requirements (if any) fulfilled? If so, how? If
‘"not, why? o

New aluminum carriage has not yet been fabricated for 32-pounder
gun en casemate at Ft. Pickens. Faunding not yet programmed.

New aluminum carriage has not yet been fabricated for a flaﬁk
carronade at Ft. Barrancas. Ordnance not available.

Additional documentation attached: [X]Photos [ XIsite plan
[ Xx}jDrawings [ ]Archeological report '

Narrative report.
Specifications and scope of work.

Jeffrey L. Parsons 18NOV1993

| | . Prepared By A
\ Superintendent A _ . =
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MOUNTING OF HISTORIC ORDNANCE AT FORT PICKENS AND FORT BARRANCAS
GULF ISLANDS NATIONAL SEASHORE

In the spring of 1992, the project was sparked by the recommendation
of the Gulf Islands National Seashore Advisory Commission that the
park display one of its historic artillery pieces on the ramparts

of Fort Pickens, so that it would be visible to visitors approaching
the fort. Park staff entertained a number of ideas for placing a
gun barrel over the fort wall, recognizing, at the time, that funding
might not be available for an authentic reproduction carriage.
Suggestions ranged from simple wood blocking to a concrete pedestal
to a cast concrete mock-up of a barbette carriage. When limited
funding was actually made available, the decision was made to
attempt a reproduction barbette carriage for a 24-pounder seacoast
gun. In addition, if costs could be contained, an 8-inch Rodman
rifle (converted from 10-inch smoothbore) would be mounted enbarbette
at Fort Barrancas. Emplacements of reasonably good condition
existed at the forts for the ordnance on hand but detail drawings

of the carriages had to be located and the question of materials
resolved.

Since 1988, the policy in the Southeast Region has been to utilize
aluminum in new purchases of reproduction carriages for outside
display of artillery. Fearing that use of aluminum for thé Rodman
carriage would drive the cost above our funding limit, we requested
a waiver from the Regional Director allowing us to use iron, the
material used historically for Rodman mounts. When the waiver was
denied we proceeded with a Request for Quotations from three
potential vendors, specifying aluminum as the construction material.
After many phone calls, detail drawings of the subject carriages
were finally located at, and provided by, the good folks at the
Office of Library, Archives and Graphic Research, Harpers Ferry
Center.

Still concerned about the ultimate costs of both manufacturing the
carriages and mounting the heavy ordnance, we elected to eliminate

some specific details from the carriage designs.
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As the original intent was to simply provide a static dispiay of a
gun on its historic barbette emplacement, we chose to make the
carriages, chassis' and elevating mechanisms immobile. In the case
of the 24-pounder carriage, certain parts such as rail plates, prop,
lunette, maneuvering loop, bolt and staple, bolt heads, nuts and
washers, and linch pins were left off the design. The end product
was to be a dimensionally correct, static barbette mount for a
24-pounder gun. In the strictest sense of the term, it would not
be an "authentic replica". Rather, we sought a durable representation
of the historic wmount, less susceptible to climatic damage and
vandalism, lower in production cost, and easier to wmaintain.

For mounting the Rodman rifle, an early carriage design for smooth-
bore guns (m1861) was selacted for its simplicity (historically,
the rifles were mounted on somewhat more complicated carriages
while still retaining the basic smoothbore carriage form). The
only parts eliminated from the design were stay chains, chassis
steps, and eccentric axel.

In August and September, 1992, purchase orders were prepared for
fabrication of the two carriages by Bell Steel Company, Pensacola,
Florida. Also in September, a 106 compliance package was submitted
to SERO for approval of the gun mounting project.

Working from the original drawings, Bell Steel architects drafted
and submitted for approval shop drawings and paint specifications
for the carriages in January and May of 1993. Park staff examined
the drawings, made numerous measurements of the ordnance and
emplacements and recommended only a few changes or additions to
ensure that the guns fit the carriages and the carriages fit the
emplacemenits., Coating types and tints were agreed upon.

The material for the carriages would be aluminum 6061-T6 in plate,
bar, pipe and rod form. For the 24-pounder carriage, the uprights,
braces, transoms, rails and tongue would be produced in box form
from 1/4" plate to simulate the original wood timbers. For the
Rodman carriage, 3/8" plate would form the cheek plates, 1/2" and
3/4" bar the I-beam chassis rails, 1" bar the whael forks, 1 1/4"
bar bent to form the wheels, etc.
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On the 24-pounder carriage, the boxed members would be welded
together to form the top carriage and the lower chassis, those two
componenets to be fitted together during installation on the
emplacement. On the Rodman carriage, the individual pieces would

be bolted kogether (as in the original design) using stainless

steel 3/4" bolts. Here we compromised and allowed hex head bolts
instead of the origninal (and now difficult to find) square head.
The I-beam chassis rails would have to be built up from 1/2" and
3/4" plate and bar stock as no aluminum I-beams of the necessary
dimensions are available.

Shop work began at Bell Steel in spring 1993 with creation of
templates for the individual components, and receipt of necessary
aluminum stock. The cutting, bending, shaping, welding, fitting
and painting of the pieces took place until October, 1993. The
completed 24-pounder carriage was Jd=livered to the park on 17 August.
The Rodman carriage was finished on 22 October 1993.

To our knowledg=, this is the first time artillery carriages of this
size have been producad in aluminum, at least for the NPS, and all
credit is given to the skillful and clever craftsmen at Bell Steel

Company. We are very pleased with the quality of their work.

In our original proposal, the 24-pounder gun and carriage were to
be installed on the ramparts of Bastion E, Fort Pickens, aand the
Rodman rifle and carriage on the south rampart of Fort Barrancas.
In soliciting a local crane company (Tex Edwards Co., Inc.) to
move and mount the ordnance, certain complications developed.

At Fort Barrancas, the terrain, accessibility and location of the
intended emplacement limited heavy equipment use to a 60-ton, all-
terrain crane. To lift the 16,000 pound Rodman rifle up 30 feet
and 30+ feet over to the emplacement would stretch the capability
of the crane to its extreme limit and =2ndanger the equipment,
operator, and historic resources. Consequently, it was decided
that the lighter 24-pounder gun (6000 pounds) would be mounted at

Fort Barrancas, and the Rodman at Fort Pickens.
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Historical records showed that Rodman rifles were in place ¢n the
northwest channel front of Fort Pickens as late as 1900, and 24-
pounder guns were mounted on Fort Barrancas before the Civil War.
The appropriate emplacements were located, measured, iron work
cleaned and coated, and otherwise prepared to receive their ordnance.
On 27 August 1993, the 24-pounder was transported to Fort Barrancas
and mounted on its new aluminum carriage. Two months later, on

27 October 1993, the 8-inch Rodman rifle and carriage were lifted
and set in place on the walls of Fort Pickens, overlooking Pensacola

Pass.

A year and a half in planning, preparation, fabrication and install-
ation, the project involved much more than that mentioned in the
bare-bones narration of this report. The 24-pounder had to be

moved from the confines of a Fort Pickens casemate to an open area
outside the fort where is could undergo preservation work and be
lifted and transported the 30 miles to Fort Barrancas. The Rodman
rifle, likewise, required some preservation treatment; and a second
Rodman was to be preserved and relocated to the center of Fort
Pickens on a new concrete pedestal. Park staff moved the 24-pounder
from the fort, formed and poured the concrete pedestal, blasted

and coated the iron tubes and emplacement pintle, transported
carriages, removed and replaced fences for crane access, and
performed a score of other sundry chores in the preparation for,

and final installation of, the weapons. Research, documentation,
inguiry, solicitation, procurement, consultation, public relations,
and seemingly endless measurements involved further staff time,
e2nevrygy and expertise. The professionalism and dedication of NPS
personnel, the manufacturer, and the crane operators and riggers
have produced a result that justifies the long effort.



Some final notes and observations:

approximate weight of 24-pounder barbette carriage and chassis:
est. 2000 1bs.

approximate weight of Rodman carriage and chassis:
est. 3000 to 4000 lbs.

Manufacturer: BELL STEEIL COMPANY
530 SOUTH "C" STREET
PENSACOLA, FL 32501

contact person: Mr. Dan Davis (904) 432-1545

Cost of 24-pounder barbette carriage of 6061 aluminum produced for
Gulf Islands National Seashore:
lower chassis - $8,162.00
upper carriage - $11.263.00

total - $19,425.00

Cost of 8-inch Rodman barbette carriage and chassis of 6061 aluminum
produced for Gulf Islands National Seashore:

caririage and chassis - $24,925.,00
Cost of crane rental with operator and riggers: $6,100.00
Cost of miscellaneous equipment rental and supplies: est. $1,000

Park staff time/cost not calculated.



The manufacturer (Bell Stezl Co.) has expressed an interest in
receiving additional orders for aluminum gun carriages from the
NPS or other agencies. The high quality of the work performed for
Gulf Islands demonstrates their capability of delivering a good
product.

As the company i3 not in the primarvy business of producing gun
carriages, interested parks should know that they must provide
detailed historic drawings of the desired carriage, accurate
dimensions of the gun barrel, {and emplacement - if appropriate)
and be specific about small details where they are consideraed
important. For example, the wheel spokes on our 24-pounder
barbette carriage were made of round pipe - not bevelad spokes

as on the original. Also, as mentioned before, we did not request
that bolt heads be added to the principal members of the 24-pounder
carriage to simulate the original method of wconstruction, nor did
we require that all welds be ground perfectly smooth to giva more
of an original appearance. If these details are important to an
ordering agency, they would have to be clearly stated in the
specifications.

Again, we did not want the carriages o be operational. Therefore,
the design and construction of axels and hubs was simplified,
partiéularly in the case of the top carriage for the Rodman where,
originally, an eccentric axel allowed the gun o be rolléd in and
out of battery. For the safety of visitors and preservation of
the carriage, we have made the guns and carriages statiohary.

The current craftsmen at Bell Steel are capable of producing a
functional and aithentic carriage in aluminum if a client desires
it anl is prepared to pay the cost and spend some time with the

designers and fabricators.

For additional information, contact Bell Steel directly, or call
me at (904) 934-2636.

Jeffrey L. Parsons
Cultural Resource Specialist

Gulf Islands NationalASeashore
17 November 1993 '
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Converted 8-inch Rodman
on aluminum reproduction
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ALUMINUM REPRODUCTION OF FRONT PINTLE BARBETTE GUN-CARRIAGE
AND CHASSIS (circa model 1840) FOR 24-POUNDER GUN

The major components of the chassis and gun-carriage (ie.
rails, transoms, uprights and braces) will be fabricated from
‘1/4 inch plate aluminum utilizing 1100 aluminum, or 5086
aluminum alloy if load calculations require a greater tensile
strength. Components requiring greater mass (ie. wheels,
rollers, forks, axel, elevating screw, etc.) will be cast
utilizing 319 aluminum.

Eliminate from construction design the following components
as shown on the attached drawings:
PLATE VI - Lunette
Mauoeuvering staple
Axle and tie brace (if deemed not necessary)
Axle stirrup (if deemed not necessary)

NOTE: Axle tree, rollers, wheels and elevating screw
will be immovable when installed. Construction
design may modify these components to achieve the
appearance of authenticity without creatlng
functional use.

PLATE VII - Mauoeuvering bolts
Bevel washers
PLATE XII - Rail plates

Pintle plate and plntle

Pipes

Prop plate, bolt and key

Manoeuvering loop

NOTE: Traverse wheels will be immovable when installed.

Construction design may modify these components
(wheels and forks) to achieve the appearance of
authenticity without creating functional use.

PLATE IX - Prop

In the original wood construction of this type carriage, the
heavy timber members (uprights, braces, chassis rails,
tongue, etc.) were assembled with long bolts.

Reproduction is aluminum will require that the members be
simulated in box form with interior bracing as necessary and
probable welding of members together to form the unit.

We will entertain other practical methods of assembly as
offered. Specify on qugte any other optional assembly
methods and costs.

FINISH: All aluminum cdmponents will receive a seal coat
of -epoxy primer at 2 mils (dry film thickness) and a top
coat of polyurethane (color to be determined) at 1.5 mils.
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PLAN TRANSMITTAL FORM

BELL STEEL COMPANY

P. 0. BOX 12109
PENSACOLA, FLORIDA 32590

PHONE 432-1545
DATE /Z/?Z

TO: 2 WL OuR ORDER No 47%'7‘2

YoUR ORDER No

Mzt Teer FAesas

GENTLEMEN: /@ BELL STEEL CO.
WE ARE SENDING You HEREWITH D DRAWINGS AS FOLLOWS:
(OTHER)
DRAWING NO. REVN'IS‘ION CONPOIES DESCRIPTION
£/ Z, &5 3 As5Em7BL Y /Z Dec'zz,25
4 Tt L 3 | D=gzsr.5

3 | 22X TL= S,

THESE DRAWINGS ARE:

§2P1. FOR YOUR APPROVAL (RETURN ONE COPY)*
2. FOR JOB USE.
" [] 3. RETURNED APPROVED.
[] 4. RETURNED APPROVED AS NOTED. DRAWING TO BE RESUBMITTED FOR FINAL APPROVAL.
[] 5. RESUBMITTED FOR YOUR FINAL APPROVAL. (RETURN ONE COPY)*
[] 6 FOR QUOTATION OF:
[] 7. RETURNED FOR YOUR FILES.

e

REMARKS: ez 5525 ; _Q///?fe sz‘ ZL ,«?744»'.

*FABRICATION WILL NOT BEGIN A :
TIL RECEIPT OF APPROVED
SHOP DRAWINGS, YOURS VERY TRULY,

BELL STEEL COMPANY

/AW
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Alumiprep

Acid Pretreatment

for Afuminum
Application
{nstructions

FOR APPROVAL

JANY 5 1993

g1 (/89

1ha technicel datd fumishag hesdin ard
trun and Atcaid 10 the bast of ot
snawlergs. All progucts st olermd
and wro 4000 subieet W Pariat ntane-
vianat's Sandard Tonditions of Bate.
Published techalce! dalo and I
crpctinnt ary subjert 10 chanae
withoun notios.

nanntst Qlficed

A 5. Vi Suest
{ouisvitle. Y 40201
502508 O200

Limitations

Surface Preparation

Dilution .

Application

Cleaning Sequente

Cleshup

Safety

Porter Irlgrngtiviia

A ngn flammiable phospheric acid hasad cleanet and prepaint
conditionar which witl fightly mich oluminum. The cleaning and
conditioning chamical laaves tho alyminum surface chemicatly clean
and coteosion frae.

Cansuit Porter intewnations! Representative for system best suited to
envirgument.

Apply when material, surface gnd air temperatures 8ré ahove 45°F
(7°C). Do not vss ol high copper-bearing aluminum afloys of
aluminum castings.

Traat only clean. dry surfaces. Rymove: ell 4e8se. oll, dirt or other
foraign mattar by solvent or detergent claaning. Remove all jopsa of
scaling paint and/of lgosa ar heavy 1ust, rust scale or other oITosion
products by hand or POWOr 100! tleaning.

Dilute ane parl Alumipuep 33 with 4 parts walar by voluma 1 @
non-matallic containar. One gellon of Algmiprep 33 will teh
appioximetely 1000-1500 sauare feel. Allow for losses due @
application methods. conditians and surface irregularitied.

Apqily by spray. rugh or dipping. selection of the gizg aron 10 be
treated at ona time witl depend an method of applivation, condition of
the metal surface, temperature. chamicel dilution and part
canfiguration, In a typical treatment, the Alumiprep 33 cieaning and
conditioning chemical is in contact with tha matal suiface hetwoen
ana and two minutas. Alumiptep 33 should not be olinwed todty nut 10
renxidize on a metal sutface betors the syrtace has besn thosoughly
rinsed. ¥ drying does occur, rawet the surface with the diluted

_Alumiprop 33 prioc 10 tinsing with clean water.

Nots: Alumiprep 33 clagning and condi tioning chemicls sggressively
attack and completely remove aluminum oxidation and cortasian, |
leving 8 bright, cleen matal surface. Ramoval of hesvy corrosion may

' raquira scrubbing with & Scotch-Brite tyné pad.

Step 1 — Remave surface contamination.

Step 2 — Anply the dituted Alumiprep 1n
Step 3+~ Allow the sotution tu react,
Step 4 — Thotoughly rinse tha treated surface with water.

“tgp 5~ Dy the surface.

Flush all aquipment immediately afte! use with clean water Unusad,
diluted Alumiprep 33 can be raturned 10 1ts ariginal container for futura
use, of it should ba immadiately disposed of in 8 safe manner
recbrhmendad for acidic materials, -

This product {and any recommended thinners) conlains tolvonts
and/or other chemical ingredients. Adeguate haslth and salsty
pracautions should ba cbsarvad during all stordge. handiing, use and
drying periods. For salp usage, user is spetifically directed 1o corisult
the current “Matarial Safety 0at@ Sheat" for this produet.




N

p.CRA3

Epoxy Primer
Palyamids-Epoxy
arvice
~ o o T
S ——— yplcal Uses

Color/Gloss Colar
Sheen
Physicai Voluma Solids
Constants vot !
Flash Point
Application Recommendsed
Thicknass
1heaiatical Coverage
Method
Induction/
Sweat-in Time
Thinner
FO R APPROV AL Compatibiity
. J AN i Typical System
0 8 1993 Diying Time {hours)
« 10 touch
» to handla
* u to rgcoat®
pot Life {hours!
Unit Slze
Part A
) Part B 4300
Unit Shipping
Welght '
Storena ‘ Shelf Lifa
fegulatory Oata USDA

voe

» ptocassing plants,

Porter International

$

]

i

A two component, sugt-inhibitiva primer far usa on propetly pré'parsd
ctes! surfaces. Exhibits excallent abrasion and chemical resistarice.
Offers fast dry and €sse of application. ’

Industrial, marine and process gnvironments. Topcoat is raquited for
mora severe RXpOSUres. Dry Temporhird Resistanca 200°F (33°C)

Fabricator fasl racuat primar. Ideal for use in shops where tha finish

coat will be applied. txcellant primer for epoxy tapcoats used in pulp
and papar mills, waste water. chemical procassing. refinetias and food

Oxide Red. Gray - 4301.

flal

t
48.1% 2% “
184 lbs/ga! (460 g/}

parl A, 85°F (28°C); Part B, g5°r 120°C); Mixed 85°F {28°C)
(P-M Closad Cupl

(2.0 mils DFT} 385 5q ft/gal
Brush, roll or Spray.

30 minutes

13 .
M.C.R.-43 Epoxy Primer 4300 is an sxcelisnt primer for 8pOXY. coal tar
and polyurethana coetings.

'4300/4361

50°F {10°C! 76°F {24°C) g0°F 132°C)
) 2 -

] 8 2

30 20 12

30 U 16

*Timaes listed above are for normal recoating situations. For fast recoat '
applications consuft Porter International Fabricator [ast Retoal

System Gulds.

2 Gallon Unit (7.6 1t 10 Gation Unit (37.8 1tr}
o — B e —
1 Gallon 5Gallan
1_Gallon 5Gallon’
121 lbs(55kg]

28 1ok {11.4 o)

QOne year minimum from date of menylacture when maintained in
protected storage gt 40-100°F (4-38°C) {subject 10 teinspection
there;fter}. .

Approved for incidental food contact sutfaces
3.84 bs/gal 1460 g/t
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Instructiors
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Consult Poriue Intenation! Represgntativie far systenn hest suited by
environmmnt

Limitations:

Apply in gond wealher when ait and surfoce temperaiures are ghave
SOeF {10701, Surface tamprrature must be at least 5°F (3°C)
deqrous Above dew point, For oplimym application propenios, hring
materia! to 70-00° {21-27"C) temperaturd range priat 10 mixmg
and applicatian. Unimixed matenal lin closed coatainars) should bA
maintained in pratacied sloraqe between Al and 100°F (#.38°C)

Surface Preparation:
Paint only clean. dry surfaces Hemove all grrasce, gil, dirt, mildew u
other foreign maner by solvent or detergent washing

Praviously Painted Surlaces:

Remove all rust, rust scale, ather cormosion products, loose ur heavy
chotk and foase o sealing paint by “Hand or Mower Tool Cleaning”
(85P6:-SP2 ar 3 respectively). Sand ut "Brush Blast” ISSPL SPT) 8y
glossy areas untl dutt Spat prime harg areas 8§ racommended. To
check compatibility apply coating 10 rupieseniative ared of otleast 25
square fesl and allow tn cure and ayn sevarsl wasks Theo inepect far
adhesion laiture, wrinkiiny, lilting, blisting or any other sign of
inzompatibility presant. Cuating work may then provued.

Steel:
Apply lo blasted stee! unless ntherwiso spesilied. Dlasting shull be

dong with @ centrifugal whes! of compressud air tlasting equipment.
using praper abrasives Lo altain an avetaye profilo denth of 1.5 mils
{38 microns). Do aul teuse saruf or flint gbrasives Shot abidsivas
must be thoroughly clean of eontommation hafore sCUsA- Blow dust
and qtit fram surface with clean, dry air. Coat within £ hours o hafore
st contamination nteurs

Immersion Service:

Steel Structures Painting Council Nu. & “Whits Metal Blest Clesning”

{SSPC SPal. Aound all welds. sharn edges ang prominances 16 8
smooth curve and remove all weld spaftar betore blasting.
Non-immersion Service:

Stacl Shuctures Painling Council No. 8 “Commercial Rlast Cieaning”
{SSPL-SPE).

Galvanize:

Steel Structures Paintng Council No. 7 ~Giush Alast Claaning”
{SSPC-SPT) ar “Acid Etch™ with Galvaprep as prr manulacturer's
printrd instructions.

. Mixing:
Material is supptied in 2 conlpingss 95 A Unit. Nways mixs cumplela-

unit in the poportions suppried. {1) Agitate Part A with A powel
agitaton; (2} Agitate Parl B with & powal agitator: (31 Combine eniire
cantents of Part A and £ and mix tharoughly with a powar sgitalor.
Allgw the toating 3 60 minuts sweal-in pariod hefore using at
matecial temperatures balow J0°F (71°C) :
Thinnlng:

Matarial is suppliad &t sprey viscosily ang normally neads no
thinning f thinning is necossary, thin up 0 ¥ pint (237 mi} per gallon
with Parter ntgrnational 1-3 Thinter.

Application:

Anply by ponventonal of aitless spray Applicalion by uther methords,
beush or toller, tnay require mer Hian one toat. Apply M.CR.-A3
Epoxy primer at 4.2 auls (104 micenns] which will give 7.0 mils {50

microns] dry film thickness

Equipmant:

Drissh. inaxpnsive 47 {10 el wade comenercial brush.

Ruller:ysa the "All Pupase foller Caver.” )

Canveationg! Sprdy: Devilbiss MBU-610 gur [ tig and 704 ai can, Yo'
{1.0 erd (D matarial hose: double togulated pressure tank with oil
and moisture separator.

Aurluss Smay: munimurn 28.1 ratio pumy; U16" (381 microns) arifice
tip; Vo' L8 cm) 1D Tellon mateial hase.

Work Stoppages: {Lunch, Breaks, ecc.)

Dp sot sllaw material romain in hoses. Release passury from
pressure 1k and disconnect malerial hose. Thoroughly flush hose
and spray guo with Porter wnational T-3 Thinnat and mrnnnact
1o-jank. Maintgin iaterial in tank undar constant juw spead agitation.
bt do cot tRpIESSUNIE tank uniil 1eady ta resume wiilk.
Cleanup: * .

Clean all equipment (mmediatcly after use will Porter Intarmational
1-3 Thinnes of Ketone solvents Spray equipment requitas Hushing
with oither of these solvants. 1t is good workang prautice to
prricdically tlush out speay equipment during (e eourag of the
wnking day. Fraqueney should deprud upon amount sprayed,
\empriature, wlapsed lime meluging delay, 8lc.

Welding:

in the event welding of {lame cuttiny is pertormed «n el coate:d
with this product, do 50 i acrurdanca willy wnstructions in U S.A
Standard 7 441, “Sulnty n Welding and Gutting.” AN woldad.
huined, of othewise damnaged areas shnuld be raprepared to base
mctal and 1ecoated 83 spacified.

Safaty:

This pradind {and ony rncommended thinars) contalns solvents
and/or other chemical wngredisnts. Adequata health srd salety
precautions shoitld be phserved during all storage, handling, use ad
drying pariods. For sale useane, USE! is spucifically dirented to
cansyll the cunent ~Material Sately Data Sheet” {or this prodiset.
\When using 1his. product 1n @ confined space or closed aren, cansull

~ the cirront OSHA, ot ANSI bulleting un safety 1egquirements. ‘




e Fr. arrancrs U poR. BARBETTE (RRPPGE
. A Porter International .

A wo romponent, interior/axturior finish coat for use aver ptnparly

Hythane@ d steal and ! Exhibit llant abrasi |
N N = p1epate stept AN masonry sur{aces. L its axcelian abrasion ant
Aliphatic Polyurethene T chemical resistance.
$orvice Savery industrial, marine and procass gnvirohmants axposed tu acids,
- afkalis, salts and salvents, Exhibits excallent gloss and color retantion
In exterior oxpusuras. Ory Temperature Resistanch 200°r {95°C)
Typlcal Uses © Gloss tapcost for transpartation equipment, handrai's, pipe tacks, tank
: : axleriors, process vessg! gxterinrs in chemiral and peuoleum_plams.
matina enviranments and pulp and papes wills. :
Color/Gloss Color White¢Black - 4602/ Also availabla in Chramascan® W colors. Special
colors can te matched 10 mest customer spacifications. OSHA colors
, gvsiiabla.
Shaen Gloss x
Physical Volume Sofids 13.4% = 2%
Constants - voe 408 Ibs/gsl 1483 g/itn)
Flash Point Patt A, 79°F (26°Ck; bart B, 91°F (33°Ch: Mixed, 79°F (26°C}
(Setaflash) - , .
Application Racummendsd
Thickness 1.5 mils dry, 35 mils wet,
Thaareticat Coverage (18 mils DFT} 464 sg ft/gal
: Methad Brush, toll ot spray
Induction/ :
FOR APPROV AL Sweat-in Timg ~ None ‘ _
. Thinner T-24 fuse T-4 below 60°F) : _ _
JAN 1) 8 ]993 . Gompatibility - Hythona® 4810 i an excellent high gloss {iriish cant aver epoxy
‘ primer/intermadiate coals.
~ \ ; /1A ypica! System 308/4351/4610
- 6)0 preR b fyTeiA oy £ Onying Time (hours) S0 (10°) T5°T 24°C) o0F 320)
i B GREE ‘w0 touch ? Y Yo o
. Ok P qu_ /Z_. » 1o handis 4 2 1
upP g fLL / » {0 recoat 2% 12 4
M’ : Pot Life {houts] ] 12 4
Unit Sixe 1 Gallon Unit (3.8 1) & Gallon Unit (1€.811)
Part A " 1 Gallon{short filled} 5 Gallon tshort filled)
Part B 46845 { pint{short flled) 1% Gallon [shart filled)
Unit Shipping ~Hibs(Bkel 541hs{25kq)
Welght ' :
Starags Shelf Life One yaur minimum from date of manufaclure whan taintained in
© protected storsge &t 40-100°F 14-38°C) {subject 10 rginspection - .-
theraalter). . :
Regulstory Data {1SDA Apptovad for incidantal fnod contact surfaces.

vOoC 4,06 tbs/ga! (483 g/}



Application
Instructions

Hyhane ™ annt Chgmanean™
o ¢ eegustamd 0 3damarks

PEIBS [IM3)

& inghinigal daia lyeoighed Gs4in are
e ard anirate to tha bes! af v
trawieage AN pnducis ar offured
and gnld subject In Portae inteina.
Hual's Standard Canditions of Sa's
Poblished (echnizzl deta and in
shgolinns  9tg subpcl tn chengn
withowd nol€s

Cengeal Dfficas

U S 1th Strent
toviavile, KY 40203 .
17 5889200

z/ém

Cansult Porter futernational Representativa for system best suiled to
envirohment.

Limitations:

Apgily in quod waathrr when oir amd surface temperatires are abave
35F {2°C) Surlace tempardture must be & least 57 (3°0)
dugress above dew point For ophmum application properting, bring
mgtsiial ty JO-BGF (71 27°C) temparutyre range ptiar ta mixing
and appiication Unmixed malerial (in ¢fosed cuitaingrs) shauld ha
maintained in protecind storage beiween 40 and 100°T {4-387C).

Surface Praparation:
Pani only ciean, dry sutleres. Remuve all gicasa, oil, dirt or other

foraign malter by solvent ar detergent washing.

Unpainted Surfaces:
Prepare syrface and pritue, seal, fill ar cthurwise coat

Previously Painted Surfaces:

Remove all rust, rust scale, ather vorrosiun praducts, lnose o heavy
thalk and nuse or scaling paint by “Hand or Power Tool Clasning”
ISSFC.SP7 ar 3 respectivalyl. Sand ar “Brush Blast” {SSFC-SPY) any
glassy areas unfil dult Spot prime baro sreas as racommended. To
cherk compatibility apply coaling tu tapresentative area of at lsast 25
square feat and allow ta cure and aya sevesal weuks, Then inspsct for
adhesion failure, wrinkling, lifting, blistering or any olher sign of
incompatibility present. Caating wark may then procaed.

Concreate:

{1) “Brush-Blast Cleaning” (SSPC-SPT) can be used ta prepare tha
goncrete hy remaving all foreign matler and provids a tooth for
honding. Remove all uf the dust fram the surface before starting the
application af the coating.

{7) “Acid-Fiching " Surtaces shall be ciean. dry and froe from curing
cumpounds, nil, greasa, dirt, chalk ar previausly applied coatings. All
surfacas shall be arid etchud with Muriatic Acid solutinn {1 part acid
1o 7 parts water). Apply solution by brush or spray until susface is
tharoughly wetted. Whan bubbling ceases (5-10 minutes), wash
down surface with fresh waler and scrub with g stilf brush. Rinse
with plenty of water If surfacw is scitlic {pH below 7), neulalize
surface by washing with 1-2% ammonia solutian. Allaw surface 1o
dry bolow A% muisture tontent befora coating.

Tinting:

Consult Chramascan™ It Color £ard fur color availability. Most colors
requira that containars be shyhtly short fitlad to accomodate the
addition of coloranl. Actual coverage will depend upon amount f
caforant added ard should be taken inlo considorstion when
ardering. Some colors may reguite mire then one cuat for complets
hiding

Mixlng:

Material is suppliad in 2 commtginers 8s & unit. Always mix a complete
unit in the propuitions supplied. (1) Agilate Part A with 8 pawer
agitator; {2) Combing enlire cuntents of Part A and B and mix

tharoughly with a power agilator.

Thinning:

Material is supplied at spray viscnsity anid normally nerds nn
thitming. 1 thinning is Aecwsary, thin up 1o 3 pint (473 mi} per gallon.
Use Porter Inlurnativnal [-24 Thinner abmve SO°F [3GC). Uss
Portar International T 4 Thinner below 50°F {16°C).

Application;
Appty by brush or spray. Apply at 4-5 mils {100-176 micrans) which
will giva 1.5-2.0 mils {38 50 mivonst dry film thickness

Equipment;
Drush: incxpensive 4" {10 cm) wide commercial brush with shott hair
bristle.
Hollar: usw the “All Pupase Holler (over™
Canventinnal Spray. DeVilbiss MBC 510 yun: F tip and 704 air cop; W
(1.0 cm} I0 matarial hase; double tegulated pressure tank with uil
and moislure separatar.
Airfess Spray: minimum 28:1 ratin pump;. 0117.015" {779-381
mijcrons} orifice tip; %" {6 cm) ID Teflon material hosa.

i

Work Stoppages: (Lunch, Breaks. elc.)
Do not allow matarial to remain in huses. Ralease pressue fram
pressurs tank and disconneet material hose. Thoroughty flush hose

"

and spray gun with T-24 Thinner and raconnect ta tank. Maintain -

materigl in tank wiler constant low spaed agitation, hat do not
reprassuriza 1ank until ready lo rasume work

Cleanup:
Cluan all equipment immediately after use with Partar International

T 24 Thinner or Ketane salvents Spray equipment requires flushing
with gither of these solvants It is gond working practice tu
padiedically flush out spray equipmant during the course ul the
working day Frequency should depend ypon smount sprayed.
temparature, clepsad tima including delay, ete.

Welding:

In the evenl welding or flame cutling is pertormed on metal roated

wilh this producl, do su in ceordance with ingtruchuns in 1).S.A
Standard 2 48.1, “Safely in Waiding and Cutting.” Al welded,
bumned, ot otherwise damaged araas should ba reprepared to basc
metal any recoatud as specifiad. ;

Safsty:

This product {snd any recommended thinners) contsins solvenls
and/ar other chernical ingredients. Adeguate health and safely
precautions should be absorved during all storage, handling, sk and -
drying poriods. For sale ugragy, user is specilically dicocted to
consult the current “"Matarial Safuty Datn Sheet” for this product
Whan using thiz moduc! in a confined shace er closed area. consult
thy currant OSHA, or ANSI bulleling on satety requirements.




ALUMINUM OR STEEL REPRODUCTION OF FRONT PINTLE BARBETTE GUN-
CARRIAGE AND CHASSIS FOR 10-INCH GUN (Rodman pattern ml861 -
converted to 8-inch rifle).

The form and appearance of the gun-carriage and chassis will
conform (except as noted below) to the attached drawings of
Barbette Carriage for 10-inch Rodman Gun.

The gun-carriage as constructed will include:

Left and Right cheeks - each cheek consisting of inner and
outer cheek plates, shoe, front cap,
rear cap, trunnion bed, front and
rear brace (between cheek plates).

Diagonal braces (2).

Front and rear bottom transoms.

Front top transom. Y
Guide hooks.

Axle boxes (2) ,

Axle.

Wheels (2) with handspike sockets.
Fulcrum elevating mechanism.

The chassis as constructed will include:
Left and right rails (15" x 5" I beams).
Front hurter (2).

Rear hurter (2).

Front, middle, and rear transom (3).
Diagonal braces (2). '
Pintle transom.

Traverse wheel forks (2).

Traverse wheels (2).

Bolsters (2).

Front Axle (1 axle, 2 wheels).

Fasteners: Bolts are to be 3/4" with square head (if available)
and hex nuts, ceramic coated (preferred) or galvanized. Bolt
threads to be treated with anti-seize compound at final
assembly/installation.

Location of rear traverse wheels on chassis will be governed by
dimensions of existing c1890 gun platform at Ft. Barrancas.
Note: Drawings will be provided to the successful vendor.

See attachments for dimensions and welght of 10-inch gun,
drawings and photos of guns and carriages.



FINISH: Steel and iron components will be sandblasted to
remove any rust bloom and to provide anchor profile for
application of zinc primer with dry film thickness of 2.5
mils. Intermediate coat of high-build epoxy will be applied
at 5 mils, and top coat of polyurethane (gloss or semi-gloss
black) at 1.5 mils. See attached product data sheets for
recommended coatings.

For aluminum, a seal coat. of epoxy primer will be applied

at 2 mils and a plyurethane top coat at 1.5 mils.
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8 INCH RIFLE N2 | converted, wrought iron tube.
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RODMAN GUN EMPLACEMENT
FORT BARRANCAS

PINTLE DIAM. 4"

' BRICK PARAPET ~

RODMAN GUN EMPLACEMENT

: . FORT BARRANCAS
1" IRON PLATE

IRON PINTLE ——

i i !

CONCRETE PLATFORM ~—

" CONCRETE

"IRON TRAVERSE \CIRCLE |
(flush with cohcrete)




PLAN TRANSMITTAL FORIJ

BELL STEEL COMPANY

P. 0. BOX 12109
PENSACOLA, FLORIDA 32590
PHONE 432-1545

DATE e ‘8-?5

TO: @MM&K OuR ORDER NoO 474 7'22

YOUuR ORDER NoO

st e Jess (RSO

GENTLEMEN: , [] BELL STEEL co.
WE ARE SENDING YOU HEREWITH D DRAWINGS AS FOLLOWS:
(OTHER)
REVISION NO.
__ DRAWING NO. NO. COPIES DESCRIPTION
]
DTy S | — | B | Lirps
< ) S SE g 8L %

THESE DRAWINGS ARE:

(X 1. FOR YOUR APPROVAL (RETURN ONE COPY)*

[] 2 FOR JOB USE. |

[] 3. RETURNED APPROVED.

[] 4. RETURNED APPROVED AS NOTED. DRAWING TO BE RESUBMITTED FOR FINAL APPROVAL.
[] 5. RESUBMITTED FOR YOUR FINAL APPROVAL. (RETURN ONE COPY)*

[] 6 FOR QUOTATION OF:

[] 7. RETURNED FOR YOUR FILES.

] 8

REMARKS: BB emE 77 < e/ Fas - (D Larapars <7

*FABRICATION WILL NOT BEGIN
ECEIPT OF APPROVED
UNTIL R T OF YOURS VERY TRULY,

SHOP DRAWINGS.
BELL STEEL COMPANY

By LA £ HlGH reoca s
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Alumiprep
Acio Pretreatment .
for Aluminum
ki Application
Instructions

Limitations

Surface Praparation

- FOR APPROVAL °

Appiication

Fy198 (1/49)
1hn technical data fumishad asin xea

trn vl ccorste fo i bast of our : Cleaning Sequente

tnawledge. Al products sn ulfernd
and ot a0id subjor! tu Portar interag-
tiamal's Standard Canditions of Bate.
Publiched techaics! date dnd Ine
structinas s subject (o changs
wilhout nolice.

Oanntai Olficas

A0 . 13h St
Louisviln. KY 40209 Cloanup
502.588 B200

Safety

Portet inieriiauvncs

A non flammable phosphoric acid hasad cleanar and prepaint
conditionar which will lightly atch aluminum. Tha clesning and

conditiuning chamical laves tha aluminum surface chemicelly claan

and cotrosion frae.

Consult Parter Intemationel Representative for system best suited to
envirunment.

Apply whan matatial, surface and sir lemperatu}es are above 45°F
{7°C). Ua not use an high copper-bearing aluminum alioys or
aluminum castings. '

»

Traat only clean, dry surfaces. Rumove: all gresse, oil, dirt ar othar
foraign matter by solvent or detergent cleaning. Remova alt I10ss or
scallng paint and/or loosa or heavy rust, rust scale or other ccrrosion
products by hand or powor tool clganing.

Dilute one parl Alumipisp 33 with 3 parts walar by volume m g
non-matallic containar. One gallon of Alumiprep 33 will etch
approximately 1000-1507 square fesl. Allow for losses due to
application methods, tonditians and surface iragularities,

Appily by spray, brush or dipping. Selection of the size aras to be
treated at ong time will uspand on mathod of applivation, condition of
the metal surfaca, temperature, chamica! ditution and part
configuration, tn a typical treatment, the Aluiniprep 33 cleaning and
sonditioning chemical is in contact with the matal swlace hetwoen
ona and two minutes. Alumipiep 31 shnuld not be sllnwed to dry nur to
renxidize on a metal surface before tha surface has besn thoroughly
rinsed. }f drying does occur, rewet the surface with the diluted
Alumiprop 33 prior tn tinsing with clean water,

Nota: Alumiprep 33 claaning and conditioning chemieals aggressively
attack and completely remove aluminum oxidation and corrosion,
leaving a bright, clesn matal surfsce. Removal of heavy corresion may

" requira scrubbing with & Scotch-Brite type pad.

.Step 1 - Remave surface contamination.

Step 2 — Apply the dituted Alumiprap 33,
Step 3-- Allow the solution w reacl,

Step 4~ Thoroughly rinse tha treated surface with water,
* Step.5~Dry the surfaca.

Flush all equipment immediately afte1 use with clean watzr Unusad,
diluted Alumiprep 33 can be returned to its ariginal containar for futura
use, or it should ba immediately dispased of in a safe manner
racbrmended for ecidic materlals,

This product {and any recommended thinners) conlains solvonts -
and/or other chemical ingrediants. Adsquate health and safaty
pracautions should be obsarvad during all storage, handling, use and
drying periods, For safe usage, user is specifically dirgcted 1o carisylt
the current “Matarial Safety Data Sheet” for this product.




{ M.CR43
Epoxy Primer
Polyamide-EpoXy

Typical Uses
Colar/Gloss
Physical

Constants

Application

FOR APPROVAL
JAN( § 1993

Unit Slze

Unit Shipping
Waight

Steiaya

flegulatory Data

N

Colar
Sheen

Voluma Salids
voo
Flash Point

Recommended
1hicknass
1heotatical Coverage
Method

jnduction/

Sweal-in Time
Thinner
Compatibility

Typleal System
Drying Titne {hours)
« 10 touch

w (o handle

+ a to recost®

pot Life (hours)

Patt A
Part B 4300

Shalf Life

USDA
voe

| Porter International
&
A twg component, rugt-inhibitiva primer for usa on properly prepared

stesl surfaces. Exhibits excelient gbrasion end chemical resistance.
Offers fast dry and esso of application. :

Industrial, marine and protass environments. Topcoat is raquited for
mora severe exposures. Ory Tempertura Resistance 200°F {93°C)

Fobricator fast racodt primar. ideal for use in shops whers tha finish
coat wiil be applied. txcellant primer fur epoxy topcoats used in pulp
and papsr mills, waste water. chemical procassing. refinetias and fuod
procassing plants,

Oxide Red. Gray - 4301.
Flut

1
48.1% = 2% .
384 lbe/gal {460 g/}
part A, 85°F (29°C); Part g, AL (29°C): Mixed 85°F 129"C)
{P-M Closed Cupl

20 mils dry, 42 i k.,

(2.0 mils OFT) 385 54 ft/gal
Brush, roll or spray.

30 minutes

13

M.C.R.-43 Epoxy Primer 4300 is an sxcellent primer for 8pOXY. coal tar
and polyursthane coelings.

4300/4361 ,
Bg°F {10°C! 75°F {24°C) g0°F (32°C)
8 2 i e

B 8 2

i 20 12

30 U 16

*Timas listed above ar@ for normal recoating situations. For fast recoat
applications consult Porter {ntetnational Fabricatat fast Recoat

System Guide..

7 Gallon Unit (7.6 1t:) 10 Gation Unit{37.81t7)
e —_—
1 Gallon 5 Gallon
1 Gallon 5 Gallon-
28 1ot (11.4 kg 121 bs{55kg)

Orie year minimum from date of menufacture when maintained in -
protected storage st 40-100°F {4-38°C} (subject t0 reinspection
thareslter). )

Approvad (of incidental food contact sut{aces
.84 {bs/gal (460 g/ir)




Application
Instructions

8138 (189}

The techoieal 3313 fueishad herein am
tue mid acnate In 09 best of ow
vnuwledge AN penducld v vligend
. Soid mavjert v Fortnr Intema
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Girnerg) Dihices
400 5 Vith Sweel |
~ Louswilie, XY 4701
512 L0 9200

Consuft Poctar Jnternatinial Representative for system best suitad lo
gnvirgnmunt

Limitations:

Apply in good weather when air and sirfoce lemperatures are shove
S0°F (10°C). Surface temprrature must he at least 5°F (3°C)
deqraus ahave dew point. For aptimum applicotion propertiag, briny
malerial to 70-80°F (21-27°C) temperature range priur 10 mixing
and application. Unmixed matenal (in closed coataings) should ba
maintained in pratected slorage between A1 and 100°F {4.38°C).

Surface Preparation:
Paint only clean, dry surlaces Remove all grease, il, dirt, mildew or

ather foreign matter by solvent ar detergent washing

Praviously Peinted Suriaces:

Hemove all rust, rust scale, other corosion products, loose ur heavy
chalk and igaso or scaliny painl by “Hand or Power Toal Cleaning”
(SSPL-SP2 nr 3 respectively). Sand vt "Brush Blgst™ (SSPC SP7) any
glossy areas unul dut! Spat prime bate areas as recommended. To
check compatibility apply coating to rupresentative arca of at least 25
square feat and allow In cure and aye sevural waaks Then inepect far
adhesion [aituce, wrinkling, lilting, blistixing or eny other sign of
incompalibility presant. Coating work may then procwed.

Steal:

Apply to biasted sice! unless ntherwiso spruilied. Dlasting shall be
dona with a centrifuyal whesl o compressud air blasting equipment.
using pruper abrasives (g altain an averaya profile depth of 1.5 mils
{38 micions). Do rol reuse ssmf or flin abrasives Shot abrasivas
tnust be thiroughly clean of contemination bafore reusa. Blow dust
and guit fram surface with clean, dry air. Coal within 8 hours or balare
st contaminalion pecurs

Immersion Service:
Steel Structures Paintiny Council Nu. & “Wiite Mets! Blast Cleaning”

(SSPC SPel. fiound all welds, sharp edges and prominences lo &
smnoth curve and remove Aff wetd spattar belgre blasting.

Non-Immersian Service:
Stacl Structures Painting Ciuncll No. 6 “Commercial Blast Cleaning

{SSPC-8P6).

Balvaniza:
Steel Structures Painting Council No. 7 "Brush Rlast Cleaning”

{SSPC-SET) ar “Avid Efch” witly Gelvaprep as per manulacturer's
printad insfructions.

Mixing:

Material is supplied in 2 eantainers 95 & unil. Alway$ mix s complela
unit in the proportions supplied. {1) Agitata Part A with a powar
agitator; {7) Agitata Part B with a powar agitator: (3} Combine anfire
contents of Mart A and B and mix tharoughly with @ powar agitator.
Allow the toating a 60 minulu sweat-in pariod hefore using at
material {emperatures below J0°F (71°C) :
Thinning:

Matarial is supplied &t spray viscosity and normally nends no
thinning Il thinning is necassary, thin up to % pint {237 ml) per gaflon
with Parter fntsrnatiunal T-3 Thinner,

Application:

Anply by conventimal or aitiess spray Application by uther methods,
brush ot taller. tnay reyuire more thin one coat. Apply M.C.R.-42
Epoxy primer al 4.2 muls (105 micrnns) which will give 7.0 mils {50
mictons) dry fifin thickness

Equipment;

Brush. inaxpunsive 47 {10 cuid wide commergial biugh.

Rultar:yse the "All umpose Noller Cover.”

Cunventions! Spray. DeVilbiss MBU-510t gun; L tip and 704 air cap, 44"
[1.0 el 1D material hose: duubir rogulaled pressure tank with gil
and moistute sepaiator.

Aufuss Spray: mnimum 28. 1 ratio pump; 15" {381 micruns orifice
tip; Y4 (.6 cm) 1D Veflon matarial hoso.

Work Stoppages: [Lunch, Bresks, etc.)
Do vot silow matarial to remsin in hosas, Release pressura from
pressure tank and disconnect malerial hose. Thoroughly flush hosa
and spray gun with Forter intwinational T-3 Thinner and reronnacl
10°jank.-Maintain material in tank undar conslant low speed agitalion.
it dar et regesguize tank until ready 10 resume watk.

£ 3

Cieanup:

Ciean all equipment immadiatcly afler use with Partet Intemational
1-3 Thinner or Ketone solvents Spray equipment requirss flushing
with cither of these solvants. 1t is good working practice to
periodically flush cut speay equipment during the eowrse of the
wunking day. Frequenry should deprud upon amount sprayed,
temperature, wlopsed lime ncluding delay, alc.

Welding:

In the event welding or Hame cittting is pertormed an mets! coated
with this product, do so in acrardanca witl instrucdions s U 5.A,
Standsrd Z 441, “Sufety n Welding ami Cutting.” All woldead.
hurned, or othatwise damagsd areas should be reprepared to base
metal and secoated 83 specified.

Safety:

This praduat (end any recommended thinnecs) contains solvents
and/or ather chemical mgredisnts. Adequate heglth and safety
precautions should be ohsarved during all storage, handling, use and
drying peeiods. For sale useags, user is spucifically direcled to
vonsull the cunent “Material Sately Oata Sheet” for this product.
When using this prgduct in a conlined space or closed aren, consull
the cnront OSHA, o ANSI bulletins on safety requirements.




Hythana®
Aliphatic Polyurethans

$ervice
Typlcai Uses

Color/Gloss

Physical
Constants

Application

FOR APPROVAL
JANO 8 1933

Unit Sizs

{Init Shipping
Walght

Starage

Regulatory Data

N\

Color

Shaen

Volume Solids
voc
Fiash Point

flacummendsd
Thickness
Thearetical Coverage
Method

Induction/

Swaat-in Tims
Thinner

Gompatibility

1ypical System
Oryiny Time (houts}
» {0 touch

w to handls

v {0 recoat

Pot Life {houts}

Part A
Part B 4646

Shell Life

1ISDA

[EaTal

" 1 Gallon (short fitled)

Parter International

A two ramponent, interiot/axtatior finish coat for uss aver proparly
prepated steal and masaonry surlacas. Exhibits axcellant abrasion and
chemical resistante. .

Savery industrial, maring and procass gnvironmants axposed to acids,
alkalis, salls and solvents. Exhihits excallent gloss and color retantion
In extgrior oxposures. 07y Temperature flesistanch 200°r (93°C)

Gloss topcost for \ransportation equipment, handrails, pipa racks, tank
axteriors, process vassel exteriars in chemiral and petoleuln plents.
mating enviranments and pulp and paper mills. .

White(Black - AGOZ)AIso available in Chromascan® Il colars. Special
colors can e matched to meet customar specifications. QSHA rolors

avai\ab\é.

Gloss i
43.4% £ 2%

408 lbs/gat (483 a/ltr)

Patl A, 79°F (26°Cl; part B, 91°F (33°C); Mixad, 79°F (26°C)
{Setaflash)

1.5 mils dry, 35 mils wet.

(1.5 mils OFT l 464 sq fi/gal
Brush, toll or spray

Nane

T-24 {use T-4 below 50°F)

Hythone® 4810 is an sxcallent high gloss finish caat over epoxy
ptimen/in\crnmdlete coals.

408/4351/4610

50°F (10°C) 75°F [24°C) 90°F (32°C)
2 Y% o Ya

4. 2 !

24 12 4

24 , 12 4

1 Gallon Unit (3.8 Itr}

e et —

5 Gallon Unit (18.9 itr)
5 Gallon (short filled)

{ Pint(short ﬁlle_d} 1% Gallon {shart filled)

111bs(Skg! 541hs {25kg)

One yasr minimum from date of manufacture when maintained in
protected storage at 40-100°F (4-38°C} {subjest 10 rginspection -

" (hetealter).

Apptovad for incidantal fnad contacl surfaces.
4.08 Tus/qal (889 g/Itr}




Application
Instructions

Tathane ™ aad Clygmancan™ §
ae eeisiarnd badamarks

165 {1M9)

{1 teghnical daty lurished hvain are
tue gred acurate 1o the Lest af vy
knaviedge AN pindicts o oflemed
aod gald svbict o Forime lntétna.
tiwnal's Steward Canditions of Sale
P olshed tochnical deta and in
sagclions &9 subyee! 3o change
without nolce

Cengral Difices
'S 1Th Shest
Luinvilie. KY 40203
N7 588.9700

Ly

Consult Porter linernational Represamtative for systen best suited to
envirnnment.

LimHatigns:

Apply in quod waather when air and surface temperatures are above
35°F {2°C) Surlacs lemparatiure must be at least 5T (3°C)
dugress above dew point For optunum application praperting, bring
matutial tu /0-80°F (21 27°C) temparuture tuage ptior ta mixing -
and application Unmixed material {in ¢lnscd containgrs) should ba
maintained in protenlad stordge balween 40 and 1U0°T {4-38°C).

Surfsce Praparation:
Paml only clesn, dry sutferes. Remave all gieasa, oil, dirt o other

farnign malter by solvent or detergant washing.

Unpeinted Surfaces; .
Prepare surface and prime, seal, fill or otharwise coat

Previously Painted Surfacess:

Remova a) rus), sust scale. other totrosion praducts, loase or heavy
vhalk and lanse or scaling paint by "Hand or Power Tool Clesning”
{SSPC-SP7 ar 3 respectivaly). Saed or “Brush Blast™ (SSFC-SPT) any
glnssy areas until dufi Spot prime bare sreas as racommended. To
chruk compatibility apply coating tu rapresentative area of at least 26
smuare feal and allow to cure and aya several weuks. Theninspect for
adhesian failure, wrinkling, [ifting, blistering or any ather sign of
incompatibility present. Cuating work may then progecd.

Concrate:

(1) "Hrush-Blast Cleaning” {SSPC-SPT) :an be used o prepare tha
conctete by remuving all foreign matlor and provitle a tooth for
honding. Remave all of the dust fram the surface before starting the
application af the toating.

{7} “Acig-Ftching™ Suriates shall be clean. diy end froe fram curing
cumpounds, nil, greasa. dirt, chalk ar previously applied coatings. All
surfacas shall be acid etched with Muriatic Acid solutian {1 part acid
10 7 parts water). Apply solution by brush o spray until surface is
thosoughly wetted. When bubbling ceases [5-10 minutes), wash
down surace with fresh water and scrub with a stilf brush. Rinse
with plenty of waler If surfacw is acitlic {pH below 7, nentralize
surface by washing with 1-2% ammonia solution. Allow surface to
dry bolow 8% maisture tonten! befors coating.

Tinting:
Consult Chromascan™ Il Color £ard fur nolor availability. Mos! colors
requira that containars he slightly short filled to accomodate the
addition of colorant. Actual coverage will depsnd upon amount of
coiorant edded rndd should be taken inlo considoration when
mrdering. Some colors may requite mime than one coat far gomplats
hiding

Mixing:

Matarial is suppliad in 2 contsinarg as 8 unit. Always mix a complate
unil in ths proportions supplied. (1} Agitate Parl A with & powaer
agitator; {2) Combine enlire cuntents of Part A and B and mix
thorgughly with a power agitalor.

Thinning:

Material is supplied at spray viscnsity and normally needs np
thinning. 1t thinning is necwssary, thinup 1w 1 pint (473 ml) per gaflon.
tse Porter Wnlsrnational T-24 thinner above 50°F [16°C). Usw
Portar International T 4 Thinner below 50°F {16°C).

Application; .
Apply by brush or spray. Apply at 4-5 mils [100-176 micrang) which
will give 1.5-2.0 mils {38 50 micions dry film thickness

Equipment:

Drush: inexpensive 4” {10 cm) wide commercial brush with shord hair
bristla.

Raller: uzwe the “All Pupase Huller Cover”

Conventinnal Spruy. DeVilbiss MBC S10 yun: F tip and /04 air cap; Yo"
(1.0 cm) 10 matarial hnse; double tegulated pressurs tank with uil
and moisture separatar.

Airless Spray: minimum 28:1 ratin pump; .0317-015" (779-391
microns} orifice tip; Ye" {6 ¢m) ID TeHion matarial hosa.

Work Stoppagas: ((unch, Breaks, elc.)

{)a not allow material to remain in huses. Releasr pressure fram
pressurs tank and disconnert material hose. Thoroughly flush huse
and spray gin with 7-24 Thinner and reconnect (0 tank. Maintain
material in tank uner constant tuw spawd agitation, but do not
reprassurize 1ank until ready o rasuma work

Cleanup:
Cluan all equipment immediately altar use with Portur Intemational

T 24 Thinner or Ketune saivents Spray equipment requiras flushing
with pither of these solvants It is gond working practice tu
preiodically flush out xpray nquipmant during the course uf the
working day Frequenay should depemd ypun smaunt sprayed.
tfemparature, clapsed tima including delay. ete.

Welding:
In the event welding or flame culling is performed on metal roated

wilh this produrt, do su in aceordance with ingtructiuns in 11.S.A
Slandard 2 48.1, "Safely in Walding and Cuiting.” All welded,
burned, or otherwise damaged araas shauld ba repiepared o base
metal and recoatud as specifind.

Safety:

This procuct (snd any recommended thinners) contains solvenls
and/or other chemical ingredients. Adeguate health and safely
precaytions should be ahsorved during all storage, handling, usw ang
drying periods. For safe ugaagu, nrer is specilically dirccted to
consult tha current “Matarial Saluly Oata Sheet” for this produtl
Whon using this product in a confined space or closed atea. consult
thy currant OSHA, ar ANS! bulleting on salely ronuirements,




MOUNTING OF HISTORIC ORDNANCE AT FORT PICKENS AND FORT BARRANCAS

SCOPE OF WORK (rev. 2AUG1993)

JOB 1:

Objective: At Fort Pickens, lift two Rodman cannon tubes (weight
approx. 16,000 tbs each) from concrete pedestals and
set, upside down, on blocks, for preservation work on
undersides. :

Transport one historic iron seacoast gun (weight

approx. 6000 l1lbs.) from Fort Pickens to Fort Barrancas
(at NAS Pensacola). '

At Fort Barrancas, lift historic seacoast gun over

fort wall and mount on replica barbette carriage on

east rampart.

[see attached drawings for existing location of ordnance,
and proposed location for mounting]

»

TASKS:

1. At Fort Pickens, lift two Rodman cannon tubes from concrete
pedestals and set, bottom side up, on adjacent wood blocks. ([blocking
provided by NPS]

2. Transport one historic iron 24-pdr seacoast cannon tube (weight
6000 lbs) from Fort Pickens to Fort Barrancas (distance about 30
miles).

3. At Fort Barrancas, move 24-pdr cannon tube to east wall of
fort and 1ift tube over wall (approx. 30' hlgh and 30' wide)
to emplacement on east rampart.

4, Mount tube on replica gun carriage.

NOTE: Nylon, or equivalent, slings must be used for lifting
historic ordnance. ‘

Care must be taken at Fort Barrancas to avoid or minimize damage
to irrigation system pumps, lines and heads.
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JOB 2:

OBJECTIVE: Lift, move and set concrete pedestal (weight approx.
6500 1lbs.) from in front of Fort Pickens to prepared
site in center of fort parade ground.

Lift, move and set one Rodman cannon tube (weight
approx. 16,000 lbs.) on above pedestal.

Lift, move and set replica Rodman gun carriage
(weight approx. 1000 1lbs.) on emplacement on top of
NW channel front of Fort Pickens.

Lift, move and set one Rodman cannon tube (weight
approx. 16,000 1lbs.) on above replica gun carriage.

[see attached drawings of pedestal, existing locations
of ordnance and pedestal, and proposed locations for
mounting] !

TASKS:

1. Lift, move and set concrete pedestal/slab on NPS prepared site
on parade ground of Fort Pickens. Distance approx. 100 yds.

2. Lift, move and set one 16,000 1lb Rodman cannon tube on concrete
pedestal in parade ground of Fort Pickens. Distance approx. 100 yds.

3. Lift and move aluminum gun carriage/chassis (replica) to dry
moat of Fort Pickens, vicinity south end of northwest channel
front. Distance approx. 200 yds. Moat has sand fill surface.

4, Lift carriage over fort wall (28' high) and set on emplacement
(approx. 10' inside wall).

5. & 6. Repeat process with 16,000 1lb. Rodman cannon tube,
setting tube on carriage.

NOTE: Nylon, or equivalent, slings must be used for lifting
ordnance. ‘

NPS will prepare pedestal for moving, and site for placement.
Contractor to provide necessary rigging for lifting and setting
pedestal.
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6,000 pound history

here's an added plece of

history t0 the ramparts of Fort
Barrancas that makes the instal-
lation look much the way it did
more than 100 years ago

Through the efforts of the Gulf
Islands National Seashore, a
6,000 pound, Rodman seacoast
cannon points menancingly, yet
quietly, in a southeasterly direc-
tion loward Fort Pickens on Santa
Rosa Istand, just as cannons of its
type did during the Civil War when
Union forces held Pickens and
Confederate forces held Bamran-
cas

“The project was suggested by
our 14-member advisory commis-
sion,” said Judy Stice,
ment assistant with Gul! Islands
National Seashore

"It was mentioned that it would

be nice to have cannons on top of
the forts to give the parks more
effect, more the way they looked
when operational,” she said

Bell Steel of Pensacola con-
structed the $19,425 reproduc-
tion of an 1840 front pintle bar-
bette gun carriage and chassis

Tex Edwards Inc. was contract-
ed 1o move the cannon tube from
Fort Pickens last Friday to Fort
Barrancas, and lift the carriage
and gun over the east wall of the
fort by crane to mount them

In late September, another car-
riage is expected to be completed
that will hold a 16,000 pound sea-
coast gun at Fort Pickens. That
gun will face in a northwesterly
direction toward Fort Barrancas.

The guns will be silent, but are
& vivid reminder of the history of
the Pensacola area

(Right) Part ol a replica, one-ton gun carriage is boisied over the sast wall at
Fort Barrancas. The carriage is a non -historic (not exact detail) reproductios

of s circa 1540 cannos mount

(Below) Method:cally placiag the §,000-pound cannoe tube is the carmiage
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