(\. ALLENTECH

“HC” FULL CONTACT ALUMINUM
APl SEPARATOR COVER
SPECIFICATIONS



1. Scope

This specification covers the design and manufacture of ALLENTECH HC Full Contact
Aluminum Floating Covers for API separator basins, normally exposed to the atmosphere,
conforming to the latest editions of applicable API Standards and US EPA regulations.

2. General Specifications

2.1. Design

2.1.1. The HC Full Contact Aluminum Floating Cover for API separators (ASC) shall
be a rigid all aluminum structure consisting of a series of seal welded, pressure
tested, interconnected composite modules.

2.1.2. The flat composite modules shall be arranged in a regular pattern with their edges
mated and clamped in a tight metal-to-metal joint with stainless steel bolts.

2.1.3. The floating cover shall be removable in 6.09M [20 feet] or larger segments.

2.1.4. Module-to-module and segment-to-segment joints shall sealed with gasketed
clamps or suitable sealant.

2.1.5. All parts of the ASC that use composite panels shall have the edges of the
composite panels sealed by welding. Edge closure extrusion welds shall be
pressure tested.

2.1.6. When landed, the ASC shall be held above the basin bottom on supports situated
at regular intervals around the perimeter.

2.1.7. When floating, the entire bottom surface of the ASC except at manways and other
penetrations that require liquid exposure shall make full contact with the liquid
surface.

2.1.8. The annular space between the ASC and the basin shell shall be sealed by primary
and secondary seals. The primary seal shall be liquid mounted. Both seals shall
conform to 40CFR60 Subpart QQQ.

2.1.9. The ASC shall be continuously conductive, including across module joints, at all
accessories and at the perimeter seal.

2.1.10. Every penetration and the perimeter shall have an extension that extends at least
150mm [6"] above the liquid surface.

2.1.11. Rainwater drains shall have a ball-type closure that reduces the open area by at
least 90%. Rainwater drains shall not have any extensions into the liquid.
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2.1.12.

2.1.13.

2.1.14.

2.1.15.

2.1.16.

The ASC shall be designed to safely support a live load of at least 454 kg [1000
pounds] over .093 square meters [1 square foot] anywhere on the ASC while it is
floating on 0.70 specific gravity liquid, while maintaining excess buoyancy equal
to the dead weight of the ASC and without damaging the ASC or allowing
product on the ASC.

The ASC shall be designed to safely support a live load of at least 454 kg [1000
pounds] over .093 square meters [1 square foot] anywhere on the ASC when
resting on its supports without damaging the ASC, its supports or the support
attachments.

The ASC shall have buoyancy sufficient to float three times the dead weight of
the ASC without damaging the ASC or allowing product on the ASC.

All designs stresses shall be in accordance with the Aluminum Association's
"Design Guide", latest edition.

The ASC shall be resistant to the stored liquids. For corrosion protection, a shop-
applied coating of demonstrated chemical resistance shall be used.

2.2. Fabrication

2.2.1.

2.2.2.

2.2.3.

2.24.

The full-contact ASC shall be completely shop prefabricated by technicians
trained in the fabrication of aluminum.

Each rectangular module shall be fabricated to a tolerance of plus or minus 1/64".

Every module shall be fully welded, including all required penetrations, by
qualified aluminum welders with current certification documentation.

Each completed module shall pass a pressure test to between 3 and 4 psig prior to
shipment.

3. Specific Requirements

3.1. Composite Modules

3.1.1.

3.1.2.

Each module shall consist of a composite panel, comprised of top and bottom
aluminum skins bonded to an aluminum core with a heat cured epoxy, seal
welded to extruded aluminum edge-clamping members. Completed modules shall
be shop pressure tested and equipped with re-sealable test ports.

Shop and/or field gluing of edge closure members to composite panels are
prohibited.
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3.1.3.

3.14.

3.1.5.

3.1.6.

3.1.7.

3.1.8.

3.1.9.

3.1.10.

3.1.11.

3.1.12.

3.1.13.

The top and bottom skins shall both be 1.02mm [0.040”] thick 3003-H16
aluminum.

The edge clamping members and supplemental structural members, if required,
shall be 6061-T6 or equivalent.

The composite core shall be .076mm [0.003”] thick aluminum, regular hexagonal
cells 25.4mm [1”] across the flats. The core shall be uniformly expanded and
neatly trimmed.

The modules shall have a minimal nominal thickness of 76.2mm [3”].

The modules shall have a nominal size of 1524mm [60”] x 3048mm [1207],
except as needed to accommodate the size and/or shape of the separator basin.

Raw honeycomb composite panels without edge closures shall be capable of
supporting 340.2 kg [750] pounds on .032square meters [50 square inches] while
simply supported on it’s short edges, without permanent deformation greater than
3.1mm [1/8”] or crushing or shearing the core.

The module design shall preclude product from getting between the edge closures
and the composite panel.

The modules shall butt together with no design gap between modules.
The modules shall be joined together with stainless steel bolts and aluminum nuts.

The module joint bolts and nuts shall be completely above the liquid level and
shall not contact the liquid under all design conditions.

All bolts in structural joints including module connection bolts shall be 5/16”
minimum size, national coarse threads, of austenitic stainless steel and shall
thread into austenitic stainless steel, 6061 aluminum or 2024 aluminum nuts.

3.2. Support System

3.2.1.

The ASC shall be supported from the basin walls at regular intervals as prescribed
by ALLENTECH. Supports shall be either galvanized or stainless steel. Support
anchors shall be stainless steel.
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3.3. Removable Sections

3.3.1L

3.3.2.

3.3.3.

The ASC shall have removable sections for maintenance as agreed by owner and
ALLENTECH. The approximate section sizes for removal will be 6.09M [20°].

Unless otherwise specified, owner is to provide a lifting cradle for placing the
cover into the separator. The design of the lifting cradle and attachments should
be suitable for future removal of any of the floating cover sections for
maintenance and cleaning.

In addition to the 6.09M [20°] removable sections, the design shall provide for
removal of any individual 1.52M [5°] x 3.04M [10°] module.

3.4. Perimeter Seal

3.4.1.

3.4.2.

3.4.3.

3.4.4.

Unless otherwise specified, the space between the ASC and the basin shall be
sealed with a primary liquid-mounted log seal and a secondary vapor-mounted
wiper seal.

The primary seals shall consist of urethane foam encased in 35 mil urethane
coated fabric. The secondary seal will be a foamed urethane wiper.

The seals shall be designed to be inspected or replaced while the basin is in
service.

The seals shall be designed to accommodate plus and minus 50mm [2”] of
deviation in the space between the ASC and the separator walls.

3.5. Static Bonding

3.5.1.

3.5.2.

3.5.3.

3.5.4.

Electrical continuity between modules shall be attained through the use of
stainless steel cables arranged to provide multiple paths of bonding throughout the
ASC.

The ASC shall be continuously conductive, with no non-metallic materials
isolating metallic parts.

The design shall eliminate air/vapor gaps between modules at or above the liquid
surface.

Each ASC shall have a minimum of two (2) un-spliced 3.18mm [1/8”] stainless

steel grounding cables between the ASC and a suitable external ground rod or
attachment, provided and installed by purchaser.

Page 4



3.6. Accessories
3.6.1. Access Manways
3.6.1.1. Manways will be provided as specified in the proposal. Manways are
762mm [30”] square with bolted and gasketed covers. Manways shall have
extension 150mm [6”] above the liquid level.
3.6.2. Rainwater drains
3.6.2.1. Each module will be equipped with two (2) rainwater drains, which will be
seal-welded into the modules. The drains will be equipped with
polyethylene balls to act as a seal when the drain is not required to be
operating.
3.7. Coatings
3.7.1. All wetted components shall be coated with a Sherwin-Williams Phenicon HS
epoxy-phenolic industrial coating, two coats with a 10 — 12 mil dry film
thickness.

3.7.2. Preparation of materials to be coated will be light grit blast finish to SSPC SP-6.

3.7.3. Color to be off white.
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PRODUCT INFORMATION

Revised 4/03

PropucT DEscRIPTION

RecommenpED Uses

PHENICON HIGH SOLIDS is a VOC-compliant epoxy novalac
phenolic coating formulated for use as an internal lining for
tanks used to hold crude oil and most refined petroleum prod-
ucts including unleaded gasoline, MTBE, aromatic solvents,
and most octane booster blending stocks. Also formulated for
secondary containment uses.

* Chemical Resistant
+ Low temperature hardener available for applications from
35°F minimum to 80°F maximum

Internal tank lining for most petroleum products such as:
crude oil, unleaded gasoline, most aromatic solvents,
motor fuels, alkalies, and brines.

Secondary containment.

Heavy duty exterior structural coating

+ Low temperature hardener not recommended for use at ap-
plication temperatures above 80°F

Acceptable for use with catahodic protection systems

ProbucTt CHARACTERISTICS

PeErRFoRMANCE CHARACTERISTICS

Finish:

Color:

Semi-Gloss
Off White

Volume Solids: 75% = 2%, mixed

Weight Solids: 86% £ 2%, mixed
VOC (calculated): 230 g/L; 1.91 Ib/gal, mixed
Mix Ratio: 4:1 by volume

Recommended Spreadingf Rate ger coat:

Wet mils: 0-8.

Dry mils: 50-86.0

Coverage 200 -240 sq ft/gal approximate
NOTE: Brush orroll application may require multiple coats to achieve
maximum film thickness and uniformity of appearance.

D%_n Schedule @ 7.0 mils wet @ 50% RH:
ith 700-C-685 ggcuiﬁner:

77°F 120°F
To touch: hours hours hour
To recoat:
minimum: 48 hours 18 hours 4 hours
maximum: 30 days 30 days 30 days
Cure to service: 14 days 7 days 3 days
Pot Life: hours 2 hours 30 minutes
Sweat-in Time: 30 minutes 15 minutes None
With 700-C-825 Hardener:
35°F 55°F T1°F
To touch: hours hours hours
To recoat:
minimum 24 hours 18 hours 12 hours
maximum: 30 days 30 days 30 days
Cure to service:7 days 5 days 3 days
Pot Life: 4 hours 2 hours 1 hour
Sweat-in Time: 15 minutes  None None

If maximum recoat time is exceeded, abrade surface before recoating
Drying time is temperature, humidity, and film thickness dependent

Shelf Life: 36 months, unopened, at 77°F

RESISTANCE GUIDE

IMMERSION

(Ambient temperature)

s AlKalieS v Recommended
s Crude ol ..o Recommended
* Diesel fuel........ ..... Recommended
+ Lubricating oils ... Recommended
* Fueloils .............. .... Recommended
+ Aromatic solvents... ..... Recommended
+ Hi-aromatic gasoline ......................... Recommended
+ Ethanol gasohal ........ .... Recommended
+ MTBE, ETBE, TAME ..........coeviienee Recommended
+ Ether/fuel blends (reformed gas) ....... Recommended
 ACIS . .... Recommended*
» Methanol, ethanol, or blends ............. Recommended**
SECONDARY CONTAINMENT

(Immersion service up to 72 hours)

* AIKAIES e Recommended
* Crude olil ... ... Recommended
+ Diesel fuel........ ..... Recommended
+ Lubricating oils ..... Recommended
* Fueloils .............. .... Recommended
+ Aromatic solvents... ..... Recommended
* Hi-aromatic gasoline ......................... Recommended
+ Ethanol gasohol .........ccccooooiiiis Recommended
« MTBE, ETBE, TAME ............ccovveee Recommended
+ Ether/fuel blends (reformed gas) ....... Recommended
* Dilute acids...........ccoooovveeiii ..... Recommended
» Methanol, ethanol, or blends ............. Recommended

Epoxy coatings may darken or yellow following application
and curing.
* Consult your Sherwin-Williams representative for specific

Flash Point: 80°F, PMCC, mixed o .
application, temperature, concentration, and exposure
Reduction: Not recommended recommendations.
Clean Up: 255.C.005 ** Not recommended when using Low Temperature Hardener
ControlTech TRM.25 continued on back
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PRODUCT INFORMATION

REcOMMENDED SYSTEMS

SuRFACE PREPARATION

Steel: Surface must be clean, dry, and in sound condition. Remove

2cts Phenicon HS Epoxy Phenolic @ 5.0 - 6.0 mils dft/ct | all oil, dust, grease, dirt, loose rust, and other foreign material
to ensure adequate adhesion.

Steel:

1ct Phenicon HS Flake Filled @ 5.0 - 6.0 mils dft
1-2 cts Phenicon HS Epoxy Phenolic @ 5.0 - 6.0 mils dft/ct

Steel, with hold primer:

Refer to product Application Bulletin for detailed surface prepa-
ration information.

Minimum recommended surface preparation:

1ect. Copoxy Shop Primer @ 1.0 - 1.5 mils dft Iron & Steel:

2cts Phenicon HS Epoxy Phenolic @ 5.0 - 6.0 mils dft/ct Immersion SSPC-5P10, 2 mil profile
Concrete & Masonry:

Concrete, smooth: Immersion SSPC-SP13/NACE 6

2cts Phenicon HS Epoxy Phenolic @ 5.0 - 6.0 mils dft/ct
Concrete, rough:
1ect. Corobond 100 Epoxy Primer/Sealer TINTING
@ 4.0 -6.0 mils dft . ; B .
1-2 cts. Kem Cati-Coat HS Epoxy Filler/Sealer Tinting is acceptable for use in guide coat or prime coat only.

@ 10.0 - 20.0 mils dft/ct, as required to fill voids Use 844 Colorants up to 1/4 oz per gallon maximum.

and provide a continuous substrate
1-2 cts Phenicon HS Epoxy Phenolic @ 5.0 - 6.0 mils dft/ct

AppLicaTion ConDITIONS

Temperature: (air and surface)
700-C-685 Hardener:  55°F minimum, 120°F maximum
700-C-825 Hardener:  35°F minimum, 80°F maximum
Material must be mixed at 55°F minimum
At least 5°F above dew point
Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application

information.
ORDERING INFORMATION
Packaging: 5 gallons mixed
Part A: 4 gallons in a 5 gallon container
Part B: 1 gallon

Weight per gallon: 12.45 £ 0.2 Ib, mixed

SAFETY PRECAUTIONS

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change
without notice. Contact your Sherwin-Williams representative

The systems listed above are representative of the product's N ! ‘ !
for additional technical data and instructions.

use. Other systems may be appropriate.
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APPLICATION BULLETIN

Revised 4/03

SurrFAcE PREPARATION

AprpLIcATION CONDITIONS

Surface must be clean, dry, and in sound condition. Remove
all oil, dust, grease, dirt, loose rust, and other foreign material
to ensure adequate adhesion.

Iron & Steel (immersion service)

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation is Near White
Metal Blast Cleaning per SSPC-SP10. Blast clean all surfaces
using a sharp, angular abrasive for optimum surface profile
(2 mils). Remove all weld spatter and round all sharp edges
by grinding to a minimum 1/4" radius. Prime any bare steel
the same day as it is cleaned or before flash rusting occurs.
Iron & Steel (atmospheric service)

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation is Commercial
Blast Cleaning per SSPC-SP6. For better performance, use
Near White Metal Blast Cleaning per SSPC-SP10. Blast clean
all surfaces using a sharp, angular abrasive for optimum sur-
face profile (2 mils). Prime any bare steel the same day as it is
cleaned or before flash rusting occurs.

Poured Concrete

New

For surface preparation, refer to SSPC-SP13/NACE 6. Sur-
faces must be clean, dry, sound and offer sufficient profile to
achieve adequate adhesion. Minimum substrate cure is 28
days at 75°F. Remove all form release agents, curing com-
pounds, salts, efflorescence, laitance, and other foreign mat-
ter by sandblasting, shotblasting, mechanical scarification, or
suitable chemical means. Refer to ASTM D4260. Rinse thor-
oughly to achieve a final pH between 10.0 and 13.0. Allow to
dry thoroughly prior to coating.

old

Surface preparation is done in much the same manner as new
concrete, however, if the concrete is contaminated with oils,
grease, chemicals, etc., they must be removed by cleaning
with a strong detergent. Refer to ASTM D4258. Form release
agents, hardeners, etc. must be removed by sandblasting, shot
hlasting, mechanical scarification, or suitable chemical means.
If surface deterioration presents an unacceptably rough sur-
face, Kem Cati-Coat HS Epoxy Surfacer is recommended to
patch and resurface damaged concrete.

Fill all cracks, voids and bugholes with Corobond Crack Filler.
Always follow the ASTM methods listed below:

ASTM D4258 Standard Practice for Cleaning Concrete.
ASTM D4259 Standard Practice for Abrading Concrete.
ASTM D4260 Standard Practice for Etching Concrete.

ASTM F1869 Standard Test Method for Measuring Moisture
Vapor Emission Rate of Concrete.

Immersion Service:

In addition to the above surface preparation, Brush Blasting of
the concrete surface is required.

Temperature: (air and surface)
700-C-685 Hardener:  55°F minimum, 120°F maximum
700-C-825 Hardener:  35°F minimum, 80°F maximum
Material must be mixed at 55°F minimum
At least 5°F above dew point

Relative humidity: 85% maximum

APrpLICATION EQUIPMENT

The following is a guide. Changes in pressures and tip sizes
may be needed for proper spray characteristics. Always purge
spray equipment before use with listed reducer. Any reduction
must be compatible with the existing environmental and appli-
cation conditions.

Reduction ...................... Not recommended
Cleanup .......c.cooeeeeveennns 255-C-005
Airless Spray:
Pressure ........cccoooen. 1800 - 2000 psi
.. 3/8"-1/2"ID
015" - .017"
Filter .. 60 mesh
Conventional Spray:
GUN e Binks 95
Tip and Needle ............. 66/65
ArCap oo 65 PR
Atomization Pressure ... 65-75 psi
Fluid Pressure .............. 15-20 psi
Brush:
Brush .....coooovviei Nylon/Polyester or Natural Bristle
Roller:
COVer .o 3/8" waven with phenolic core

If specific application equipment is listed above, equivalent
equipment may be substituted.

ControlTech TRM.25A

continued on back
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APrpPLICATION PROCEDURES

PerForMANCE TiPs

Surface preparation must be completed as indicated.

Mix contents of each component thoroughly, by using power
agitation. Make certain no pigment remains on the hottom of
the can. Then combine four parts by volume of Part A with one
part by volume of Part B. Thoroughly agitate the mixture with
power agitation. Allow the material to sweat-in as indicated.
Re-stir before using.

Apply paint at the recommended film thickness and spreading
rate as indicated below:

Recommended Spreading Rate per coat;

Wet mils: 7.0-80
Dry mils: 50-86.0
Coverage 200 -240 sq ft/gal approximate

NOTE: Brush or roll application may require multiple coats to achieve
maximum film thickness and uniformity of appearance

Drying Schedule @ 7.0 mils wet @ 50% RH:
With 700-C-685 Hardener:

55°F T7°F 120°F
To touch: hours hours hour
To recoat:
minimum: 48 hours 18 hours 4 hours
maximum: 30 days 30 days 30 days
Cure to service: 14 days 7 days 3 days
Pot Life: 4 hours 2 hours 30 minutes

Sweat-in Time: 30 minutes 15 minutes None

With 700-C-825 Hardener:

@ 35°F 55°F T7°F
To touch: 12 hours hours hours
To recoat:
minimum 24 hours 18 hours 12 hours
maximum: 30 days 30 days 30 days
Cure to service:7 days 5 days 3 days
Pot Life: 4 hours 2 hours 1 hour
Sweat-in Time: 15 minutes  None None

Application of coating above maximum or below minimum
recommended spreading rate may adversely affect coating
performance.

Stripe coat all crevices, welds, and sharp angles to prevent
early failure in these areas.

When using spray application, use a 50% overlap with each
pass of the gun to avoid holidays, bare areas, and pinholes. If
necessary, cross spray at a right angle.

Spreading rates are calculated on volume solids and do not
include an application loss factor due to surface profile, rough-
ness or porosity of the surface, skill and technique of the ap-
plicator, method of application, various surface irregularities,
material lost during mixing, spillage, overthinning, climatic con-
ditions, and excessive film build.

Reduction of material will affect film build, appearance, and
adhesion.

Do not mix previously catalyzed material with new.
Do not apply the material beyond recommended pot life.

In order to avoid blockage of spray equipment, clean equip-
ment before use or before periods of extended downtime with
reducer 255-C-005

Low temperature hardener recommended for applications be-
low 55°F. Low temperature hardener not recommended for use
at application temperatures above 80°F

Use of low temperature hardener may cause accelerated
yellowing of the coating.

Do not use low temperature hardener for immersion service
in methanol, ethanol, or blends.

Holiday Detection: Use a wet sponge-type detector such as
KD Bird Dog or equivalent equipment per manufacturer's rec-
ommendation. Test only cured coating, as solvent entrapment
in fresh films may provide false readings.

Refer to Product Information sheet for additional performance
characteristics and properties.

CLean Up INSTRUCTIONS

SAFeETY PRECAUTIONS

Clean spills and spatters immediately with Reducer
255-C-005 Clean tools immediately after use with Reducer
255-C-005. Follow manufacturer's safety recommendations
when using any solvent.

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change
without notice. Contact your Sherwin-Williams representative
for additional technical data and instructions.
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