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HISTORY

Erie Metal Specialties, Inc. (EMS) was founded in 1986. Throughout our history, we have developed
products and services to meet the expansion joint needs of the construction industry. Examples include:

< Colorable Santoprene
expansion joint seals

< Development of two-
part epoxy seal system
with internal web struc-
ture to be used in tension
and compression

' & Products developed
for specific project
g application (example

| replaceable seal with flat
walking surface)

Heat spliced seals (replace = |8
traditional glued splices) :

(LLILILYILYY

Expanded line of =
compression/tension seals to

accommodate large joint open-
ings with substantial movement

Innovative methods for = S
installation of unique iy
applications (i.e. circular

columns, stairs, below grade)

EXTENSIVE LINE OF PRODUCTS

TWO-PART EPOXY SYSTEM

e High-strength two-part, )
epoxy-based structural
adhesive

e Used in tension or com-
pression

e No blockout recess re-
quired (good for pre-
cast construction)

o Interior or exterior use

e ADA compliant

WINGED SEALS

e Pre-formed “winged”
compression seal W
bonded to concrete deck

with elastomeric con-
crete (Polycrete)

Polycrete is durable un-
der load

Seals can be heat spliced
to assure water-tight di-
rectional changes




EXTENSIVE LINE OF PRODUCTS (Continued)

COMPRESSION SEALS STRIP SEALS

Cross-section has
internal webs to exert
continuous force e bk
against joint opening o Seals can be heat
walls spliced

o Rail system attached to
concrete using Polycrete

Lube adhesive for easy
installation

o Seal profiles can be
combined with different
rails to meet a variety of
applications

Available in Neoprene
or EFDM

PRE-COMPRESSED FOAM SEALS

Polyurethane foam
provides constant pres-
sure against side wall for
water-tight seal

“Peel and Stick” for easy
installation

Available in a variety of
colors and styles for
vertical and horizontal
applications

SPECIALIZED APPLICATIONS

Not all joint openings are single, straight
lines that merely need to be filled. Many
times expansion joints must go around
columns, along stairways, over curbs,
under water, etc. These specialized
applications can potentially cause
problems such as water leakage if not
installed correctly.

We have extensive experience with

@ specialized applications, and have met
B - these challenges through innovative

“ installation techniques, product
development, and good old ingenuity.




SERVICES

TRAINING AND SEMINARS

INSTALLATION SUPPORT

PRODUCT SELECTION
SUPPORT

TESTING

CYCLE TESTING

COMPRESSION TEST

FACILITIES

SEAL SPLICING

MACHINING

Erie Metal Specialties, Inc.  Phone: 716-542-3991
- - RIE METAL 13311 Main Road  Fax: 716-542-3096
Akron, NY 14001 www.eriemetal.com
D SPECIALTIES

e-mail: sales@eriemetal.com



TENSION/COMPRESSION
JOINT SYSTEMS
JP-Series

Description

The JP-Series system
includes an extruded
elastomeric profile and a
high-strength two-part
epoxy-based structural
adhesive. When the expansion joint system is inserted into a
contraction or expansion joint in a substrate, it will seal the
opening from the intrusion of water and debris. Its unique
design allows the seal to work under compression as well as
tension, enabling the structure to shift in all directions as
needed.

JP-Series profiles were designed to compete specifically
with those seals that claim a movement component in the
tension cycle. This seal can be used in parking garages and
bridge applications, where normal, as well as vertical
movements, are a design parameter. The JP-Series is

ERIE METAL
SPECIALTIES

Physical Properties

The JP-Series system consists of two items: an elastomeric
seal profile and a high-strength adhesive.

The seal profile is available in several specific designs. The
seal material is a high-quality, polychloroprene (neoprene)
rubber, meeting ASTM D3542 with physical requirements as
shown in Table 1.

The adhesive is a high-strength, two-part, modified epoxy-
based material. It is 100% reactive and will develop a strong
bond in approximately twenty-four hours at room
temperature. For typical physical properties, see Table 2.

TABLE 1 - Physical Properties of the Neoprene Seal

designed for applications that are required to meet ADA Property ASTM Test Method Requirement

guidelines and provide a smooth walking surface for Tensile strength, min. D412 2000 psi

pedestrians. Elongation at break, min. D412 250%
Hardness, Type A durometer  D2240 55 +/-5

The larger size seals (greater than 2 inch) are installed using | Ovenaging, 70h @ 21°F D573

a vacuum to depressurize and collapse the lower internal Tensile strength, max. 20% loss

chambers, thereby facilitating ease of insertion. After Elongation, max. 20% loss

. S . . ' Hardness, Type A duro. 0to +10 pts

insertion, the vacuum is released and air pressure returns to Oil swell, ASTM Oil No. 3

normal. The stiffener webs of the seal provide constant 70h @ 212°F

compression on the adhesive as it cures. This is an Weight change, max. D471 45%

improvement over similar seals that use air to inflate the Ozone resistance, 20% strain ~ D1149

seal, as contractors have difficulty controlling the 20-psi 70 hours aging, D573, 3 ppm in air No cracks

requirement. Excessive air pressure can squeeze the
adhesive out of the gap and move the profile out of place.

TABLE 2 - Physical Properties of the High Strength Adhesive

f~ = Property Requirement
Adhesive type 2-Component thixotropic paste
Tensile strength 4500 psi
Axial compression 8775 psi

45 minutes at 68F

> 200° F (both components)
100% Reactive

24 hours

Pot life

Flash point
Non-volatile content
Initial cure @ 70° F

TOTAL

PRODUCT  INlimnaon ) IN(wpeas  MOVEMENT iUl )
JP-100 0.65" (16.5) 1.00" (25.4) 1.35" (34.3) 0.70" (17.8) 1.00" (25.4) 1.19" (30.2)
JP-150 0.98" (24.9) 1.50" (38.1) 2.02" (51.3) 1.05" (26.7) 1.50" (38.1) 1.88" (47.8)
JP-200 1.30" (33.0) 2.00" (50.8) 2.70" (68.6) 1.40" (35.6) 2.00" (50.8) 2.44" (62.0)
JP-250 1.63" (41.4) 2.50" (63.5) 3.38" (85.9) 1.75" (44.4) 2.50" (63.5) 2.94" (74.7)
JP-300 1.95" (49.5) 3.00" (76.2) 4.02" (102.1) 2.10" (53.3) 3.00" (76.2) 3.94" (100.1)
JP-350 2.25” (57.1) 3.50” (88.9) 4.75” (120.6) 2.50” (63.5) 3.50” (88.9) 4.12” (104.6)
JP-400 2.60" (66.0) 4.00" (101.6) 5.40" (137.2) 2.80" (71.1) 4.00" (101.6) 4.50" (114.3)
JP-500 3.25” (82.6) 5.00” (127.0) 6.75” (171.5) 3.50” (88.9) 5.00” (127.0) 6.00” (152.4)
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SPECIFICATION Division 07900
Two-Part Epoxy System JP-Series Seal Profiles

PART 1- GENERAL

101 Summary

A. Section Includes: Furnishing of all materials, labor, and equipment necessary for the
surface preparation and the installation of the sealed expansion joints in accordance with the details
shown on the plans and these specifications. The designs for the deck condition utilize an extruded
compression seal profile bonded in place with a strong, two-component, structural epoxy adhesive.
The design is arranged to flex in response to joint movement and to seal against the intrusion of deck
drainage.

B. Related Sections:
1. Section 03300 - Cast-in-place concrete
2. Section 07900 - Waterproofing, including sealants and coatings

1.02 References

A. American Society for Testing and Materials (ASTM):
1. ASTM D412

ASTM D471

ASTM D573

ASTM D1149

ASTM D2240

a e

1.03  Quality Assurance

A. Application Qualifications: The manufacturer of the expansion joint seal will provide a
technically qualified representative who will train the installer on the proper techniques for installing
the seal. Each installation will be registered and approved by the manufacturer.

B. For the purpose of designating type and quality for work of this section, drawings and
specifications are based on products manufactured or furnished by the manufacturer listed in Part 2
of this section. No other products will be considered for use.

C. Execute work of this section by skilled, trained, applicators, conforming to installation
methods and procedures in accordance with the manufacturer’ s printed instructions. The applicator
must be licensed by the manufacturer or approved by him. In the latter case, the manufacturer’s
technical representative must be present for the installation of three (3) joint lengths - equaling no
less than 100 LF of joint.

D. Do not proceed with the work until surfaces to receive the expansion joints have been
inspected by the engineer and approved by the manufacturer. Correct any deficienciesin the surfaces
to receive the expansion joints, as recommended by the manufacturer and engineer.

07900-1



E. Do not proceed with the work when temperatures are below 45° F or expected to fall below
45° F. Do not proceed with the work when temperatures are above 90° F, unless approved in writing
by the manufacturer.

F.  Manufacturer will have aminimum of five (5) years experience specializing in expansion
joint systems for similar applications.

1.04  Submittals
A. Submit in accordance with this Specification unless otherwise indicated.

B. Product Data: Manufacturer’s specifications and technical dataincluding the following:
1. Manufacturer’ sinstallation instructions, specially written for this project
2. Certified test reports indicating compliance with performance requirements specified
herein

C. Shop Drawings. Indicate dimensioning, membrane size, model number, general
construction, specific modifications, and installation procedures (specifically the mixing and
application of the structural adhesive) plus the following specific requirements:

1. Temperature/Adjustment Table, indicating joint width at various temperatures
2. Dimensions based on anticipated movement for the joint location, as supplied by the
engineer

D. Quality Control Submittals:
1. Statement of Qualifications
2. Design Data
3. Test Reports

E. Contract Close-out Submittals: In accordance with this Specification, submit:
1. Operating and Maintenance Manuals
2. Specia Warranties

1.05 Dédivery, Storage and Handling

A. Packing and Shipping: Deliver productsin original, unopened packaging with labels and
seals unbroken.

B. Storage and Protection: Store materialsin accordance with manufacturer’s
recommendations in area protected from weather, moisture, open flame, and sparks. Adhesive must
be stored at temperatures between 40°F and 90°F.

1.06 Warranty

A. Warranty will state that the material and installation of the joint system complies with

requirements of the contract documents and the manufacturer’ s printed instructions for installing the

expansion joints.

07900-2



B. Warranty will state the responsibility of the installer/manufacturer to stand behind the
installed system for the warranty period indicated, and for the conditions listed below:
1. Leakage of the parking deck system, including pointsin transition
2. Abrasion and wear of the materials resulting from normal traffic loading

PART 2—-PRODUCTS

201  Manufacturers
A. Two-Part Epoxy Seal System components will be designated as the following:

1. JP-Series sed profiles as supplied by EMS, Inc., 13311 Main Road, Akron, NY 14001
Phone (716) 542-3991 Fax (716) 542-3996

2. Structural adhesive as supplied by EMS, Inc., 13311 Main Road, NY 14001
Phone (716) 542-3991 Fax (716) 542-3996

202 Componentsand Materials

A. Compression Seal Profile: The extruded profile will be made from polychloroprene
(neoprene). The material will have aminimum 2,000-psi tensile strength requirement and 250%
elongation at break. [ See manufacturer’ s data sheet entitled “ Two-Part Epoxy Expansion Joint
System - Jand JP - Series Seals’ for more information.] The profile will be structured so that its
cross-section features a multi-celled, web design that exerts a constant pressure on the joint wall
interfaces.

B. Structural Adhesive: The adhesive is a high strength, two-part, modified, epoxy-based
material. It is 100% reactive and will develop a strong bond in approximately eight to ten hours at
room temperature. A full cure will develop within twenty-four hours at 70° F. It will have the
following properties:

Typical Physical Property Resin Part A Hardener Part B
Appearance Gray Black Paste
Viscosity (cps)* 300,000-700,000 300,000-700,000
Non-Volatile Content** 100% Reactive 100% Reactive
Weight/gallon 2.21b. +/- 2.21b. +/-
Flash Point >200° F no flash point
Shelf Life (from date of 1Year 1Year

shipment, unopened

container @ 40°F to 80°F)

Note the following:
(*) Theresin part is measured using a Brookfield HBF Viscometer at 77+/- 2°F with a T-bar “D”
spindle at 5rpm with Heliopath stand (undisturbed sample).
(**) Thisisnot routinely measured. Test results may vary with temperature. Consult EM S for
details.
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PART 3 - EXECUTION

3.01 Ingpection

A. Prior to installation of the expansion joint profile, the installer will visit the site and notify
the proper authority in writing of any conditions, (done under other sections) which might be
detrimental to the installation or performance of the expansion joint. Coordinate the installation with
related work.

3.02  Preparation of Surfaces of the Joint Opening in Deck

A. All surfaces to receive the JP compression seal profile will be dry, clean, sound concrete,
free of loose, cracked, delaminated and spalled sections. Repair any sections that do not meet this
criteria. The surfaces to receive the JP compression seal profile will be sandblasted to exposed
aggregate. Sandblasting increases surface area to increase bond capacity of the adhesive and removes
al laitance and other bond-inhibiting contaminants.

3.03 Preparation of Joint Interfaces

A. Form or saw cut the groove/joint opening into the concrete to the recommended depth
shown. Assure that the interfaces, whether concrete or steel, run parallel to each other for the length
of the run. Walls should be plumb to the top surface of the concrete and spaced at a consistent width
across the joint. Unsound concrete must be removed and repaired.

B. Clean dirt, stones, and standing water from the joint opening. Use a stiff bristled brush and
compressed air to remove all dust. Sandblast the vertical walls of the groove to remove laitance and
contaminants, and increase bond area for the adhesive.

3.04 Installation of the Seal Profile

A. Immediately prior to installation, the interface walls should be blown out again.

B. Uncoil the sea and alow it to relax. Apply the conditioner to the sidewalls of the seal and
use awire-brush to abrade the surfaces of the seal that will receive the two-part epoxy adhesive.

When the process is done properly, the shine of the surfaces will be removed. A roughened, dull
tacky finish will be obtained.

C. Mix the adhesive to the manufacturer’ s specifications (1:1 ratio by weight or volume).

Apply the adhesive to the joint side walls, interfaces and into the ribs of the seal profile using a2’
margin trowel. The ribs must be completely filled with adhesive.

07900-4



D. Insert the profile in the gap to the proper depth. Check the ribs for proper adhesive
coverage, filling any voids. If joint istoo tight, draw a vacuum on the bottom two chambersto form a
“V” shape which will drive the seal into the proper depth, release the vacuum on the seal. Remove
any additional adhesive using organic solvents.

E. Allow the adhesive to cure eight to ten hours (at room temperature) lessin higher
temperatures. Maximum bond strength (at room temperature) is usually achieved within twenty-four
hours.

3.05 Field Quality Control

A. Work that does not conform to the specified requirements will be corrected and/or replaced
as directed by the manufacturer and engineer.

B. Manufacturer/installer will supply guaranty/warranty to the owner authority, as required.

END OF SECTION

07900-5
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Installation Procedure for the J and JP-Series Expansion Joint System

Pre-Installation Inspection

Prior to installation of the expansion joint profile, the installer should visit the site and notify the proper authority
inwriting of any conditions (listed in other sections of the document), which might be detrimental to the
installation or performance of the expansion joint.

Detrimental conditions are determined to be, but not limited to:

a) lrregularitiesin joint opening width exceeding 1/4”

b) Unsound concrete, joint opening side walls, and/or substrate

¢) Thetop edge of the joint should be chamfered or have aradius of 1/4”

d) Moisture, ail, or other contaminates

€) Migrating cracks to the edge of the joint opening

f) Construction joints intersecting perpendicular to the joint opening.

g) Temperature range during the installation must remain between 40° F and 90° F. Temperatures above 90° F
will cause the epoxy to set up too quickly or installing at substrate temperatures below 40° F will cause the
cureto retard or not cure at all.

h) Proper sizing of seal depends on accurate field information such as providing the exact joint opening at a
given temperature. Communication among the engineer, contractor and the manufacturer is necessary to
determine proper seal sizing for the specific joint location.
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Preparation of Surfaces of Joint Stem Opening

All surfaces to receive the seal profile should be dry, clean, and of sound concrete, free of loose, cracked,
delaminated and spalled sections. Repair any sections that do not meet these criteria. The surfacesto receive the
seal profile should be sandblasted to exposed aggregate. Sandblasting will increase the surface area and enhance
the bond capacity of the adhesive. The sandblast process also will remove all laitance and other bond-inhibiting
contaminants. When sandblasting is not possible, disc grinding may be employed. After which an inspection of
the surface shall be made to ensue it has a roughened surface.

Preparation of Joint Interfaces

Form or saw cut the groove/joint opening into the concrete to the
recommended width and depth. Make certain that the joint interface walls,
whether concrete or steel, run parallel to each other for the length of the run.
Walls should be plum to the top surface of the concrete and should be _
spaced at a consistent width across the joint to within 1/4”. Unsound concrete =
should be removed and repaired. .

- g

Clean away dirt, stones, and standing water from the joint opening. Use a stiff bristled brush and compressed ar
toremove all dust. Sandblast the vertical walls of the joint opening to remove laitance and contaminants. This
process al so increases the surface of the bond areafor the adhesive.

For steel angle or embedded plate surfaces, sandblast the surface to a*“white metal” finish SSP-10. All rust and

oxides must be removed from the surface to be bonded. Clean off sandblasting dust with compressed air and a
clean white rag soaked in acohol. Contact EM S for application to galvanized metal surface preparation.

Installation of the Seal

Immediately prior to installation, the interface walls should be blown out again.
Uncoil the seal and allow it to relax.

Apply the conditioning agent to a short section of the sidewall of the seal (5’ or less). Wire brush the sidewalls
to abrade the surfaces to receive the adhesive. When done properly, the shine of the surfaces will be removed,
and aroughened, dull, tacky finish will be obtained.

After the surface preparation of the seal is complete apply alcohol to the sidewalls of the seal and scrub
vigorously into the ribs using a stiff nylon brush to clean out any residue which may impede the bond. The last
step of the preparation processis arinse of the prepared sides of the profile. Wipe prepared sidewalls with
alcohol soaked rags. Thiswill remove the last remnants of the cleaning process.
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Prior to installing the seal, try adry run to see if you will need to draw a vacuum on the lower chambers of the
seal to install it into the joint opening. Take a short section of seal about 3" long and squeeze and push it into the
opening. You may find that the seal will insert into the joint snuggly without pushing away the glue on the
sidewalls. If thisisthe case then it may not be necessary to draw a vacuum on the seal for the installation.

If necessary, draw a vacuum on the seal that matches the width of the joint stem opening. Neoprene sheet
material and profile adhesive are provided to the contractor to make an end cap closure cover on one end of the
seal. The opposite end is also capped with a neoprene sheet and an evacuation stem to draw the vacuum. The
vacuum is drawn from the bottom two chambers only; this forms a slight wedge shape and contains the glue
during insertion. Apply the adhesive to the sidewall ribs of the profile using atrowel or putty knife asthe seal is
installed. The ribs must be completely filled with adhesive.

V acuum drawn from the bottom two chambers of the seal will create a“V” shape to the seal which will enhance the
installation. These two illustrations show the JP-Seal being installed into the joint.
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Mixed adhesive on a cardboard working surface. Application of adhesiveto joint surface.

Mix the adhesive to the manufacturer’ s specifications (see Section VI). Apply the adhesive to the sidewalls of the
joint opening. Apply the adhesive to the sidewall ribs of the seal using atrowel or putty knife asthe seal is
installed. The ribs must be completely filled with adhesive.

Insert the profile in the gap to the proper depth. Check theribs for proper adhesive coverage. Fill any voids.
Excess adhesive above the ribbed area should be removed with atrowel or putty knife. Clean any excess drips or
puddles of adhesive from the top of the seal. Remove any excess adhesive using a clean cloth rag soaked with
denatured alcohol.

Allow the adhesive to cure twenty-four hours (at temperature 70 F.). Maximum bond strength (at room
temperature) is usually achieved within forty-eight hours.

Field Quality Control

Work that does not conform to the specified requirements should be corrected and/or replaced as directed by the
manufacturer and engineer.

Manufacturer/installer should supply guaranty/warranty to the owner authority, as required.
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Recommended Equipment List
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Electric grinder —4” size wheel
Soft wirewhed! - 4" or 6” diameter
Hand wire brushes

Clean cloth rags

Duct tape

8" sharp knife — hack saw

Miter box

10) Putty knives & paint brushes (disposable)
11) Vacuum pump

1)

2)

3)

4)

Adhesive Mixing Instructions

Open the epoxies part “A” and “B”.

1331 MAIN ROAD

AKRON, NY 14001
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E-MAIL: sales@eriemetal.com
WEBSITE: www.eriemetal.com

Remove contents of containers onto a4’ square piece of cardboard or plywood. The mix ratiois 1:1 for partial

batches.

Blend the two components with a margin trowel or wide putty knife. The black and gray colors should be
thoroughly blended to make a dark gray color; there should be no streaks from partially mixed components.

ASWITH ANY EPOXY, DO NOT ALLOW THE MIXED EPOXY ADHESIVE TO SET IN A PILE OR

CONFINED CONTAINER SUCH AS A PAIL. THISWILL ACCELERATE THE CURE AND MATERIAL
WILL PREMATURELY HARDEN DUE TO THE THERMAL REACTION OF THE TWO COMPONENTS.
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FIELD SPLICE PROCEDURE J AND JP-SERIES SEALS

)] Butt Splice Process

1) Useamiter box saw with the teeth edge of the saw ground off to arazor edge.

2) When cutting the profile with the modified box saw, dow forward strokes should be made so as
to eliminate any distortion of the rubber profile during the cutting process. The use of a spray
bottle, filled with water, will provide continuous lubrication during the cutting process. NEVER
use oils or other lubricants on the seal.

3) After cuts are complete, dry fit ends for alignment. Inspect the cut ends for proper fit. There shall
be a hairline fit between the two cuts. If there are voids between the two sealsto be mated, use a
hand or belt grinder to grind the mating ends flat and flush. Clean off all dust and contaminants
from the end of the seal.

4) Apply athin layer of profile glue to one of the seal ends to be spliced. Press together firmly and
align the two profiles of the mating seals. Hold the seal splicein position for sixty seconds. After
the sedl is spliced, inspect the connection closely. Look for any gaps or suspect areas. If
necessary, apply alight bead to the areain question. Allow the glued splice to dry, and then
proceed with the installation as usual.

1)) Intersections at 90° turns

1) For 90° vertical or horizontal direction changes, miter-mating seal ends to half the desired total
angle of change desired. For 90° up turns, bevel cut mating 45° angle cuts to each seal end.

2) After cuts are complete, dry fit ends for aignment. Inspect the cut ends for proper fit; there shall
be a hairline fit between two cuts. Check for desired angle. If there are voids between the two
seals to be mated, use a hand or belt grinder to grind the mating ends flat and flush. Clean off all
dust and contaminants from the end of the seal.

3) Apply athin layer of profile glue to one of the seal endsto be spliced. Press together firmly and
align the two profiles of the mating seals. Hold the seal splicein position for sixty seconds. After
the seal is spliced, inspect the connection closely. Look for any gaps or suspect areas. If
necessary, apply alight bead to the areain question. Allow the glued spliceto dry, and then
proceed with the installation as usual. .
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Tee Connection Treatment at Intersection

Tee connections at intersections require no mitering of mating seal ends. The primary joint line
will pass through the intersection. The side of the seal at the intersection must have the side ridges
ground flush with the root depth of the sidewall of the seal. The width and depth of the grind is
determined by the size and width of the secondary sed at the intersection.

JP-SEAL PROFILE
\;. A N

A}

END CAP MATERTAL TO PROFILE FACE.
ARON ALPHA 241 ADHESIVE

Prepare the secondary seal endsto glue onto the sidewall of the primary seal. A contour cut on
the end of the secondary seal should exactly match the side of the primary seal.

After the cuts are complete, dry fit the ends to the side of the primary seal to check for alignment.
Inspect the cut ends for proper fit; there will be ahairline fit between two cuts. If there are voids
between the two sealsto be mated, use a hand or belt grinder to grind the mating ends to the
desired contour. Clean off al dust and contaminants from the end of the sedl.

Apply athin layer of profile glueto the end of the seal to be spliced. Pressthe end cap material
firmly against the contoured profile. Hold the seal splice in position for sixty seconds. After the
end cap is glued, inspect the connection closely. Look for any gaps or suspect areas. If
necessary, apply alight bead to the areain question. Allow the glued splice to dry, and then
proceed with the installation as usual.
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