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FORTRESS BOX FRAME ROLLER GATE 
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PART 1 -  GENERAL:

1.01 SECTION INCLUDES:
A. The work in this section shall include furnishing all labor, materials, equipment and appliances necessary to complete all Fortress Box Frame Roller Gates required for this project in strict accordance with this specification section and drawings.  

1.02 REFERENCES:
A. Underwriters Laboratory Gate Operator Requirements (UL 325).  

B. ASTM F2200-05 Standard Specification for Automated Vehicular Gate Construction.  See 2.01 C.

C. American Welding Society AWS D1.2 Structural Welding Code.  See 2.01 D.

D. ASTM A 123 Standard Specification for Zinc (Hot-Dip Galvanized) Coatings on Iron and Steel.  

1.03 SUBMITTALS:
A. Product Data:

1. Provide manufacturer’s catalog cuts with printed specifications and installation instructions.

2. If operated gate system, furnish two (2) copies of operation and maintenance data covering the installed products.

B. Shop Drawings:

1. Supply shop drawings showing the gate system, including details of all major components. 

2. Include complete details of gate construction, gate height, and post spacing dimensions.

C. Certifications:

1. Gate in compliance with ASTM F2200-05, Standard Specification for Automated Vehicular Gate Construction per section 2.01 C.

2. The aluminum welders and welding process must be certified per section 2.02 A1. 

PART 2 -  PRODUCTS:
2.01 BOX FRAME ROLLER GATE MANUFACTURER:

A. The Box Frame Roller Gate System shall be manufactured by Tymetal Corp., 2549 State Route 40, Greenwich, NY 12834 – (800) 328-4283.
B. Approved Substitution:  All other systems must be submitted to the design team in accordance with substitution requirements as set forth in the general provisions of the specification manual for approval prior to the bid date.  Products submitted after the bid date will not be approved. 

C. Gate manufacturer shall certify gate is manufactured in compliance with ASTM F2200-05, Standard Specification for Automated Vehicular Gate Construction.  See 1.03 C.1.

D. Gate manufacturer shall provide independent certification as to the use of a documented Welding Procedure Specification and Procedure Qualification Record to insure conformance to the AWS D1.2 welding code.  Upon request, Individual Certificates of Welder Qualification documenting successful completion of the requirements of the AWS D1.2 code shall also be provided.  See 1.02 C.

2.02 GATE CONSTRUCTION DETAILS:
A. Gate Frame:

1. All welds on the gate frame shall conform to Welding Procedure Specification and Procedure Qualification Record to insure conformance to the AWS D1.2 Structural Welding Code.  All individual welders shall be certified to AWS D1.2 welding code.  See 1.02 C.

2. The gate frames shall be fabricated from 6063-T6 aluminum alloy extrusions.  The primary members (top and bottom) shall be "P" shaped in cross section with no less than 2" on a side and weighing not less than 1.6 lb/lf.  The vertical members at the ends of each panel section shall be 2"x2" in cross section weighing not less than 1.1 lb/ft. Intermediate vertical members shall alternate between 1"x2" and 1”x1” in cross section weighing not less than 0.82 lb/lf and 0.52 lb/lf, respectively.  They shall be spaced at a distance not to exceed the overall height of the box frame.  The gate shall be constructed in "box" form with the width between the frames measuring 24" from outside to outside.  Between these frames there shall be a continuous series of 1"x1" diagonal and horizontal bracing with the diagonals welded at approximately 45 degrees to the frames.

3. Box Frame trolley assemblies shall be bolted to the box frame at intervals as specified on the bid drawings.  Each assembly shall consist of a galvanized steel carriage to which two (2) wheel assemblies are secured.  Each wheel shall be rated for a minimum load capacity of 2,000 lb.

4. Safety guides of 3/8” x 3” galvanized steel bar with attached guide wheels shall be provided at a maximum of 10’-0” on center along the entire gate length.

5. Wheel assemblies shall be covered by a single 11 gauge galvanized steel cover at each location.

B. Gate Track:

1. The gate shall roll on two parallel tracks, which are embedded in concrete so that the top of the track is level with the ground surface.  The track shall consist of two (2) parallel W4 x 13 A36 steel beams (may be provided by others).  The tracks shall be hot dipped galvanized and set so as to vary no more than 1/4" in width between tracks with the maximum width as shown in the bid drawings (i.e.: +/- 1/8" for each track).

C. Diagonal Bracing:

1. Diagonal "X" bracing of 3/16" minimum diameter stainless steel aircraft cable shall be installed throughout the gate to brace the gate panels and to provide a ready means for vertical adjustment.

D. Gate Filler:

1. Chain Link: 2” x 2” x 9 gauge aluminized steel chain link fabric shall extend the entire length of the gate (if operated gate, counterbalance must also have fabric to prevent reach through and comply with ASTM F2200, see 1.03 C.1) Fabric shall be attached at each end of the gate frame by standard fence industry tension bars and tied at each 2” x 2” (51mm x 51mm) vertical member with standard fence industry ties. ASTM F2200 requires attachment method that leaves no leading or bottom edge protrusions (cannot exceed 0.5 inch).

E. Finish:

1. Gate to be mill finish aluminum or color coated with polyester powder as specified. If powder coated, the gate and all accessories shall be pretreated chemically by sand blasting or other acceptable method to ensure proper coating adherence.  Gate posts (to be supplied by others) shall be galvanized or coated as specified by the design team.

PART 3 -  EXECUTION:
3.01 INSTALLATION:

A. Excavate and pour concrete grade beam and embed W4 beams per drawing detail.  Assemble pre-fabricated gate sections on installed tracks, attach gate fabric and adjust as required.

B. Equipment in this section shall be installed in strict accordance with the company’s printed instructions unless otherwise shown on the contract drawings.
C. If the gate system is to be automated, the gate and installation shall also comply with ASTM F2200-05 and UL 325.

3.02 SYSTEM VALIDATION:
A. The complete system shall be adjusted to assure it is performing properly.

B. The system shall be operated for a sufficient period of time to determine that the system is in proper working order.

C. For operated gate systems - test and explain safety features:

1. Each system feature and device is a separate component of the gate system.

2. Read and follow all instructions for each component.

3. Ensure that all instructions for mechanical components, safety devices and the gate operator are available for everyone who will be using the gate system.

4. The warning signs shipped with the gate operator must be installed in prominent position on both sides of the gate.

5. Ensure the owner is clear with regard to the safety points concerning the basic operational guidelines of the safety features of the gate operator system.  These safety points are listed in the gate operator manual and must be read prior to system use. 

Note: Tymetal Corp. reserves the right to modify and/or make changes as deemed necessary without previous notice.
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