



















































































SECTION 03150 — WATERSTOPS FOR CONCRETE JOINTS — rev. 05/07/11

*xxx MasterFormat™ 2004 — Section 03 15 13 *****

APPENDIX B
Earth Shield® Thermoplastic Vulcanizate Waterstop (TPER/TPV) — NSF International Drinking Water
System Components — Health Effects.

NSF International (NSF)

AUTHORIZED REGISTERED FORMULATION - STANDARD 61
TOXICOLOGY INFORMATION SHEET

REVISED Revised funtion and listing footnote

DCC: IA12497 - Page 1 of ‘Q

Corp. No. 1D630
Plant No. 1D631

Company Name JP SPECIALTIES, INC. / EARTH SHIELD WATE
Plant Address 551 BIRCH STREET
LAKE ELSINORE CA 92530

Category: JOINING AND SEALING MATERIALS
Function: Waterstop

Trade Designation Size
Earth Shield Waterstop
JP158

JP211

JP320L

JP336L

JP325T

JrP450T

JP436

JP636

Jr647

JP936

JP949

JP678

JP1149

JP948

Jr648

Water Contact Temp. CLD 23
Water Contact Material and Code TPE

Listing Footnotes:
This material is approved as a waterstop for use in any
potable water treatment or retaining structure.

DRINKING WATER ADDITIVES AUTHORIZED REGISTERED FORMULATION

Verified By: Ka Q«nﬁ%gb s DU v fietit Issue Date 1-0OCT-03
( 1455 )

All information is presented in good faith and the results are believed to be accurate. All testing was
done independently of Earth Shield and JP Specialties, Inc.; therefore, neither Earth Shield nor JP
Specialties, Inc. makes any guarantee as to the testing data accuracy or the results obtained.

™ NSF mark denotes NSF Standard 61 certification.

GreenSpec®

ISTED

END OF SECTION
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MATERIAL SAFETY DATA SHEET FILE NO.:Earth Shield TPE-Rubber

MSDS DATE: 03/17/2009
SECTION 1: PRODUCT AND COMPANY IDENTIFICATION

PRODUCT NAME: Earth Shield TPE-Rubber
PRODUCT DESCRIPTION: Thermoplastic Elastomeric Rubber Waterstop

MANUFACTURER: JP Specialties, Inc.
ADDRESS: 551 Birch Street Lake Elsinore, CA 92530

EMERGENCY PHONE: 1-951-674-6869
FAX PHONE: 1-951-674-1315

ECTION 2: HAZARDS IDENTIFICATION
None of the ingredients in this product are defined as hazardous under OSHA CFR 29, part 1910.1200. Not Applicable
ROUTES OF ENTRY:
SKIN: No
INGESTION: Unlikely
INHALATION: No

HEALTH HAZARDS (Acute & Chronic): At the exit source of a melt, During Field Splicing, Fumes should be exhausted into the atmosphere.
If fumes are breathed, remove to fresh air. Obstructive if swallowed. Product is practically non-toxic.

MEDICAL CONDITIONS GENERALLY AGGRAVATED BY EXPOSURE: Not known
CARCINOGENICITY: No Hazardous materials.
OSHA: No NTP: No IARC: No
SIGNS AND SYMPTOMS OF EXPOSURE: Not known
EMERGENCY AND FIRST AID PROCEDURES: None needed
SECTION 3: FIRE-FIGHTING MEASURES
EXTINGUISHING MEDIA: Water Spray, Dry Chemical, Foam, Carbon Dioxide
SPECIAL FIRE FIGHTING PROCEDURES: None Needed, Self Contained Breathing Apparatus Should Be Worn.
UNUSUAL FIRE AND EXPLOSION HAZARDS: None
SECTION 4: HANDLING AND STORAGE
STEPS TO BE TAKEN IN CASE MATERIAL IS RELEASED OR SPILLED: solid - sweep up
OTHER PRECAUTIONS: None needed
SECTION 5: EXPOSURE CONTROLS/PERSONAL PROTECTION
VENTILATION : Ventilate while fusion welding
RESPIRATORY PROTECTION: Not normally required. Use self-contained breathing apparatus in non ventilated areas when fusion welding.
EYE PROTECTION: Safety glasses are good industrial practice while cutting or fabricating
OTHER PROTECTIVE CLOTHING OR EQUIPMENT: Protective gloves, use for handling hot weld area is good industrial practice
WORK HYGIENIC PRACTICES: Follow good industrial safety standards

SECTION 6: PHYSICAL AND CHEMICAL PROPERTIES

APPEARANCE AND ODOR: Coils of extruded plastic - faint odor
BOILING POINT: Not Applicable

MELTING POINT: Not Available

EVAPORATION RATE: Not Applicable

VAPOR DENSITY: Not Applicable

SOLUBILITY IN WATER: Insoluble
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MATERIAL SAFETY DATA SHEET FILE NO.:Earth Shield TPE-Rubber
MSDS DATE: 03/17/2009

SPECIFIC GRAVITY: .96
ECTION 7: STABILITY AND REACTIVITY
THERMAL STABILITY: Stable
INCOMPATIBILITY: Not Known
MATERIALS TO AVOID: None
HAZARDOUS POLYMERIZATION: Will Not Occur
HAZARDOUS DECOMPOSITION PRODUCTS: Carbon monoxide, Carbon dioxide, smoke, soot and unidentified vapors. Oxidation and
decomposition products from any ingredients reported under SARA Title 11l section 313 would also result from the combustion or thermal
degradation of this compound.

ECTION 8: DISPOSAL NSIDERATION

WASTE DISPOSAL METHOD: Dispose in landfill according to local and other pertinent regulations. Precautions to be taken in handling and
storing: Store at ambient temperature.

SECTION 9: OTHER INFORMATION
DISCLAIMER:
The information and recommendations provided herein are believed to be accurate at the time of preparation obtained from sources believed
to be reliable. JP Specialties, Inc., makes no warranty, expressed or implied, concerning this document or the accuracy of the information
contained herein.
The information and recommendations contained herein are not intended to relieve the reader of responsibility to investigate and understand
the laws, procedures, and regulations applicable to the readers enterprise, not to relieve the reader of responsibility to comply with laws
applicable to the readers enterprise and place of business and to verify independently the information provided in this document as it may
relate to the reader’s specific process or application

This Material Safety Data Sheet supersedes all other previously dated sheets for this product.

End of Section

PAGE 2 OF 2



Waterstop Job Site
JJ. Installation Guide

( P SPECIALTIES, INC Phone: (951)-674-6869 + (800) 821-3859 + FAX (951) 674-1315

www.jpspecialties.com « jpsales@jpspecialties.com

NOTE: It is highly recommended that you use a JP Specialties, Inc. ST-10® Waterstop Splicing
Machine. The following directions are for welding WITHOUT an ST-10.The ST-10 will greatly \( -~V
enhance the quality of the welds and reduce welding time.

FIELD FABRICATIONS: Following is the proper procedure, as recommended by JP Specialties, Inc. |
for field splicing nonmetallic waterstops. %

1. Provide shop made fabricated waterstop ells, tees, crosses and transitions leaving only straight
butt joint splices for the field. Always cut ends square before welding waterstop. Never
weld to extruded end.

— e

2. Use a work table to create field splices. Table should be solid, have access to 115 volt power
supply, and have jigs and fixtures to aid splicing.

3. Cutends square, using a razor knife or circular saw equipped with a carbide tipped blade (10"
diameter with 40 teeth) to ensure matching edges.

4. Preheat Teflon covered splicing iron (JP 214 or JP 414) to 350-380°F for PVC or 410 to 430°F for
TPER /TPV.Itis recommended that you verify the temperature with a digital thermometer.

5. Place iron between butt ends. Keep waterstop in place until approximately 3/16" bead forms
on each side of waterstop. Quickly remove splicing iron and hold waterstop ends together until
they bond (approximately 3 to 5 minutes or cool to the touch). Cold water may be sprayed on
waterstop to expedite the bond. Do not move, bend, stretch or stress the splice before the
recommended bond time. When welding TPER / TPV, if you do not join the ends quickly,
the melted material will skin over, resulting in an inadequate bond.

6. When fabricating waterstop into horizontal tees, ells or crosses always miter the ends at a 45
degree angle so the continuity of the ribs and/or center bulb are maintained. This will also pro-
duce a much stronger joint. JPS Shop Made Fittings are mechanically welded on an XLT 2000
Splicing Table and conform to Corp of Engineers 03250 Installation Guide, July 1995.Shop Made
Fittings exceed the specifications and present a cost effective alternative to field fabrications.

Call JP Specialties, Inc. for more information.

SPECIAL SAFETY NOTATION: When splicing PVC waterstop, inhalation of the fumes may be
harmful to your health. Splicing should be done only in areas with adequate ventilation.

revised 04/08
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551 Birch Street, Lake Elsinore, CA 92530

Phone: (951)-674-6869 * (800) 821-3859 « FAX (951) 674-1315

( P SPECIALTIES’ INC www.jpspecialties.com « karina@jpspecialties.com

NOTA: Se recomienda que utilize lamaquina que empalma JP Specialties, Inc. ST-10®@ Waterstop.
Las direcciones siguientes son dirigidas sin usar lamaquina ST-10.Lamaquina ST-10realzara
grandemente la calidad de la soldaduray reducira el tiempo usado para soldar.

FABRICACIONES DEL CAMPO: Lo que sigue es el procedimiento apropiado para el campo, segun
lo recomendado por JP Specialties, Inc. que empalma waterstops que no contiene metales.

1

Propocionar las anas, las tes, las cruces, y las transiciones fabricadas hechas de los waterstops que
dejan solamente los empalmes rectos para el campo. Siempre corte las orillas cuadrada antes
de soldar el waterstop. No se debe soldar con mucha fuerza para no dafiar el material.

Utilizar una tabla de trabajo para crear los empalmes del campo. La tabla debe ser solida, tener
acceso a la fuente de alimentacion de 115 voltios, y tener plantillas y accesorios para ayudar
aempalmar.

Cortar los extremos cuadrados, usar un cuchillo o unasierra circular equipada de una laminain-
clinada carburo (10" diametro con 40 dientes) para asegurar que los bordes queden parejos.

Precalentar la plancha, cubierta en Teflon (JP 214 or JP 414),a 350-380°F para el PVC 0 a410 to
430°F para TPER / TPV. Se recomienda verificar la temperatura con un termometro digital.

Colocar el hierro entre los extremos. Mantener el waterstop en lugar hasta que un bordado de
aproximadamente 3/16" se forme en cada lado del waterstop. Quitar rapidamente la plancha que
empalmay colocar los extremos del waterstop juntos hasta que enlacen (aproximadamente 3a
5 minutos o se sienta fresco al tacto). El waterstop se puede rociar con agua fria para apresurar
el enlace.No mover, no doblar, no estirar ni tensionar el empalme antes de que el tiempo reco-
mendado enlace. Al soldar el TPER / TPV, si no se ensamblan los extremos rapidamente, el
material derretido pelara encima, dando por resultado un enlace inadecuado.

Al fabricar el waterstop en tes horizontales, las anas o las cruces junten los extremos a un an-
gulo de 45 grados para que se mantenga la continuidad de las costillas y/o el bulbo de centro.
Esto producira un empalme mucho mas fuerte. Las medidas fabricadas en el almacen de JPS
se sueldan mecanicamente en una tabla XLT 2000 que empalmay se ajusta a medida con las
regulaciones de la Guia de la Corp de Ingenieros 03250 Julio1995. Los ajustes hechos en la
fabrica an excidido las especificaciones y presenta una alternativa economicamente rasonable
para las fabricaciones del campo de trabajo.

Contactar a JP Specialties, Inc. para mas informacion.

NOTACION ESPECIAL DE CUIDADO: Al empalmar el waterstop del PVC la inhalacion de los humos puede ser danosa a su salud.

El empalmar se debe hacer solamente en areas con la ventilacion adecuada.

revised 04/08

Guia de Instalacion
de Waterstop

— e




	tpesweets
	tpvmasterspec
	earthshieldtpemsds
	waterstopweldingguide

