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The Maine Department of Transportation (DOT) decided 
it was time to replace the Martin’s Point Bridge connecting 
Portland with Falmouth on U.S. Route #1. The bridge was 

originally constructed in 1943 and showing its age, needing another 
set of repairs or replacement.

The project went out to bid and Vanasse Hagen Brustin, Inc. 
(VHB) won the design phase with CPM Construction of Freeport, 
Maine being the design/builder of the $23.5-million project.

As the owner of the bridge, Maine DOT held local advisory 
committee meetings to get a design that would be cost-effective, 
easy on the eyes and blend into the surrounding environment. The 
new bridge would be built alongside the existing span and would use 
concrete to accent a simple, smooth and consistent form. The exist-
ing bridge is 1,400 feet long from curb to curb with 46 spans. It is 
44 feet wide with one lane of traffic in each direction and a six-foot 
wide sidewalk.

Maine DOT decided to use straight seam pipe with a Fusion 
Bond Epoxy (FBE) coating. This started discussions with CPM, 
Trinity Products, Lane Enterprises and 3M. Jeff Ware (Trinity’s 
sales/project manager) convinced Maine DOT that he would sup-
ply a spiral welded pipe and Trinity would grind the welds so that 
they would be flush with the pipe. The next step was to get the FBE 
coating approved. Jake Hall (a field engineer with CPM) got R.J. 
Labrador (3M Coatings) and Gary Hinkelman (Lane Enterprises, 
Inc. – Technical Coatings Division) involved with Maine DOT. 

“This was our first obstacle. We could not find a current speci-
fication on the Maine website,” said Ware. “I had five or six confer-
ence calls with R.J. and various other 3M chemists until we had 
something that would meet the Maine requirements. These calls 
and discussions were key to the success of the project. Mr. Labrador 

By Gene Anderson, Lane Enterprises

PDCA members work 
together to develop 
coating for a Maine 
bridge

Dressed for the
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PROJECT SPOTLIGHT

Dressed for the WEATHER

Piling being prepped for field 
splice welding on the Martin’s 
Point Bridge. Pile supplied by 

Trinity/3M/Lane. 
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Coatings3M™ Scotchkote™

for Driven Piles

3M.com/corrosion
1-800-722-6721

“Fusion bonded epoxy 

coatings have provided the 

most effective long-term 

way to protect our marine 

facilities from the harsh 

salt water environment,” 

said Paul Pottle, formerly 

with the Maine Department 

of Transportation

3M™ Scotchkote™ Fusion Bonded Epoxies have a proven track record and are ideally 
suited for coated driven piles in marine and other near-shore applications. These coating 
systems have demonstrated enhanced damage tolerance allowing for ease in handling, 
transportation, and installation.
 
In addition, 3M recently launched a new liquid epoxy technology called 3M™ Scotchkote™ 
Abrasion Resistant Epoxy Coating (AREC) 328. Scotchkote AREC 328 was specially 
formulated for improved flexibility balanced with increased abrasion and impact resistance. 
These unique properties allow an AREC to be used in place of a conventional Abrasion 
Resistant Overcoat (ARO) or as a primary corrosion protection coating.

coordinated all of the 3M information with me. The DOT was 
pleased with what they saw and heard.” 

After weeks of discussion and updates to the coating specifica-
tion, the 3M product (Scotchkote 6233) was approved.

The project consisted of 50 piles that were between 30 and 
55 feet long. They were 24” by 0.750” and 30” by 0.750”, and 
A252 grade 3, modified to 55 KSI yield. Conical points were also 
attached to ends of the pipe. The welds were ground and points 
attached at the Trinity Products facility in O’Fallon, Mo. When all 
grinding and welding was completed, Trinity shipped the pipe to 
the Lane coating facility in Carlisle, Pa.

Hinkelman scheduled the coating of the pipe over a three-
week period so as not to interrupt his other projects. The Lane 

PROJECT SPOTLIGHT

“These may have been some 
of the best welds we have 

ever seen. Trinity should be 
applauded for the job they did.” 

Continued on page 125

Driven SBE coated piling with the touch-up applied over the Presumpscot River

– Todd Strohm, Vice President and Plant Manager, 

Lane Enterprises
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The PIPE MILL with FAST SERVICE
Producing:
24”-192” OD
.312”-2.00” Wall
Lengths up to 120 ft.
Straight Seam - DSAW
20 ft. Lengths in Stock

Shipping Nationwide and Canada

800-821-3475
Fax: 815-964-0045

PipeSales@ArntzenCorp.com

TMR A M M I N G Q U A L I T Y253 DRUM POINT RD. •  BRICK, NJ  08723

coating line is a conveyorized line with blast capabilities and the 
ability to handle up to 120-foot lengths with a total weight capac-
ity of 18 tons. The pipe was “hung” on the conveyor and transport-
ed through the blast machine where it received an SSPC-10 near 
white blast profile. It then entered the pre-heat ovens where it was 
in the oven for 20 minutes at a temperature of 425°F. This preheat 
helped achieve the film thickness of 15 to 25 mils of coating. This 
was applied via electro-static handguns on the next step of the pro-
cess. After coating, the pipe went into a cure oven set at 425°F to 
475°F for 30 minutes. Lane quality control tested the pipe (ham-
mer impact, solvent rub test, film thickness) after a cooling period. 

“These may have been some of the best welds we have ever 
seen. Trinity should be applauded for the job they did,” said Todd 
Strohm, vice president and plant manager at Lane Enterprises. 

“We coated 50 pipe piles in a three-week window and saw a 
very high quality product,” added Hinkelman. “The project went 

smoothly. We also sent touch up paint with each shipment.”
Once onsite, CPM started driving the pipe in December 

2012. 
“Obviously, driving piles in the winter in Maine from a barge 

off the coast presented some challenges,” said Hall. CPM had 
other issues – some sensitive marine life in the area required noise 
monitoring from April to November. 

The next issue was at Abutment 2. The area featured pre-
sumpscot clay. Before the Abutment 2 piles could be driven, the 
embankment area had to be constructed in specific stages. Wick 
drains were installed to proper consolidation of the clay to ensure 
there was no risk of lateral squeeze in the soil. Pizomentors, incli-
nometers and settlement platforms were installed to monitor soil 
conditions while the embankment was constructed. After soil 
consolidation of 95 percent, the Abutment 2 piles were driven. 

The piles were driven 110 to 150 feet deep. Piles were spliced 
every 40 to 55 feet. Dynamic load testing was performed on one 
straight pile at every pier and one battered pile for each 24-foot 
and 30-foot pile. Thirty-foot pile was used on piers one to five and 
the abutment, while 24 foot pipe was used on piers six through 
nine. After splicing, a tent was constructed to heat up the pipe and 
a crew was employed to complete the field touch-up. Driving was 
completed in September 2013.

The bridge opened in the spring of 2014. The teamwork 
between the three PDCA members and CPM exemplifies the 
benefits to being members of the association. Lane Enterprises 
met Trinity Products at the PDCA conference in Albuquerque, 
N.M. in 2012. The working relationship has become a true team, 
with 3M supplying the coatings, Trinity the pipe and Lane per-
forming the coating process on the various jobs these three com-
panies have been involved in together. t

PROJECT SPOTLIGHT

Martin’s Point Bridge nearing completion. A few of the 10 piers are shown.
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