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WALK-THROUGH SURVEY REPORT
Contract #210-77-0096
Steelcraft Manufacturing Company
) 9017 Blue Ash Road
Lincinnati, Ohio 45242

PURPOSE

Jo determine whether this site would be suitable for inclusion in an
in-depth epicsmiological, industrial hygiene, and medical study of
health hazards in the painting trades.

PERSONS COHDUCTING SURVEY

Peter S. J. lees, B.S., Industrial Hygienist, The Johns Hopkins University

Heather G. Stockwell, 1.Sc., Epidemiologist, The Johns Hopkins University

Marie Haring, M.P.H., Epidemiologist., National Institute for Occupation
Safsty and Haalth .

Dennis Zaebst, M.S., Industrial Hygienist, National Institute for
Occupational Safety and Health

PERSONS PREPARING REPORT

Peter S. J. lLees, B.S., Industrial Hygienisf, The Johns Hopkins University
Heather G. Stockwell, M.Sc., Epidemiologist, The Johns Hopkins University

PLANT CONTACTS

Mr. Raymond Kahle, Vice President, Manufacturing

Mr. Robert Hallace, Vice President, Industrial Relations
Mr. Vijay Parikh, Manager, Manufacturing Engineering

Mr. James Farrell, Safety Manager

UNION CONTACT

Mr. Lewis Reed, President, Local 7697, United Steelworkers of America



DESCRIPTION CF PLANT

This facility, located in the Mortheastern suburbs of Cincinnati,
consists of four separate buildings covering a total of approxi-
mately 600,000 square feet. Three of the buildings (Plants 71,

#2, and #3) are the subject of this walk through report. Plant #4

is located some two miles from the others and is currently under
construction. VWhen completed, the cperations conducted in Plant #3
will be transferred to the new plant and Plant #3 will be converted

to warehouse use. )
Steelcraft Manufdcturing Company is the country's largest manufacturer
of steel doors and steel door frames. Appendix 1 illustrates basic
product specifications and the wide variety of door types manufactued.
Production of steel doors and pre-fabricated steel buildings (dis-
continued in 1959) began in 1940. Since that time the facility has
been expanded frequently and the number of employees has risen from
less than 200 to 1,100 at the time of the walk-through. In 1969,

the company was purchased by the American Standard Corporation of

New York City and now operates as a division of that parent corporation.

Plant #1 is the site of virtually all of the painting operatiocns
involved in production. As such, it will be the focus of this
walk-through report. In this plant the commercial doors and frames
are fabricated, assembled, painted, and packed for shipping. In
Plant #2 small hardware parts (such as hinges, latches, and internal
reinforcement) are fabricated. These parts are not painted. There
is, however, a rotogravure printing press located in the plant which
is used to print simulated wood grain on some speciality doors. Less
than 1% of total production is of this type so that printing is very
infrequent. Air uried lacquer is used in this operation. At the
time of the walk-through this press had not been used in approximately
four months. In Plant #3 residential doors are manufactured in a
process very similar to that in Plant #1. There are no painting
operations (other than a very small dmount of touch-up) at this plant
because the flat steel stock used is purchased pre-painted.

PROCESS DESCRIPTION

Doors are manufactured on two identical assembly lines. One is a
"high-speed" line on which large runs of the same type door are
built. The other is used for smaller runs and one of a kind doors
and, because of the consequent frequent need for set-up changes, is

a "low-speed" line. The manufacturing process begins by trimming
mild steel flats (16-24 gauge) to the proper dimensions. In a series
of breaks, presses, and punches the two faces (and edges) of the
doors are formed and spaces cut for lock, latch, and hinge assemblies.
The lock and latch mounting/reinforcement box and hinge assembles

are automatically resistance welded to the appropriate door face at
this point.
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The door faces are next degreased and cleaned in an automatic three
stage washer. In the first stage the doors are sprayed with a
detergent/Bonderite 690 mixture. They are then rinsed with cold water
and in the third steo sprayed with a mild chromic acid sealer. The
doors are then oven dried. This entire process is enclosed and
exhausted to the outside atmosphere.

The inside surfaces of the cleaned door faces are then sprayed with a
two-part !leoprene-type epoxy adhesive. This is an entirely automatic,
fully enclosed cperation which is ventilated to the cutside atmosphere.
{A small amount of this epoxy is applied to strategic parts of the
door through %he use of one pint hand-heid squeeze bottles in non-
ventilated areas.) There is a small (approximately 7' x 5') hood
located adjacznt to this area in which a few specialty items are

hand sprayed with this same adhesive. After this operation, a
honeycomhb core of phenolic resin impregnated kraft pager is placed

on one of the door faces. The two faces are then mated to form the
neariy iinisned dour. Consiruciion detaiis of the door can be sgen

in Appendix 1. Occasionally a preformed polyurethane foam core is
used in place of the parerhnonesycombcore. In either event the door

is then run throucn a calendar press to bond the door fTaces and the
core. Excess achesive is removed by washing the doors {by hand) with
242 solvent. The down-draft ventilation for this
operation does not appear to be entirely effective.

At this point the construction of the door is completed by resistance
welding the dcor ends to the door. Uhen required, closure reinforce-
ments are also weldad to the door at this point. The door ends and
closure reinforcemants are partially fabricated immediately adjacent
to the asserbly arsa. This process involves part degreasing (in
perchlorethylene) and arc welding. There is only general ventilation
in the area. _

The completed door is then inspected and repaired if necessary. After
another hand washing with 242 solvent {general ventilation only} the
door is ready for the finishing process. This process is described

in detail  in the next section. After painting the door, edges are
fitted with cardboard protaction and the entire package wrapped in
clear heat-shrink plastic.

The manufacture of door frames at this facility follows a set of

very similar operations. Again there are separate high-speed and
specialty lines. Mild steel coil stock (14-138 gauge) is purchased

to width and through a series of breaks, presses, and punches bent to
form the hinge jamb, strike jamb, and head parts of a door frame.
Reinforcements, anchors, latches, and other hardware are then
resistance welded to the frame as per specifications. These three
main pieces of frame are then sent to the paint shop which is
described in detail in the next section., After painting, the frame
.parts are packaged (unassembled) for shipping.



PAINTING OPERATIONS

Every door and frame produced by Steelcraft, with the exception of
the few stainless steel doors and frames manufactured, is painted
before shipping. Approximately 95% of all pieces are shipped with
only a primer coat. The rest are primed and then. topcoated with
any of ten standard colors. Both primer and topcoat are atkyd
baking enamels (see page 9}. This same mono-bake painting
system has been used for at least thirty years.

As stated earlier, the door components are cleaned in a three-stage
wash before they are assembled and sent tao the paint area. There
the doors are hung on an overhead conveyor. A plan of this conveyor
system and painting operations is included as Appendix 2 At

this point there are‘approximately five workers who again hand wash
the doors with copious quantities of 242 solvent. This area has
only general ventilation.

A five-stage washer and drier similar to the one described earlier,
(Bonderizing and chromic acid rinse) follews. This washer is, however,
only used when Series 16 doors and frames are painted on this line.
Otherwise the system is shut down. After drying {(whether the washer
is on or not), the overhead chain conveyor takes the doors to the
first set of spray booths. In these booths (designated #1 and #2)
the primer coat is applied automatically using an electrostatic

spray paint system. The paint is piped in from a central store room.
In this system each bcoth has a set of six air type spray aguns
mounted on a reciprocating frame. In this way an even coat of primer
is applied to the deor. In spray booth #1 one side of the door is
painted, and immediately afterward, the other side is painted in
spray booth #2. At the spray guns Ehe paint is under a pressure of
10 1bs/in2 and the air of 30 lbs/in¢,

Each set of spray booths (i.e. #1 and #2) measures approximately 15
feet x 40 feet and is 12 feet high. Makeup air is filtered and tem-
pered. Laminar air flow {estimated at 125 feet per minute) flows
across the conveyor line carrying overspray to a conventional water-
wall scrubber. Exhaust volumes were not known but are calculated to
be on the order of 35,000 cfm per booth. This type of booth, manu-
factured by deVilbiss, has been commonly seen throughout the industry
in other walk-throughs. Because booth doors, etc. are often left open
at this facility, control appears to be less than that possible. A
rather heavy paint odor was noticed in the entire painting area during
the walk-through by all ‘participants.



Spray booths #5 and #6 are identical to #1 and #2. They are used to
apply the topcoat when specified. As stated earlier, about 5% of
the doors produced are topccated.

Spray booths #3 and #4 are small water wash booths in which hand
spraying is dcne., Hand spraying is evidently a rare occurrence
however. During the walk-through only a portion of one door frame
was painted in these booths. The work was done with a hand-held
air type spray gun. The operator wore a respirator and control
velocities apreared to be more than adequate.

The present automatic electrostatic painting system was installed
on this line in 1970. Prior to that time a hand-held electrostatic
system was used.

The doors are then baked in an pven to cure the paint. After baking
they are inspectzd and packed for shipment. DQoors that are rejected
for paint defects are tzken from the line and hand sanded to rzmove

the defect. They are then sent back through the entire painting line.

Paint line #2 is used for finishing door frames. Almost all frames
are shipped with only a primer. Line 2 is set up only for prime
coating frames, with any topcoating done on line #1 previously
described. The primer used is the same basic alkyd baking enamel

as is used for doors, except that it is thinned with (mostly) xylol.

" The frame sections are loaded by hand onto an overhead chain conveyor.
The parts are then prepared for painting in 2 three-stage washer
anddrying oven very similar to the one earlier described. The

dried sections ara next conveyed to a flowcoater in which the paint

is applied. The flowcoater and approximately 30 feet of the conveyor
line following are entirely enclosed and ventilated. The coated

pieces are then baked in an oven, inspected, and removed from the line
for packing and shipment. Plans are currentiy well advanced to convert
the flowcoater to use a water based paint.

During the walk-through a very heavy paint odor was noticed in the
flowcoater area by all participants. This area is, however, completely
separated from production areas of the plant and entrance into the

area is rare as the system is fully automated. Appendix 3 includes a
diagram of the layout of Paint Line #£2.

DESCRIPTION OF lORKFORCE AND PERSONNEL RECORDS SYSTEM

Currently the Steelcraft Manufacturing Company employs approximately
1,100 employees, 900 of which work in the factory area. Manufacturing
is carried out on a two shifts per day basis. Most of the paint
process is automatad and 1ittle hand held spraying is done, mostly

as touch up. Two vorkers per shift are classified as spray painters

. for the electrostatic paint operation and one per shift for the flow-
coating process. Jhen spray painting is done, conventional air-type
spray guns are used. .



Overall turnover in plant personnel is estimated at 20-25% per annum.
There is little seasonality in the size of the work force. Of the

current employzes 50% nhave worked for Steelcraft for 5 years or more.
Seventeen percent of the work force is female and 8% are minorities.

Personnel records are kept on all current and past employees of
Steelcraft. A typical personnel file contains the following information:
the employez's appiication form, job changes, pay changes, absentee
slips {with doctor's note i1 absence due toillness of more than one
day's absance), clock number (this number is re-used for new employees),
health insurance claim forms, accident reports, and termination
information. Starting last year, a self-administered gquestionnaire

on pre-existing diszbilities has been given to all new employees.

A1l informzticn is stored losse in stancard manila folders and Tiled
alphabetically. Ffiles for current znd terminated employees are
separated. Ten years after termination, empioyee Tiles are moved

to deoad storage in the same area. As iisting is alpnabetical, it

would be necessary to search each personal file separately to locate
persons previously working as painters and who now have another job

or have terminated their employmznt. )

Payroll records are the only records that are computarized. They
contain employee namz, social security number, seniority date,
birthdate, sex, job status and address. !'hen an employee is term-
inated he is dropped from the computerized list.

Employee benefits include a non-contributory 1ife insurance plan,
benefits being paid if death occurs while employed or within five
years after retirement. For such individuals, copies of death certi-
ficates are available. A noncontributory retirement plan is also
available. Thare is no death benefit and thus no death certificates
-are required. The pension file is kept separately, also in the
personnel office. There is also a health insurance plan for which
the carrier is Travellers and as noted previously, records of payment
for services under the plan are kept in each individual's personal
file. See Appendix 3 for examples of employment forms.

DESCRIPTION OF MeDICAL PROGRAM

There are first aid facilities available on the site. A physician is
on call 24 hours a day at a nearby medical facility. Two hospitals

are located within two miles of the plant. There are no pre-

placemant physicals. A self administered disability gquesticnnaire

was instituted last year for new employees. There has been audiometric
testing and testing of some employees exposed to 242 sglvent.



INDUSTRIAL HYGICNE PROGRAM

Steelcraft Manufacturing does not have its own industrial hygienist
but relies on its ‘forker's Compensation carrier for general industrial
hygiene and safety audits of the facility and on consultants for
special problems. The last general audit was “several years ago."“
OSHA has inspected the plant "many" times but, according to the
Steeleraft officials, has never taken any measurements of vapor

concentrations on either paint line.

There is a plant safety director, but the manager of manufacturing
engineering app2ars to have more to do with the health-related ,
hazards in the plant, especially in the painting areas.

On paper the company appears to have a vigorous health and safety
program. Most of the recognized hazards in the plant were extremely
well marked with signs and aobrapriate health and safety information
and warnings. ‘orker compliance, howaver, appeared to be low
despite a system which does exist in tha union contract in which

the company is empoviered to force compiiance. ' .

-

ESCRIPTION OF ENGINEERING CTGHTROLS

Ventilation systems on both of the paint lines have been partially
described in previous sections. The paint spray booths on line #1
(doors) potentially supply adecuate control for painting operations.
Makeup air is supplied at an adequate rate and linear air flow
velocities also appear to be adequate. Sloppy work practices
(leaving doors and shields open) considerably lessen the effective-
ness of the system. Control at the flowcoater on line #2 (frames)
similarly seems to be adequate. At this point the line is entirely
enclosed and exhausted. Air velocities into the enclosure (at the
entrance and exit of the overhead conveyor) also appear to be
adequate for contrel of paint vapors. The flash-offarea immediately
following the flowcoater is only partially enclosed, however, and
heavy solvent odors were noted by all participants during the
walk-through. -

Elsewhere in the plant ventilation appears to be generally good.
The epoxy adhesive application area and all of the three or five
stage washers are completely enclosed and exhausted. Control
appears to be adequate. There are several areas in the plant
(previously nated) in which 242 solvent is used for parts cleaning.
Copious quantities (approximately 20,000 gallons per year) of the
solvent are applied by hand in areas exhausted by general room
ventilation only. In the absence of data it is difficult to judge
exposure, but it is potentially high. Steelcraft Manufacturing has
a written respirator program for those very few instances in the
plant where respiratory protection is deemed necessary.



REPRESENTATIVE COATING COMPONENTS

The components shown were selected from Material Safety Data Sheets
judged to be representative. The lists include the coating description,
numoer of painters estimated to be directly exposed,

plus nearby halo or peripheral groups who might be presumed to be
exposed at some level, method of application (conventional compressed
air, high pressure airless, hand held, electrostatic, machine applied
or hand held), and inaredients iisted as hazardous:

FLO COAT PRIMER: 1 painter occasionally exposed
(automatic system); flo coating; (MSDS.A)

xylene
buty!l .
mineral spirits

ELECTRO SPRAY PRIMER: 2 painters and 5 others exposed;
air spray (automatic); (MSDS B)

Xxylene

ethylene glycol mono ethyl
ether acetate

methyl ethyl ketone

butanol

isobutanol

butyl acetate

toluene

mineral spirits

(xylene sub.) exempt aliphatic

ELECTRO SPRAY BAKING ENAMEL: 2 painters and 5 others exposed;
air spray (automatic); (MSDS C)

xylene ,

ethylene glycol mono ethyl
ether acetate

methyl tehyl ketone

66X xylene substitute
aliphatic

butanol

mineral spirits

butyl acetate

toluene .
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CONCLUSIOH -

Industrial Hygiene

The technology employed in this plant, the coating material
used, and the employee exposures received, appear to be
representative of the metal furniture industry. In addition,
the high voluma of production on a two shift basis makes this
a potentiail site for an in-depih industrial hygiene survey.

Epidemioloay

This plant has currently only six workers directly involved
in the-painting cparations, and perhaps another 25 to 30
people work near to the electrostatic painting area. In
addition, as the plant has only besn in operation since
1940 and as of 1959 had only 200 employees, the number of
long-torm and rotived wovkere available for study (partic-

|vn:’ LA TR N R

ularly a rortality study) is extremely 1imited.
Medica) )

Due to the small number of painters at this plant, and the
automated nature of the painting operations, this would not
appear to be an 1daal site for a medical study.

RECOHMENDATION

The Steelcraft ! anufacturlng Company is not recommznded as a site
for either an epidemiological or medical investigation of health
hazards associated with painting operations. This plant is a
potential site for an industrial hygiene survey as the technology
and exposures appear representative of the industry.
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Appendix 1
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© Rugged construction —heavy gage steel
O lIdeal for high use openings—6'8" and 7' 0" high

© Extra Security Protection © Designed for
panic devices and other commercial type hardware.

¢ Underwriters’' Laboratories fire doors and frames

6 Bonded honeycomb core assures:

o Flat faces— No weld dimples © High impact resistance
@ Low thermal conductivity © Sound resistance

© Factory weatherstripped frames
© Carton Packed frames —complete with anchors
@ Individually shrink-packed doors

e Popular sizes stocked for quick delivery,
backed up by factory inventory.
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SPECIFICATICS... gdy | &

Doors shall be full flush design as manufactured by Steelcraft Manu-
facturing Co., Cincinnatt, Cruo; An American-Standarg Company.

L Full Flush — Doors shall be of flush construction. Doors shall be
made of cold-ralled steel, 20 gage for 134" doors, 20 or 18 gage lor
1% " doors.

Oaors shall be reinforcea, snflened, sound-deadened and insulated

Ooors are avaiiadle
with piastic plant-ons.

Narminal
Daor Wiath

i J

with impregnated krait heneycomb core completaty tling the inside N
of the doors and laminated 10 both insice faces of the panels. Doors +--
shall have continuous vertical meznanical intertocking joints at
fock and hinge eages with vis.ple edqge seams.

Ooors shall have beveled (14 ” in 2°) hinge and lock edges.

Jop and bottorm steel renforcing channel shall be scol welded
within the coors. Hinge reinforcings shali be 8 gaqge for 134~
and 10 gage tor 113" doors. Lock ramntorcings shail be 18 gage and
closer reinforcings 12 qage,

All doors shall be phosghatized and finished as standard with one
coat of baked on rust iIrnit:ing prime PAING capacle af passing a
200 hour salt spray and 500 hour humichty test. in agcorgance with
Federal Standara 141 or ASTM Specification 8117 as cerufied by
an independent labaratory.

Neminal
" Equal
Haght

Flatsh
Floor

doors -'---L

T

Door Dimens:or

2% ° Bachyat
e

€ Loch
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& Mingey

ELEVATION



-l -

CONSTRUCTIC: FEATURES
N

Full heneycam core of phensuie rasnampresnated xralt oa-
per TRNISICes h@ JOCr svery §oinch, Provices superialive
resistance 1o «MpACT, NG ds3ures 4 ¥MQOIN flat surtace.

TO HAND A DOOR — FACE IT FROM Aluminem glags tnm Continvous interiocking
THE QUTSIDE OR KEYSIDE . (snapam). 9900, eveied " in 2",
LEFT HAND ( \.: RIGHT HAND

Hinges oan Last Hinges on Right

Opans lnwarg i " Coens inward

LEFT HAND RIGHT MAND
REVERSE REVERSE
MHinges on Len Hinges an Pight
Opans Qutwarg Coens Qutwarg -
Stent 00 374 bottom rein. Hinge Re:ntorcemant. 8
farcng chasnels, 12 gage cage an 13 doors. 10
CIoser rewtorcament when ¢2¢e 00 13~ doors.
teqQuired.

STANDARD DOOR SIZES \ \

MEIGHTS k”g;
& Tl N LB LR N ‘
wioTHS b [ . ¢
ro [ 4 [

Rigid-deswgn 18 gage cyline 8ux constructicn 16 gage
rae » ® dricai lock ruuniorcsmant. moruss tock rewnforcemant.
e o’ [
re [ ] [ ]
r-10° ) ) \

e [} L J
T4 ® [ ]
TS . /
e ® /«
r.we [ ]

Fined stat wyvars — irge Snap-in vinyl top can® for

ra* [ ] 8 45% of Wtal ared Gl sxtenar apenangs. Gal-
Double do 100 interiol — 81% e 0if vanmized 31401 10p cap also
e doora can do mace . area. availadie.
By painng two sumular ioaves. LR -
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TY!E';'I: FiBP-8 18 gage frames —for 13" doors -
b= ' E18P-4 18 gage frames — for 1%” doors
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DESIZ:! FEATURES | S—

assemble irame,

Flush frames are furnished K-D
{knocked-down}, ang manufactured
from 18 and 16 gage coid-rclied steel.
Availakble for 123" and 131" thick doors.
Heights of 68" ana 7'0". Widths from
268" o 60",

12-gsgse claser

RECOMMENDED USAGE Mitered 1
F-18P far 113" and 134" thick hollow knocked-gowa v
corewood and 20 cage steel doorsonly. '

F-16P for 12" thick 18 gage steel doars.

ANCHORS

Speciaily designed

watl anchors fer

masoney, waod

atuds ana yieel +
stugs. Adiusi

RS, T ""F'""‘n ab1e bare
. =Y s snchors can Anchar far
b < p B4 #xtended LLIE HER]
i 4 I below the wa
. H | Jamb for
- T recesning
H B )
1

feduired. Sioras e
; H
: ¥

r l Adluntable wire anchar fwr masoary

i 3 ~Patenied

H 3 TYPICAL WALL CONDITIONS Wood Frame Constructios

‘. Butted Masonry Construction Wrap-Around Baveled Wood 5.4:09

i 4 S Masonry — Masonry Construction iy

i Wire Anchor

4%" Jamb Depth with 4°
R 437 end 53" Jambd Deoth Blocx — 6%° Jamd Daptn
with 6 ar Larger Block. wiit 6° Block, 83 Jamb Doath w.ih 27

3 ; . “ 63" Jamb Oopth with 8° or 832 Jemd Depth with 8° 4° Woca Stud. Drvm
NS LL‘MMM Larger Bloca, Biock. e Sheathung & Bevel Sic.r

!\-“‘m—u-\ Seaee
) .
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bt DW18P-4 18 gage frames — for 1% " doors ]
DW16P-4 16 gage frames — for 134" doors Jamb Depths:

ALy gy Sriga SH”
SR 5487 T

DESIGN FEATURES

Drywall frames are specifically designed for drywall con-
struction using steel studs, wcod studs. or lfaminaied 3
boards. Made to be instalied alfier the wall is ug. they are ‘

solidly instalied into the ccening :n just minufes. Yel, if

necessary, they may be relgcated and used again without

damaging the trame in any way. O\ framas are available

In either 16- ar 18-gage cold rolied steel for 132" or 134"

doors.

RECOMMENDED USAGE -

DW-18P for 13™ and 121" thick hollow core wood and
20-gage steel doors. DW-16P for 134" thick doors. .-

ANCHORS

Lock in base anchors
== 80justs to stud size

Waedgedock cormner
Adjustebie jamb ancher (uqu?uru no screws)

EASY 3-STEP INSTALLATION FOR DRYWALL CONSTRUCTION

1.

Agply drywalt basrg 3

beaving reugh ogen 2 Place removabie soresder ot
nge, NOITh Erywsil Push heaq inte BOIGM 10 S33UFE DIOCEY AORN~ ¢
for base chpt (for tace. Intertock  |U ingwidih, A2329 D338 clip 10
Tatef Sttachment amby ta hedd Raor DIatd. Ad|ust s2rawy 8t '
direct to hoer and pivot At top af 1am? 10 plumd ang
piata). vace. Srmiy sat framae.

TYPICAL WALL CONDITIONS

UNITIZED :
WEATHERSTRIP (optlional)

Dasigned a3 an intagrat gary Qf the frame,
Uninizea weathsritnio 5 8 Moyt stectve
westherigal, snd sisa Aedty witea far
Spanings Mt requuire Qqustarecal waas, ana
RS FBSUE HON.

Waasthersirio 1§ maas of ¢ Black svnnetic
UBDSF ImOerviGuy 1O thS avmants, Crusbis
4V JAMB DEPTH V4" JAMB DEPTH $3° JAMB DCPTH 57%° JAMD DEPTH Of witRgtanding entrermnd IAMOdratures and
for 22" steel stud for 31" wood stud far 313" wood 1tug for 3%° atanl or il AOT tah S 4 permanent ML

with B° gypaum with ¥¢° gypaum with %' gypsum wood stud with % °
board boasd boarg QYpsum Boara
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FIRE RATE

Oc

FRARZS

A8 KD

FIRE DOOR
FRAME M2 ]
-92611°

PR
UL Ladel ~
Coors
1231447330
1234867832
1234867833
UL Label —
Frames

UNDERWRITERS' LABEL SERVICE., ..

U.L. doors and frames are offered as
an option, and meet every requirement
for tire protection. Coors are availadle
in both 133" ang 13.” thicknesses for
‘A’ and ‘B’ label classifications, All
frames are KD (knocked down) and
have the proper anchors for wall types
spacilied.

All UL fabel doors and frames are man-
ulactured i strict accorgance with the
specifications and procecures of
Underwriters' Laboratories. Inc. Agher-
ence to these spacification and proce-
dures is checked by UL through their
in-piant inspection service.

CERTIFIED DOORS and FRAMES...

Certified doors and frames are available
st no extra charge for those !ccations
where the local codas permit their use
In lieu of UL classified products,

HARCY/ARE PREPARATIONS

STANDARAD LOCK PREPARATICNS:
15" doors — Gov't 161 Cyhirenca). Gov't 8%
Mortise (incluces deddiacn 2% backial,
1% ° doors — Gav't 163 cyhindnical with 24"
backsst

”

STANDARD HINGE PREPARATION:

1% " doors — 1% Gaw 4° 1 % 4.2 27an2ard we.ght
temptate inges on 6 3° ar3 7 07 deory.

1% doors = 3'1 & 33 s1InCard we.ght temolale
hinges. 1 pay on 6 8° Nigh coars, 133 parr en 7 07,

0QOR CLOSERS — Surface Mounted:
Use tull lengtn s2x Boity (nat througn boltsl for
daors Utat are not 1actory rantoread for closers.

PANIC DEVICES: For simp'e rim type instalighon,
ovar standard cyhindrical leck orecaratan, ne ol
lowing ma«es ot 2an.c cevices wiil Sa the (0D

« Monarch — (Vi1 2 4° 3.3.0 #11 Series,

a Russwin — (v7/23,°8.8.) ¢ T18. 718% . NT738
« Sargent — r3300 Serey

e Von Quonn — 2430 Serres

® Corbimn —= #2823 NT, 23728, 3728, 3723 M.T.

= Precisinn — G310 Series, 810 Sarres C31J Ser:es
For othar panic preparauans, seasuil faciory.

GTAKBARD'DGZA AllD
FRALE PACKAZEL

Doors have cardboarg edge pratectors apolied
belore ¢aor 1s shrink wrapped. Size, hang ang
type are shown on edge.

Frames are packed in two cartons, Hinge ang
strike jamb 1 one carign. Head plus necessary
anchors, etc., 1n other. SiZe, tand and tyse

are shown ©n carton end.

pERMA-DO OR ' . Steeleraft 2 Amencan-Standard Comnany
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Employees Name

Clock =

Present Deot,

Elfective Oate

AM

pue

CHANGE CLASSIFICATION

CHANGE HOURLY RATE

From: From:

Yo: To:
Award - Job Bid CHANGE SHIFT geeT
2nd Vacancy From:
Ternp. Tramter To: [

Employee's

Signature Employee's Razusst

REMOVE FROMPAYROLL

< STATUS CHANGE

Quit w Notice

To Sick Leave

Quit w0 Notice

Rer. from S L

Discharged {ExD'ned)

Het. from Layoff

Laig Off To Qirect

Excess. Absent. Ta Inchrect
EVALUATION: | Ex. I Good l Faw Poor | Rerre? Vez[ l
Ability Aporoved:
Conduct €=
Attendance Al
Quality ot \ork oo
Production s

Remarks.
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AS 22%8 - 1O/73

"Steclerail

AA Amancen Standard Comgany

9017 BLUE ASH ROAD, CINCINNATI, OHIQ 45242

APPLICATION FOR EMPLOYMENT

Pleaws Prine
AME LLast] LE ) (M adie) SQCIAL SECVURITY NQ. CATE
1
STAEET ADDRESS roITION DESI(RED
ciTyY STATE 2P NO,
HOW LONG AT TrHiIS ADDRESS | PHONE NUMBER NUMEBER OF DEPENOENTS
-
HAVE YOU EVER BEEN REFUSED FIDELITY BOND? EVER EMPLAOYED a8y THISCOMPANY 7 NAMES OF AELATIVES
JF SO, BRIEFLY GIVE DETAILS, . EMPLOYED BY US
LOCATION
. SUPERVISORA »
OATE LEFT
NAME ADDRESS PHONE
IN CASE QF
EMERGENCY
NOTIFY

It you sarvect in the U.S. Armac Farces hist Beiow any IDRCIA} IFAMING OF ANY SIHAF ER0ErENce whild you were 10 U.S, Militsty SErvict whith wouid 04 Pe'cly
placing you 1 the right &ind of work 0r which would De Relptul in the DOution 10r which you #78 P01y wng:

EDUCATION

CIRCLE LAST GRAGE)

NAME AND ADDRESS OF SCHOOL COMPLETED MAJORA SUBJECTS LEFT t GRAQOU
GRAMMAR 1 2 3 4 =
SCHOOL s g 7 8
HIGH SCHOOL
9 10 1N 112
COLLEGE
1 2 3 4
BUSINESS. TRADE
OR OTHER
SCHOOL

ANY PRESENT
COURSES, GIVE

DETAILS

HEALTH DATA
HAVE YOU ANY ¥ g0,
PHYSICAL DEFECTS DESCAISE

WHAT IS THE
GENERAL CONOITION
OF YOUR HEALTH

HOW MUCH TIME HAVE YOU
LOST CURING THE LAST TwoO YEARS
ON ACCOUNT OF ILLNESS OA INJURY

GIvE QETAILS OF
AMY RECENT ILLNESS
YOU HAVE MAD

(5S¢4 Dther Side)



‘Q(ﬂ’

ARE YOU PRESENTLY WHY 0O YOU DESIRE
EMPLOYED TO MAKE A CHANGE
WAGES WHEN LEAVING
LASTPERAMANENT PFOSITION S PER WAGES OZSIRED § PEN
WERE YOU EVER DISCHAARGED
FROM ANY POSITION GIVE DETAILS
PREVIOQUS EMPLOYMENT (List Present and Last Five Positions)
FROM TO IMMEDIATE SUPERVISOR & SALARY
NAME ANO ADODRESS DEPARTMENT IN XIND OF WOAK oR
Mo ve. Mo;Yr. OF EMPLOYEA WHICH EMPLOYED ! PERFORMED RATE AEASON FOR LEAVI®
”

REFERENCES

Give the names of three perions who know you well, and wha are nat former emoloyers oe ralatives
and 10 wham we may retar 31 15 your characier. habits and abiity.

NAME ADDRESS OCCUPATION

REMARKS

O9ctine any 108681 qualifications vou Do1ses. 4.9.. 1anguages, 108cI8) traiMing, typing, ae,

CERTIFICATION

§ cartify INET My sAswers 1O 1N 10r@g0ng QUEITIONS A TTul ANO COTFECE. | AUTNONIZE IAVENMITON O All MATIErS CONLAAES (A IRM SOBHCITON. | raleaw
references, former emplovery Or Othera fram hability tar damages gue 10 Droveiding M Iormat«on regQarding Ma. | UASEIItand any MISITALEMENE On thiy 00 icat
may rewit In witharawal of an affer tor employment or termination o | am empileyed.

t understand such otter al, or tont 1109 of, ernpioy tmco 9 voen my sassing the Company’s phvsicsl SEAMINALIAnN, My aDHity 10 De Ba.ded. 3
satinlactary reference checks 10 The sxtent thews condiang gf eMPIOyMEnt May be reauired.

1t s our practics 10 make routine inquinas o7 INBIMAGON reqirding INE SNerecter, 190utsiren, Devsanal Charscierstics and mode of living of spabearts ¢
AMPIGYMant, It such an iQuiry i1 Nade, More INIGrMALIGN 23 18 (T3 Nature and Kooe will BE 4ppliad YOON YOur wiiftEn request.

n"nis Amoﬂful Standerd’s bas< pelicy 1o provide saus sgeartunity in all af i1s EDSIATIGNS N W 4il srqes O TMOIOYMEnt Dractice and Lo s3ture 1het there 3h
Be N0 discrimination againil sny EMOIGyee ¢ 40D ANt 107 employment because of race, color, mhgian, A, NGNSl atuin, 8F Age.

APPLICANT'S SIGNATURE




Labor
Grade

W 00 ~ O N W N -

P I I R
W N - O

14
15
16
L}
18
19
20
21
22
23
24
25
26
2?

833

K}
32

888

-97-

Classification

General Shap

Porter

Porter (paint room)

Grinder

Punch Press Operator

Punch Press Operator (Large)
General Machine QOperator
Spotwelder

Power Lift Operator {Mat'l Handler)
Tool Crib Attendant

Honeycomb Machine Operator (Lam)
Arc Welder '

Spray Painter (Electrostatic or Foam)
Spray Painter (Hand)

Assembler

Rework

Shipper

Truck Driver

Arc Welder {Layout)

Shipping Clerk

Marker

Brake Qperator

Shear Opefator

Sheet Metal Layout

Storekeeper

Expeditor and Production Clerks
Die Setter (Machine & Line Setup)
Warehouseman

Inspector

Receiving Clerk

Rolling Machine Operator
Rolling Machine Setup

Roadman

Maintenance
Machinery Repairman
Buflding Maintenance

Electrician

Research

Tool & Die Repairman
Electronic Mechanic





