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WELD EVERY BEARING BAR
10 CROSSBAR INTERSECTION.
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TYPICAL SPACING

PANEL WIDTH

4.H'| f4 REBAR

1/2% WEARING SURFACE

——— 2 }3" OVERFI
J5" OVERFILL »

20 GA, HALF DEPTH PANS
& 20 GA. STIFFENER ANGLES

BEARING BAR A

PROPOSED TYPICAL FLOORING DETAILS

(FORM PANS NOT SHOWN IN PLAN VIEW)
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WELD EVERY INTERSECTION AT
BACK SIDE OF BRG. BAR SLOT.\_

STANDARD PANEL TOLERANCES
PANEL WIiDTH +0 -1/8

MATERIAL SPECIFICATIONS

PANEL LENGTH 11/4

DESCRIPTION ASTM ALLOY / GR.

REMARKS

SQUARENESS ' +1/2

TRANSVERSE CAMBER (WIDTH) 004 x WIDTH

BEARING BARS,

LONGITUDINAL CAMBER- (LENGTH) 003 x LENGTH

" t
CROSS BARS, & TRi4 PL's|] A 709 GRADE 50 GALVANIZED

SIDE_BOW (SWEEP) 025 X LENGTH

MAIN BAR VERTICAUTY 04 X HEIGHT

CR., 60

A REBAR A 615

HOT DIPPED GALV'D

CROSS BAR VERTICALITY 04 X HEIGHT

16 GA. FORM PANS

AFTER PANELS HAVE BEEN GALV'D, TIE §4
REBARS 10 FIRST AND LAST CROSSBAR AND

AT 5° MAX SPACING ALONG LENGTH OF
PANEL USING GALV'D COATED REBAR TIES

CL. BRG. BAR

/

WELD MAY BC ON EITHER SIDE /'

e BACK OF SLOT OF BRG. BAR WEB.

I

W [

BEARING BAR PROFILES

BEARING BAR SLOT DETAIL

V" GRID_COMPONENT WELD DETAILS

W e sy, BY K m H
*3 WEW Haqyo,

20 GA. FLAT PANS

20 GA. HAUNCH PANS A 653

A 20 GA. STIFFENER ANGLES
20 GA. HAUNCH STRAPS

ICR. 90 OR BETTER GALY'D-FIELD INSTALLED OR
PANS INSTALLED AFTER GALV

A 449 HOT DIF:'PED
GALV'D

5/8" FULLY THREADED ROD|

HOT OIFPED TAPPED
GALVD OVERSIZE

5/8" HVY HEX NUTS A 563 GR. DH

S—-MD B~-18X1/2HWH
§2 ZINC PLATED

A TEK SCREWS

GENERAL NOTES:

MATERIAL AND WORKMANSHIP SHALL BE IN ACCORDANCE WITH THE
A VERMONT AGENCY OF TRANSPORTATION 2006 STANDARD

SPECIFICATIONS FOR CONSTRUCTION INCLUDING ALL ADDITIONS AND
REVISIONS AND THE CONTRACT DOCUMENTS.

SHOP WELDING SHALL BE PERFORMED BY THE GAS METAL ARC

PROCESS (MIG) USING ER70S-3 FILLER METAL PER AWS D15 OF
THE BRIDGE WELDING CODE.

AFTER FABRICATION, GRID PANELS SHALL BE HOT DIPPED
GALVANIZED PER ASTM A123. DUE YO THE CALVANIZING PROCESS,
PANELS MAY HAVE SOME DISTORTION AND SIDE SWEEP WHICH WILL

REQUIRE ADJUSTMENT BY THE CONTRACTOR PRIOR 1O
INSTALLATION.

CUT ENDS OF REBAR TO BE TOUCHED UP AT THE GALVANIZER
A WH COLD GALV. SPRAY, PER ASTM A 780.

PAY ITEM: 800.670 HALF-FILEED GRID DECK
PAY AREA: 3,347 SQ. FT.
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