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GENERAL NOTES

CONSTRUCTION SPECIFICRTIONS

19, ALL MATERIAL AND WORKMANSHIP TO BE IN ACCORDANCE WITH THE
STRTE OF VERMONT AGENCY OF TRANSPORTATION STANDARD
SPECIFICATIONS FOR CONSTRUCTION DATED 2006 WITH LATEST
REVISIONS AND THE SPECIAL PROVISIONS.

MATERIAL SPECIFICATIONS

1. UNLESS OTHERWISE NOTED, RLL STEEL TO BE ARSHTO M270 (ARSTM A708) GRADE 30.

2). MATERIAL NOTED "CVN® OR "H2-3" ON DETAIL DRAWINGS SHALL BE CHARPY
V-NOTCH TESTED IN ACCORDANCE WITH THE REQUIREMENTS OF VERMONT
STANDARD SPECIFICATIONS SECTION 714.01.

3). HIGH STRENGTH BOLTS: RSTM R325 TYPE 1 7/8" DIAMETER - GRLVANIZED (AND |
PRINTED AFTER INSTALLATION). IN 15/18" DIAMETER HOLES, UNLESS NOTED OTHERWISE.
BOLTS & NUTS SHALL BE ROTATIONAL CAPACITY TESTED. |
DO NOT MIX NUTS & BOLTS FROM DIFFERENT CONTRINERS
UNLESS ALL BOLTS & NUTS HAVE THE SAME LOT NUMBER.

FABRICATION | :

1), ALL HOLES SHALL BE PUNCHED OR DRILLED FULL SIZE (UN).

WELDING

1). THE CONFIGURATION OF THE WELD JOINTS AND ALL WELDING
PROCEEDURES SHALL BE IN RCCORDANCE WITH RASHTO/AWS D1.5-02
BRIDGE WELDING CODE AND IN ADDITION TO SPECIFICATIONS
SHOWN ABOVE. ALL WELDING WILL BE DETARILED TO
PRE~-QUARLIFIED JOINTS, UNLESS PROHIBITED BY THE DESIGNER.

ATTACHMENTS

2). WELDING OF MAIN LORD CHRRY:NG MEMBERS AND
. “SHALL BE PERFORMED USING THE AUTOMRTIC SUBMERGED ARC.
SHIELDED METAL ARC PROCESSES. ALL WELDS ARE CONTINUOUS U.N.

3. NON DESTRUCTIVE TESTING OF WELDS SHALL BE IN RCCORDANCE

A\ 4. INTERMEDIATE AND TOP COATS SHALL BE STAGGERED A MINIMUM OF g

GALVANIZING BND PRINTING

). ALL STEEL SHALL BE HOT-DIP GALVANIZED IN ACCORDANCE WITH ARSHTO Mlil
(FABRICATED MATERIALS) OR RASHTO M232 (FASTENERS).
A COLORGALV COATING BY DUNCAN GALVANIZING.

2). WHERE NOTED, STEEL SHALL BE PRINTED AFTER GRLVANIZING WITH THE PAINT
SYSTEM DESCRIBED IN NO. 3). BELOKW AND IN ACCORDANCE WITH VERMONT STD.

SPECIFICATION 513. THE COLOR OF THE TOP COAT SHALL BE DRRK BROWN, CHIP $20059.

3). PRINT SYSTEM:

~12mm (12 INCH) FROM THE FAYING SURFACES AND EACH OTHER.

FIELD CONNECTIONS

- A=325 BOLTS (UN),

'12X5530LTS SHALL HHVE H

| HERVY HEX NUT, HEAVY HEX HEAD, AND AT LEAST ONE
 WASHER EACH. WASHER TO BE PLACED UNDER TURNED ELEMENT.

%), PIECE MARKS WILL BE LOCATED AS

SHOWN ON ERECTION DRAWINGS.

DFT (MILS)

MANUFRCTURER: SHERWIN WILLIAMS MIN. | MAX.
PRIMER = HOT DIP GRLVANIZING

I INTERMEDIATE = RECOATABLE EPOXY PRIMER (OVER HOT-DIP GALVANIZING) | 4.0 | 8.0

TOPCOAT = HI-SOLIDS POLYURETHANE 3.0 | 5.0

INSTALLED PER SECTION 506.18(c). SEE DWG E1 FOR FIELD BOLT SIZES.




