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GENERAL NOTES

CONSTRUCTION SPECIFICARTIONS

DD. ALL MATERIAL AND WORKMANSHIP TO BE IN ACCORDANCE WITH THE
STATE OF VERMONT RAGENCY OF TRANSPORTATION STANDARD
SPECIFICATIONS FOR CONSTRUCTION DATED 2006 WITH LATEST
REVISIONS AND THE ARSHTO STANDARD SPECIFICATIONS FOR HIGHWAY
BRIDGES DATED 2002 AND ITS LATEST REVISIONS.

MATERIAL SPECIFICATIONS

D). UNLESS OTHERWISE NOTED, ALL STEEL TO BE RRASHTO M270 (ASTM A709) GRADE SOMW.

2). MRATERIAL NOTED "CVN", "H2-3" OR "H2-4" ON DETRIL DRAWINGS SHALL BE CHARPY
V-NOTCH TESTED IN RCCORDANCE WITH THE REQUIREMENTS OF VERMONT
STANDARD SPECIFICATIONS SECTION ?714.01.

3). BOLTS FOR NON-PRINTED ARERS:

FIELD CONNECTIONS

1D. ALL FIELD CONNECTIONS SHALL BE MADE WITH 7,8" DIAMETER HIGH STRENGTH
R-325 BOLTS (UN), INSTALLED PER SECTION 506.13(c). SEE DWG E2 FOR FIELD BOLT SIZES.

2). BOLTS SHHLL‘HHVE HEAVY HEX NUT, HEARVY HEX HERD, AND AT LERST ONE FLAT

WASHER EACH. WRSHER TO BE PLACED UNDER TURNED ELEMENT.

3). PIECE MARKS WILL BE LOCATED AS SHOWN ON ERECTION DRAWINGS.

CLEANING & PAINTING

HIGH STRENGTH BOLTS: ASTM R325, TYPE 3.
NUTS SHALL BE AS63 GRADE C3 OR DH3.
WASHERS SHALL BE ASTM F436 (TYPE 3).

BOLTS FOR PRAINTED ARERS:

HIGH STRENGTH BOLTS: RASTM R325, TYPE 1 GALV.
NUTS SHALL BE AS63 GRADE DH.

WASHERS SHALL BE ASTM F436 (GALV.)

BOLTS, NUTS AND WASHERS THAT ARE GALVANIZED SHALL BE
GALVANIZED BY EITHER HOT-DIP GALVANIZING IN ACCORDANCE
WITH ASTM A153 OR MECHANICALLY GALVANIZED IN ACCORDANCE
WITH ASTM BB695, CLASS 50, TYPE I. GALVANIZED NUTS SHALL
BE OVERTAPPED TO THE MINIMUM REQUIRED FOR FRSTENER
ASSEMBLY AND SHALL MEET THE REQUIREMENTS OF RSTM RI153,
SUPPLEMENT Sl.

BOLTS & NUTS SHALL BE ROTATIONAL CAPARCITY TESTED.
DO NOT MIX NUTS & BOLTS FROM DIFFERENT CONTARINERS
UNLESS ALL BOLTS & NUTS HAVE THE SAME LOT NUMBER.

FABRICATION

D.

ALL HOLES SHALL BE PUNCHED OR DRILLED FULL SIZE (UND).

WELDING

1. THE CONFIGURATION OF THE WELD JOINTS AND ALL WELDING

PROCEEDURES SHALL BE IN ACCORDANCE WITH AASHTO/AWS D1.5-02 0%

BRIDGE WELDING CODE AND IN ADDITION TO SPECIFICATIONS
SHOWN ABOVE. ALL WELDING WILL BE DETARILED TO
PRE-QUALIFIED JOINTS, UNLESS PROHIBITED BY THE DESIGNER.

2). WELDING OF MAIN LORD CARRYING MEMBERS AND ATTACHMENTS
SHALL BE PERFORMED USING THE AUTOMATIC SUBMERGED RARC &
SHIELDED METAL RRC PROCESSES. ALL WELDS ARE CONTINUOUS U.N.

3). NON DESTRUCTIVE TESTING OF WELDS SHALL BE IN RCCORDANCE
WITH THE REFERENCED SPECIFICATION.

4). SEE DETAIL "WSI1" ON THIS DRAWING FOR WELD TERMINATION DETRIL.

1. ALL STRUCTURAL STEEL SHALL BE BLAST CLEANED IN ACCORDANCE

WITH SSPC-SPﬁQPRIOR TO FABRICATION.
%L

7
STOP WELD 3 MIN. 5 MAX.

2. THE ABUTMENT ENDS OF THE GIRDERS SHALL BE GRERSED AS PER SUBSECTION 516.03(d).

2. STEEL SHALL NOT BE PRINTED, EXECPT AS NOTED IN SKETCH "P".
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SKETCH P+ Al

GIRDERS AND DIAPHRAGMS SHALL BE PRINTED AS NOTED ABOVE IN

ACCORDANCE TO THE PARINT SYSTEM LISTED BELOMW.
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SECTION "R"

THE FINISH COAT COLOR SHALL MATCH COLOR CHIP NouﬁﬁﬂﬂgwaF FEDERARL STANDARD 383B.

PAINT SYSTEM:

EXCEPT MUST MRINTRIN

ENGINEER PLERSE VERIFY FINISH CORT COLOR

ODFT (MILS)

MANUFACTURER: INTERNATIONAL PAINT, INC. MIN. | MAX.

P INTERZINC 22HS INORGANIC ZINC SILICARTE PRIMER 2.9 2.0
I INTERGHARD 475HS EPOXY 4.0 8.0
T INTERHANE 870 POLYURETHANE 3.0 5.0
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