GENERAL NOTES:

1. PAD AND MATERIALS SHALL CONFORM TO STATE OF VERMONT, AGENCY OF TRANSPORTATION STANDARD SPECIICATIONS FOR
HICHWAY AND BRIDGE CONSTRUCTION, DATED 2006 AND THE LATEST REVISIONS, INCLUDING SUPPLEMENTARY SPECIICATIONS,
CONTRACT PLANS, AND THE SPECIAL PROVISIONS. GENERAL SHOP PRACTICES, STRUCTURAL FABRICATION, WELDING AND ASSEMBLY

SHALL BE COVERWED BY ANS)/AASHTO/AWS D1.5 BRIDGE WELDING CODE.

9 THESE SHOP DRAWINGS ARE PREPARED IN ACCORDANCE WTH THE CONTRACT PLANS AND SPECIFICATIONS. THE D.S. BROWN
COMPANY DOES NOT ACCEPT LIABILITY FOR THE DESIGN OF THE PRODUCTS DETALED IN THESE SHOP DRAWNGS.

3 THE D.S. BROWN COMPANY TO SUPPLY ONLY THE PARTS SHOWN ON THESE DRAWINGS.

4 ALL STEFL SHALL BE PRODUCED IN THE UMITED STATES OF AMERICA.

5, ALL CORNERS AND FDGES OF STEEL PLATES SHALL BE GROUND TO A 16 RADIUS.

6. PIFE (TEFLON) SHALL BE VIRGIN, UNFILLED POLYTETRAFLUOROETHYLENE. PTFE IS PURCHASED ETCHED ON ONE SIDE FOR BONDING.
SEE VULCANIZE PONDING PROCEDURE ELSEWHERE ON THIS SHEET.

7. STAINLESS STLEL SHALL CONFORM TO ASTM A240-TYPE 304 AND SHALL BE 11GA. STANLESS STEEL SUDING SURFACES W
CONTACT WITH PIFE SHALL HAVE A NO. 8 MIRROR FINISH AND ALL OTHERS SHALL HAVE A 28 FINISH

8. ALL STRUCTURAL STEEL SURFACES TO BE GALVANIZED SHALL BE CLEANED IN ACCORDANCE WITH SSPC-3P10.

g AL SPECFIED STEEL TO BE GALVAMZED SHALL BE N ACCORDANCE WITH ASTM A123 SPECIHICATIONS. REPAR OF DAMAGED HOT
DIPPED GALVANIZNG PER ASTM A780, ANNEX AL

10. WELDING PROCEDURES SHALL BE ESTABLISHED BY THE CONTRACTOR TO RESTRICT THE TEMPERATURE T0 A NAXMUM CF 330
(200T) FOR SURFACES IN CONTACT WITH THE ELASTOMER AND 149°C (300T) FOR SURFACES I CONTACT WiTH PTFE. TEMPERATURES
SHALL BE DETERMINED BY TEMPERATURE INDICATING WAX PENCILS OR OTHER SUITABLE MEANS -

11 THE EXPANSIGH BEARINGS WILL BE SHIPPED CENTERED, AND IT SHALL BE THE RESPONSIBILITY OF THE CONTRACTOR TO OFFSET
THE SUDE PLATES IN THE FIELD DURING INSTALLATION. REFER TO THE CONTRACT DRAWINGS SHEET 32 OF 68 FOR INITIAL OFFSETS

12. PARTICULAR CARE SHOULD BE EXERCISED TO MASK AND PROTECT THE PTFE AND POLISHED STAINLESS STEEL SURFACES FROM
BLAST ABRASIVES, WELD SPLATTER, AND CONCRETE RUN-OFF DURING CONSTRUCTION.

13 THE BEARINGS SHALL BF SUBJECTED TO RANDOM IN-HOUSE ELASTOMER TESTING AND IN-HOUSE PROOF LOAD
TESTING IN ACCORDANCE WITH AASHTO DIVISION |, SECTION 14 (METHOD "A”) AND AASHTO DIVISION Il, SECTION 18.

14 BLAST ARFA OF STEEL TO BE BONDED TO ELASTONER TO REMOVE GALVANIZATION PRIOR TO VULCANIZE BONDING OF

PAD TO STEEL

PROCEDURE FOR VULCANIZE BONDING PTFE TO STAINLESS STEEL
1) WP OFF GREASE AND EXCESS DIRT ON STANLESS STEEL {S.5.) & PTFE SURFACES USING A SOLVENT.
2) BLAST SS. SURFACE TO A WHITE METAL FINISH AND RE-WIPE WTH A SOLVENT.

3) DIP SS. INTO A PRIMER COAT OF THEMLOK 205 METAL-TO-RUBBER ADHESIVE PRIMER" {LORD) ON BLASTED AREA.
DRY~FILM THICKNESS OF PRIMER COAST SHOULD BE BETWEEN 0.2 70 0 4 MILS PER PRODUCT DATA SHEETS.

4) LET DRY FOR A MENBIUM OF 30 MINUTES.

5) DIP S.5. INTO A FINAL COAT OF 'CHEMLOK 220 ONE-COAT ADHESIVE® (LORD) OVER PRIMER. DRY-FILM THICKNESS OF
FINAL COAT SHOULD BE BETWEEN 0.4 AND 0.7 MiLS PER THE PRODUCT DATA SHEETS.

6) TOTAL THICKNESS SHOULD BE 0.6 T0 1.1 MLS
7) LET ORY FOR APPROXIATELY 1 HOUR
8) MOLD RUBBER OR NEOPRENE T0 PREPPED SS. UNDER HEAT AND PRESSURE. MOLD TIME, HEAT, AND PRESSURE SHALL

VARY DUE TO SIZE AND THICKNESS OF BEARINGS S.S SHOULD REACH A TEMPERATURE OF 260 DEGREES (F) DURING THE
MOLDING PROCESS FOR BONDING.

PROCEDURE FOR PREPARNG PTFE
1) WPE OFF CREASE AND EXCESS DIRT ON ETCHED SIDE OF PTFE
2) FOLLOW STEPS J3-f7 FROM ABOVE FOR PREPPING PTFE.

3) WHEN MOLDING PTFE, PLACE A 0030" THICK PIECE OF RUBBER BETWEEN 55 & PTFE AND FOLLOW STEP J8 FROM ABOVE
FOR MOLDING

TOLERANCE TABLE

DESCRIPTION (ELASTOMER) TOLERANCE
ELASTOMERIC BEARING DESIGN THICKNESS > 1. 23 + 14, -D
ELASTOMERIC BEARING PLAN = 3¢’ y 8, -
ELASTOMERIC BEARING PLAN > 36" + 12,
ELASTIMERIC COVER TOP & BOTTOM + 18, -0
ELASTOMERIC COVER SIDES + /8, -0
FLASTOMERIC DISC SHORE DURIDMETER 60 t5
THICKNESS OF INBIVIDUAL LAYERS OF ELASTOMER (LAMINATED BEARINGS
ONLYY AT ANY POINT VITHIN THE BEARING ¥y
VARTATION FROM A PLANE PARALLEL TO THE THEIRETICAL SURFACE
(AS DETERMINED BY MEASUREMENTS AT THE EDGE (F THE BEARINGS)
P 0,005 rad
S1DES t /¢
POSITION OF EXPOSED CINNECTION MEMBERS e ¥/
EDGE COVER OF EMBEDBED LAMINATES DF CONNECTION MEMBERS + 1/, -0
SIZF OF HOLES, SLOTS, OR INSERTS E /16
POSITION OF HOLES, SLOTS, DR INSERTS E 118
SHLE PL. PLAN DIMENSIONS t 1/16"
SILE P THIDKNESS t 1/16'
HILE LOCATION t /16"
SILE PL. UNDERSIDE SURFACE FLAINESS (LASS A
PTFE THICKNESS H/6, 113"
PTFE PLAN DIMENSION, TOTAL DESIGN AREA ¥ 1716
SLIDING STAINLESS STEEL FINISH \SM RUS #9 MIRRIR
<10 F"

FLATNESS TOLERANCE

CLASS | X NOM. DIM.
A 0. 001
B 0. 002
C 0. 003
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