STEELV\/ORK NOTES MEMBER | DESCRIPTION MINIMUM SIZE | GRADE | SPACING COMMENTS
ALL WORKMANSHIP AND MATERIAL SHALL BE IN ACCORDANCE WITH AS4100 C POST 120x120 HWD | F17 AS SHOWN 2/M16 BOLTS PER CONNECTION
& AS/NZS 1554, B1 BEAM No 1. 170x45 HWD F17 AS SHOWN 2/M16 BOLTS PER CONNECTION
" RECTANGULAR AND SQUARE HOLLOW SECTIONS UN.0 oo ToF 52 | BEAM No 2 | 190x45 HWD | F17 | AS SHOWN _L2/M16 BOLTS PER CONNECTION
S3. ALL BOLTS TO BE METRIC HEXAGONAL TO AS1252 U.N.O RT RAFTER 190x45 HWD | FT1/ AS SHOWN 2/M16 BOLTS PER CONNECTION TO Cf
ALL BOLTS TO BE M16 4.6/S TO AS/NZS 1252 U.N.O ST STRUT 90x90 HWD F17 AS SHOWN 1/M10 BOLTS PER CONNECTION TO C1
ALL BOLTS TO BE HOT DIP GALVANISED TO AS 1214
900 END SPANS
S4. ALL CLEATS AND GUSSETS SHALL BE 10mm PLATE TO AS/NZS 3678 GRADE ?ZOSNX@%CXEOB/E ZSGEQCQRECAEQ%‘@m LONG
250 U.N.O P ROOF PURLIN 140x45 HWD | F17 O aNs " | WITH 2/M10 BOLTS THROUGH THE PURLIN
S5, METAL ROOF CLADDING TO BE 0.42 BMT LYSAGHT CUSTOM ORB WITH A SPANS o Mw/o oo e N e
COLORBOND FINISH OR APPROVED EQUAL FIXED AS PER MANUFACTURER'S X
SPECIFICATIONS. COLORBOND COLOUR AS PER PROJECT SPECIFICATION. IN RB  |ROOF BRACING TO| 2/30x1.0 GALV. 5/3.158 x 35mm NAILS AT EACH END FIXED TO
MARINE ENVIRONMENT, PROVIDE COLORBOND ULTRA FINISH OR APPROVED TOP OF RAFTERS | IRON STRAPPING SIDES OF RAFTERS AND 1 NAIL TO TOP OF EACH
EQUAL. WITH TENSIONER PURLIN
S6. ALL WELDS TO BE 6mm CONTINUOUS FILLET WELDS (CFW) STRUCTURAL OR "PRYDA’
PURPOSE (SP) WELDS U.N.O.  ALL WELDS TO BE MADE USING E48XX OR %%Z%;SOVSE%
W50X GRADE 1 (OR BETTER) ELECTRODES TO AS/NZS 1554. GRIND ALL CQUAL
CORNERS & WELDS SMOOTH.
s7. BOLT DIAMETERS HAVE BEEN INCREASED IN POST AND BEAM CONNECTIONS - PIER FOOTING 4500 x 750 N32 AS SHOWN STIRRUP TO BE EMBEDED AS SHOWN
TO ALLOW FOR LONGER TERM DURABILITY. FOR MAIN COL. DEEP CONC.
S8. ALL STEELWORK TO BE HOT DIP GALVANISED IN ACCORDANCE WITH AS/NZS PIER FOOTING | 4508 x 600 32
2312 HDGB0O SPECIFICATION. EXCEPT IN MARINE ENVIRONMENTAL ZONES. F2 FOR BRACING DEEP cone. | AS SHOWN STIRRUP TO BE EMBEDED AS SHOWN
REFER TO NOTE 12.  CORROSION PROTECTION COATING TO SURFACE PANEL '
PREPARATION OF SUBSTRATE MATERIAL IS CLASS 2% TO AS 1627 AND
PICKLED PRIOR GALVANISING. HOT DIPPED GALVANISED COATING SHALL BE
IN ACCORDANCE WITH AS/NZS 4680. .
s9. ANY POST GALVANISING DAMAGE TO BE MADE GOOD WITH HIGH QUALITY TWO STAINLESS STEEL:
PACK EPOXY ZINC RICH PAINT CONFORMING TO AS/NZS 3750.9 WITH A
MINIMUM DRY FILM THICKNESS OF 100 MICRONS. SURFACE PREPARATION TO 1. BEFORE FABRICATION SUBMIT COPIES OF SHOP DRAWINGS FOR
BE ACCORDING TO PAINT MANUFACTURER’S RECOMMENDATIONS REVIEW. REVIEW DOES NOT INCLUDE DIMENSION CHECKING.
S10. THE ENDS OF ALL TUBULAR OR HOLLOW MEMBERS ARE TO BE SEALED WITH 2. STAINLESS STEEL MATERIAL SHALL NOT BE STORED WITH CARBON
5mm THICK PLATES AND CONTINUOUS FILLET WELDED U.N.O. STEEL.
S11 PROTECTIVE COATINGS TO BE APPLIED AFTER ALL FABRICATION COMPLETED. 3. TOOLS USED FOR CARBON STEEL SHALL NOT BE USED TO
NO WELDING ETC TO BE CARRIED OUT DURING OR AFTER APPLICATION OF FABRICATE OR ASSEMBLE STAINLESS STEEL COMPONENTS.
COATING SYSTEM. 4. THE STAINLESS STEEL SHALL BE WRAPPED OR OTHERWISE
S12 THE PRINCIPAL CONTRACTOR SHALL CONFER WITH THE FABRICATOR AND PROTECTED DURING TRANSPORT TO AVOID CONTAMINATION BY
GALVANISER TO ENSURE VENT HOLES ARE PROVIDED IN ACCORDANCE WITH FERROUS PRODUCTS.
AS/NZS 4680. 5.  WELDING SHALL BE IN ACCORDANCE WITH AS1554.6.
S13 FOR MARINE ENVIRONMENTAL ZONES (WITHIN 1km OF THE SHORELINE), ALL 6. LIMIT THE INPUT OF HEAT INTO THE WELD. THE WELD SHALL NOT
STEEL MEMBERS, FASTENERS, INCLUDING BOLTS, NUTS, AND CLEATS SHALL BE PREHEATED, POST—HEATED OR STRESS RELIEVED.
BE STAINLESS STEEL. PLASTIC SEPARATORS SHALL BE PROVIDED TO AVOID 7. GRADE 316L ELECTRODES SHALL BE USED FOR 316L.
CONTACT BETWEEN DISSIMILAR MATERIALS. STAINLESS STEEL GRADE 316 TO BE USED. 8. WELDS SHALL BE CATEGORY 2B IN ACCORDANCE WITH AS1554.6.
BOLTS TO BE GRADE 316 (A4—CLASS 50). REFER TO STAINLESS STEEL NOTES. 9 ig\RNFGAC;oHNG%HTESOROFHNWEERLDSS\USC@NLE E/ERBC\;DR?D%BFQ/QSWPEOSUS\M%B
S14 CO—ORDINATE WITH LIGHTNING PROTECTION DETAILS — REFER TO BSD-10133. '
LUBRICATION. AFTER POLISHING, WELDS SHALL BE PASSIVATED
USING NITRIC ACID IN ACCORDANCE WITH ASTM A380.
10. ALL STAINLESS STEEL COMPONENTS SHALL HAVE A Ra<0.5um
AND PASSIVATED USING NITRIC ACID IN ACCORDANCE WITH ASTM
A380.
11. CHEMICAL ANCHORS AND BOLTS TO BE GRADE 316
STAINLESS STEEL A4—50 MINIMUM.
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