NOTES
A 1. ALL STEELWORK TO BE FABRICATED IN ACCORDANCE WITH AS 4100,
2. UNLESS NOTED OTHERWISE:
300 (a) ALL HOT ROLLED FLATS TO BE GRADE 250 MINIMUM IN ACCORDANCE WITH AS 1594,

40 50 50 (b) ALL HOT ROLLED SECTIONS T0 BE GRADE 250 MINIMUM IN ACCORDANCE WITH AS 3679.
| |
I I (c) ALL HOLLOW SECTIONS TO BE GRADE C350 IN ACCORDANCE WITH AS 1163.

3 3. AFTER FABRICATION, ALL BURRS AND SHARP EDGES TO BE REMOVED.
R — — 4 ALL WELDING TO BE IN ACCORDANCE WITH AS 1554.1.
- (a) A WELDING PROCEDURE SHALL BE QUALIFIED BEFORE WELDING.

(b) A WELDING PROCEDURE SPECIFICATION (WPS) TO BE DEVELOPED FROM THE PROCEDURE
QUALIFICATION RECORD (PQR).

h ‘{((((((((((((}

(c) PRODUCE DOCUMENTARY EVIDENCE OF MACRO TEST, TENSILE AND BEND TEST IN ACCORDANCE WITH
L 42.4 0.D. x 3.2 WALL THK AS 501
_ 4 0D.x3. .
#L;(BEQSESEETVXE}SDED 10 FE:)I?I?D)I(?z\?lbYQIEII:JEFIIDKSf'(HEEY%’UBE M.S. TUBE, 350mm. LONG 5. CONSUMABLES (ELECTRODES) SHALL BE MATCHED WITH THE STEEL TYPE IN COMPLIANCE WITH AS/NZS

15541 TABLE 4.6.1(A) & THE RELEVANT COLUMNS OF THE TABLE DEPENDING ON THE TYPE OF WELDING
PROCESS BEING UNDERTAKEN.
6. UNLESS NOTED OTHERWISE:
(a) ALL WELDS SHALL BE 6mm CONTINUOUS FILLET WELDS, CATEGORY GP.
(b) BUTT WELDS SHALL BE CONTINUOUS FULL PENETRATION, CATEGORY SP.
(c) ALL WELDS TO BE CARRIED OUT IN THE SHOP UNLESS NOTED AS “WELD ON SITE'.
\ 7. WELDS SHALL BE INSPECTED T AS/NZS 1554.1 CLAUSE 7.3 (VISUAL INSPECTION OF WORK) UNLESS THE
WELDING PROCESS IS SUPERVISED AND CARRIED OUT BY QUALIFIED PERSONNEL AS DEFINED IN AS/NZS
2 x 45° 1554.1 CLAUSE 4.12.1 AND CLAUSE 4.12.2.
CHAMFER. 8. AFTER FABRICATION, ALL WELDS TO BE CHIPPED FREE OF SLAG.
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MINIMUM STRAIGHT
SECTION OF PIPE.

9. AFTER FABRICATION, ALL STEELWORK TO BE HOT DIP GALVANISED TO AS 4680. GALVANISING
MINIMUM AVERAGE COATING THICKNESS AND MASS TO BE 125um, 900g/m®. AVERAGE THICKNESS
SHALL BE DETERMINED IN ACCORDANCE WITH AS 2312.
90° SURFACE FINISH : THE GALVANISED COATING TO BE CONTINUQOUS, ADHERENT, AS SMOOTH AND
EVENLY DISTRIBUTED AS POSSIBLE, AND FREE FROM ANY DEFECT THAT IS DETRIMENTAL TO THE
¢ ¢ STATED END USE OF THE COATED ARTICLE. ANY REPARATION IS TO CARRIED QUT AS PER
CLAUSE 8 OF AS 4680.
ADHESION : THE GALVANISED COATING SHALL BE SUFFICIENTLY ADHERENT TO WITHSTAND
NORMAL HANDLING DURING TRANSPORT AND ERECTION.
M12 x 20 LONG HEX. HEAD

STAINLESS STEEL SET 10. AFTER GALVANISING, ALL HOLES TO BE CLEARED AND SHARP EDGES TO BE REMOVED.
ﬁg';'?ﬁ & REQUIRED. SEE 1. WHERE THE GALVANISING FINISH HAS BEEN DAMAGED, AREA TO BE TREATED WITH COLD GALVANISING
PAINT SIMILAR TO ZINCFIX. COATINGS TO BE APPLIED IN ACCORDANCE WITH THE MANUFACTURERS

INSTRUCTIONS.

12. IF ANY MATERIAL DETAILED ON THE DRAWINGS IS CHANGED, PRIOR APPROVAL MUST BE OBTAINED
FROM AUSGRID.

13. ADAPTER (AFTER GALVANISING) SHALL BE A CLEARANCE FIT INTO A DN32 (42.4 OD) GALVANISED TUBE.

14, AT INSTALLATION, EACH SET SCREW IS TO BE TIGHTENED TO A TORQUE OF 25Nn.

15. AUSGRID STOCKLINE No 0X0287, STOCKCODE No 132258.

M12 M.S. NUT.
4 REQUIRED.
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AMENDMENTS

1.NOTES 8 & 9 ADDED

RG.

0 10 20 cm 570 GEORGE ST NUMBER 24557
' T— T— T— T— T— SYDNEY NSW 2000 SIZE DRAWNG No SHEET AND

CENTIMETRES ON ORIGINAL DRAWING AT SCALE 1:2 EBI(\)/I%-II-EF;AK A2 117697 1 2

NOTES UPDATED TO CURRENT

STANDARDS.

2. DRAWING BORDER UPDATED.
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