CONSTRUCTION SPECIFICATION

276.  GALVANIZED METAL FABRICATION
 1.
SCOPE
The work shall consists of furnishing, fabricating and erecting galvanized metalwork, including the metal parts of composite structures.

 2.
MATERIALS
Unless otherwise specified, structural steel shall conform to the requirements of ASTM A 36.  Finished surfaces shall be smooth and true to assure proper fit.  Zinc coatings shall conform to the requirements of ASTM A 123 (Hot-Dip Galvanized).

Steel bolts, washers, and nuts shall conform to ASTM A 307.  Zinc coating shall conform to ASTM A 153.  Bolts, screws and other fasteners 1/2 inch or less in diameter may be coated with electrodeposited zinc or cadmium conforming to the requirements of ASTM B 766, coating thickness Class 5, Type III or ASTM B 633, Service Condition SC-3 unless otherwise specified.

 3.
FABRICATION
Fabrication of structural steel shall conform to the requirements of Section 1.23 of the "Specification for the Design, Fabrication and Erection of Structural Steel for Buildings (Riveted, Bolted and Arc Welded Construction)" published by the American Institute of Steel Construction. 

 4.
ERECTION
The frame of metal structures shall be carried up true and plumb.  Temporary bracing shall be placed wherever necessary to resist all loads to which the structure may be subjected; including those applied by the installation and operation of equipment.  Such bracing shall be left in place as long as may be necessary for safety.

As erection progresses the work shall be securely bolted up, or welded, to resist all dead loads, wind, and erection stresses.  The Contractor shall furnish such fitting up bolts nuts and washers as may be required.  The completed metal work shall conform to the dimensions as shown on the drawings.

All field welding shall be done in conformance to the requirements for shop fabrication, except those that expressly apply to shop conditions only.

Galvanized items shall not be cut, welded or drilled after the zinc coating is applied, except as necessary for field installation.

 5.
REPAIR OF DAMAGED COATING
Any damage to the zinc coating shall be repaired by thoroughly wire brushing the damaged area, removing all loose and cracked coating, removing all dirt and greasy material with solvent.  Two coats each of a primer and zinc coating, of the following type:

a.
Zinc dust - zinc oxide primer, ASTM D 79, and D 520

b.
Zinc-rich cold galvanized compound, brush, or aerosol application.

Other methods of repair as proposed by the Contractor may be considered by the Engineer, and if judged to be equal or better, may be approved.

 6.
MEASUREMENT AND PAYMENT
Method 1  For items of work for which specific lump sum prices are established in the contract, the work will not be measured.  Payment for metal fabrication will be made at the contract lump sum price.  Such payment will constitute full compensation for all labor, materials, equipment and all other items necessary and incidental to the completion of the work, including connectors and appurtenances such as rivets, bolts, nuts, pins, studs, washers, hangers and weld metal.

Method 2  For items of work for which specific unit prices are established in the contact, the metal items complete in place shall be determined by the number of each item.  Payment for metal fabrication will be made at the contract unit price.  Such payment will constitute full compensation for all labor, materials, equipment and other items necessary and incidental to the completion of the work, including connectors and appurtenances such as rivets, bolts, nuts, pins, studs, washers, hangers and weld metal.

All Methods  Compensation for any item of work described in the contract but not listed in the bid schedule will be included in the payment for the item of work to which it is made subsidiary.  Such items and the items to which they are made subsidiary are identified in Section 7.
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