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EXISTING 42.4 O.DA|

STREET LIGHTING
STANDARD SPIGOT

4 x M12 NUTS WELDED T0O —
TUBE. SEE DETAILS.

|*51 0.D. x 3.2 WALL THK.(C.E.W.)

COLD DRAWN WELDED STEEL TUBE.

Tm OUTREACH EXTENSION
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SECTION A - A

NOTE 1&.

M12 M.S. NUT.
4 REQUIRED.

42.4. 0D x 3.2 WALL—

175

THK. M.S. TUBE.

M12 x 20 LONG HEX. HEAD
STAINLESS STEEL SET
SCREWS. & REQUIRED. SEE

NOTES
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ALL STEELWORK TO BE FABRICATED IN ACCORDANCE WITH AS 4100.
UNLESS NOTED OTHERWISE:
(a) ALL HOT ROLLED FLATS TO BE GRADE 250 MINIMUM IN ACCORDANCE WITH AS 1594.
(b) ALL HOT ROLLED SECTIONS TO BE GRADE 250 MINIMUM IN ACCORDANCE WITH AS 3679.
(c) ALL HOLLOW SECTIONS TO BE GRADE €350 IN ACCORDANCE WITH AS 1163.
AFTER FABRICATION, ALL BURRS AND SHARP EDGES TO BE REMOVED.
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).
(c) PRODUCE DOCUMENTARY EVIDENCE OF MACRO TEST, TENSILE AND BEND TEST IN ACCORDANCE WITH AS 1554.1
CONSUMABLES (ELECTRODES) SHALL BE MATCHED WITH THE STEEL TYPE IN COMPLIANCE WITH AS/NZS 1554.1
TABLE 4.6.1(A) & THE RELEVANT COLUMNS OF THE TABLE DEPENDING ON THE TYPE OF WELDING PROCESS BEING
UNDERTAKEN.
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".
WELDS SHALL BE INSPECTED TO 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 1554.1
CLAUSE 4.12.1 AND CLAUSE 4.12.2.
AFTER FABRICATION, ALL WELDS TO BE CHIPPED FREE OF SLAG.
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.
SURFACE FINISH : THE GALVANISED COATING TO BE CONTINUOUS, 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 OUT AS PER
CLAUSE 8 OF AS 4680.
ADHESION : THE GALVANISED COATING SHALL BE SUFFICIENTLY ADHERENT TO WITHSTAND
NORMAL HANDLING DURING TRANSPORT AND ERECTION.
AFTER GALVANISING, ALL HOLES TO BE CLEARED AND SHARP EDGES TO BE REMOVED.
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.
IF ANY MATERIAL DETAILED ON THE DRAWINGS IS CHANGED, PRIOR APPROVAL MUST BE OBTAINED FROM
AUSGRID.
EXTENSION (AFTER GALVANISING) SHALL BE A CLEARANCE FIT ONTO A 42.4 0D STREET LIGHTING STANDARD
SPIGOT.
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