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Project Specific Special



Special Provisions

Delete Section 720 in its entirety and replace with the following:

Section 720

Friction Pendulum Bearings
Susitna Bridge Repairs: refer to Section 202 Removal of Structures and Obstructions, 501 Structural Concrete, 504 Steel Structures, 507 Bridge Railing, 512 Forms and Falsework, 513 Field Painting of Steel Structures, 514 Bearing Replacement, 515 Polyester Concrete Overlay, and 731 Polyester Concrete for further repairs or see archived project specifications 58247.

720-1.01 Scope.  Owner-furnished Friction Pendulum™ bearings of the particular type shown on the Plans

720-2.01 General Requirements.  

1.
Structural Steel.  Use structural steel components that conform to the requirements of Section 504, “Steel Structures.”

Control the flatness of the contact surfaces of steel plates such that upon completion of the system, all plate interfaces shall have full contact.

Mill surfaces, including those of steel masonry and mounting plates, designated on the plans as “mill to bear” to a surface finish with a roughness value not exceeding 500, as defined in ANSI/ASME B46.1.  Control the flatness of such surfaces so that, when a precision straight edge is laid across the surface, the maximum gap under the straight edge is less than 1/8 inch.  

High strength cap screws shall conform to the mechanical requirements of ASTM Designation: A 449, and shall be mechanically galvanized.  Tighten cap screws to a tension equal to 65 percent of the tension required for slip-critical connections as designated for ASTM A 325 bolts in the “Specification for Structural Joints Using ASTM A 325 or A 490 Bolts,” approved by the Research Council on Structural Connections of the Engineering Foundation.

Cleaning and Painting Steel.  Clean and paint metal surfaces of bearings, including masonry and mounting plates and excluding stainless steel surfaces, exposed to the atmosphere in the completed work, according to subsection 504-3.03.

Blast clean and repaint painted surfaces damaged or burned during installation and all mudcracked areas to the specified thickness.
Test the inorganic zinc coating for adhesion and cure.  The Engineer will determine the locations of the tests.  Determine the sequence of the testing operations.  At your expense, provide satisfactory access to allow the Engineer to locate the tests and to test the inorganic zinc-coating cure.  The inorganic zinc coating shall pass both of the following tests.

The inorganic zinc coating shall have a minimum adhesion to steel of 600 psi when measured at no more than 6 locations per bearing according to ASTM Designation: D 4541. At your expense:  (1) verify compliance with the adhesion requirements, (2) furnish test results to the Engineer, and (3) repair the coating after testing.

The Engineer will check the inorganic zinc-coating cure.  The inorganic zinc coating shall exhibit a solid, hard and polished metal surface when firmly scraped with the knurled edge of a quarter.  Repair, at your expense, inorganic zinc coating that is powdery, soft or does not exhibit a polished metal surface, as determined by the Engineer, by blast cleaning and repainting with inorganic zinc coating to the specified thickness.

Finish coats will not be required on the bearings, masonry, and mounting plates. Do not use aerosol cans.  (9/11/06)BRIDGE
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