No plant or equipment

assessed 3 tonne GVW capacity of the
structure is to traverse the bridge deck.

exceeding the

8mm thick
repair plates

Web Repair A

1) Remove corroded section and clean back
repair area to sound metal

I 2) Cut to shape and fix backing plate, 8mm
w-) 2 ©c o0 o0 0o 0 0 O O thick, to defective member repair area using
6mm butt and fillets welds (where appropriate)
o 3) Fill any voids with Loctite metal-filled

6mm thick fillet weld \\ compound paste. The compound should be
skimmed to be flush with the existing web

6mm thick butt weld { S 4) Once sealed, affix 8mm thick front plate to

face of repair with 6mm butt and fillet welds

O O O O O O 0O _ o0 5) After the repair has been completed,

H H H H H H plates are to be painted

1

*Minimum dimension of sound North Abutment
material for fillet weld /4

DEFECT DETAIL 1 - PARAPET GIRDER

End Plate Repair

1) Remove corroded section and clean back

SCALE 1:10

repair area to sound metal, cut edges of hole
to form a clean rectangular aperture

2) Cut to shape and fix repair plate, 12mm
thick, to defective member repair area using
6mm butt welds V

3) Once sealed, affix 8mm thick front plate
to face of repair with 6mm butt and fillet

welds (where appropriate)

4) After the repair has been completed,
plates are to be painted

Web Repair

1) Remove corroded section and clean back
repair area to sound metal

2) Cut to shape and fix backing plate, 8mm
thick, to defective member repair area using
6mm butt weld

3) Fill any voids with Loctite metal-filled
compound paste. The compound should be
skimmed to be flush with the existing web.

4) Once sealed, affix 8mm thick front plate
to face of repair with 6mm butt weld

5) After the repair has been completed,
plates are to be painted

Flange Repair

1) Dress back and clean areas of severe

corrosion. Remove severely corroded rivets. 4No.

rivets total to be removed from this location.

2) Apply Loctite metal-filled compound
paste to underside of flange plate. The

Web Repair

1) Remove corroded section and clean back
repair area to sound metal

2) Cut to shape and fix backing plate, 8mm
thick, to defective member repair area using
6mm butt weld

3) Fill any voids with Loctite metal-filled
compound paste. The compound should be
skimmed to be flush with the existing web.

4) Once sealed, affix 8mm thick front plate
to face of repair with 6mm butt weld

5) After the repair has been completed,
plates are to be painted

Flange Repair

1) Dress back and clean areas of severe
corrosion

2) Apply Loctite metal-filled compound
paste to underside of flange plate. The
compound should be skimmed to provide a
smooth and consistent substrate, and is
flush with the edges of the flange

3) Offer up 8mm thick repair plate to
underside of flange (plate to be pre-drilled
with holes of sufficient size to accommodate
the exisitng rivet heads) and temporarily
clamp to secure in place

4) Secure new flange plate with 6mm fillet
welds at the ends and butt welds along the
length

5) On completion of plate repairs and
welding, plates and rivets are to be painted
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*Minimum dimension of sound
material for fillet weld

/— South Abutment

d

REPAIR DETAIL 2 - PARAPET GIRDER

Existing @19.05mm

\— 8mm thick repair plate 300mm long with

©31.75mm cut outs at 101.6mm spacing
to accommodate existing rivet heads

SCALE 1:10
Web repair to north énd"of Web and flange repairs to south
east parapet girder. Refer to E end of east parapet girder. Refer
Repair Detail 1. to Repair Detail 2.
ul ul ul ul ‘ l - ¥ | ul
Transverse girder No.8
end plate repair. Refer to \—
O — 0 H-Tr—HF— Allrivets to be grit-blast Repair Detail 3. N
O O O O O O O (:::)’/ and re-painted
O Hhy60 North Abutment \ / South Abutment
| - 12mm thick repair plate g — B
O Transverse girder No.8 C:j =
H ™~
0| 0O 0 0 O 0O _ O Gy . A
. — e — e — e E— e a— o i
AY 11 11 11 11 11 11 .
N~ ¥ MY YW Web and flange repairs to transverse
girder No.3 at abutment. Refer to
8mm thick front plate Repair Detail No.4.
L
REPAIR DETAIL 3 - TRANSVERSE GIRDER u | T Web ond ange defects ”
to west parapet girder.
SCALE 1:10 Transverse girder | Refer to Repair Detail 5.
notation in accordance
with 2017 Detailed Exam: 10 9 8 7 5 4 3 |2 1
SCALE 1:100
All rivets to be grit-blast
and re-painted %
12.7mm thick
[ = [ buckle plate ) o 8 o o o oo o o oo oo
/ — 7 = S S B A e & e & N A & A &
ES hick o 8mm thick 111 N S A A
O g 12.7mm thic ] repair plates 8mm thick | |
D buckle plate / repair ol \ : l I 1O
pair plates g | |
O B \ g 6mm thick | @ I |_— Allrivets to be grit-blast
4No rivets removed and | butt weld ] || O and re-painted
O replaced with M16 dome ] e '
headed HSFG bolts** G O o0 O o O o o 0 |0O
. il l_@_ ﬂ |/\| T (\1 (\I T (\1 1/\1 |
.0 0 O OO0 O O O O D Eer—t— SO O —
H—H—H— b ——H—H—H—F ="H — 229 525 ~__
_ . = 2 rows of 5No. rivets removed and
210 356 _‘ 12mm thick repair plate 525mm replaced with M16 dome headed

compound should be skimmed to provide a
smooth and consistent substrate, and is
flush with the edges of the flange

3) Offer up 12mm thick repair plate to
underside of flange and temporarily clamp
to secure in place. Plate to be pre-drilled
with holes of sufficient size to accommodate
the replacement bolts and existing rivets.

4) Install new HSFG bolts in place of
corroded rivets

5) On completion of plate repairs, plates
and bolts are to be painted

\ 12mm thick repair plate 210mm long with
appropriate cut outs to accommodate
replacement HSFG bolts

/ South Abutment

*Minimum dimension of sound
material for fillet weld

REPAIR DETAIL 5 - PARAPET GIRDER
SCALE 1:10

long with @19.05mm cut outs at
101.6mm spacing to accommodate
replacement M16 HSFG bolts

**Individual existing rivets that need replacement
should be removed and replaced out of sequence.
Every second rivet in a single row should be replaced
before going back and replacing the alternate rivets.
Hence, adjacent bolts are not removed consecutively

during the replacement process

South Abutment \\

REPAIR DETAIL

HSFG bolts (10 rivets total)**

4 - TRANSVERSE GIRDER

SCALE 1:10

Notes

1. This drawing is not to be used in whole or part other than for the intended purpose and
project, as defined on this drawing. Refer to the Contract for the full terms and conditions.

This drawing should be read in conjunction with drawing no.'s B38380DE-FK-0001, 0001a

& 0002.

2. Alldimensions are in millimetres and levels in metres unless otherwise stated. Dimensions

are based on site measurements taken during a site investigation and and historical

information provided by HRE. Buckle plate thickness was confirmed throughout the soffit at

locations where plates are subject to various states of corrosion using a UT gauge.

3. Locations and extent of services are indicative only and not exhaustive. Contractor to
confirm exact location, nature and owner of any services within the area affected by the
permanent or temporary works.

4. The defects shown are based on an inspection survey undertaken by Jacobs on 28/11/2022

and a detailed examination report provided by HRE. Additional defects are likely to be

identified following grit blasting works. It is recommended that an additional defect survey is
carried out with the Contractor in advance of the works commencing to identify any further
deterioration of existing defects and confirm the repair requirements. A tactile inspection of

defective areas should be undertaken at the commencement of the works on site. The
Contractor remains responsible for establishing the exact dimensions and materials of the

members to be replaced.

? B 5 i shank rivets retained
‘o , T = X 5. To ensure repairs can be completed to appropriate quality levels and to prevent any

contamination from the existing paint system, the areas of the works proposed to be painted
and grit blasted should be scaffolded and fully encapsulated.

surrounding the hole should be cut out prior to repairing.

6. Heavily corroded steel to be cut out and replaced with new S355 steel. Replacement steel to
be welded to the existing elements by a 6mm thick butt or fillet weld connection.

c Holed metallic elements are to be over-plated with new S355 steel. Corroded material

Heavily corroded rivets to be removed and replaced with dome headed HSFG bolts with
the same diameter and similar appearance to the original.

7. Metallic classification undertaken as part of a 2004 site investigation confirmed that the

footbridge is constructed from weldable mild steel. A unit weight of 7850kg/m? is assumed

for structural steel as per by the Specification for Highway Works.

8. Testing of paint samples confirmed that the existing paint system contains lead. All works

are to be undertaken in accordance with Control of Lead at Work Regulations 2002.

9. Allreplaced steel will be painted to match the existing colour identified by testing paint
samples during the site investigation (RAL 7024- 'Graphite Grey'). The appearance of the

structure will therefore remain unchanged following the works. All existing metallic

elements of the structure, will be grit blasted to remove corrosion and a new paint system

will be applied. A Type | (M) paint system as per the Specification for Highway Works, Series

5000 is required.

Legend

|:| Full section loss

D Moderate section loss

@ New dome headed HSFG bolt

ey HEALTH, SAFETY AND ENVIRONMENTAL BOX
In addition to the hazards/risk normally associated with the types of work detailed on this
drawing, note the following :
Hazard
Log Ref. DESCRIPTION OF HAZARD

1 Poor condition of the structure. Hidden defects resulting in local failure of elements.

2  Existing metallic paint system contains lead.

5 Understrength structure.

CONSTRUCTION RISKS

In addition to the hazards/risk normally associated with the types of work detailed on this drawing,
take note of the above. It is assumed that all works on this drawing will be carried out by a competent
contractor working, where appropriate, to an appropriate method statement. Details of the design

mitigation measures and residual risks are contained within the HERRR.

Web Repair

1) Remove corroded section and clean back
repair area to sound metal

2) Cut to shape and fix backing plate, 8mm
thick, to defective member repair area using
6mm butt weld

3) Fill any voids with Loctite metal-filled
compound paste. The compound should be
skimmed to be flush with the existing web.

4) Once sealed, affix 8mm thick front plate
to face of repair with 6mm butt weld

5) After the repair has been completed,
plates are to be painted

Flange Repair

1) Dress back and clean areas of severe
corrosion. Remove severely corroded rivets.
10No. rivets to be removed from this location.—

2) Apply Loctite metal-filled compound
paste to underside of flange plate. The
compound should be skimmed to provide a
smooth and consistent substrate, and is
flush with the edges of the flange

3) Offer up 12mm thick repair plate to
underside of flange and temporarily clamp
to secure in place. Plate to be pre-drilled
with holes of sufficient size to accommodate
the replacement rivets.

4) Install new M16 HSFG bolts in place of
corroded rivets

5) On completion of plate repairs, plates and
bolts are to be painted
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