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@ ToP VEW WELDING NOTES: TOP VEIW PUNCH 5”8 5X
13" X 13" X §” 64’ 04" 1. USE 70XX ELECTRODES; OBTAIN FUSION WITHOUT UNDERCUT. GRIND BEFORE WELDING
BASE PLATE 2. DIMENSION TOLERANCES ARE +1/16” (NON—ACCUMULATIVE).
| 3. SHOP CHECKED THAT PRE-GALVANIZED EQUIPMENT WAS
| MANUFACTURED PER DRAWING.
1 4. SHOP CHECKED THAT ITS WELD PROCEDURES AND PERSONNEL

v T NOREN NN USED FOR THIS FABRICATION ARE IN ACCORDANCE WITH

AWS D1.1 WELDING CODE.
‘ 5. ASSEMBLY HOT-DIPPED GALVANIZED AFTER FABRICATION.
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