











2.6 BARBED WIRE AND METAL POST FENCING

A

Provide barbed wire and metal post fencing in accordance with Section 80 of the
Caltrans Standard Specifications and as shown on Plan A86 of the Caltrans
Standard Plans.

Barbed wire gage shall be selected to match the wire gage from removed fencing.

2.7 BARBED WIRE AND WOOD POST FENCING

A.

Provide barbed wire and wood post fencing in accordance with Section 80 of the
California Standard Specifications and as shown on Plan A86 of the Caltrans
Standard Plans except that fencing will consist of 3 lines of barbed wire spaced at
20-inches on center vertically.

Provide sawed 4-inch by 4-inch treated wood posts in accordance with Section 80 of
the California Standard Specifications.

C. Barbed wire gage shall be selected to match the wire gage from removed fencing.

2.8 CHAIN LINK FENCING

2.9

A. Provide 6-foot-high chain link fence in accordance with Section 80 of the Caltrans

Standard Specifications and as shown on Plan 85 of the Caltrans Standard Plans.

METAL FLOOD GATE

. Furnish a metal flood gate designed in accordance with U.S. Army Corps of Engineers

Engineer Manual EM 1110-2-2705 that will provide closure across the Union Pacific
Railroad (formerly Western Pacific) track. The metal gate shall have two-leafs on pivots
providing closure for a 21-ft wide opening and shall have the height shown on the
Drawings. The metal gate leafs will be hot-dip galvanized after fabrication.

. The gate leafs will span between reinforced concrete end walls containing the levee

embankment at each side. The end walls will have embedded metals to mount gate
hinges and also for dogging the gate leafs at open position.

. The reinforced concrete end walls will be provided with safety railings designed as per

Paragraph 2.3 “Steel Pipe Handrails” above.

. The metal gate leafs will be equipped with rubber J-seals at each side to stop water flow

between the concrete wall and the gate leaf.

. The gate leafs when closed will rest on miter contact blocks mounted with rubber pads to

maintain the watertight closure.

. The lower ends of the metal gates will have 2-inches clearance above the top level of

the rails and the concrete pavement at each side of the rail track.
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2.10 DISSIMILAR METALS

Where dissimilar metals are in contact, or where aluminum is in contact with concrete, mortar,
masonry, wet or pressure-treated wood, or absorptive materials subject to wetting, the surfaces
shall be protected with a coat of bituminous paint or asphalt varnish unless otherwise specified.

211 WORKMANSHIP

Miscellaneous metalwork shall be well formed to shape and size, with sharp lines and angles
and true curves. Drilling and punching shall produce clean true lines and surfaces. Welding
shall be continuous along the entire area of contact except where tack welding is permitted.
Exposed connections of work in place shall not be tack welded. Exposed welds shall be ground
smooth. Exposed surfaces of work in place shall have a smooth finish, and unless otherwise
approved, exposed riveting shall be flush. Where tight fits are required, joints shall be milled.
Corner joints shall be coped or mitered, well formed, and in true alignment. Work shall be
accurately set to established lines and elevations and securely fastened in place. Installation
shall be in accordance with manufacturer's installation instructions and approved drawings,
cuts, and details.

2.12 ANCHORAGE

Anchorage shall be provided where necessary for fastening miscellaneous metal items securely
in place. Anchorage not otherwise specified or indicated shall include slotted inserts made to
engage with the anchors, expansion shields, and power-driven fasteners when approved for
concrete; toggle bolts and through bolts for masonry; machine and carriage bolts for steel; and
lag bolts and screws for wood.

2.13  ALUMINUM FINISHES

Unless otherwise specified, aluminum items shall have anodized finish. The thickness of the
coating shall be not less than that specified for protective and decorative type finishes for items
used in interior locations or architectural Class | type finish for items used in exterior locations in
AA DAF-45. ltems to be anodized shall receive a polished satin finish. Aluminum surfaces to
be in contact with plaster or concrete during construction shall be protected with a field coat
conforming to CID A-A-344,

2.14  PAINTING

Surfaces of ferrous metal (including all components such as posts, gates, and all attachments)
except galvanized surfaces shall be cleaned, prepared, primed, and painted. The finish coat of
paint shall be white. Cleaning and preparation shall conform to Society for Protective Coatings
(SSPC) Specifications and the manufacturer's recommendations. Gate components shall be
shop-primed to the maximum practical extent. Primer and finish coat shall be epoxy enamel
consisting of the following paints or as otherwise approved by the Engineer: Ameron "Amercoat
385 Epoxy", Carboline “890", or Tnemec "Series 69 Hi-Build Epoxoline 11", Paint shall be applied
in accordance with manufacturer's recommendations. A copy of the manufacturer's product
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information and application recommendations shall be submitted to the Engineer for the product
used. Surfaces of items to be embedded in concrete shall not be painted.

PART 3 EXECUTION

3.1 GENERAL INSTALLATION REQUIREMENTS

A. All items, except for Caltrans standard fencing, shall be installed as shown on the
Drawings and according to the manufacturer's recommendations. Install
Caltrans Standard fencing in accordance with Section 80 of the Caltrans
Standard Specifications, appropriate Caltrans Standard Plans, and the
manufacturer's recommendations.

B. Installation of steel pipe handrails shall be in pipe sleeves embedded in concrete.
After installation of the post, an epoxy-type grout approved by the Engineer shall
be used to secure the post to the embedded sleeve.

3.2 GALVANIZING

A.

Galvanizing shall be performed after fabrication and before assembling component
parts.

Galvanizing of products fabricated from rolled, pressed and forged steel shapes, plates,
bars and strip 1/8 inch thick or thicker, shall conform to the requirements in ASTM
Designation A 123/A 123M, except that complete seal welding of tightly contacting
surfaces of these products prior to galvanizing is required only where seal welding is
shown on the plans or specified in the special provisions. Except for pre-galvanized
standard pipe, galvanizing of material 1/8 inch thick or thicker shall be performed after
fabrication into the largest practical sections.

At the option of the Contractor, material thinner than 1/8 inch shall be galvanized either
before fabrication in conformance with the requirements of ASTM Designation A 525M,
Coating Designation Z600, or after fabrication in conformance with the requirements of
ASTM Designation A 123/A 123M, except that the weight of zinc coating shall average
not less than 2 ounces per square foot of actual surface area with no individual
specimen having a coating weight of less than 1.5 ounce per square foot.

Galvanizing of standard pipe shall conform to the requirements of ASTM Designation A
53/A 53M. Galvanizing will not be required for stainless steel, monel metal and similar
corrosion resistant parts.

Fabrication shall include all operations such as shearing, cutting, punching, forming,
drilling, milling, bending, welding and riveting.

Welded areas shall be thoroughly cleaned prior to galvanizing to remove slag or other
material that would interfere with the adherence of the zinc. When it is necessary to
straighten any sections after galvanizing, the work shall be performed without damage to
the zinc coating.
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G. Galvanizing of iron and steel hardware and nuts and bolts, when specified or shown on
the plans, shall conform to the requirements in ASTM Designation A 153/A 153M, except
whenever threaded studs, bolts, nuts, and washers are specified to conform to the
requirements in ASTM Designation A 307, A 325, A 325M, A 449, A 563, A 563M, or F
436 and zinc coating is required, they shall be hot dip zinc coated or mechanically zinc
coated in conformance with the requirements in the ASTM Designations. Unless
otherwise specified, galvanizing shall be performed after fabrication.

H. Components of bolted assembilies shall be galvanized separately before assembly.

I. Tapping of nuts or other internally threaded parts to be used with zinc coated bolts,
anchor bars or studs shall be done after galvanizing and shall conform to the
requirements for thread dimensions and overtapping allowances in ASTM Designation A
563 or A 563M.

J. Galvanized surfaces that are abraded or damaged at any time after the application of the
zinc coating shall be repaired by thoroughly wire brushing the damaged areas and
removing loose and cracked coating, after which the cleaned areas shall be painted with
2 applications of unthinned zinc rich primer (organic vehicle type).

- End of Section 05500A -
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