
STRUCTURAL STEEL ERECTION

6/8/12
Delete paragraphs 712.5.1 and 712.7.2 in Sec 712 and substitute the following:

712.5.1  Fit-up and Drifting.  Truss spans, plate girders and continuous I-beams shall be supported to maintain required camber during erection.  High-strength bolted field splices and primary connections, except for trusses and structures carrying live load erection stresses, shall have at least one half of the holes  filled with a combination of fitting up bolts and  drift pins.  At least 50% of this combination shall be fitting-up bolts.  Splices and primary connections carrying erection traffic during erection or truss connections shall have no less than three-fourths of the holes filled with drift pins and bolts with at least 50% being fitting-up bolts.  The above requirements shall apply to each element of the splice, for example, top flange, web and bottom flange of girders. Fitting-up bolts shall be the same nominal diameter as the high strength bolts.  High strength bolts may be used for fitting-up bolts, and may be left in place, as long as they are not damaged during erection.  High strength bolts will be considered damaged and shall be replaced if they are  tensioned past snug tight, used to draw two members together, driven into place with a hammer, or have any deformation of the threads.  Drift pins shall be sized to provide a driving, tight fit that maintains structure geometry during erection.  Reaming of holes to aid in drifting connections will not be permitted.  Fitting up bolts shall be placed uniformly to draw the entire splice tight. All fitting up bolts and drift pins shall be properly installed before completing the installation of the remaining high strength bolts. Holes that do not match shall be reamed only with approval from the engineer.  Drifting that would distort the metal will not be permitted. 

712.7.2  Snug Tightness of Connections.  Regardless of the method of final tightening used to install the fasteners, the joint and all fasteners shall first be brought to the snug tight condition. Snug tight will be defined as the tightness where all faying surfaces of the joint are in firm contact as attained by a few impacts of an impact wrench or the full effort of a person using an ordinary spud wrench. Following the initial snug tightening of the fitting up bolts, the remaining holes shall be filled with high strength bolts and tightened to a snug tight condition.   Drift pins, all damaged high strength bolts, and all non-high strength fitting-up bolts shall then be replaced with high strength bolts and installed to a snug tight condition. All final bolts completing the connection shall be high-strength and the required nominal diameter. Snug tightening shall progress systematically from the most rigid part of the connection to the free edges. Bolts shall be retightened in a similar manner as necessary until all bolts are simultaneously snug tight, and the section is fully compacted with the bolted parts of the joint in full contact.  For type 3 bolts and type 1 bolts that will be field coated, if a connection is not completely tightened within five days of snug tightening, the contractor shall remove five percent  or five bolts (whichever is lesser) of a given connection and conduct rotational capacity testing in accordance with Section 1080 to verify nut lubrication.  For bolted field splices, the amount of bolts specified for bolt removal shall apply to each element of the splice (top flange, bottom flange, and web).  If the rotational capacity test is unacceptable, all bolts shall be removed, inspected, relubricated and may then be reinstalled.  Any permanent bolts installed as fitting up bolts that are exposed to any type of precipitation prior to final tensioning shall be removed and relubricated and then may be reinstalled. For galvanized bolts, the above condition shall be met as well as the threads of the bolts and nuts shall be inspected for galling prior to final tensioning.  Any bolts or nuts with threads that are galled shall be removed and replaced.
