23 dia drain

6020 (REF)

5600 to Top of Spigot Pipe

3000 to Centre of mounting plate
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Align weld bead
in pipe with axis

8-38 dia drilled

holes equally spaced

on 381 PCD

Attach Marking Plate

POST ASSEMBLY

Dotted outline of pipe

480 dia shows the direction of

to base plate holes

220 dia hole on centreline
through base plate

ltem 9 using 2—No.6
Type ‘U’ round head ~ SECTION ﬂ TEM 1 — BASE PLATE

drive screws

10

|
)

SECTION /B
.

outreach arm in relation

centreline

through underside
of CHS on the

SECTION( E >

439 This development could be
Divide into made into a template to cut
Grind welded seam smooth inside 12 12 equal spaces the truncated end of Item 11
spigot pipe — 250 minimum depth for
hole fitment of Luminaire Transition Piece /
2
- <
18 © I \ I = % g
2 | \ - % —
| i SRS
18 x 40 ‘r \ } ©
slotted hole | ‘ |
S 1y
A y 3.5 dia holes Manufacturer’s
Cut slot 150 x 50 wid L ) / U Ffor drive screws /7Logo
ut slo X wide.
f Fillet weld
NOTE: Edges shall be ¥ y ACN number
rounded for electrical wires b ‘ [y g;%?dq:ig DEVELOPMENT OF OUTER SURFACE OF |TEM 11 WEIGHT 380 kg LO/G O o o
I ‘ / / of ellipse JOB No o
12 dia drain hole in ‘// // Date of manufacture
bottom of Item 11 I
TEM 9 — TYPICAL MARKING PLATE
Single bevel butt
Slotted hole 40
g)?g ;? ;:}g;te through CHS 5 24 dia round bar
190 H# 50
23
4-23 x 31 slotted QEI&L_@ 38 Q2 10
holes, at 520 spacing 10 dia hole approx
drilled through ITEM 8 — LOCATING PIN
ltem 3 before T .
welding 2 - 12 thick plate
20 di d b © 3':7
SECTION M8 tapped hole 1a round bar <+ R25
('8)PIN ALIGNMENT IS IMPORTANT = 3
= RS 27 dia

and drive

Drill 23 dia hole for pin

pin into hole

10 dia hole
drilled through
Item 10 before
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Slotted hole
through CHS
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SECTION

R15

2-10 dia drain holes
in bottom infill only

ITEM 4 — INFILL FOR ITEM 3

welding
SECTION
50 x 194 slotted hole
through CHS post and Mounting Plate
4-M8 tapped holes mounting plate for Traffic Signal
through mounting plate Junction Box,
35 x 145 slotted hole @\} ‘ bend as shown
through CHS post and } T (T 7
mounting plate | © } } } }
=t 5-M8 tapped i I W W
(AN R | holes through It T 41
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DETAIL ( E >ITEM 10 — MOUNTING PLATE DETAIL ITEM 3 — MOUNTING PLATE
SECTION % AT REAR FACE OF POST AT REAR FACE OF POST
Al edges shall 12 [ 1 Sp!got Cf]p Downee' Fitting Part No K125 GB - Galvabond
be rounded 11| 1| Spigot Pipe 139.7 x 5.4 CHS 680 approx | C250L0
10 | 1 | Mounting Plate (for Luminaire Junction Box) 16 thick flat bar 210 x 75 300
9 | 1 |Marking Plate 2 thick aluminium plate 100 x 25 -
8 | 1| Locating Pin 24 dia round bar 40 300
314‘ud:10 7 [15 | Lantern Fixing Lug 10 thick flat bar 60 x 40 | 300
hole 6 | 4 | Lfting Lug 12 thick plate 60 x 50 | 250
5 | 1| Earthing Pin 20 dia round bar 20 300
4 | 2 | Infill for Item 3 10 thick plate 150 x 45 250
3 | 1| Mounting Plate (for Traffic Signal Junction Box) | 10 thick plate 300 x 225 | 250
2 | 1| Post Refer to Standard Drawing 1712 — —
1] 1| Base Plate 40 thick plate 480 dia 350
ITEM 7 — FLEOM g,,?,: ITEM DESCRIPTION MATERIAL DESCRIPTION LENGTH GRADE

SECTION( E >

LANTERN FIXING LUG

MATERIAL LIST

ITEM 5 — EARTHING PIN

NOTES:

1. This drawing supersedes TMR fabrication drawing 249615.
Refer Standard Drawing 1712 for circular mast arm fabrication details.
2. DESIGN CRITERIA: Type ‘M3C' Mast Arm shall conform to AS 2339.
Total effective area of lantern assembly shall be 2.0m? ie. 5-3 aspect 300 dia

Traffic Signal Lanterns.

3. STEELWORK shall be fabricated to the requirements of MRTS78 and in accordance

with AS 4100.

Steel grades are as noted in Material List.
CHS to AS/NZS 1163.

Steel plate to AS/NZS 3678.

Flat bar and round bar to AS/NZS 3679.1.

All holes shall be drilled or laser cut, ground smooth around edges.

Al welds shall be completed prior to hot dip galvanising.

All steelwork shall be hot dip galvanised to AS/NZS 4680.

Prior to galvanising all weld splatter and welding slag is to be removed.
Members shall be branded with suitable item number after fabrication.

4. WELDING symbols conform to AS 1101.3.
All welding to AS/NZS 1554.1.

All welds except location tack welds to be SP category.
Welding consumables to be controlled hydrogen type: G493 to
AS/NZS IS0 14341-B or T493 to AS/NZS ISO 17632-B.

5. DIMENSIONS are in millimetres.

REFERENCED DOCUMENTS:
Departmental Standard Drawings:

1712 Traffic Signals/Road Lighting — Circular Mast Arm Fabrication Details

Departmental Specifications:

MRTS78 Fabrication of Structural Steelwork

ITEM 6 — LIFTING LUG
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CIRCULAR COMBINATION
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