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DIMENSIONS MARKED *THUS*
ARE CRITICAL.

48.3 O.D. x 3.2mm THK. M.S. PIPE
WELDED TO TAPERED SECTION.

TOP OF MAIN PILLAR.
12 SIDED POLYGON.
65mm FACE TO FACE.

BASE OF MAIN PILLAR.
12 SIDED POLYGON.
135mm FACE TO FACE.

ITEM 6. NECK SECTION WELDED
TO TAPERED TOP SECTION
AND PEDESTAL BASE.

ITEM 4. DOOR.
SEE DETAILS.

ITEM 2. PEDESTAL BASE
WELDED TO BASEPLATE.
SEE DETAILS.

ITEM 1. BASEPLATE.
SEE DETAILS.
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ITEM 5
INTERNAL BRACKET
MATERIAL : 25 x 5mm THK. M.S. BAR.
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M6 x 30mm LONG STUD
WELDED IN POSITION. PROVIDE
M6 GALV. NUT & WASHER &
M6 SPRING WASHER.

DRILL 4
HOLES ∅7.

DRILL & TAP
M8 HOLE.

DRILL & TAP
M8 HOLE.
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ITEM 2
PEDESTAL BASE
MATERIAL : 3mm THK. M.S.
14 SIDED POLYGON.
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ITEM 5 WELDED TO INSIDE
OF ITEM 2 IN POSITION
SHOWN.

DOOR SUPPORT
FRAME WELDED
INSIDE PEDESTAL
BASE. SEE ITEM 3.

ITEM 5.
TOP MOUNT.

TO SUIT
DOOR

ITEM 5.
BOTTOM MOUNT.
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135 CLEAR OPENING
THROUGH DOOR SUPPORT FRAME

3 
GA

P3 GAP

161 CLEAR OPENING
IN PEDESTAL BASE
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28

DRILL 4 HOLES
∅28 ON 350 PCD.

∅220

ITEM 1 - BASEPLATE
MATERIAL : 16mm THK. M.S. PLATE

ITEM 3
DOOR SUPPORT FRAME ITEM 4 - DOOR

MATERIAL : 3mm THK. M.S.
PROFILE TO MATCH PEDESTAL BASE.MATERIAL : 3mm THK. M.S.

PROFILE TO MATCH INTERNAL SURFACE
OF PEDESTAL BASE.
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DRILL 2
HOLES ∅9.

DRILL & TAP
2 HOLES M8.

ITEM 6
NECK SECTION
MATERIAL : 3mm THK. M.S.
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STREET LIGHTING
4.5m POLE

ARRANGEMENT AND DETAILS
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MECHANICAL DESIGN
570 GEORGE STREET
SYDNEY NSW 2000

CONSTRUCTION2.
CL

EA
R 

OP
EN

IN
G 

IN
 P

ED
ES

TA
L

BA
SE

 IN
CR

EA
SE

D 
& 

PO
SI
TI
ON

AD
JU

ST
ED

. I
TE

MS
 3

 &
 4

AD
JU

ST
ED

 T
O 

SU
IT
 N

EW
 O

PE
NI
NG

.
AD

DI
TI
ON

AL
 H

OL
ES

 A
DD

ED
 IN

IT
EM

 5
. I
TE

M 
7 

EA
RT

HI
NG

 T
AB

RE
MO

VE
D.

C.
 S

AW
DY

14
.0
6.
20

19
AP

PR
OV

ED
:

  
  
T.
 T

RA
CE

Y

NOTES
1. ALL STEELWORK TO BE FABRICATED IN ACCORDANCE WITH AS 3990.

2. UNLESS NOTED OTHERWISE:

       (a) ALL HOT ROLLED FLATS TO BE GRADE 250 MINIMUM IN ACCORDANCE WITH AS 1594.

       (b) ALL HOT ROLLED BARS & SECTIONS TO BE GRADE 300 MINIMUM IN ACCORDANCE WITH AS 3679.

       (c) ALL HOLLOW SECTIONS TO BE GRADE C350 MINIMUM IN ACCORDANCE WITH AS 1163.

3. AFTER FABRICATION, ALL BURRS AND SHARP EDGES TO BE REMOVED.

4. ALL WELDING TO BE IN ACCORDANCE WITH AS 1554.1.

      (a) A WELDING PROCEDURE SHALL BE QUALIFIED BEFORE WELDING.

      (b) A WELDING PROCEDURE SPECIFICATION (WPS) TO BE DEVELOPED FROM THE PROCEDURE

QUALIFICATION RECORD (PQR).

      (c) PRODUCE DOCUMENTARY EVIDENCE OF MACRO TEST, TENSILE AND BEND TEST IN ACCORDANCE WITH

AS 1554.1

5. CONSUMABLES (ELECTRODES) SHALL BE MATCHED WITH THE STEEL TYPE IN COMPLIANCE WITH AS/NZS

1554.1 TABLE 4.6.1(A) & THE RELEVANT COLUMNS OF THE TABLE DEPENDING ON THE TYPE OF WELDING

PROCESS BEING UNDERTAKEN.

6. UNLESS NOTED OTHERWISE:

       (a) ALL WELDS SHALL BE 6mm CONTINUOUS FILLET WELDS, CATEGORY GP.

       (b) BUTT WELDS SHALL BE CONTINUOUS FULL PENETRATION, CATEGORY SP.

       (c) ALL WELDS TO BE CARRIED OUT IN THE SHOP UNLESS NOTED AS `WELD ON SITE'.

7. WELDS SHALL BE INSPECTED TO AS/NZS 1554.1 CLAUSE 7.3 (VISUAL INSPECTION OF WORK) UNLESS THE

WELDING PROCESS IS SUPERVISED AND CARRIED OUT BY QUALIFIED PERSONNEL AS DEFINED IN AS/NZS

1554.1 CLAUSE 4.12.1 AND CLAUSE 4.12.2.

8. AFTER FABRICATION, ALL WELDS TO BE CHIPPED FREE OF SLAG.

9. AFTER FABRICATION, ALL STEELWORK TO BE HOT DIP GALVANISED TO AS 4680. GALVANISING MINIMUM

AVERAGE COATING THICKNESS AND MASS TO BE IN ACCORDANCE WITH AS 4680 TABLE 1.  AVERAGE

THICKNESS SHALL BE DETERMINED IN ACCORDANCE WITH AS 2312.

     SURFACE FINISH : THE GALVANISED COATING TO BE CONTINUOUS, ADHERENT, AS SMOOTH AND EVENLY

DISTRIBUTED AS POSSIBLE, AND FREE FROM ANY DEFECT THAT IS DETRIMENTAL TO THE STATED END

USE OF THE COATED ARTICLE. ANY RECTIFICATION TO BE CARRIED OUT AS PER CLAUSE 8 OF AS 4680.

      ADHESION : THE GALVANISED COATING SHALL BE SUFFICIENTLY ADHERENT TO WITHSTAND NORMAL

HANDLING DURING TRANSPORT AND ERECTION.

10. AFTER GALVANISING, ALL HOLES TO BE CLEARED AND SHARP EDGES TO BE REMOVED.

11. WHERE THE GALVANISING FINISH HAS BEEN DAMAGED, AREA TO BE TREATED WITH COLD GALVANISING

PAINT SIMILAR TO ZINCFIX. COATINGS TO BE APPLIED IN ACCORDANCE WITH THE MANUFACTURERS

INSTRUCTIONS.

12. ALL BOLTS, NUTS AND WASHERS TO BE HOT DIP GALVANISED TO AS 1214.

13. ALL BOLTS TO BE GRADE 4.6/s TO AS 1111.

14. EXTERNAL SURFACES TO BE PAINTED IN ACCORDANCE WITH AUSGRID'S NETWORK STANDARD NS119

CLAUSE 3.2.11.
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