CONSTRUCTION SPECIFICATION

52.     STEEL PIPE CONDUITS

1. SCOPE

This specification covers furnishing and installing steel pipe complete with the fittings and appurtenances specified on the drawings.

2. MATERIALS

Unless otherwise specified, steel pipe and fittings shall conform to the requirements of ASTM Designation A-53 or A-120 and special fittings and appurtenances shall be built of the same materials as those used in the manufacture of the pipe.

Steel welding electrodes shall conform to the requirements of American Welding Society Specification AWS A5.1, “Specification for Mild Steel Covered Arc-Welding Electrodes”, except that they shall be uniformly and heavily coated (not washed) and shall be of such a nature that the coating will not chip or peel while being used with the maximum amperage specified by the manufacturer.
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3. LAYING AND BEDDING THE PIPE

Unless otherwise specified, the pipe shall be installed in accordance with the manufacturer’s recommendations.  The pipe shall be firmly and uniformly bedded throughout its entire length and in the manner shown on the drawings.

4. BACKFILL

Earth backfill shall be placed in the manner specified for structure backfill in Construction Specification 23.  Special care shall be taken to prevent lifting the pipe from the bedding by pressures exerted by tamping material under the haunches of the pipe.

5. WELDED JOINTS

Surfaces to be welded shall be free from scale, grease, paint, other objectionable debris or coatings.  Joint surfaces shall be free from fins or tears.  Parts to be welded shall be brought in as close contact as possible and in no event separated more than one-quarter inch.  If the separation is more than one-eighth inch, the size of the fillet weld shall be increased by the amount of the separation.  Welding and welded joints shall conform to the welding procedure details and the requirements for repair of welds of AWWA Standard C206 for Field Welding of Steel Water Pipe Joints (AWS D10.9).  When field joints are welded, special care shall be taken to avoid burning the protective coating.

6. COUPLED JOINTS

Where bell and spigot type joints are used, a protective coating shall be shop applied to the bell end.  The bell edge of the pipe (thickness) and the pipe interior for a distance of 6 inches shall be coated with coal tar-epoxy paint.

The ends of pipe to be connected with mechanical couplings shall be machined so as to allow coupling the pipe sections without damaging or displacing the gaskets and to insure uniform end separation of the pipes.  Machined ends of the pipe that receive the coupling sleeves shall be free from dents, gouges, rust, scale, opr protective coating (except coal tar-epoxy paint).  The paint and couplings shall be assembled with continuous rubber ring gaskets conforming to the dimensions and tolerances recommended by the pipe manufacturer.  Coupling followers shall be drawn up evenly to insure uniform pressure on the gaskets.  The rubber gaskets shall meet the requirements specified in AWWA Standard C 200.

All steel ring flanges shall be fabricated in accordance with AWWA Standard C 207.

Compression couplings, valves, bolted connections and other flanged fittings shall be shop coated with coal tar-epoxy paint or a factory-applied vinyl coating at least 12 mils thick.  Plain (ungalvanized) bolts shall be furnished regardless of coating (coal tar-epoxy or vinyl).
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