llinois Department of Transportation

2300 South Dirksen Parkway / Springfield, lllinois / 62764

January 6, 2021

SUBJECT: Route FAU 1265 (Clavey Road)
Section 15-00125-01-BR (Highland Park)
Lake County
Contract No. 61G84
ltem 145
January 15, 2021 Letting
Addendum B

NOTICE TO PROSPECTIVE BIDDERS:

Attached is an addendum to the plans or proposal. This addendum involves revised
and/or added material.

Revised the Schedule of Prices.

Revised sheet 11 of the Plans.

Revised the Guide Bridge Special Provision Index/Check Sheet.
Added pages 259a — 259d to the Special Provisions.

hON=

Prime contractors must utilize the enclosed material when preparing their bid and must
include any changes to the Schedule of Prices in their bid.

Very truly yours,

et

Jack A. Elston, P.E.
Bureau Chief, Design and Environment



GUIDE BRIDGE SPECIAL PROVISION INDEX/CHECK SHEET

Effective as of the: January 15, 2021 Letting

Pa# File Name | Title Effective Revised
GBSP 12 | Drainage System June 10, 1994 | Jun 24, 2015
GBSP 13 | High-Load Multi-Rotational Bearings Oct 13,1988 | Oct 23, 2020
GBSP 14 | Jack and Remove Existing Bearings April 20, 1994 | April 13, 2018
GBSP 15 | Three Sided Precast Concrete Structure July 12,1994 | Dec 21, 2016
GBSP 16 | Jacking Existing Superstructure Jan 11,1993 | April 13, 2018
GBSP 18 | Modular Expansion Joint May 19, 1994 | Oct 23, 2020
GBSP 21 | Cleaning and Painting Contact Surface Areas of Existing Steel | June 30, 2003 | Oct 23, 2020
Structures
GBSP 25 | Cleaning and Painting Existing Steel Structures Oct 2, 2001 Oct 23, 2020
GBSP 26 | Containment and Disposal of Lead Paint Cleaning Residues Oct 2, 2001 Apr 22, 2016
GBSP 28 | Deck Slab Repair May 15, 1995 | April 13, 2018
GBSP 29 | Bridge Deck Microsilica Concrete Overlay May 15, 1995 | March 1, 2019
GBSP 30 | Bridge Deck Latex Concrete Overlay May 15, 1995 | Oct 20, 2017
GBSP 31 | Bridge Deck High-Reactivity Metakaolin (HRM) Conc Overlay Jan 21,2000 | March 1, 2019
GBSP 33 | Pedestrian Truss Superstructure Jan 13, 1998 | Oct 23, 2020
GBSP 34 | Concrete Wearing Surface June 23, 1994 | Oct 4, 2016
GBSP 45 | Bridge Deck Thin Polymer Overlay May 7, 1997 Feb 6, 2013
240 GBSP 51 | Pipe Underdrain for Structures May 17, 2000 | Oct 23, 2020
GBSP 53 | Structural Repair of Concrete Mar 15, 2006 | Aug 9, 2019
GBSP 55 | Erection of Curved Steel Structures June 1, 2007
GBSP 56 | Setting Piles in Rock Nov 14, 1996 | Oct 23, 2020
GBSP 59 | Diamond Grinding and Surface Testing Bridge Sections Dec 6, 2004 Mar 29, 2017
GBSP 60 | Containment and Disposal of Non-Lead Paint Cleaning Nov 25, 2004 | Apr 22,2016
Residues
GBSP 61 Slipform Parapet June 1, 2007 March 1, 2019
GBSP 67 | Structural Assessment Reports for Contractor's Means and Mar 6, 2009 Oct 5, 2015
Methods
GBSP 71 | Aggregate Column Ground Improvement Jan 15,2009 | Oct 15, 2011
GBSP 72 | Bridge Deck Fly Ash or GGBF Slag Concrete Overlay Jan 18, 2011 March 1, 2019
GBSP 75 | Bond Breaker for Prestressed Concrete Bulb-T Beams April 19, 2012 | Oct 23, 2020
242 GBSP 78 | Bridge Deck Construction Oct 22, 2013 Dec 21, 2016
GBSP 79 | Bridge Deck Grooving (Longitudinal) Dec 29, 2014 | Mar 29, 2017
GBSP 81 Membrane Waterproofing for Buried Structures Oct 4, 2016 March 1, 2019
244 GBSP 82 | Metallizing of Structural Steel Oct 4, 2016 Oct 20, 2017
259a GBSP 83 | Hot Dip Galvanizing for Structural Steel Oct 4, 2016 Oct 20, 2017
GBSP 85 | Micropiles Apr 19,1996 | Oct 23, 2020
GBSP 86 | Drilled Shafts Oct 5, 2015 Oct 4, 2016
GBSP 87 | Lightweight Cellular Concrete Fill Nov 11, 2011 | Apr 1, 2016
GBSP 88 | Corrugated Structural Plate Structures Apr 22,2016 | April 13, 2018
GBSP 89 | Preformed Pavement Joint Seal Oct 4, 2016 Oct 23, 2020
GBSP 90 | Three Sided Precast Concrete Structure (Special) Dec 21, 2016 | April 13, 2018
GBSP 91 | Crosshole Sonic Logging Testing of Drilled Shafts Apr 20, 2016 | Aug 9, 2019
GBSP 92 | Thermal Integrity Profile Testing of Drilled Shafts Apr 20, 2016
GBSP 93 | Preformed Bridge Joint Seal Dec 21, 2016 | Oct 23, 2020
GBSP 94 | Warranty for Cleaning and Painting Steel Structures Mar 3, 2000 Nov 24, 2004
GBSP 96 | Erection of Bridge Girders Over or Adjacent to Railroads Aug 9, 2019

LIST ANY ADDITIONAL SPECIAL PROVISIONS BELOW

Revised 1/5/2021




HOT DIP GALVANIZING FOR STRUCTURAL STEEL
Effective: June 22, 1999
Revised: October 20, 2017

Description. This work shall consist of surface preparation and hot dip galvanizing all structural
steel specified on the plans and painting of galvanized structural steel when specified on the
plans.

Materials. Fasteners shall be ASTM F 3125, Grade 325, Type 1, High Strength bolts with
matching nuts and washers.

Fabrication Requirements. Hot-dip galvanizing shall be indicated on the shop drawings. The
fabricator shall coordinate with the galvanizer to incorporate additional steel details required to
facilitate galvanizing of the steel. These additional details shall be indicated on the shop
drawings.

To insure identification after galvanizing, piece marks shall be supplemented with metal tags for
all items where fit-up requires matching specific pieces.

After fabrication (cutting, welding, drilling, etc.) is complete, all holes shall be deburred and all
fins, scabs or other surface/edge anomalies shall be ground or repaired per ASTM A6. The
items shall then be cleaned per Steel Structures Painting Council's Surface Preparation
Specification SSPC-SP1 (Solvent Cleaning) and SSPC-SP6 (Commercial Blast Cleaning). All
surfaces shall be inspected to verify no fins, scabs or other similar defects are present.

The Contractor shall consult with the galvanizer to insure proper removal of grease, paint and
other deleterious materials prior to galvanizing.

Surface Preparation and Hot Dip Galvanizing

General. Surfaces of the structural steel specified on the plans shall be prepared and hot dip
galvanized as described herein.

Cleaning Structural Steel. If rust, mill scale, dirt, oil, grease or other foreign substances have
accumulated prior to galvanizing, steel surfaces shall be cleaned by a combination of caustic
cleaning and cleaning according to SSPC-SP8 (Pickling).

Special attention shall be given to the cleaning of corners and reentrant angles.

Surface Preparation. A flux shall be applied to all steel surfaces to be galvanized. Any surfaces
which will receive field-installed stud shear connectors shall not be galvanized within 2 in. (50
mm) of the stud location. Either the entire area receiving studs or just individual stud locations
may be left ungalvanized. The following steel surfaces of bearings shall not be galvanized:
stainless steel surfaces, surfaces which will be machined (except for fixed bearing sole plates),
and surfaces which will have TFE, elastomer, or stainless steel parts bonded to them.
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The cleaned surfaces shall be galvanized within 24 hours after cleaning, unless otherwise
authorized by the Engineer.

Application of Hot Dip Galvanized Coating. Steel members, fabrications and assemblies shall
be galvanized by the hot dip process in the shop according to AASHTO M 111.

Bolts, nuts, and washers shall be galvanized according to ASTM F 2329.

All steel shall be safeguarded against embrittlement according to ASTM A 143. Water
quenching or chromate conversion coating shall not be used on any steel work that is to be
painted. All galvanized steel work shall be handled in such a manner as to avoid any
mechanical damage and to minimize distortion.

Beams and girders shall be handled, stored and transported with their webs vertical and with
proper cushioning to prevent damage to the member and coating. Members shall be supported
and externally stiffened during galvanizing to prevent permanent distortion.

Hot Dip Galvanized Coating Requirements. Coating weight, surface finish, appearance and
adhesion shall conform to requirements of ASTM A 385, ASTM F2329, AASHTO M 111 or
AASHTO M 232, as appropriate.

Any high spots of zinc coating, such as metal drip lines and rough edges, left by the galvanizing
operation in areas that are to be field connected or in areas that are to be painted shall be
removed by cleaning per SSPC-SP2 (Hand Tool Cleaning) or SSPC-SP3 (Power Tool
Cleaning). The zinc shall be removed until it is level with the surrounding area, leaving at least
the minimum required zinc thickness.

Shop assemblies producing field splices shall provide 1/8 in. (3 mm) minimum gaps between
ends of members to be galvanized. At field splices of beams or girders, galvanizing exceeding
0.08 in. (2 mm) on the cross-sectional (end) face shall be partially removed until it is 0.04 in. to
0.08 in. (1 to 2 mm) thick.

Testing of Hot Dip Galvanized Coating. Inspection and testing of hot dip galvanized coatings
shall follow the guidelines provided in the American Galvanizers Association publication
“Inspection of Products Hot Dip Galvanized After Fabrication”. Sampling, inspection, rejection
and retesting for conformance with requirements shall be according to AASHTO M 111 or
AASHTO M 232, as applicable. Coating thickness shall be measured according to AASHTO M
111, for magnetic thickness gage measurement or AASHTO M 232, as applicable.

All steel shall be visually inspected for finish and appearance.
Bolts, nuts, washers, and steel components shall be packaged according to ASTM F 2329.

Identity of bolts, nuts and washers shall be maintained for lot-testing after galvanizing according
to Article 505.04(f)(2) for high strength steel bolts.
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A notarized certificate of compliance with the requirements listed herein shall be furnished. The
certificate shall include a detailed description of the material processed and a statement that the
processes used met or exceeded the requirements for successful galvanizing of the surface,
where applicable. The certificate shall be signed by the galvanizer.

Repair of Hot Dip Galvanized Coating. Surfaces with inadequate zinc thickness shall be
repaired in the shop according to ASTM A 780 and AASHTO M 111.

Surfaces of galvanized steel that are damaged after the galvanizing operation shall be repaired
according to ASTM A 780 whenever damage exceeds 3/16 in. (5 mm) in width and/or 4 in. (100
mm) in length. Damage that occurs in the shop shall be repaired in the shop. Damage that
occurs during transport or in the field shall be repaired in the field.

Connection Treatment. After galvanizing and prior to shipping, contact surfaces for any bolted
connections shall be roughened by hand wire brushing or according to SSPC-SP7 (Brush-Off
Blast Cleaning). Power wire brushing is not allowed.

All bolt holes shall be reamed or drilled to their specified diameters after galvanizing. All bolts
shall be installed after galvanizing.

Surface Preparation and Painting

Surface Preparation. When galvanized steel surfaces are specified to be painted they shall be
clean and free of oil, grease, and other foreign substances. Surface preparation necessary to
provide adequate adhesion of the coating shall be performed according to ASTM D6386.
Surface preparation shall include, but not be limited to the following:

e All galvanized steel surfaces that are to be painted shall be cleaned according to SSPC-SP1
(Solvent Cleaning). After cleaning, all chemicals shall be thoroughly rinsed from the surface
with a suitable solvent. The steel shall be allowed to completely dry prior to coating
application.

e All galvanized steel surfaces that are to be painted shall be checked for the presence of
chromate conversion coating according to ASTM D 6386 Appendix X1. Surfaces where
chromate conversion coating is found shall be cleaned according to the same appendix and
blown down with clean, compressed air according to ASTM D 6386 Section 6.1.

e All galvanized steel surfaces that are to be painted shall be checked for the presence of wet
storage stain. Surfaces where wet storage stain is found shall be cleaned, rinsed and
completely dried according to ASTM D 6386 Section 6.2.

e Following galvanizing, thickness readings shall verify the acceptable thickness of the
galvanizing according to AASHTO M111/ASTM A123.
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Paint Requirements. The paint materials (epoxy intermediate coat and aliphatic urethane finish
coat) shall meet the requirements of the Articles 1008.05(d) and (e) of the Standard
Specification.

All paint materials for the shop and field shall be supplied by the same manufacturer, and
samples of components submitted for approval by the Department, before use.

Paint storage, mixing, and application shall be according to Section 506 of the Standard
Specifications and the paint manufacturer’s written instructions and product data sheets. In the
event of a conflict the Contractor shall advise the Engineer and comply with the Engineer’s
written resolution. Until a resolution is provided, the most restrictive conditions shall apply.

Shop Application of the Paint System. The areas to be painted shall receive one full coat of an
epoxy intermediate coat and one full coat of an aliphatic urethane finish coat. The film thickness
of each coat shall be according to Article 506.09(f)(2).

Construction Requirements. The contact surfaces of splice flange connections (mating flange
faces and areas under splice bolt heads and nuts) shall be free of paint prior to assembly. If
white rust is visible on the mating flange surfaces, the steel shall be prepared by hand wire
brushing or brush-off blasting according to SSPC-SP7. Power wire brushing is not allowed.

After field erection, the following areas shall be prepared by cleaning according to SSPC-SP1
(Solvent Cleaning), tie- or wash-coated if applicable, and then painted or touched up with the
paint specified for shop application (the intermediate coat and/or the finish coat):

e exposed unpainted areas at bolted connections

e areas where the shop paint has been damaged

e any other unpainted, exposed areas as directed by the Engineer.

Special Instructions. Painting Date/System Code. At the completion of the work, the Contractor
shall stencil in contrasting color paint the date of painting the bridge and the paint type code
from the Structure Information and Procedure Manual for the system used according to Article
506.10(i). The code designation for galvanizing is “V”. If painting of the structural steel is not
specified then the word “PAINTED” may be omitted, the month and year shall then correspond
to the date the stencil is applied.

Basis of Payment. The cost of all surface preparation, galvanizing, painting and all other work
described herein shall be considered as included in the unit price bid for the applicable pay
items to be galvanized and painted, according to the Standard Specifications.
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