
TECHNICAL SPECIFICATIONS 
 

33 KV “V” CROSS ARM, BACK CLAMP FOR “V” CROSS ARM & POLE TOP 
BRACKET  

 
1.0 Crossarms and Pole Top Brackets for 33 kV construction at intermediate and light 

angle pole shall be fabricated from grade 43A mild steel of channel section and 
for heavy angle poles, end poles and section poles fabricated from grade 43A mild 
steel of angle section. The grades of structural steel shall conform to IS – 226: 
1975.  

 
2.0 The ‘V’ Crossarm shall be made out of 100 x 50 x 6.4 mm MS Channel as per 

REC Standard M-1. Weight of channel is 7.9 kg/mtr.  
 

The Back Clamp shall be made out of 50 x 8 MS Flat as per REC Standard & 
shall be suitably designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 200 Kg. 

 
 The Pole Top Bracket shall be made out of 65 x 65 x 6 mm MS Angle & 100x 

50x 6.4 M.S.Channel welded together as per REC Standard M-4, suitably 
designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 200 Kg./ 11 Mtr x 300 Kg 

 
3.0 Except where otherwise indicated all dimensions are subject to the following 

tolerances: 
 

a) dimensions up to and including 50mm:+1mm: and 
b) dimensions greater than 50mm: +2% 

  
All steel members and other parts of fabricated material as delivered shall be free 
of warps, local deformation, unauthorized splices, or unauthorized bends. 
Bending of flat strap shall be carried out cold. Straightening shall be carried out 
by pressure and not by hammering. Straightness is of particular importance if the 
alignment of bolt holes along a member is referred to its edges. 
 
Holes and other provisions for field assembly shall be properly marked and cross 
referenced. Where required, either by notations on the drawing or by the necessity 
of proper identification and fittings for field assembly, the connection shall be 
match marked. 
 
A tolerance of not more than 1mm shall be permitted in the distance between the 
center lines of bolt holes. The holes may be either drilled or punched and, unless 
otherwise stated, shall be not more than 2mm greater in diameter than the bolts. 
When assembling the components force may be used to bring the bolt holes 
together (provided neither members nor holes are thereby distorted) but all force 
must be removed before the bolt is inserted. Otherwise strain shall be deemed to 
be present and the structure may be rejected even though it may be, in all other 
respects, in conformity with the specification. 



 
The back of the inner angle irons of lap joints shall be chamfered and the ends of 
the members cut where necessary and such other measures taken as will ensure 
that all members can be bolted together without strain or distortion. In particular, 
steps shall be taken to relieve stress in cold worked steel so as to prevent the onset 
of embrittlement during galvanizing. 
 
Similar parts shall be interchangeable. 
 
Shapes and plates shall be fabricated and assembled in the shop to the greatest 
extent practiceable. Shearing flame cutting and chipping shall be done carefully, 
neatly and accurately. Holes shall be cut, drilled or punched at right angles to the 
surface and shall not be made or enlarged by burning. Holes shall be clean-cut 
without torn or ragged edges, and burrs resulting from drilling or reaming 
operations shall be removed with the proper tool. 
 
Shapes and plates shall be fabricated to the tolerance that will permit field 
erection within tolerance, except as otherwise specified. All fabrication shall be 
carried out in a neat and workmanlike manner so as to facilitate cleaning, 
painting, galvanizing and inspection and to avoid areas in which water and other 
matter can lodge. 
 
Contact surfaces at all connections shall be free of loose scale, dirt, burrs, oil and 
other foreign materials that might prevent solid seating of the parts.  

 
4.0 GALVANISING 

 
For use in construction at coastal areas it shall be required for galvanizing the 
Cross arms and Pole top brackets as following : 
 
All galvanizing shall be carried out by the hot dip process, in accordance with 
Specification IS 2629. However, high tensile steel nuts, bolts and spring washer 
shall be electro galvanized to Service Condition 4. The zinc coating shall be 
smooth, continuous and uniform. It shall be free from acid spot and shall not 
scale, blister or be removable by handling or packing. There shall be no impurities 
in the zinc or additives to the galvanic bath which could have a detrimental effect 
on the durability of the zinc coating. 

 
Before picking, all welding, drilling, cutting, grinding and other finishing 
operations must be completed and all grease, paints, varnish, oil, welding slag and 
other foreign matter completely removed. All protuberances which would affect 
the life of galvanizing shall also be removed. 

 
The weight of zinc deposited shall be in accordance with that stated in 
Standard IS 2629 and shall not less than 0.61kg/m² with a minimum 
thickness of 86 microns for items of thickness more than 5mm, 0.46kg/m² (64 



microns) for items of thickness between 2mm and 5mm and 0.33kg/m² (47 
microns) for items less than 2mm thick. 

 
Parts shall not be galvanized if their shapes are such that the pickling solutions 
cannot be removed with certainty or if galvanizing would be unsatisfactory or if 
their mechanical strength would be reduced. Surfaces in contact with oil shall not 
be galvanized unless they are subsequently coated with an oil resistant varnish or 
paint. 

 
In the event of damage to the galvanizing the method used for repair shall be 
subject to the approval of the Project Manager or that of his representative. 

 
Repair of galvanizing on site will generally not be permitted. 

 
The threads of all galvanized bolts and screwed rods shall be cleared of spelter by 
spinning or brushing. A die shall not be used for cleaning the threads unless 
specifically approved by the Project Manager. All nuts shall be galvanized. The 
threads of nuts shall be cleaned with a tap and the threads oiled. 

  
Partial immersion of the work shall not be permitted and the galvanizing tank 
must therefore be sufficiently large to permit galvanizing to be carried out by one 
immersion. 

 
After galvanizing no drilling or welding shall be performed on the galvanized 
parts of the equipment excepting that nuts may be threaded after galvanizing. To 
avoid the formation of white rust galvanized materials shall be stacked during 
transport and stored in such a manner as to permit adequate ventilation. Sodium 
dichromate treatment shall be provided to avoid formation of white rust after hot 
dip galvanization. 

 
The galvanized steel shall be subjected to test as per IS-2633. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



33 KV V CROSS ARM 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of crossarm     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



BACK CLAMP FOR “V” CROSS ARM 
 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of Clamp     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



POLE TOP BRACKETS (F CLAMP) 
 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of crossarm     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



11 KV “V” CROSS ARM, BACK CLAMP FOR “V” CROSS ARM & POLE TOP 
BRACKET (F CLAMP) 

 
TECHNICAL SPECIFICATIONS 

 
1.0 Crossarms and Pole Top Brackets for 11kV construction at intermediate and light 

angle pole shall be fabricated from grade 43A mild steel of channel section and 
for heavy angle poles, end poles and section poles fabricated from grade 43A mild 
steel of angle section. The grades of structural steel shall conform to IS – 226: 
1975.  

 
2.0 The ‘V’ Crossarm shall be made out of 75 x 40 x 6 mm MS Channel as per REC 

Standard A-6.  
 

The Back Clamp shall be made out of 50 x 8 MS Flat as per REC Standard K-2 
and shall be suitably designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 200 Kg. 

 
 The Pole Top Bracket (F Clamp) shall be made out of 50 x 8 mm MS Flat as per 

REC Standard A-7, suitably designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 
200 Kg. 

 
3.0 Except where otherwise indicated all dimensions are subject to the following 

tolerances: 
 

c) dimensions up to and including 50mm:+1mm: and 
d) dimensions greater than 50mm: +2% 

  
All steel members and other parts of fabricated material as delivered shall be free 
of warps, local deformation, unauthorized splices, or unauthorized bends. 
Bending of flat strap shall be carried out cold. Straightening shall be carried out 
by pressure and not by hammering. Straightness is of particular importance if the 
alignment of bolt holes along a member is referred to its edges. 
 
Holes and other provisions for field assembly shall be properly marked and cross 
referenced. Where required, either by notations on the drawing or by the necessity 
of proper identification and fittings for field assembly, the connection shall be 
match marked. 
 
A tolerance of not more than 1mm shall be permitted in the distance between the 
center lines of bolt holes. The holes may be either drilled or punched and, unless 
otherwise stated, shall be not more than 2mm greater in diameter than the bolts. 
When assembling the components force may be used to bring the bolt holes 
together (provided neither members nor holes are thereby distorted) but all force 
must be removed before the bolt is inserted. Otherwise strain shall be deemed to 
be present and the structure may be rejected even though it may be, in all other 
respects, in conformity with the specification. 



 
The back of the inner angle irons of lap joints shall be chamfered and the ends of 
the members cut where necessary and such other measures taken as will ensure 
that all members can be bolted together without strain or distortion. In particular, 
steps shall be taken to relieve stress in cold worked steel so as to prevent the onset 
of embrittlement during galvanizing. 
 
Similar parts shall be interchangeable. 
 
Shapes and plates shall be fabricated and assembled in the shop to the greatest 
extent practiceable. Shearing flame cutting and chipping shall be done carefully, 
neatly and accurately. Holes shall be cut, drilled or punched at right angles to the 
surface and shall not be made or enlarged by burning. Holes shall be clean-cut 
without torn or ragged edges, and burrs resulting from drilling or reaming 
operations shall be removed with the proper tool. 
 
Shapes and plates shall be fabricated to the tolerance that will permit field 
erection within tolerance, except as otherwise specified. All fabrication shall be 
carried out in a neat and workmanlike manner so as to facilitate cleaning, 
painting, galvanizing and inspection and to avoid areas in which water and other 
matter can lodge. 
 
Contact surfaces at all connections shall be free of loose scale, dirt, burrs, oil and 
other foreign materials that might prevent solid seating of the parts.  

 
4.0 GALVANISING 

 
For use in construction at coastal areas it shall be required for galvanizing the 
Cross arms and Pole top brackets as following : 
 
All galvanizing shall be carried out by the hot dip process, in accordance with 
Specification IS 2629. However, high tensile steel nuts, bolts and spring washer 
shall be electro galvanized to Service Condition 4. The zinc coating shall be 
smooth, continuous and uniform. It shall be free from acid spot and shall not 
scale, blister or be removable by handling or packing. There shall be no impurities 
in the zinc or additives to the galvanic bath which could have a detrimental effect 
on the durability of the zinc coating. 

 
Before picking, all welding, drilling, cutting, grinding and other finishing 
operations must be completed and all grease, paints, varnish, oil, welding slag and 
other foreign matter completely removed. All protuberances which would affect 
the life of galvanizing shall also be removed. 

 
The weight of zinc deposited shall be in accordance with that stated in 
Standard IS 2629 and shall not less than 0.61kg/m² with a minimum 
thickness of 86 microns for items of thickness more than 5mm, 0.46kg/m² (64 



microns) for items of thickness between 2mm and 5mm and 0.33kg/m² (47 
microns) for items less than 2mm thick. 

 
Parts shall not be galvanized if their shapes are such that the pickling solutions 
cannot be removed with certainty or if galvanizing would be unsatisfactory or if 
their mechanical strength would be reduced. Surfaces in contact with oil shall not 
be galvanized unless they are subsequently coated with an oil resistant varnish or 
paint. 

 
In the event of damage to the galvanizing the method used for repair shall be 
subject to the approval of the Project Manager or that of his representative. 

 
Repair of galvanizing on site will generally not be permitted. 

 
The threads of all galvanized bolts and screwed rods shall be cleared of spelter by 
spinning or brushing. A die shall not be used for cleaning the threads unless 
specifically approved by the Project Manager. All nuts shall be galvanized. The 
threads of nuts shall be cleaned with a tap and the threads oiled. 

  
Partial immersion of the work shall not be permitted and the galvanizing tank 
must therefore be sufficiently large to permit galvanizing to be carried out by one 
immersion. 

 
After galvanizing no drilling or welding shall be performed on the galvanized 
parts of the equipment excepting that nuts may be threaded after galvanizing. To 
avoid the formation of white rust galvanized materials shall be stacked during 
transport and stored in such a manner as to permit adequate ventilation. Sodium 
dichromate treatment shall be provided to avoid formation of white rust after hot 
dip galvanization. 

 
The galvanized steel shall be subjected to test as per IS-2633. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



11 KV V CROSS ARM 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of crossarm     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



POLE TOP BRACKETS (F CLAMP) 
 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of crossarm     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



BACK CLAMP FOR “V” CROSS ARM 
 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of Clamp     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



TECHNICAL SPECIFICATIONS 
 

LT STRAIGHT CROSS ARM & BACK CLAMP  
 
1.0 Straight Crossarms for 0.415 kV constructions at intermediate and light angle pole 

shall be fabricated from grade 43A mild steel of channel section and for heavy 
angle poles, end poles and section poles fabricated from grade 43A mild steel of 
angle section. The grades of structural steel shall conform to IS – 226: 1975.  

 
2.0 The Straight Crossarms shall be made out of 75 x 40 x 6 mm MS Channel as per 

REC Standard B-12.  
 

The Back Clamp shall be made out of 50 x 8 MS Flat as per REC Standard K-2 & 
shall be suitably designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 200 Kg. 

  
3.0 Except where otherwise indicated all dimensions are subject to the following 

tolerances: 
 

a) dimensions up to and including 50mm:+1mm: and 
b) dimensions greater than 50mm: +2% 

  
All steel members and other parts of fabricated material as delivered shall be free 
of warps, local deformation, unauthorized splices, or unauthorized bends. 
Bending of flat strap shall be carried out cold. Straightening shall be carried out 
by pressure and not by hammering. Straightness is of particular importance if the 
alignment of bolt holes along a member is referred to its edges. 
 
Holes and other provisions for field assembly shall be properly marked and cross 
referenced. Where required, either by notations on the drawing or by the necessity 
of proper identification and fittings for field assembly, the connection shall be 
match marked. 
 
A tolerance of not more than 1mm shall be permitted in the distance between the 
center lines of bolt holes. The holes may be either drilled or punched and, unless 
otherwise stated, shall be not more than 2mm greater in diameter than the bolts. 
When assembling the components force may be used to bring the bolt holes 
together (provided neither members nor holes are thereby distorted) but all force 
must be removed before the bolt is inserted. Otherwise strain shall be deemed to 
be present and the structure may be rejected even though it may be, in all other 
respects, in conformity with the specification. 
 
The back of the inner angle irons of lap joints shall be chamfered and the ends of 
the members cut where necessary and such other measures taken as will ensure 
that all members can be bolted together without strain or distortion. In particular, 
steps shall be taken to relieve stress in cold worked steel so as to prevent the onset 
of embrittlement during galvanizing. 



 
Similar parts shall be interchangeable. 
 
Shapes and plates shall be fabricated and assembled in the shop to the greatest 
extent practicable. Shearing flame cutting and chipping shall be done carefully, 
neatly and accurately. Holes shall be cut, drilled or punched at right angles to the 
surface and shall not be made or enlarged by burning. Holes shall be clean-cut 
without torn or ragged edges, and burrs resulting from drilling or reaming 
operations shall be removed with the proper tool. 
 
Shapes and plates shall be fabricated to the tolerance that will permit field 
erection within tolerance, except as otherwise specified. All fabrication shall be 
carried out in a neat and workmanlike manner so as to facilitate cleaning, 
painting, galvanizing and inspection and to avoid areas in which water and other 
matter can lodge. 
 
Contact surfaces at all connections shall be free of loose scale, dirt, burrs, oil and 
other foreign materials that might prevent solid seating of the parts.  

 
4.0 GALVANISING 

 
For use in construction at coastal areas it shall be required for galvanizing the 
Cross arms and Pole top brackets as following : 
 
All galvanizing shall be carried out by the hot dip process, in accordance with 
Specification IS 2629. However, high tensile steel nuts, bolts and spring washer 
shall be electro galvanized to Service Condition 4. The zinc coating shall be 
smooth, continuous and uniform. It shall be free from acid spot and shall not 
scale, blister or be removable by handling or packing. There shall be no impurities 
in the zinc or additives to the galvanic bath which could have a detrimental effect 
on the durability of the zinc coating. 

 
Before picking, all welding, drilling, cutting, grinding and other finishing 
operations must be completed and all grease, paints, varnish, oil, welding slag and 
other foreign matter completely removed. All protuberances which would affect 
the life of galvanizing shall also be removed. 

 
The weight of zinc deposited shall be in accordance with that stated in 
Standard IS 2629 and shall not less than 0.61kg/m² with a minimum 
thickness of 86 microns for items of thickness more than 5mm, 0.46kg/m² (64 
microns) for items of thickness between 2mm and 5mm and 0.33kg/m² (47 
microns) for items less than 2mm thick. 

 
Parts shall not be galvanized if their shapes are such that the pickling solutions 
cannot be removed with certainty or if galvanizing would be unsatisfactory or if 
their mechanical strength would be reduced. Surfaces in contact with oil shall not 



be galvanized unless they are subsequently coated with an oil resistant varnish or 
paint. 

 
In the event of damage to the galvanizing the method used for repair shall be 
subject to the approval of the Project Manager or that of his representative. 

 
Repair of galvanizing on site will generally not be permitted. 

 
The threads of all galvanized bolts and screwed rods shall be cleared of spelter by 
spinning or brushing. A die shall not be used for cleaning the threads unless 
specifically approved by the Project Manager. All nuts shall be galvanized. The 
threads of nuts shall be cleaned with a tap and the threads oiled. 

  
Partial immersion of the work shall not be permitted and the galvanizing tank 
must therefore be sufficiently large to permit galvanizing to be carried out by one 
immersion. 

 
After galvanizing no drilling or welding shall be performed on the galvanized 
parts of the equipment excepting that nuts may be threaded after galvanizing. To 
avoid the formation of white rust galvanized materials shall be stacked during 
transport and stored in such a manner as to permit adequate ventilation. Sodium 
dichromate treatment shall be provided to avoid formation of white rust after hot 
dip galvanization. 

 
The galvanized steel shall be subjected to test as per IS-2633. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



LT STRAIGHT CROSS ARM 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of crossarm     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



BACK CLAMP FOR LT STRAIGHT CROSS ARM 
 

GURANTEED TECHNICAL PARTICULARS 
 

Sl. No. Description Unit Bidder’s offer 
1 Type of Clamp     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 



 
HT STAY (SIDE/LINE) CLAMP & LT STAY (SIDE/LINE) CLAMP 

 
TECHNICAL SPECIFICATIONS 

 
1.0 Scope : 
 

The HT / LT Stay Clamp shall be made out of 50 x 8 MS Flat as per Drawing and 
shall be suitably designed to fit PSC Pole 9 Mtr x 300 Kg / 8 Mtr x 200 Kg. The 
Stay clamps shall be hot dip galvanized after due fabrication and drilling of holes. 

 
2.0 GALVANISING 

 
It is required for galvanizing the Stay Clamps as following : 
 
All galvanizing shall be carried out by the hot dip process, in accordance with 
Specification IS 2629. However, high tensile steel nuts, bolts and spring washer 
shall be electro galvanized to Service Condition 4. The zinc coating shall be 
smooth, continuous and uniform. It shall be free from acid spot and shall not 
scale, blister or be removable by handling or packing. There shall be no impurities 
in the zinc or additives to the galvanic bath which could have a detrimental effect 
on the durability of the zinc coating. 

 
Before picking, all welding, drilling, cutting, grinding and other finishing 
operations must be completed and all grease, paints, varnish, oil, welding slag and 
other foreign matter completely removed. All protuberances which would affect 
the life of galvanizing shall also be removed. 

 
The weight of zinc deposited shall be in accordance with that stated in 
Standard IS 2629 and shall not less than 0.61kg/m² with a minimum 
thickness of 86 microns for items of thickness more than 5mm, 0.46kg/m² (64 
microns) for items of thickness between 2mm and 5mm and 0.33kg/m² (47 
microns) for items less than 2mm thick. 

 
Parts shall not be galvanized if their shapes are such that the pickling solutions 
cannot be removed with certainty or if galvanizing would be unsatisfactory or if 
their mechanical strength would be reduced. Surfaces in contact with oil shall not 
be galvanized unless they are subsequently coated with an oil resistant varnish or 
paint. 

 
In the event of damage to the galvanizing the method used for repair shall be 
subject to the approval of the Project Manager or that of his representative. 

 
Repair of galvanizing on site will generally not be permitted. 

 



The threads of all galvanized bolts and screwed rods shall be cleared of spelter by 
spinning or brushing. A die shall not be used for cleaning the threads unless 
specifically approved by the Project Manager. All nuts shall be galvanized. The 
threads of nuts shall be cleaned with a tap and the threads oiled. 

  
Partial immersion of the work shall not be permitted and the galvanizing tank 
must therefore be sufficiently large to permit galvanizing to be carried out by one 
immersion. 

 
After galvanizing no drilling or welding shall be performed on the galvanized 
parts of the equipment excepting that nuts may be threaded after galvanizing. To 
avoid the formation of white rust galvanized materials shall be stacked during 
transport and stored in such a manner as to permit adequate ventilation. Sodium 
dichromate treatment shall be provided to avoid formation of white rust after hot 
dip galvanization. 

 
The galvanized steel shall be subjected to test as per IS-2633. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



 
HT & LT STAY CLAMP (SIDE/LINE) 

 
GURANTEED TECHNICAL PARTICULARS 

 
Sl. No. Description Unit Bidder’s offer 

1 Type of Clamp     
2 Grade of  steel     
3 Steel standard     
4 Fabrication Standard     
5 Dimensions Mm   
6 Steel section utilized     
7 Steel tensile strength N/cm²   
8 Working load Kg   
9 Details of galvanizing method utilized and 

standard/specification conforming to? 
   

10 Whether drawing has been submitted with the bid   

 


