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	Sec
	Question #’s
	Rationale

	712.1
	4
	Paragraph defines the scope of the work covered in the entire section

	712.2.1
	4
	Defines the acceptable materials that may be used for structural steel construction.  Centralizes the location of acceptable materials with priority over the design plans.

	712.2.1.1
	4
	Provides the acceptable guidelines for protective coatings of field installed bolts.

	712.2.1.2
	3
	Reworded. Original specification was confusing.  The requirements of this paragraph is that any time a bolt is installed at the fabricator or other location where the structural steel will be blast cleaned and painted need not be galvanized as the galvanizing would be blasted off the bolt and therefore the purpose of the galvanizing would be defeated.  

	712.2.2
	4
	Current paragraph allows the contractor to use several options for falsework subject to MoDOT approval.  

	712.2.3
	2,4&5
	MoDOT reviews the mill certs as a quality assurance that the material that is supplied to us is what the contractor says it is.  These mill certs are kept on file as a permanent record of the material used on the project should a problem or future works occurs and the material information is needed.  

	712.2.3.1
	1,4&5
	Defines the required temperature zone that for notch toughness testing that is required for certain plates of bridge components that are critical for the ultimate performance of the structure. 

	712.2.4
	1&4
	Minor revisions.  Determines the acceptable end results for the material to be furnished to MoDOT and applicable governing codes for each component for the high strength bolt assemblies.

	712.2.4.1
	1&4
	Remove button head bolts for quality issues regarding the ability to check torque is bolt head slips.  Otherwise, defines governing codes and test methods.

	712.2.4.1.1
	
	Remove paragraph – covered in ASTM A325

	712.2.4.1.2 – 712.2.4.1.4
	1&4
	See comments from 712.2.4.1  Renumber to reflect elimination of 712.2.4.1.1.

	712.2.4.2
	1&4
	Establishes governing codes and test methods. 

	712.2.4.2.1-

712.2.4.2.7
	1&4
	See 712.2.4.2

	712.2.4.3
	1&4
	Establishes governing codes

	712.2.4.3.1 & 712.2.4.3.2
	
	Incorporate into 712.2.4.3

	712.2.4.4

& All Sub-sections
	1,2,3,4
	FHWA requires that rotational capacity tests be conducted on high strength bolt assemblies prior to installation to ensure that proper tensioning occurs such that the connection will perform as designed.  For the ease of MoDOT and the Contractor the requirements of and process for rotational capacity testing are included in a central location.  ASTM A325 does not provide acceptable limits and test methods.  Specifying the information here makes the information available to all parties required to perform or witness these testing requirements.

	712.2.4.5
	4
	Defines the requirements for supplying tests results for high strength bolts.

	712.2.4.6
	3
	Allows the contractor to conduct testing with out the need for MoDOT or an approved inspection agency to witness the testing.

	712.2.4.7.1
	4
	Defines the required testing and reports of the raw material used required for acceptance. 

	712.2.4.7.2
	4
	Defines the additional information to be supplied by the component manufacturer for acceptance.

	712.2.4.7.3
	4
	Defines the information to be supplied by the fastener supplier if the information is not already supplied.

	712.2.4.8
	1,4,5
	This section is essential to ensure that the material shipped to the job site or to a fabricator for installation is kept in its as tested state.  By keeping the material in this state, there will be less need to retest fastener assemblies for mixed combinations of components.

	712.2.5
	4&5 
	Renumbered to 712.2.6 due to moving 712.9 to 712.2.5. Defines documentation needed for acceptance of material

	712.2.6
	4&5
	Renumbered to 712.2.7 due to moving 712.9. to 712.2.5. Defines documentation needed for acceptance of material

	712.2.7
	
	Remove.  This paragraph is primarily for old steel type bearings.  Since MoDOT does not utilize old style steel bearings as frequently now, the team believes that this paragraph can be put into a special provision.

	712.2.8
	1,3,4&5
	This paragraph enables both MoDOT and the Contractor to maintain material traceability to ensure that the proper material is being used at the proper location.  By using a marking system that is well defined and readable is easy for all parties.

	712.2.8.1
	1,3,4&5
	Places same requirements marking for fracture critical members and also includes the serial numbers for fracture critical components.

	712.2.8.2
	4
	A direction of rolling parallel to the principal stresses ensures proper performance of the steel in service.  By maintaining a marking of the direction of rolling during fabrication ensures that the steel is properly fabricated.

	712.2.9
	3&4
	Steel stamping for piecemarks and match marks ensure proper erection of the steel in the field.  This paragraph defines acceptable locations for the stamps and type of stamps acceptable for use.

	712.3.1
	3,4&5
	Defines the roles of Qc and Qa and who is responsible for the performing the roles.

	712.3.1.1
	3
	Protects MoDOT and Fabricators from undue costs

	712.3.1.2
	6
	Remove this paragraph.  AWS Codes cover the qualification of welders.  MoDOT is not in the business of qualifying welders.  The fabricator is aware of the qualification process and needs to make the proper arrangements for welder qualification.

	712.3.1.3
	3
	Renumber to 712.3.1.2.  Four days notice allows MoDOT to make travel arrangements to the fabricator for QA inspection.  Shorter notice will cost MoDOT more in travel expenses.  Other states require more advanced notification than the current spec.  Also added a sentence that if the fabricator requests inspection and does not have the material at the arrival of the MoDOT inspector, that any travel costs for any return inspection trips will be paid for by the contractor / fabricator.

	712.3.1.4
	4
	Renumber to 712.3.1.3.  Keep first sentence of the paragraph.  By requiring access to all parts of the shop where material is being performed allows MoDOT to provide QA guidance and the ability to correct problems prior to additional work being performed on an incorrect piece.  Move the second sentence (reworded) to 712.3.3.16.1.  Delete the third sentence.  Overall fit is the responsibility of the contractor and fabricator.  Jobsite assembly is often difficult and erection of material will determine quality of work.  Create a new paragraph for the last sentence outlining that delays due to improper fit is not subject to compensation.

	712.3.1.4
	4
	New paragraph.  Provides guidance that additional field work required due to improper fit at the jobsite is not subject to compensation

	712.3.1.5
	3
	Reworded requirements for the office space.

	712.3.1.6
	1 & 5
	Sets the criteria for qualification of the fabricator to produce products for MoDOT.  By requiring these certification levels, it ensures that the fabricator is capable of handling the requirements of each structure as set forth with demonstrated performance to AISC.

	712.3.2
	4
	Defines expectations of shop drawings submitted for approval.  

	712.3.2.1
	3 & 4
	Prevents undue cost to MoDOT in shipping shop drawings to locations outside the United States.  Changed his to their.

	712.3.2.2
	4
	Prevents confusion by clearing labeling the shop drawings for a particular structure.

	712.3.2.3
	3,4,5
	Weld procedures are vital information on the shop drawings.  They give both the fabricator and the QA Inspector the proper information to assemble the material properly.  The section was clarified to keep fabricators from submitting procedures for each job as the procedures normally do not change from job to job.

	712.3.2.4
	4 & 5 
	This paragraph makes the contractor aware that they are ultimately responsible for the fit of the work.

	712.3.3
	4
	Defines acceptance level of finished product.

	712.3.3.1
	1, 4 & 5
	Permits the fabricator to repair by any method not injurious to the material.  

	712.3.3.2
	3, 4 & 5 
	Provides methods acceptable to produce holes.  Added statement about stacking of web splice plates in reaming or drilling operations on straight girders.

	712.3.3.3
	3
	Removed paragraph.  AASHTO and industry standards are available that govern this item 

	712.3.3.4
	3
	Removed paragraph.  NSBA, AASHTO and AISC have industry standards for bolt hole dimensions that covered this item.

	712.3.3.5
	3, 4 & 5
	Renumber to 712.3.3.3.  Provides guidance for reaming and drilling operations not covered by other industry standards.

	712.3.3.6
	3
	Removed paragragh.  Industry standards and AASHTO cover this material.

	712.3.3.7
	4 & 5
	Renumbered to 712.3.3.4.  Defines the controlling codes for welding and cutting of material.

	712.3.3.7.1
	4 & 5
	Renumbered to 712.3.3.4.1. Modifies welding codes to MoDOT requirements

	712.3.3.7.1.1
	
	Remove this paragraph.  Electroslag and electro gas welding is used primarily for splicing material.  A future paragraph limits the welding processes that may be used for splicing material and other primary welds.

	712.3.3.7.1.2
	1, 4 & 5
	Renumbered to 712.3.3.4.1.1. Gas metal arc welding does not provide a superior quality weld such that it may be used on structural components associated with bridges.  

	712.3.3.7.1.3
	3, 4 & 5
	Renumbered to 712.3.3.4.1.2.  Submerged arc welding has a demonstrated ability to provide high quality welds with limited defects compared to other welding processes since the process is normally conducted in a fully automatic or semi-automatic process that limits operator error.

	712.3.3.7.1.4
	3, 4 & 5
	Renumbered to 712.3.3.4.1.3.  Modified fillet weld table to be more close to the AWS Table except for material thicker than 2½”.  Using small fillet welds on thick material based should either be designed or as a minimum, the value shown in the table.

	712.3.3.7.1.5
	4&5
	Renumbered to 712.3.3.4.1.4.  Since Quenched and Tempered steel is seldom used, this issue is not normally addressed by other governing codes.  Therefore, this paragraph needs to stay to provide guidance for thermal cutting of the material.

	712.3.3.7.1.6
	3, 4 & 5
	Renumbered to 712.3.3.4.1.5.  Adds restrictions to repairs of plates to locations and type of repairs to be conducted. 

	712.3.3.7.1.7
	4 & 5
	Renumbered to 712.3.3.4.1.6.  Provides guidance and instruction to for splicing and NDT prior to assembly.  These definitions provide a better quality product with no hidden costs.

	712.3.3.7.1.8
	
	Remove paragraph.  

	712.3.3.7.1.9
	3, 4 & 5
	Renumbered to 712.3.3.4.1.7.  Provides acceptable fabrication tolerances not specified in other governing codes.

	712.3.3.7.1.10
	4 & 5
	Renumbered to 712.3.3.4.1.8. Establishes standards for bearing areas on steel girders to ensure proper load transfers in the bearing area.

	712.3.3.7.1.11
	4
	Renumbered to 712.3.3.4.1.9.  Change 3/8” to ½” and the corresponding metric to 12.7 mm.  This paragraph is an addition to the AWS Code that defines length tolerances.

	712.3.3.7.1.12
	4
	Renumber to 712.3.3.4.1.10.  Changes number of repairs from two to three and removed the last sentence of the paragraph.  The paragraph establishes a limit of the number of repairs that may be made to a weld to ensure the quality and function of the weld as required.

	712.3.3.7.1.13
	4 & 5
	Renumbered to 712.3.3.4.1.11.  Prevents the use of GMAW welding for repairs of other welds.  Although technology for GMAW is vastly improved, it’s use on Structural Bridge Welding is limited.

	712.3.3.7.1.14
	3
	Renumbered to 712.3.3.4.1.12.  MoDOT is not in the business to qualifying welders for fabricating steel bridges.  It is the responsibility of the fabricator to qualify their welders in an appropriate manner at their own cost.   

	712.3.3.7.1.15
	4 & 5 
	Renumbered to 712.3.3.4.1.13.  Added sentence addressing cost concerns for additional NDT testing requested by MoDOT.  

	712.3.3.7.1.16
	1, 4 & 5
	Renumbered to 712.3.3.4.1.14.  Defines the limits for radiographic testing of welded butt splices to ensure weld quality.

	712.3.3.7.1.17
	1, 4 &5
	Renumbered to 712.3.3.4.1.15.  Sets the requirements for the use of edge blocks to ensure quality of radiographs.  Edge blocks help set a definable edge on the film that allows for better interpretation of the film. 

	712.3.3.7.1.18
	4 & 5
	Renumbered to 712.3.3.4.1.16.  This paragraph is clearer than the AWS Code.

	712.3.3.7.1.19
	3 & 4
	Renumbered to 712.3.3.4.1.17.  Deleted shop from sentence.  This requirement provides a map of all x-ray shots for the project that enables quick reference from the film to its location in the final product. 

	712.3.3.7.1.20
	4 & 5
	Renumbered to 712.3.3.4.1.18.  With shearing operations, localized tearing and yielding of the material may occur thus reducing the capacity of the item.  

	712.3.3.7.1.21
	1, 4 & 5
	Renumbered to 712.3.3.4.1.19.  This paragraph keeps temporary welds out of high stress locations.

	712.3.3.7.1.22
	3, 4 & 5
	Renumbered to 712.3.3.4.1.20.  Sets evaluation criteria for defects in welds subject to radiographic and magnetic particle inspection to the more stringent tension criteria.  The use of tension criteria level for welds ensures a better quality weld with the potential for longer service life.

	712.3.3.7.1.23
	3, 4 & 5
	Renumbered to 712.3.3.4.1.21.  See previous explanation.

	712.3.3.7.1.24
	3, 4 & 5
	Renumbered to 712.3.3.4.1.22.  See previous explanation.

	712.3.3.8
	
	Delete this paragraph.  Industry standards govern this operation.

	712.3.3.9
	3 & 5
	Renumbered to 712.3.3.5.  Modified the requirement for submission of calibration to requirement to keep calibration documentation on file for MoDOT review.  Calibration of tapes aids the fabricator in the ultimate fit of the material in the field and should occur frequently.  

	712.3.3.9.1
	
	Moved to 712.8

	712.3.3.9.2
	
	Moved to 712.8

	712.3.3.10
	4 & 5
	Renumbered to 712.3.3.6.  Added paragraph title.  This paragraph defines the outcome expected for connection angles used in steel framing.

	712.3.3.10.1
	4 & 5
	Renumbered to 712.3.3.7.  Added paragraph title.  Defines acceptable level of fabrication for longitudinal stiffeners.

	712.3.3.11
	4 & 5
	Renumbered to 712.3.3.8.  The use of pins is rare and is not generally covered by industry standards.  Because of rarity of use and loss of knowledge by the industry, this material needs to stay.

	712.3.3.11.1
	4 & 5
	Renumbered to 712.3.3.9.  See previous explanation.

	712.3.3.12
	4 & 5
	Renumbered to 712.3.3.10.  Defines the minimum criteria for making castings not defined in an industry code. 

	712.3.3.13
	3 & 4
	Renumbered to 712.3.3.11.  Added title.  Defines acceptable limits for bending material to prevent damage to the finished product. 

	712.3.3.13.1
	3 & 4 
	Incorporated into 712.3.3.11.

	712.3.3.14
	4
	Renumbered to 712.3.3.12.  This paragraph defines standards for an old process (Primarily steel bearings) Deleted requirements for matchmarking bearing plates because new processes generally allow for interchangeability. 

	712.3.3.15
	4 & 5
	Renumbered to 712.3.3.13.  General direction for producing curved girders.

	712.3.3.15.1
	1, 3, 4 & 5
	Renumbered to 712.3.3.13.1. Added HPS 70W steel in paragraph (a).  Deleted sub-paragraphs (1), (2) &(3) in paragraph (b) making industry responsible for heating.  Deleted paragraph (c) making industry responsible for final product.  Renumbered paragraph (d) to (c) (Thuis is a safety issue).  Renumbered paragraph (e) to (d) and added “unless noted in contract plans”.  Renumbered paragraph (f) to (e), added new sentence requiring submittal of heat curving procedures for review and deleted remaining paragraph (method spec).

	712.3.3.16
	
	Renumbered to 712.3.3.14

	712.3.3.16.1
	3, 4 & 5
	Renumbered to 712.3.3.14.1. This section ensures the chance of a better fit in the field versus not doing an assembly.

	712.3.3.16.2
	3, 4 & 5
	Renumbered to 712.3.3.14.2.  See previous explanation.

	712.3.4
	4
	Allows contractor two methods of applying connectors to flanges to meet contract plans.

	712.3.4.1
	4
	Incorporated into previous paragraph.  Deleted prescribed cleaning methods.  Added provisions for touch-up of shop-applied prime coats.

	712.3.5
	4
	Defines actions required for shipping.  Deleted loading and unloading sentence leaving the fabricator and contractor responsible for satisfactorily completing this action.

	712.3.6
	1 & 4
	Removed some language that is directive or already located in AASHTO.  However, the remainder of the paragraph defines the results required.

	712.4
	4
	Removed requirements for trusses and will be placed in job special provisions on truss jobs.  Remainder of paragraph set requirements for falsework, if the contractor needs to use it.

	712.5
	1 & 4
	Removed reamed from connection match-marking to just match-marking and changed last sentence to any damage or distortion will not be permitted during erection.  Also changed sentence on machine finished surfaces due to removal of Section 712.2.7.  Paragraph defines outcomes for finished product and also addresses finished product safety.

	712.5.1
	1
	Changed sentence on fitting up bolt placement to remove knife edge requirement.  A majority of the paragraph is defined in AASHTO Division II, but is not readily available to either the contractor or MoDOT field personnel and is vital to the safety of the structure during erection.

	712.5.2
	4
	Sets standards for material used under steel bearings that is not addressed in contract plans.  Rephrased payment sentence to new format.

	712.6
	4 & 5
	Changes defined methods and time frames for installation of anchor bolts to leave up to contractor.  Added requirement that wells need to be clean and dry prior to grouting to ensure proper performance of grout.

	712.7
	4
	Grouting under bearing plates is not acceptable for bridge bearings construction because the transfer of loads from the superstructure to substructure can cause the grout to crack and fall off thus reducing the performance of the component.  Therefore this paragraph needs to remain.

	712.8
	4
	Sets criteria for field welding.  Modified reference to previous section.

	712.8.1
	4
	New paragraph requiring field welders to be MoDOT certified to track capabilities of welders. Delete old paragraph 712.8.1 as falsework performance is contractor’s responsibility. 

	 712.8.2
	4
	Moved from 712.3.3.9.1.  Defines methods of acceptable testing for welder qualification. Moved old paragraph to 712.8.4.

	712.8.3
	4
	Moved from 712.3.3.9.2.  Sets requirements for issuance of Field Welder Card.

	712.8.4
	4
	Old paragraph 712.8.4.  Eliminated majority of paragraphing thus making contractor responsible for ensuring all information in weld procedures submitted is complete and accurate.

	712.9
	4
	Move to 712.2.5. Defines standards for Machine Bolts 

	712.10
	
	Renumber to 712.9.  Main Heading no revisions.

	712.10.1
	1 & 4
	Renumber to 712.9.1.  Although this information does exist in other manuals. These are not readily available to field personnel.  Therefore it was determined that they should remain to ensure bolts are installed properly.

	712.10.1.1
	1 & 4
	Renumbered to 712.9.2.  Defines snug tight for a bolted connection.  There have been instances during construction when a difference occurred in what was considered snug tight.  This paragraph defines snug tight for enforcement.  If snug tight does not properly occur then the bolts will not be properly tensioned and the connection will not function properly.  

	712.10.2
	
	Renumbered to 712.9.3 Main Heading, no revisions.

	712.10.2.1
	1 & 4
	Renumbered to 712.9.3.1. This material needs to stay to ensure proper bolt installation and tensioning for proper performance.  Removed maximum bolt projection in Table I since there is no industry standard for projection.

	712.10.2.2
	4
	Renumbered to 712.9.3.2.  Defines acceptable washer usage.

	712.10.2.3
	1, 4 & 5
	Renumbered to 712.9.3.3  This is an exact installation method and must occur as written.  Failure to complete the process as defined may result in connection failure.  Since this material is not readily available for field personnel, it was determined to leave in the spec book for the field personnel.

	712.10.2.4
	1, 4 & 5
	Renumbered to 712.9.3.4.  See above rationale.

	712.10.2.5
	1, 4 & 5
	Renumbered to 712.9.3.5. See above rationale.

	712.10.2.6
	4
	Renumbered to 712.9.3.6.  Removed reference to maximum projection and changed to prevent nut from engaging runout.  This now permits the fabricator/ contractor to order bolts closer to recommended practices and industry standards.

	712.10.2.7
	1 & 5
	Renumbered to 712.9.3.7.  Bolt tension calibration is essential to ensure proper installation of the bolts in the connections to prevent connection failure.

	712.10.2.8
	1, 2 & 5
	Renumbered to 712.9.3.8.  FHWA requires that rotational capacity testing occur.  Add old 712.10.2.10 to end of paragraph

	712.10.2.9
	1, 4 & 5
	Renumbered to 712.9.3.9.  If a field bolt becomes rusted or weathered prior to installation, the bolt will properly tension and will not perform as required.

	712.10.2.10
	
	Removed paragraph.

	712.10.2.11
	4 & 5
	Moved to 712.9.4(d).  

	712.10.3
	4 & 5
	Renumbered to 712.9.4.  Added new paragraph for calibration wrench verification during tensioning.  Moved calibration to bolt tension calibration devices to 712.9.3.7.  Section defines inspection procedures to be used to determine if bolts have been installed properly.  (QA check)  

	712.10
	4 & 5
	New section to add the job special provision for weathering steel to the spec book. 

	712.12
	
	Renumber to 712.11.  Section Title – No Change

	712.12.1
	4
	Renumber to 712.11.1.  Description of Section – Defines scope of work to be performed. 

	712.12.2
	
	Renumber to 712.11.2.  Section Title – No Change

	712.12.2.1
	4, 5, & 7
	Renumber to 712.11.2.1.  Modified paragraph to refer to an industry spec for methods of cleaning.  The method also addresses what may remain after blast cleaning and therefore is not needed in the specification.  Also added the acceptability standard photographs to be used.  

	712.12.2.2
	4, 5, & 7 
	Renumber to 712.11.2.2.  Modified paragraph to remove methods of cleaning and compressor requirements as these are located in other industry standards.

	712.12.2.3
	4, 5 & 7
	Renumber to 712.11.2.3.  See previous paragraph summary

	712.12.3
	4 & 5
	Renumber to 712.11.3.  Defines coating systems to be used.  Removed System F due to no longer using this system and added Calcium Sulfonate to table.  Kept the subsection reference numbering to coordinate paint system specified to the proper subsections in Section 1045.

	712.12.3.1
	4
	Renumber to 712.11.3.1.  Defines the limits of standard paint application.  This information is not defined on any other contract document as a standard.  Contract plans will, on occasion modify these limits of application.  

	712.12.3.2
	4, 5, & 7
	Renumber to 712.11.3.2.  Changed reference specification for measuring paint thickness from a MoDOT test method to an industry specification.  This allows the contractor to use more than one type of magnetic paint thickness testing gauge.  Moved 712.12.3.2.1 to this paragraph and changed to the language to permit touch-up per manufacturers recommendations.

	712.12.3.2.1
	4, 5 & 7
	Delete – Move to 712.11.3.2

	712.12.3.3
	4, 5 & 7
	Renumber to 712.11.3.3.  Modified paragraph to permit paint storage according to manufacturer recommendations.  Paint manufacturers provide this information in the product information sheets.

	712.12.4
	
	Renumber to 712.11.4.  Section Heading

	712.12.4.1
	4, 5 & 7
	Renumber to 712.11.4.1.  Modified paragraph for paint applications per manufacturer recommendation except for minimum air and steel temperatures.  Moved 712.12.4.1.1 to this paragraph.

	712.12.4.1.1
	4 & 5
	Moved to 712.11.4.1.  Permits the use of manufacturer recommendations that may override MoDOT specification if the manufacturer recommendation exceeds MoDOT’s requirements.

	712.12.4.2
	4 & 5
	Renumber to 712.11.4.2.  Minor revisions.  Application of paint to wet steel can cause future potential paint failures. 

	712.12.4.3
	4 & 5
	Renumber to 712.11.4.3.  Permits the application of paint in climate-controlled settings.  If painted in these settings, the steel should remain in these settings to ensure quality curing. 

	712.12.4.4
	4 & 5
	Renumber to 712.11.4.4.  Exposure to the elements with uncured coatings affect the performance of the paint, which can lead to premature failure.

	712.12.5
	4, 5 & 7
	Renumber to 712.11.5.  No changes needed.  Does not set requirements on contractor.

	712.12.6
	4 
	Delete this paragraph.  Tinting requirements may be done at manufacturer recommendations.  

	712.12.6.1
	4
	Delete this paragraph. 

	712.12.7
	4, 5 & 7
	Renumbered to 712.11.6.  Modified paragraph to remove methods of applications and refer to industry standards for application. Deleted sub-paragraphs (a), (b) and (d).  Renumbered sub-paragraph (c) to 712.12.6.1

	712.12.7 (c)
	4, 5 & 7
	Renumbered to 712.11.6.1.  Modified to require contractor to submit a repair proposal instead of directing corrective actions.

	712.12.7.1
	4 & 7
	Delete this paragraph.  Industry standards referenced in 712.12.6 cover this method of application.

	712.12.7.2
	4 & 7
	See previous explanation.

	712.12.7.3
	4 & 7
	See previous explanation.

	712.12.7.4
	4 & 7
	Renumbered to 712.11.6.2.  Modified paragraph to require paint curing in accordance with manufacturers recommendation.

	712.12.8
	4 & 5
	Renumbered to 712.11.7.  Defines the shop coating procedures.

	712.12.8.1
	4 & 5
	Renumbered to 712.11.7.1. Minor modifications.  Sets standards for coating faying surfaces for high strength bolt connections.

	712.12.8.2
	4
	Renumbered to 712.11.7.2.  Clarified shear connector coating.  Defines acceptable coating thickness for inaccessible areas and surfaces in contact with concrete.

	712.12.8.3
	4 & 5
	Delete this paragraph.  In most cases the bolt holes receive overspray from the painting application which should prevent rust bleeding. 

	712.12.8.3.1
	4 & 5
	Renumbered to 712.11.7.3.  Sets requirement for touch up of damaged galvanizing.

	712.12.8.4
	4 & 5
	Renumbered to 712.11.7.4.  Sets requirement that permits MoDOT to conduct QA inspections of the fabrication before painting occurs to ensure the steel is fabricated properly.  Sets masking requirements for areas to be field welded.

	712.12.8.5
	4 & 5
	Renumbered to 712.11.7.5.  Edited to change requirements for erection match marks.

	712.12.8.5.1
	4 & 5
	Deleted this paragraph.

	712.12.9
	4 & 5
	Renumbered to 712.11.8.  Defines field coating requirements.

	712.12.9.1
	4 & 5
	Renumbered to 712.11.8.1.  Removed cleaning methods and referenced a industry standard in their place.  Removed organic zinc primers as MoDOT no longer accepts.  Sets one acceptable methods for galvanizing touch-up repair of bolts.

	712.12.9.1.1
	4 & 5
	Renumbered to 712.11.8.1.1. Additional requirements for connection touch-up.

	712.12.9.1.2
	4 & 5
	Renumbered to 712.11.8.1.2 Additional requirements for connection touch-up.

	712.12.9.1.3
	4 & 5
	Renumbered to 712.11.8.1.3  Additional requirements for connection touch-up.

	712.12.9.2
	4 & 5
	Renumbered to 712.11.8.2.  Modified to permit alternative options for field coating subject to acceptance by the engineer.  Permits top coat to be applied any time during the same construction season. 

	712.12.9.3
	4
	Renumbered to 712.11.8.3.  Added statement for coordinating coating between phased projects.

	712.12.9.3.1
	4
	Delete this paragraph.

	712.12.9.4
	4 & 5
	Renumbered to 712.11.8.4.  Touch-up provisions for coatings.

	712.12.10
	4
	Renumbered to 712.11.9.  Defines requirements for identifying the paint system used on the structure.

	712.12.11
	4
	Renumbered to 712.11.10.  Requirement that contractor is responsible to protect traffic, property and persons from field coating.

	712.13
	4
	Renumber to 712.12.  Added Paint Systems to title.

	712.13.1
	4
	Renumber to 712.12.1.  Description of recoating 

	712.13.2
	4 & 5
	Renumber to 712.12.2.  Defines systems to be used in recoating.

	
	4 & 5
	Number to 712.12.3.  New section to incorporate job special provisions for recoating, including non-lead based and lead based paint removal.

	712.13.4.
	4 & 5
	Renumber to 712.12.4. Provisions for sealing joints that cannot be sealed by paint to prevent future corrosion.

	712.13.5
	4 & 5
	Renumber to 712.12.5.  Defines requirements for identifying the paint system used on the structure.

	
	4
	Number to 712.12.6.  New section.  Requirement that contractor is responsible to protect traffic, property and persons from field coating.

	
	4 & 5
	Number to 712.13.  Create new section for recoating existing steel with Calcium Sulfonate.  Kept the duplicity of collection of non-lead based and lead based residues between recoating and this section since this section also includes power washing and the collection of the wastewater.  Since there is collection of both items in the overcoating function it would be difficult to refer back to a previous section and incorporate the collection of the power washing water at the same time. 

	712.14
	4 & 5
	Removed language about zinc alloy stick method.  Permits touch-up of thin material by other methods.

	712.15
	4 & 5
	Defines that bar dams cannot interfere with the performance of the expansion device.

	712.6
	
	Section Heading. 

	712.16.1
	4
	Defines method of measurement for steel.  Added contract in front of plans to clarify that the contract plans not the shop drawings are the official weights.  

	712.16.2 – 16.10
	4
	Defines quantity measurements.

	712.17
	4
	Section Heading.

	712.17.1 – 17.4
	4
	Defines basis of payment


