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Transportation Weights 
of  welded Parts:
-  Part No. 1   = 18.78 kg   
-  Part No. 2   =   6.05 kg   

The following steelparts must be
hot dip galvanized acc. to IS

2629 & 2633, min thickness
=  80 µ m

Part No. 1 & 2
All Nuts & Bolts must conform to 
IS 1363 and are  galvanized 
acc. to IS 1367, Part XIII
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M.S. forged Bulldog grip  acc to ISI 2361-1970 

for cable φ ...............mm
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1 Thimble according to ISI 2315-1978 
for cable φ ...............mm
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Total transportation Weight
B+C+D+R+0.30 kg.

A = ....................kg. B =81.16 kg.
Total Structural 
Steel

g = 43.02 kg.
Structural Steel 
to be galvanized

Bulldog Grips & Thimbles
C = 6.00 kg
Nuts, Bolts, Washers

R =  11.40 kg
Reinforcement Steel

Bulldog
Cable Bulldog grips Weight. (kg/pc)

Thimble

26
32

5
6

0.75
1.85

1.10
1.30

φ mm for one cable
grip

.......... ..........

......... .........

D =                kg..............

threads to be cleaned by

heat blow after

galvanizationAll fillet weld size 4 mm
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Date : Drawin

Bridge Name:

No: Span:

HMG / Ministry of Local Development
 DoLIDAR / Short SpanTrail Bridge Standard

Steelpart List & Welding Detail 
for one Anchor :

for one Cable endφ ........... (26 or 32 mm)
    Nos. of Foundation required :                             

 Related construction   
 drawings are :
 51Acon 53Acon
 52Acon 54Acon
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