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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1.

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

safety programs as applied by qualified

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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B H47089| 1 3 | 2248 DIA SHAFT 12 FLATS-.1875 THK (AS72 GR6S) 32 |6 13/16| 3822.48
& H470BP| 1 3 PL 1/4 X 25 1/4 (RND)(A3B) 2 1.1/4 95.80
';D H470GS| 1 3 21.47 DIA SHAFT 12 FLATS-.1875 THK (A36, 4 0 513.77
TS RHOL-E[ 1 | 3 [Pl 3/4 X 2 (STANLESS ST1) 0 4 5.10
=5 [160 [ 1 [ 3 [PL1/4 X5 (A3) 0 7 7.44
Z [ 4 12 [PL3/8 x 3 (A572 GRSO 0 3 11.48
= SHOP 4 12 | 1 BLK OVERSIZED HHN 0 0 0.00
3
8 TOTAL BLACK WEIGHT 4456.07
H470T9 1 2 16.92 DIA SHAFT 12 FLATS-.1875 THK (AS72 GR6S) 40 0 2096.54
_ [Heces| 1 2 [PL1/2 X 1 1/2 (A36 0 [85/8 367
& CPI1| 1 | 2 | PL3/16 X 11 (RND)(A3E) 0 11 10.11
& HOL-E[ 2 | 4 | PL 3/4 X 2 (STAINLESS 5T1) 0 4 6.81
';D JLG 4 8 PL 3/8 x 3 (A572 GR50 0 3 7.66
T 9vs 1 2 PL 5/8 X 3 (A572 GRS0) 1 6 1/16 19.21
éﬁ Vi 2 4 PL 5/8 X 3 (A572 GRS50) 1 {11 7/186| 49.85
—o SHOP 1 2 1/2 BLK OVERSIZED HHN 0 Q 0.00
= SHOP 1 2 1/2 SSB W 0 1.1/2 0.00
2 SHOP 4 8 1 _BLK QVERSIZED HHN 0 0 0.00
S FIELD. 4 8 1 _HSGB 0 2 0.00
TOTAL_BLACK WEIGHT 2103.85
H470792] 1 1 16.92 DIA SHAFT 12 FLATS-.1875 THK (AS72 GR8S) 40 0 1048.27
~ HACPS| 1 1 PL 1/2 X 1 1/2 (A36) 0 B 5/8 1.83
e CP11 1 1 PL 3/16 X 11 (RND)(A36) [1] 1 5.05
< HGL-E| 2 2 PL 3/4 X 2 (STAINLESS STL) 0 4 3.40
3a JIG 4 4 PL 3/8 x 3 (A572 GRS0, 0 3 3.83
T VS 1 1 PL 5/8 X 3 (A572 GRS0) 1 6 1/16 9.60
x2 [t 5 T5 TPl 5/8 X5 (4572 GRSO) 111 7/16] 3738
— [SHOP {11 [1/2 BLK OVERSIZED HHN 0 0 0.00
Z SHOP 1 1 1/2 SSB W 0 11/2 0.00
2 SHOP 4 4 1 BLK QVERSIZED HHN 0 0 0.00
154 FIELD. 4 4 1 HSGB 0 2 0.00
TOTAL BLACK WEIGHT 1109.36
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1.

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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-3 o MATERIAL LIST
3 sHip [sHop [F4NToT L] DESCRIPTION LENGTH TOTAL
e l‘ s W o _ MK | MK | ONE QUAN FT. | IN. |BLK. WI.
= B
it |/ F aQ
——— T s 1 | 1 | 2178 OW e 12 FAS- 1875 T (72 cRes] 26 | 10 956.04
; ® 3758l 1 [ 1 |PL1/4 X 24 (RND)(ASE) 2 0 28.51
=m ) 9.00°AF. w . \ . WELD %" BLK HHN @, sl 1 |1 170,50 DIa SHAFT 17 FLATS-.1875 THK (A6 4 0 163.07
ES o e 7 ug R \(2)27)4" HOLES W/ INSIDE 179 HOLE 5G [Hoe] 1 1 TPL 3/4 X 2 (STANLESS STL) 0 4 1.70
a &~ CHAMFER BS. & [ Te6 | 1 | 1 [PL1/4 X 5 (A36) 0 7 2.48
o 1 KBS (06" THK ~ A36) < [H375P| 1 | 1 [Pl 13/4 X 24 1/4 RND)(A672 GRSQ) 2 |0 1/4 | 17801
D . (%" THK ~ AS72 GR50) YR H37588] 1 1 [ BAR 3/16 X 1 (A36) 4 |55/8 2.85
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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JACKING DETAIL
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JACKING DEVICES FOR
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TOGETHER.

SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1. Procedure

1.1 Assembly

9.00°AF.
I MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

0" —

picce.

‘ If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.
P 5 1 J( FIELD INSTALL
? i T 2" BOLT NS, A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
w E & F.5. FOR JACKING assembly. Refer to MDH Erection Drawings for minimum design overlap.
| PURPOSES ONLY.
A
o ! Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
L L i NOTE: USE RATGHET CHAN attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the atiachment of the
m S HOISTS AND/OR HYDRAULIC jacking device.
A JACKING DEVICES FOR
¥ PULLING THE POLE . o )
. ~ ‘ SECTIONS TIGHTLY Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
T © | TOGETHER. sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.
© B
Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
i should be manually worked up and down to help "walk" the pole sections together. In general, the pole sections should be
i ‘ overlapped as far as possible prior to the jacking operation.
o NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
w JACKING DETAIL DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.
nint The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
NN detailed overlap points. The applied jacking force shall not exceed 25 kips.
Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
© 12 Inspection
w
If upon completion of the assembly procedure, the minimum overlap cannot be obtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.
ol—7 Under no cireumstances should structures be loaded without specified slip joint engagement unless written authorization from
B — M.D. Henry Company has been received.
s 13 Erection
=}
[
© H4e70-T10 With the pole on the ground, the arms, pole steps, and other miscellancous pieces should be installed, making the pole ready to
— climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.
16.03"AF. ‘The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.
27 | 16.92°A.F. When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
E 5 against pulling apart during erection.
als
&l i After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
g | the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections
ENSS
®e Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified
Nl and properly trained personel.
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1. Procedure

1.1 Assembly

8'-0"

[ ——
T SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
I

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

8'-0"

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

80"

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

>
Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

40"

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

#-0"

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

safety programs as applied by qualified

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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9.00"AF. SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.

safety programs as applied by qualified
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the pol
the case of direct embedded poles, plumbi

can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
hould be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1. Procedure

1.1 Assembly

9.00"AF.
| — MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
piece.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.
< A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
@ assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These

attachment points are 180 degrees apart and allow a I-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
. sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

T
@ Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In general, the pole sections should be
overlapped as far as possible prior to the jacking operation.
NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.
o The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
T detailed overlap points. The applied jacking force shall not exceed 25 kips.
@
Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

Hlancous piet

With the pole on the ground, the arms, pole steps, and other mis s should be installed, making the pole ready to

H370-T17-FP
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The

15.75% balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

FIELD INSTALL When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
12)1'x A against pulling apart during erection.
(A325) BOLTS

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1. Procedure

1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the

of the lower male shaft for indicating the proper overlap distance during

assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and

down to help "walk" the pole sections togef

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN

DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and

detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from

M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other mis
climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution

Hlancous piet

against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbi

Contractor and field personel are responsible to meeting contractor and util

hould be accomplished prior to

and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection
With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to

climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

safety programs as applied by qualified

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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JACKING DETAIL

SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1.

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the arca where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and utility safety programs as applied by qualified

and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

9.00°AF.
I — MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

30'-0"

picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellancous pieces should be installed, making the pole ready to

H370-T24-FP
climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.
T The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
1575"AF. balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to
mmr erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points.
\__FIELD INSTALL When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
121" 0'-54" against pulling apart during erection.
A325) BOLTS

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1. Procedure

1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the

of the lower male shaft for indicating the proper overlap distance during

assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up @

d down to help "walk" the pole sections toge

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN

DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and

detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from

M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other mis
climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution

Hlancous piet

against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbi

Contractor and field personel are responsible to meeting contractor and util

hould be accomplished prior to

and properly trained personel.

ther. In general, the pole sections should be

s should be installed, making the pole ready to

back- filling around the bottom sections.

safety programs as applied by qualified
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SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one
picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
climb when it is crected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. It may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

safety programs as applied by qualified

Contractor and field personel are responsible to meeting contractor and util
and properly trained personel.
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e MATERIAL LIST MATERIAL LIST
AN T TANror”
ama SHIP | SHOP rot'L LENGTH | TOTAL | SHIP [SHOP Tor’L) LENGTH | TOTAL
. & MK_| MK | ORE QUAN DESCRIPTION FI N ek wr] Wk |k | BRE UAN DESCRIPTION FT. [ IN._|BLK. WT)|
2 2 WSS 1| 1 | 1743 DA SWAFT 12 FLATS-.I875 T (AS72 CRES] 49 | 10 | 1332.04 2501 | 1| 1| 10 DIA SHAFT B FLATS -.25 THK (572 CReS) 27 0 741.66
M r . H3CPS| 1 | 1 [PL1/2 X 11/2 (A36 0 [85/8 183] 7 2503 | 2 | 2 [PL 3/16 X 12 (RND)(A36) 1 0 12.03
SEND LINES 2 o CP11 | 1 | 1 [PL 3/16 X 11 (RND)(A36) 0 11 soslm  [asoe |2 2 TpL1/o X1 1/0 (56 0 [91/2 4.04
B & o0 2 > TPl 3/4 X 2 (SIANLESS STI) 0 4 340|S [2505 [ 3 | 3 [PIPE 1 1/4 SCH 40 0 10 5.69
9 2510 | 1| 1 [PPE 1 1/4 SCH 40 0 [93/16 174)%% [FED [ 3 [ 3 |1 (A449) ATHD ROD 2 0 0.00
N s g 2511 1 | 1 | PIPE 1 1/4 SCH 40 0 [91/2 180] 2~ [EED 6 6 0 0 0.00
S o (253 ] 1 1 3/4 x 3 (A572 GR5Q 171/ 12.56)F FIELD | 6 | 6 | 1 HAN 0 0 0.00
- B9 [25v2 | 1 [ 1 [PL3/4 x 3 (672 GR50) 1 |8 3/16]  1288|®
% [Tasvi |1 1 [PL3/4 x 3 (672 GR50) 1 [47/8 10.77 TOTAL BLACK WEIGHT 763.42
= |H385FP| 1 | 1 [PL13/4x241/2 (RND)(AST2 GREO) 2 |0 1/2| 1B2.96
| . = |nsessE] 1 | 1 [8AR 3/16 X 1 (A3B) 4+ [55/8 2.85
5l ¥ = SHOP | 1 | 1 | 1/2 BLK OVERSIZED HHN 0 0 0.00
N 2 SHOP | 1 | 1 | 1/2 S8 W/ 0 [11/2 0.00
- = FIELD | 12 | 12 | 1 HSGB W/HHN HEW MFLN 0 [51/4 0.00 25CAS| 1 | 3 | PL 3/8 x 4 (A572 GRSO, 1[0 1/8] 2873
Qe [BED [ 1|5 11 (ad4g) ATHD ROD 1 2 0.00
TOTAL BLACK WEIGHT 156788)0'S [EELD [ 2 [ 6 1 HuN 0 0 0.00
@ =1 g W= 2 B 0 0 0.00
B P =
7 TOTAL BLACK WEIGHT 26.23
(e’ Holes/ CROSS ARM STRAP MK 25CAS ~ 3 REQ'D. SQUARE WASHER MK SW3 ~ 6 REQ'D. PB4 04 SAT I FAS-JOT Tk O 6B} 49 10| 1330.04
(8" THK ~ A572 GR50) 08" THK ~ A36) N CP11 | 1 | 1 [PL3/16 X 11 (RND)(A36) 0 1 5052
BLANK FOR MK 25CAS SCALE:=1-0" SCALE:f" & o= 2 | 2 [PL 3/4 X 2 (STANLESS STI) 0 4 340|PS [sws [ 1 | 6 |PL3/8 x4 (A36) 0 3 7.66
(4" THK ~ AS572 GR50) s 2510 | 1 [ 1 | PPE 1 1/4 SCH 40 0 [93/16 17a|o @
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=" [h3esee| 1 | 1 | PL13/4x24 1/2 (RNDY(AST2 GRSOY 2 |0 1/2| 18096, [MSRS 1 | 5 | 2207 Ok ST 12 FLATS-.I85 K (72 GReS) 34 | 10 420441
Z |nsessE] 1 | 1 [8AR 3/16 X 1 (A3B) 4+ [55/8 2855 3seP| 1 | 3 [PL 1/4 X 25 3/4 (RND)(A36) 2 |1 3/4] 10006
3 SHOP | 1 | 1 | 1/2 BLK OVERSIZED HHN 0 0 0.00] 5, [BSGsPl 1 | 3 | 2200 DIA SHAFT 17 FLATS-.1875 THK (AS6) 4 0 526.60
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ES
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& [95v2 [ 1 | 1 [PL3/4 « 3 (A572 GRS0 1|8 3/16] 1288
2505 2505 2505 2504 - [2501] 1 1 |PL 3/4 x 3 (A572 GRSO; 1 4 7/8 10.77
o INSET W = |msssep| 1 | 1 | PL13/4x 24 1/2 (RND)(ASTZ GRED) 2 |0 1/2| 20787
: oE e S |usessB] 1 | 1 [BAR 3/16 X 1 _(A36) 4 [55/8 2.85
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SHIP_MK w e SHOP | 1 | 1 | 1/2 SSB W/LW o 1172 0.00
2503 FIELD | 12 | 12 | 1 HSGB W/HHN HEW MFLN 0 [51/4 0.00
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%5”

SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure
1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

50'-0"

FIELD DETERMINE

|
‘ 200AS
picce.
SW3 |
\ ‘ If necessary, the poles may be assembled in the air by scction. This is not recommended if there is an alternate method available.
|
‘ A 2-inch horizontal weld bead is positioned on the flats of the lower male shaft for indicating the proper overlap distance during
FIELD INSTALL / assembly. Refer to MDH Erection Drawings for minimum design overlap.
S 2281 2
T%2'~0" (A449) TYPE 1
B50°AF. B.50AF. ALL THREAD ROD, SW3 Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below each splice. These
T T 2) PLACES attachment points are 180 degrees apart and allow a I-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the
s arees ap: gh-streng
LD INSTALL jacking device,
|- T%1'=2" (A49) TYPE 1 ) o )
| . ALL THREAD ROD, SW3 SIDE VIEW Depending on the scction sizes and the availability of equipment, there are several methods that can be used for jacking the
Sl T 2z @) PUACES SoAE T sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

I 22CAS
/ |
Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections

f ‘ should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be
FIELD INSTALL overlapped as far as possible prior to the jacking operation.

7x2'=0" (A449) TYPE 1
NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
(2) PLACES

| |
ALL THREAD ROD, SW3
‘ ‘ DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

CROSS BRACE
HUGHES BROTHERS
#B2508-12-6-CPT
(MDH P.0. 68830)

‘ Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.
| 1.2 Inspection

FIELD INSTALL
TX1'=6" (A449) TYPE 1 ‘
ALL THREAD ROD, SW3 — If upon completion of the assembly procedure, the minimum overlap cannot be obtained, or if there exist visible air gaps (in
(2) PLACES excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

o 1
Nl | " x 2" BOLT N.S.
f o | & Rvsea oy Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from
AR . M.D. Henry Company has been received.
e |
' I .
- | NOTE: USE RATCHET CHAIN 1.3 Erection
S HOISTS AND/OR HYDRAULIC
FIELD INSTALL 5 JACKING DEVICES FOR i i i
I Tx1'=7" (A449) TYPE 1 = PULLING THE POLE With the pole on the ground, the arms, pole steps, and other miscellaneous pieces should be installed, making the pole ready to
ALL THREAD ROD, SW3 | SECTIONS TiGHTLY climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

(2) PLACES

26"

i)

\ I ‘ The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
FIELD DRILL balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

FIELD DRILL
{
4’8 THRU HOLE %% THRU HOLE ‘ erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,
H285-122 H285-T22 When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution
" . JACKING DETAIL against pulling apart during erection.
| 1555'AF. .l 15.55"AF. SALREE LA st puling ap o
| | After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections

= il 1e3ar L 1631°AF. Contractor and field personcl arc responsible to meeting contractor and utiliy safety programs as applicd by qualificd

25 ’ . and properly trained personcl.
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ot el MATERIAL LIST
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2201 o |E (5" THK ~ A36) No 2206 2 4 [PL1/2 X 1172 (136 0 9172 8.08
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JACKING DETAIL

FIELD INSTALL
17 x 2” BOLT N.S.
& F.5. FOR JACKING
PURPOSES ONLY.

NOTE: USE RATCHET CHAIN
HOISTS AND/OR HYDRAULIC
JACKING DEVICES FOR
PULLING THE POLE
SECTIONS TIGHTLY
TOGETHER.

SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE

1. Procedure

1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the

assembly. Refer to MDH Erection Drawings for minimum design overlap.

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or 1-1/2-inch high-strength bolt to be used for the attachment of the

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections

should be manually worked up and down to help "walk" the pole sections together. In gencral, the pole sections should be

overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN

DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and

detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from

M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other mis
climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution

Hlancous piet

against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In

the case of direct embedded poles, plumbing should be accomplished prior to back- filling around the bottom sections.

Contractor and field personel are responsible to meeting contractor and util

and properly trained personel.

of the lower male shaft for indicating the proper overlap distance during

s should be installed, making the pole ready to

safety programs as applied by qualified
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MATERIAL LIST
i CP10 GREENVILLE GREENVILLE UANE 577
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CL H265-T27

14.05°AF.
i 11—

27'-3%"

14.75°AF.

BY DESIGN,

2'-3% (BY DETAL)

5%

86" (EMBEDNENT)

18.28"AF.

H2(S-03.5) 65FT POLE ~ 4 REQ'D.

SPARE — STR #5, 6, 7 & 8
SCALE"=1'0"

SLIP-FIT POLE ASSEMBLY AND ERECTION PROCEDURE
1. Procedure

1.1 Assembly

MD Henry recommends that the assembly of the poles be performed on the ground and the poles are raised to position in one

picce.

If necessary, the poles may be assembled in the air by section. This is not recommended if there is an alternate method available.

A 2-inch horizontal weld bead is positioned on the

Assembly nuts or holes have been provided during fabrication, four nuts above and four nuts below cach splice. These
attachment points are 180 degrees apart and allow a 1-inch or I-

jacking device.

Depending on the section sizes and the availability of equipment, there are several methods that can be used for jacking the
sections together. Hydraulic or mechanical (chain hoists, turnbuckles) jacking devices are both acceptable.

Whichever type of jacking device is used, the pole sections should be blocked up level plumbed prior to jacking. The sections
down to help "walk" the pole sections together. In gencral, the pole sections should be

should be manually worked up and
overlapped as far as possible prior to the jacking operation.

NOTE: DO NOT USE GREASE OR OIL TO LUBRICATE THE POLE SECTIONS AS THIS RESULTS IN
DISCOLORATION, WHICH IS DIFFICULT TO REMOVE.

The applied jacking force shall be sufficient to seat the upper female shaft down to a point between the indicated design and
detailed overlap points. The applied jacking force shall not exceed 25 kips.

Caution should always be used when jacking pole sections together since the required jacking forces are of large magnitude.

1.2 Inspection

If upon completion of the assembly procedure, the minimum overlap cannot be abtained, or if there exist visible air gaps (in
excess of 3/16-inch on opposite flats), M.D. Henry Company should be contacted prior to further erection of the pole.

Under no circumstances should structures be loaded without specified slip joint engagement unless written authorization from

M.D. Henry Company has been received.

1.3 Erection

With the pole on the ground, the arms, pole steps, and other mis
climb when it s erected. Once the pole is up, and inspection is complete, the steps are removed coming down the pole. 1t may
be necessary to leave off climbing devices in the area where they would interfere with the lifting straps.

The assembled pole may be picked up from a single point with a_nylon or padded cable choker and swung into position. The
balance point must be field determined as it varies dependent upon the number of arms or other appurtenance installed prior to

erection. Experienced crane operators will find no problem going from pole to pole and determining the proper lifting points,

When setting the poles, MD Henry recommends splices below the lifting point be tethered together as a safety precaution

against pulling apart during erection.

After erecting, proper plumbing of the poles can be accomplished by adjusting the anchor bolt nuts underneath the base plate. In
hould be accomplished prior to back- filling around the bottom sections.

the case of direct embedded poles, plumbi

Contractor and field personel are responsible to meeting contractor and util

and properly trained personel.

of the lower male shaft for indicating the proper overlap distance during
assembly. Refer to MDH Erection Drawings for minimum design overlap.

1/2-inch high-strength bolt to be used for the attachment of the

Hlancous picces should be installed, making the pole ready to

safety programs as applied by qualified
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27'-3%" (SHAFT LENGTH)
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MATERIAL LIST
R cP10 GREENVILLE GREENVILLE UAN T
. . SHIP | SHOP oty LENGTH TOTAL
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5 H2CPS F5. MM & s s MK_| MK _| ONE QUAN DESCRIPTION FT. | IN._|BLK. WT.
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