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CITY OF CLEVELAND TRAFFIC SIGNAL SUPPORT SPECIFICATIONS 
 

D-64 COMBINATION SIGNAL SUPPORT (BY TYPE AND DESIGN) & SIGNALIZATION MISC.: 
SIGNAL, OVERHEAD SIGN AND LIGHT POLE SUPPORT (ITEM 632) 

 

In addition to the requirements of specification 632, signal supports shall be painted in 
accordance with the following:  

 

Powder coating – color: dark bronze 

 

Surface preparation – the exterior steel surface shall be blasé cleaned to steel structures 
painting council surface preparation specification No. 6 (SSPC-SP6) requirements utilizing cast 
steel abrasives conforming to the Society of Automotive Engineers (SAE) recommended 
practice J827. The blast method used is a recirculating, closed cycle centrifugal wheel system 
with abrasive conforming to SAE shot number S280.  

 

Interior coating – interior surfaces (pole shafts only) at the base end for a length of 
approximately 2.0 feet shall be mechanically cleaned and coated with a zinc rich epoxy powder. 
The coating shall be electrostatically applied and cured in a gas fired convection oven by 
heating the steel substrate to a minimum of 350 degrees Fahrenheit and a maximum of 400 
degrees Fahrenheit. 

  

Exterior coating – all the exterior surfaces shall be coated with a urethane or triglycidyl 
isocyanurate (TGIC) polyester powder to a minimum film thickness of 2.0 mils (0.002”). The 
coating shall be electrostatically applied and cured in a gas fired convection oven by heating the 
steel substrate to a minimum of 350 degrees Fahrenheit. The thermosetting powder resin shall 
provide both intercoat as well as substrate fusion adhesion that meets 5A or 5B classifications 
of ASTM D3359. 

  

Combination coating galvanized-powder top coat color: Dark Bronze 
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Surface preparation – prior to being incorporated into an assembled product, steel plates ¾ 
inches or more in thickness shall be blast cleaned when required to remove rolled-in mill scale, 
impurities and non-metallic foreign materials. After assembly, all weld flux shall be 
mechanically removed. The iron or steel product shall be degreased by immersion in an 
agitated 4.5% - 6.0% concentrated caustic solution elevated to a temperature ranging from 150 
degrees Fahrenheit to 190 degrees Fahrenheit. It shall next be rinsed clean from any residual 
effects of the caustic or acid solutions by immersion in a circulating fresh water bath. Final 
preparation shall be accomplished by immersion in concentrated zinc ammonium chloride flux 
solution heated to 130 degrees Fahrenheit. The solution’s acidity content shall be maintained 
between 4.5 – 5.0pH. The assembly shall be air-dried to remove any moisture remaining in the 
flux coat and/or trapped within the product. 

  

Zinc coating – the product shall be hot-dip galvanized to the requirements of either ASTM A123 
(fabricated products) or ASTM A153 (hardware items) by immersion in a molten bath of prime 
western grade zinc maintained between 810 degrees Fahrenheit and 850 degrees Fahrenheit. 
The entire product shall be totally immersed with no part of it protruding out of the zinc (no 
double dipping). This is to limit a risk of trapped contaminates containing chlorides and reduce 
the risk of bare spots (bare spots can occur when flux on the steel surface is burned away by 
heat of the first dip). Maximum aluminum content of the bath shall be 0.01%. Flux ash shall be 
skimmed from the bath surface prior to immersion and extraction of the product to assure a 
debris free zinc coating. 

  

Exterior coating – all galvanized exterior surfaces shall be coated with a urethane or triglycidyl 
isocyanurate (TGIC) polyester powder to a minimum film thickness of 2.0 mils (0.002”). Prior to 
application, the surfaces to be powder coated shall be mechanically etched by brush blasting 
(ref. SSPC-SP7) and the zinc coated substrate preheated to 450 degrees Fahrenheit for a 
minimum of one hour in a gas fired convection oven. The coating shall be electrostatically 
applied and cured in a gas fire convection oven by heating the zinc coated substrate to a 
minimum of 350 degrees Fahrenheit and a maximum of 400 degrees Fahrenheit. The 
thermosetting powder resin shall provide both intercoat as well as substrate fusion adhesion 
that meets 5A or 5B classification of ASTM D3559. 
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CITY OF CLEVELAND PULL BOX SPECIFICATION 
(Adapted for this design-build contract) 

ITEM 625 – PULL BOX, MISC.: 13" X 24" 
ITEM 625 – PULL BOX, MISC.: 17" X 30" 

 
ITEM 625 – PULL BOX, MISC.: 24” X 36” 

SIZE: 

1. THE EXTERIOR DIMENSIONS AT THE TOP SHALL BE 
13” X 24” 

13" X 24"
2. THE BOX SHALL BE 24" DEEP (NOMINAL) AND SHALL TAPER OUTWARD FROM THE TOP 

TO THE OPEN BOTTOM.   

 (NOMINAL).  

3. THE INSIDE DIMENSIONS AT THE BOTTOM SHALL BE 11-7/8" X 21-3/8"
4. THE BOX (WITHOUT COVER) SHALL WEIGH APPROXIMATELY 64 LBS. 

 (MINIMUM).  

5. THE COVER SHALL BE 13-3/4" X 23-1/4" X 2"

 

, AND SHALL WEIGH APPROXIMATELY 34 
LBS. 

1. 1. THE EXTERIOR DIMENSIONS AT THE TOP SHALL BE 17” X 30” (NOMINAL).  
17” X 30” 

2. 2. THE BOX SHALL BE 24" DEEP (NOMINAL) AND SHALL TAPER OUTWARD FROM 
THE TOP TO THE OPEN BOTTOM.   

3. 3. THE INSIDE DIMENSIONS AT THE BOTTOM SHALL BE 15-5/8" X 28-5/8" 
(MINIMUM).  

4. 4. THE BOX (WITHOUT COVER) SHALL WEIGH APPROXIMATELY 84 LBS. 
5. 5. THE COVER SHALL BE 17-1/2" X 30-1/2" X 2", AND SHALL WEIGH 

APPROXIMATELY 65 LBS. 
 

1. 1. THE EXTERIOR DIMENSIONS AT THE TOP SHALL BE 24” X 36” (NOMINAL).  
24” X 36” 

2. 2. THE BOX SHALL BE 24" DEEP (NOMINAL) AND SHALL TAPER OUTWARD FROM 
THE TOP TO THE OPEN BOTTOM.   

3. 3. THE INSIDE DIMENSIONS AT THE BOTTOM SHALL BE 29-13/16" X 41" 
(MINIMUM).  

4. 4. THE BOX (WITHOUT COVER) SHALL WEIGH APPROXIMATELY 124 LBS. 
5. 5. THE COVER SHALL BE 24" X 35-5/8" X 3", AND SHALL WEIGH     APPROXIMATELY 

137 LBS. 
 

THE BOX AND COVER SHALL BE CAPABLE OF SUPPORTING A LOAD OF 20,000 LBS, ON A 10" X 
10" AREA, TESTED IN ACCORDANCE WITH WESTERN UNDERGROUND COMMITTEE GUIDE 3.6.  

LOAD CAPACITY: 
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THE COVER DEFLECTION SHALL NOT EXCEED 1/2" AT DESIGN LOAD.  THE COVER AND BOX 
SHALL SHOW NO SIGNS OF DAMAGE AFTER TEN (10) CYCLES AT DESIGN LOAD. 
 

THE BOX SHALL BE CONSTRUCTED OF FIBERGLASS REINFORCED POLYMER (FRP) WITH 
ISOPTHALIT POLYESTER USING THE SPRAY-UP AND ROLL CONSTRUCTION METHOD.  THE 
MATERIAL SHALL HAVE STABILIZERS TO RESIST ULTRAVIOLET (UV) DEGRADATION IN 
ACCORDANCE WITH ASTM D-790 AND ASTM D-11501-71, SECTION 6, PROCEDURE B.  THE TOP 
RING OF THE BOX SHALL BE MADE OF POLYMER CONCRETE USING A POLYESTER BINDER WITH 
AGGREGATE FILLERS AND CHOPPED FIBERGLASS WITH A MINIMUM TENSILE STRENGTH OF 
1900 PSI.  THE RING SHALL HAVE THE SAME UV RESISTANCE AS THE FRP MATERIAL.  THE 
THREADED INSERTS FOR THE COVER BOLTS SHALL BE STAINLESS STEEL. 

MATERIAL AND CONSTRUCTION: 

 
THE COVER SHALL BE MADE WITH A THICK MOLDING COMPOUND (TMC) USING THE 
COMPRESSION MOLDING METHOD.  THE TMC SHALL CONSIST OF A MINIMUM OF TEN 
PERCENT (10%) FIBERGLASS IN A CALCIUM CARBONATE AND POLYESTER RESIN MATRIX.  THE 
COVER SHALL BE MARKED WITH THE WORD "TRAFFIC" IN 2" LETTERS, EMBOSSED INTO THE 
TMC, AND SHALL HAVE A NON-SKID SURFACE AND THE SAME UV RESISTANCE AS THE FRP 
MATERIAL. 
 
THE COVER SHALL BE SECURED TO THE BOX USING TWO HEX HEAD STAINLESS STEEL BOLTS 
AND WASHERS WHICH SHALL ATTACH TO THREADED INSERTS IN THE BODY OF THE BOX. 
 

OPENINGS IN THE SIDE OF THE PULL BOX, WHICH ARE REQUIRED TO INSERT CONDUIT (INTO 
THE PULL BOX) SHALL BE DRILLED OR SAWN IN THE FIELD, ONCE THESE LOCATIONS HAVE BEEN 
DETERMINED.  THE OPENINGS SHALL NOT EXCEED THE OUTSIDE DIAMETER OF THE CONDUIT 
BY MORE THAN FIVE PERCENT (5%).  ALL OPENINGS IN THE SIDE OF THE PULL BOX SHALL BE 
THOROUGHLY GROUTED WITH CEMENT MORTAR AFTER PLACING THE CONDUIT. 

CONDUIT OPENINGS: 

 

THE EXACT LOCATIONS OF PULL BOXES ARE TO BE STAKED AND CHECKED PRIOR TO 
PLACEMENT TO VERIFY CLEARANCE OF UNDERGROUND FACILITIES AND ANY ABOVE GROUND 
OBSTRUCTIONS.  IF THERE ARE ANY CONFLICTS, THEY ARE TO BE ADJUSTED AS DIRECTED BY 
THE ENGINEER. 

NOTE: 
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PULL BOXES ARE TO BE PROVIDED A 4" DRAIN TO THE NEAREST STORM INLET, UNDER DRAIN 
OR OTHER SUITABLE OUTLET FROM THE PULL BOX.  TWENTY (20) FEET OF 4" PVC CONDUIT 
SHALL BE USED AND SHALL BE INCLUDED. 
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CITY OF CLEVELAND STREET NAME SIGN STANDARDS  
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