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flange will be accord with the standard of HG/T20615-2009.
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All the structure parts( including cross beam . connection beam. angle cleat.
oint plate, esc) should be hot—dip galvanized .All the outer surface of painting
Mm:o_cno outer surface of header) shall be sand blasting(Grade:Sa2.5).The
bottom should be inorganic zic paint thickness of dry film is 50usm.The finishin:
coat should be epoxy modified organic silicon hot paint silver paint thiickness of
X¥RER dry film is 50um.
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