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已接受標書

承判商: 榕氏營造工程有限公司

合約管理人：嘉多利顧問有限公司
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第第第第6666章章章章            工作報價表工作報價表工作報價表工作報價表 18181818 - 2 - 2 - 2 - 26666

附件附件附件附件

((((一一一一)))) 合約圖則合約圖則合約圖則合約圖則 22227777

((((二二二二)))) 聲明聲明聲明聲明 22228888

((((三三三三)))) 物料呈交書物料呈交書物料呈交書物料呈交書 29292929

((((四四四四)))) 中期檢測邀請表中期檢測邀請表中期檢測邀請表中期檢測邀請表 33330000

((((五五五五)))) 工程相片工程相片工程相片工程相片 33331111

((((六六六六)))) 工程服務完成驗收表工程服務完成驗收表工程服務完成驗收表工程服務完成驗收表 33332222

((((七七七七)))) 履約保証証明履約保証証明履約保証証明履約保証証明 33 - 3433 - 3433 - 3433 - 34

((((八八八八)))) 工程標準及規範工程標準及規範工程標準及規範工程標準及規範::::

(A)(A)(A)(A) 法規法規法規法規、 、 、 、 標準及安全措施標準及安全措施標準及安全措施標準及安全措施 A1 - A3A1 - A3A1 - A3A1 - A3

(B)(B)(B)(B) 不銹鋼 不銹鋼 不銹鋼 不銹鋼 (Stainless Steel)(Stainless Steel)(Stainless Steel)(Stainless Steel)工程規範工程規範工程規範工程規範 B1 - B10B1 - B10B1 - B10B1 - B10

(C)(C)(C)(C) 軟鋼 軟鋼 軟鋼 軟鋼 (Structural Steel)(Structural Steel)(Structural Steel)(Structural Steel)工程規範工程規範工程規範工程規範 C1 - C11C1 - C11C1 - C11C1 - C11

((((九九九九)))) 往來函件往來函件往來函件往來函件::::

((((A)A)A)A) 嘉多利顧問有限公司嘉多利顧問有限公司嘉多利顧問有限公司嘉多利顧問有限公司::::

1. 補充及修訂補充及修訂補充及修訂補充及修訂1 (20131 (20131 (20131 (2013 年年年年 10101010月月月月 25252525日 編號日 編號日 編號日 編號:CC/919/T001-01):CC/919/T001-01):CC/919/T001-01):CC/919/T001-01)

2. 會談確認事項 會談確認事項 會談確認事項 會談確認事項 (2013(2013(2013(2013 年年年年 11111111月月月月 25252525日 編號日 編號日 編號日 編號:CC/919/MM01-YC):CC/919/MM01-YC):CC/919/MM01-YC):CC/919/MM01-YC)

3. 確認事項確認事項確認事項確認事項2 (20142 (20142 (20142 (2014 年年年年 1111月月月月 20202020日 編號日 編號日 編號日 編號:CC/919/MM02):CC/919/MM02):CC/919/MM02):CC/919/MM02)

4. 確認事項確認事項確認事項確認事項3 (20143 (20143 (20143 (2014 年年年年 5555月月月月 24242424日 編號日 編號日 編號日 編號:CC/919/MM03):CC/919/MM03):CC/919/MM03):CC/919/MM03)

(B)(B)(B)(B) 榕氏營造工程有限公司榕氏營造工程有限公司榕氏營造工程有限公司榕氏營造工程有限公司::::

1. 吊運安裝方案 吊運安裝方案 吊運安裝方案 吊運安裝方案 (2013(2013(2013(2013 年年年年 11111111月月月月 5555日 編號日 編號日 編號日 編號:YCK-L-033-13):YCK-L-033-13):YCK-L-033-13):YCK-L-033-13)

2. 會談確認事項 會談確認事項 會談確認事項 會談確認事項 (2013(2013(2013(2013 年年年年 11111111月月月月 27272727日 編號日 編號日 編號日 編號:YCK-L-039-13):YCK-L-039-13):YCK-L-039-13):YCK-L-039-13)

3. 確認事項確認事項確認事項確認事項2 (20142 (20142 (20142 (2014 年年年年 1111月月月月 27272727日 編號日 編號日 編號日 編號:YCK-L-006-14):YCK-L-006-14):YCK-L-006-14):YCK-L-006-14)
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ST  AINLESS    STEELWORK

1. GENERAL

1.1 Standards

The use of stainless steelwork shall comply with the following :-

Hong Kong Building (Construction) Regulations 1990
AP/RSE Practice Notes
Structural Design of Stainless Steel – SCI Publication P291
BS EN 10088

2. MATERIALS

2.1 Transportation and Storage

Bundle,  pack,  handle  and  transport  steelwork  in  a  manner  that  will  prevent
damage to the steelwork and any protective coating.

Take precautions to minimize exposure of steelwork to atmospheric or chemical
pollution before and after fabrication.

Store steelwork awaiting erection clear of the ground and keep different members
separate.  Lay or stack to avoid accumulation of water or dirt on or against any of
the  surfaces.   Provide  suitable  packing  between  layers  of  stacked  steelwork.
Ventilate covered steelwork sufficiently to preclude condensation.

Store and stack steel members in such a manner that markings are clearly visible.

2.2 Mechanical Properties and Chemical Composition

Stainless steelwork shall comprise weldable stainless steel grade  304L or grade
316L.

2.3 Hot Rolled Sections

Dimensions, mass, tolerances and rolling margins of hot rolled sections to be to
BS EN 10029.
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2.4 Cold Rolled Sections

Dimensions, mass and tolerances of cold rolled sections to be to BS EN 10259.
Do not use cold rolled sections without approval.

2.5 Rivets

Rivets to be stainless steel rivets for general engineering purposes to BS EN ISO
3560 Part 1 to Part 3:1998.

2.6 Stainless Steel   Bolts, Screws, Nuts and Washers

Stainless steel hexagon bolts, screws and nuts to be to BS EN ISO 3560 Part 1 to
Part 3:1998.  Bolts and screws to be strength grade A4 Class 50 and nuts to be
strength Grade 4 unless otherwise specified.

Washers for stainless steel hexagon bolts, screws and nuts to be single coil square
or rectangular section, steel spring washers to  BS EN ISO 3560 Part 1 to Part
3:1998,  unless otherwise specified.   Provide tapered washers to  give the bolt
heads and nuts a satisfactory bearing where so required.

Length  of  bolts  shall  be such that  the threaded portion  of  each bolt  projects
through the nut by at least one thread.

2.7 Non-availability of Specified Materials

Obtain approval for any variation required when the specified material  is not
available and bear any additional cost arising therefrom.

2.8 Manufacturer's Certificates

Provide the manufacturer's certificates for all steel sections, rivets, bolts, screws,
nuts and washers delivered to Site.

2.9 Markings

Clearly mark all steelwork in an approved manner.

Bolts, screws, nuts and washers to have either embossed or indented markings
identifying the relevant BS.
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3. TESTING OF MATERIALS

3.1 Generally

Allow sufficient time in the Works programme for the testing specified below.
Do  not  incorporate  materials  until  relevant  tests  have  been  carried  out  and
approval obtained.

3.2 Testing of Sections

Provide one test specimen for every 40 tonnes or part thereof of each section of
same  thickness  from  the  same  cast.   For  the  purpose  of  this  Clause  "same
thickness"  means similar  sections with a  variation in thickness not  exceeding
+5mm.  Test specimens to be taken from sections selected at random on Site by
the Engineer.

Prepare  the  test  specimens  to  BS  EN  100021-1:2005  as  directed  and
appropriately mark and deliver them to an approved laboratory, as directed by the
Engineer.

Manufacturer's  certificates  may  be  accepted  as  proof  of  quality  in  lieu  of
sampling on Site when all steel sections are prefabricated prior to shipment.

3.3 Testing of Bolts, Nuts and Washers

Provide test  specimens and carry out testing of bolts and associated nuts and
washers in accordance with the relevant BS in an approved testing laboratory
when so directed by the Engineer.  Rate of sampling to be as Table 1 unless
otherwise specified.  Submit test results as soon as they are available.

TABLE 1

Sampling of Bolts
                                     

Diameter of Bolts Rate of Sample
                                     

not exceeding 16mm 1 in 15,000 or part thereof

exceeding 16mm but not 1 in 5,000 or part thereof
exceeding 24mm

exceeding 24mm 1 in 2,500 or part thereof
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3.4 Failure of Tests

If  any test  specimens do not comply with the relevant BS, the  Engineer may
require further tests at the Contractor's expense or reject the whole or part of the
particular consignment, which must be removed from Site forthwith.

4. WORKMANSHIP

4.1 Erection

Prepare  and submit  details  of  the  proposed method of  erection  for  approval.
Details submitted must include type of plant and equipment to be used and if
necessary drawings and calculations of any temporary work.  Approval will not
in  any  way  relieve  the  Contractor  of  his  responsibility  for  safe  erection  of
permanent work or the safe erection and subsequent dismantling of temporary
work.

Design, construct and dismantle falsework to BS 5975 when specified.

Do not erect fabricated steelwork until all welded joints and specified protective
coatings have been inspected, tested where required, and approved.

Align  structural  members  accurately  to  the  specified  tolerances  and  obtain
approval before any permanent welding or tightening of bolts until the steelwork
has been plumbed, leveled, aligned and approved.

Do not load any part of the structure without prior approval.

4.2 Cutting, Sawing and Drilling

Cut members to size.   Flame cutting to be by machine.   Finish cut edges as
follows :-

a) Remove burrs, sharp arises and slag from edges of all cut members.

b) Dress  machine  sheared  or  cropped  edges  to  a  neat  finish,  free  from  
distortion.

Grind stiffeners, plates and the like to fit the profile of the parent member with
diagonal cuts to clear the root radius.

Machine  stanchion  splices  and  butt  joints  of  compression  members  true  and
square.
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Form holes for rivets or bolts by drilling except holes in plate less than 1.5mm
thick where they may be formed by punching.  Punch holes to a size 2mm less
than the required diameter and finish the holes by reaming.  Finished holes shall
be 2mm larger than the nominal size of rivets and bolts up to 24mm diameter and
3mm larger where these are over 24mm diameter.

4.3 Joints

Prepare and prime the contact surfaces at riveted, bolted and screwed joints.  If
the contact surfaces are specified to be coated or otherwise treated, e.g. machined
surface finish, the joint shall be approved before assembly.

5. WELDING

5.1 General

Carry  out  welding in  accordance  with  the  requirements  of  BS EN 1011-Part
3:2000.  Welding to be metal inert gas (MIG) welding, tungsten inert gas (TIG)
welding or Plasma arc welding unless otherwise specified.

Execute welding in a flat or horizontal position wherever possible.  Do not weld
overhead without approval.

5.2 Welders and Testing of Welders

Provide an experienced and competent operative to supervise welding.  Submit

evidence that all welders are capable of passing the training tests in BS 4871:Part

3:1985, BS4872:Part 1:1982 and BS EN 287 Part 1:2004.

5.3 Welding Record

Keep a record on Site when specified to identify welders responsible for  major
welds.
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5.4 Welding Procedures

Obtain  approval  of  the  proposed  welding  procedures  prior  to  commencing
welding including :-

a) Preparation of fusion faces.

b) Preheating temperature where required.

c) Type of electrodes.

d) Number and sequence of runs to build-up the weld bead.

e) Post-heating treatment if required.

Do not depart from the agreed welding procedure without the prior agreement of
the Engineer.

5.5 Approval Testing of Welding

Carry  out  approval  testing  of  welding procedures  to  BS  EN ISO 15614:Part
1:2004+A1:2008 and BS EN ISO 15614:Part 8:2002 when specified, strictly in
accordance with the proposed welding procedure using representative samples of
the  materials.   Prepare  specimen  welds  and  subject  to  one  or  more  of  the
following tests as required :-

a) Butt welds :-

i) Transverse tensile tests to BS 18.

ii) Transverse bend tests to BS 1639 with the root of the weld in  
tension and compression respectively.

iii) Side bend tests.

iv) Macro-examinations.

b) Fillet welds :-

i) Fracture tests.

ii) Macro-examinations.

Strictly follow the procedures of welding established in the successful approval

test  for  the  works.   Carry  out  further  approval  tests  if  either  the  material  or

procedure changes.
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5.6 Electrodes

Covered  electrodes  shall  be  to  DD  ENV  1090-6.   If  electrodes  used  in
conjunction  with  fluxes  are  employed they shall  give  a  weld  deposit  having
mechanical  properties  at  least  equal  to  the  minimum specified for  the  parent
metal.  Use electrodes and fluxes strictly in accordance with the manufacturer's
recommendations.

5.7 Preparation for Welding

Prepare  fusion  surfaces  to  BS EN 1011-Part  3:2000.   Surfaces  must  be  dry.
Warm the surfaces if required to remove condensation.

5.8 Slag

Remove welding slag by chipping before depositing subsequent runs.

5.9 Tack Welds

Tack  welding  may  only  be  used  with  express  approval.   Tack  welds  to  be
minimum 50mm long.

5.10 Butt Welds

Butt welds shall be full penetration welds between prepared fusion faces, unless
otherwise  specified.   Carry  out  back  chipping,  grinding  or  gouging  of  the
deposited weld as required to obviate imperfections in the root run.  Grind butt
welds flush without loss of parent metal.

5.11 Fillet Welds

Deposit fillet welds to the required length, throat thickness and with partial or full
penetration as specified.

5.12 Temporary Welds

Do not weld temporary attachments to principle joints.  Obtain approval of the
position of welds for temporary attachments.
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5.13 Acceptance of Welds

The following non-destructive tests shall be carried to ascertain the quality of the
welded connections:

a) 100%  of  the  welded  joints  to  undergo  visual  inspection  to  BS  EN  
970:1997; and

b) 5% of the welded joints  to undergo dye penetrant test to BS EN 571-
1:1997 or ultrasonic test to BS EN 1714:1998.

Limits for imperfection of welded joints, welding procedure approval test, welder
qualification approval test and non-destructive tests shall conform to quality level
B as stipulated in BS EN ISO 5817:2007.

Employ an approved specialist  firm to carry out and interpret  these tests  and
provide any necessary labour and attendance.  The testing programme and the
standard of acceptance shall be approved.  Should test results indicate that welds
are below the standard of acceptance, carry out approved remedial measures and
further acceptances tests at no extra cost.
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STRUCTURAL STEELWORK

1. GENERAL

1.1 Standards

The use of structural steelwork shall comply with the following :-

Hong Kong Building (Construction) Regulations 1990
Hong Kong Code of Practice for the Structural Use of Steel - 2011
AP/RSE Practice Notes

2. MATERIALS

2.1 Transportation and Storage

Bundle,  pack,  handle  and  transport  steelwork  in  a  manner  that  will  prevent
damage to the steelwork and any protective coating.

Take precautions to minimize exposure of steelwork to atmospheric or chemical
pollution before and after fabrication.

Store steelwork awaiting erection clear of the ground and keep different members
separate.  Lay or stack to avoid accumulation of water or dirt on or against any of
the surfaces.   Provide  suitable packings  between layers  of  stacked steelwork.
Ventilate covered steelwork sufficiently to preclude condensation.

Store and stack steel members in such a manner that markings are clearly visible.

2.2 Mechanical Properties and Chemical Composition

Structural steelwork shall comprise weldable structural steel grade S275 (mild
steel) or grade S355 (high yield steel).

2.3 Hot Rolled Sections

Dimensions, mass, tolerances and rolling margins to be : -

a) Universal beams, columns, joists, tees and channels to BS4 : Part 1.

b) Hollow sections to BS 4848 : Part 2.

c) Angles to BS 4848 : Part 4.

Tolerances and rolling margins for plates, flat bars, wide flats, universal wide
flats, round and square bars to be to BS 4360.
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2.4 Cold Rolled Sections

Dimensions, mass and tolerances of cold rolled sections to be to BS 2994.  Do
not use cold rolled sections without approval

2.5 Rivets

Rivets to be mild steel rivets for general engineering purposes to BS 4620.

2.6 Black Bolts, Screws, Nuts and Washers

Black hexagon bolts, screws and nuts to be to BS 4190.  Bolts and screws to be
strength grade 4.6 and nuts to be strength grade 4 unless otherwise specified.

Washers for black hexagon bolts,  screws and nuts to be single coil  square or
rectangular section, steel spring washers to BS 4464, unless otherwise specified.
Provide tapered washers to give the bolt heads and nuts a satisfactory bearing
where so required.

Length  of  bolts  shall  be such that  the threaded portion  of  each bolt  projects
through the nut by at least one thread.

2.7 Non-availability of Specified Materials

Obtain approval for any variation required when the specified material  is not
available and bear any additional cost arising therefrom.

2.8 Manufacturer's Certificates

Provide the manufacturer's certificates for all steel sections, rivets, bolts, screws,
nuts and washers delivered to Site.

2.9 Markings

Clearly mark all steelwork in an approved manner.

Bolts, screws, nuts and washers to have either embossed or indented markings
identifying the relevant BS.

������������������������������������������������������������������������������������ ����������������������������������������������������������������������������������������������� ����������

�������������	
��
���
�� �& ���������

 �	��!�"�"
�
#�$%�



�������������������������������������������������������������������������������������� ����������������������������������	�
��������
���������

���
���	�

��	����

3. TESTING OF MATERIALS

3.1 Generally

Allow sufficient time in the Works programme for the testing specified below.
Do  not  incorporate  materials  until  relevant  tests  have  been  carried  out  and
approval obtained.

3.2 Testing of Sections

Provide one test specimen for every 40 tonnes or part thereof of each section of
same  thickness  from  the  same  cast.   For  the  purpose  of  this  Clause  "same
thickness"  means similar  sections with a  variation in thickness not  exceeding
+5mm.  Test specimens to be taken from sections selected at random on Site by
the Engineer.

Prepare  the  test  specimens to  BS 18 as  directed  and appropriately  mark and
deliver them to an approved laboratory, as directed by the Engineer.

Manufacturer's  certificates  may  be  accepted  as  proof  of  quality  in  lieu  of
sampling on Site when all steel sections are prefabricated prior to shipment.

3.3 Testing of Bolts, Nuts and Washers

Provide test  specimens and carry out testing of bolts and associated nuts and
washers in accordance with the relevant BS in an approved testing laboratory
when so directed by the Engineer.  Rate of sampling to be as Table 1 unless
otherwise specified.  Submit test results as soon as they are available.

TABLE 1

Sampling of Bolts
                                     

Diameter of Bolts Rate of Sample
                                     

not exceeding 16mm 1 in 15,000 or part thereof

exceeding 16mm but not 1 in 5,000 or part thereof
exceeding 24mm

exceeding 24mm 1 in 2,500 or part thereof
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3.4 Failure of Tests

If  any test  specimens do not comply with the relevant BS, the Engineer may
require further tests at the Contractor's expense or reject the whole or part of the
particular consignment, which must be removed from Site forthwith.

4. WORKMANSHIP

4.1 Erection

Prepare  and submit  details  of  the  proposed method of  erection  for  approval.
Details submitted must include type of plant and equipment to be used and if
necessary drawings and calculations of any temporary work.  Approval will not
in  any  way  relieve  the  Contractor  of  his  responsibility  for  safe  erection  of
permanent work or the safe erection and subsequent dismantling of temporary
work.

Design, construct and dismantle falsework to BS 5975 when specified.

Do not erect fabricated steelwork until all welded joints and specified protective
coatings have been inspected, tested where required, and approved.

Align  structural  members  accurately  to  the  specified  tolerances  and  obtain
approval before any permanent welding or tightening of bolts until the steelwork
has been plumbed, leveled, aligned and approved.

Do not load any part of the structure without prior approval.

4.2 Cutting, Sawing and Drilling

Cut members to size.   Flame cutting to be by machine.   Finish cut edges as
follows :-

a) Remove burrs, sharp arises and slag from edges of all cut members.

b) Dress  machine  sheared  or  cropped  edges  to  a  neat  finish,  free  from  
distortion.

Grind stiffeners, plates and the like to fit the profile of the parent member with
diagonal cuts to clear the root radius.

Machine  stanchion  splices  and  butt  joints  of  compression  members  true  and
square.
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Form holes for rivets or bolts by drilling except holes in plate less than 1.5mm
thick where they may be formed by punching.  Punch holes to a size 2mm less
than the required diameter and finish the holes by reaming.  Finished holes shall
be 2mm larger than the nominal size of rivets and bolts up to 24mm diameter and
3mm larger where these are over 24mm diameter.

4.3 Joints

Prepare and prime the contact surfaces at riveted, bolted and screwed joints.  If
the contact surfaces are specified to be coated or otherwise treated, e.g. machined
surface finish, the joint shall be approved before assembly.

5. WELDING

5.1 General

Carry out welding in accordance with the requirements of BS 5135.  Welding to
be manual metal-arc welding unless otherwise specified.

Execute welding in a flat or horizontal position wherever possible.  Do not weld
overhead without approval.

5.2 Welders and Testing of Welders

Provide an experienced and competent operative to supervise welding.  Submit

evidence that all welders are capable of passing the training tests in BS 1295 and

if specified, carry out approval tests to BS 4871 : Part 1 or BS 4872 : Part 1 as

applicable.

5.3 Welding Record

Keep a record on Site when specified to identify welders responsible for  major
welds.
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5.4 Welding Procedures

Obtain  approval  of  the  proposed  welding  procedures  prior  to  commencing
welding including :-

a) Preparation of fusion faces.

b) Preheating temperature where required.

c) Type of electrodes.

d) Number and sequence of runs to build-up the weld bead.

e) Post-heating treatment if required.

Do not depart from the agreed welding procedure without the prior agreement of
the Engineer.

5.5 Approval Testing of Welding

Carry  out  approval  testing of  welding procedures  to  BS 4870 :  Part  1  when
specified,  strictly  in  accordance  with  the  proposed  welding  procedure  using
representative samples of the materials.  Prepare specimen welds and subject to
one or more of the following tests as required :-

a) Butt welds :-

i) Transverse tensile tests to BS 18.

ii) Transverse bend tests to BS 1639 with the root of the weld in  
tension and compression respectively.

iii) Side bend tests.

iv) Macro-examinations.

)*  �		�
���	���!�

i) Fracture tests.

ii) Macro-examinations.

Strictly follow the procedures of welding established in the successful approval

test  for  the  works.   Carry  out  further  approval  tests  if  either  the  material  or

procedure changes.
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5.6 Electrodes

Covered electrodes shall be to BS 639.  If electrodes used in conjunction with
fluxes are employed they shall give a weld deposit having mechanical properties
at least equal to the minimum specified for the parent metal.  Use electrodes and
fluxes strictly in accordance with the manufacturer's recommendations.

5.7 Preparation for Welding

Prepare fusion surfaces to BS 5135.  Surfaces must be dry.  Warm the surfaces if
required to remove condensation.

5.8 Slag

Remove welding slag by chipping before depositing subsequent runs.

5.9 Tack Welds

Tack  welding  may  only  be  used  with  express  approval.   Tack  welds  to  be
minimum  50mm long.

5.10 Butt Welds

Butt welds shall be full penetration welds between prepared fusion faces, unless
otherwise  specified.   Carry  out  back  chipping,  grinding  or  gouging  of  the
deposited weld as required to obviate imperfections in the root run.  Grind butt
welds flush without loss of parent metal.

5.11 Fillet Welds

Deposit fillet welds to the required length, throat thickness and with partial or full
penetration as specified.

5.12 Temporary Welds

Do not weld temporary attachments to principle joints.  Obtain approval of the
position of welds for temporary attachments.

5.13 Acceptance of Welds

Where specified, test welded joints by radiographic methods to BS 2600 : Part 1
and  Part  2  with  the  type  of  film specified  by  the  Engineer  or  by  ultrasonic
methods to BS 3923 : Part 1 and Part 2 to ascertain that the joint is free from
flaws, cracks or other imperfections.  Employ an approved specialist firm to carry
out and interpret these tests and provide any necessary labour and attendance.
The  testing  programme  and  the  standard  of  acceptance  shall  be  approved.
Should test results indicate that welds are below the standard of acceptance, carry
out approved remedial measures and further acceptances tests at no extra cost.
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6.1 Surfaces Preparation

Prepare  surface  to  receive  protective  coatings  in  accordance  with  one  of  the
following :-
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6.2 Painting to Joints

As soon as possible after joints have been completed and approved, the parent
and the joint material, exposed parts of bolts, nuts and washers and weld affected
areas shall be brought up to the same standard of preparation and painting as the
adjoining surfaces.

TABLE 2

On Structural Steel Surfaces

Number of Coats
Redecoration of

Type of Treatment On New Surfaces Existing Surfaces
===============================================================
Type A One coat lead based primer to One finishing coat of

BS2523, one finishing coat all micaceous iron oxide 
of micaceous iron oxide paint. paint after surface
Total dry film thickness 100 um properly cleaned by
minimum. approved detergent.

----------------------------------------------------------------------------------------------------------
Type B One coat rust inhibitive primer, One finishing coat of

two undercoats and one micaceous iron oxide
finishing coat all of micaceous paint after surface
iron oxide paint.  Total dry film properly cleaned by
thickness 150 um minimum. approved detergent.

----------------------------------------------------------------------------------------------------------
Type C Three coats zinc-rich primer One finishing coat of

with epoxy binder to BS4652 micaceous iron oxide
or inorganic zinc-rich primer paint with chlorinated
with silicate binder, dry film rubber binder after
thickness 150 um minimum and surface properly
one coat of micaceous iron cleaned by approved
oxide paint with chlorinated detergent.
rubber binder.
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標書編號 : HKG1309 

附件(九) - 往來函件

(A) 嘉多利顧問有限公司:

1. 補充及修訂1 (2013年 10月 25日 編號:CC/919/T001-01)

2. 會談確認事項 (2013年 11月 25日 編號:CC/919/MM01-YC)

3. 確認事項2 (2014年 1月 20日 編號:CC/919/MM02)

4. 確認事項3 (2014年 5月 24日 編號:CC/919/MM03)

(B) 榕氏營造工程有限公司:

1. 吊運安裝方案 (2013年 11月 5日 編號:YCK-L-033-13)

2. 會談確認事項 (2013年 11月 27日 編號:YCK-L-039-13)

3. 確認事項2 (2014年 1月 27日 編號:YCK-L-006-14)
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