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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTex CMOTPETb COBMECTHO C KOMMNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE"
2. NarotoBneHue Bectn no NOCT 23118-2012, CI1 53-101-98. of the object.
3. Capky Bectn no NOCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98.
Bce getanu, Kpome OoroBopeHHbIN 00BapuTb MO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *.
KaTeTbl HEOroBOPEHHbIX CBaPHbIX LUBOB NPUHATL Kf=8 mm. All parts except specified one shall be welded along the contour;
HeTanu TonwuHon 5-6 mm BapuTb kKateTom kf=6 mwm; Unspecified weld legs should be taken kf =8 mm.
HeTanu TonwuHon 4 mm BapuTb KateTom kf=4 mm; Parts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
HeTanu TonwuHon 3 mm BapuTb kKateTom kf=3 mm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm;
4. KaTeropus cBapHbIX COEANHEHUIN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm.
5. MaTtepunan koHcTpykumm - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified.
6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015.
NCNosib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt and tee joints with full penetration should be performed using output
NnnaHKn cpesartb Mocrie CBapKu. strigs (not shown in the drawing), cut off the output strips after welding.
7. MecTto MapkupoBkKM pacnonaraTb Ha pacctoaHum 500 MM OT Kpas anemeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element.
8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm.
9. 3aBOACKYO CBapKy NPOM3BOANTL MNOSTyaBTOMAaTOM B cpefe 3alUTHbIX ra3oB 9. Factory welding is carried out by semiautomatic device in a shielding gas .
10. feT. ¢ npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment NHH 5614085799 OO6LLEeCTBO C OrpaHN4EeHHON OTBETCTBEHHOCTBIO
kayectBa Z35 no NOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe %roup Z35 in accordance with GOST 28870-90. OrPH 1205600013520 [POEKTHO-NPON3BOACTBEHHbIN UHCTUTYT «CmapT»
OrOBOPEHHbIX, C MPUMEHEHNEM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using KN 561401001
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017.
MonoxeHne KOHTYpa LUTPUXOBKM NPUHATE Ha pacctosHun 100 MM OT KpanHero psaa 12. Do not paint the shaded surfaces. 462403, OpeHbyprckas obnactb, r. Opck,
OTBEPCTUN C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme n. [lyHaitckas, 19
13. O6o3HayeHna ceapku no NOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. ya. .y :
Bce ykasaHHble pa3amMepbl YIMOBbIX LLIBOB COOTBETCTBYIOT BENAYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Ten.: (3237) 32-22-11, 8905896 22 11
14. Bce wBbl C pa3genkon KPOMOK BbINOSTHAKTCA C NOMHbLIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." ‘ M . P I E-mail: info@ppismart.ru
KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified.
15. Ha ws.bl ¢ nonHbiM npoBapoM BbINONHUTE Y3 100%, KpOMe OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified.
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