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Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nuHa Macca/Weight, kg Mapka
anPTa ﬂart Qty. I'Ipocp!/mb I}.:length cTanm MpumevaHue/Notes
4 Assembly| Ne | wr. Profile mm | Wr./unit |obwi./total rapku/ass.| Material
3 2 ad
3.3 e U2 S T2 44 B-1004 [5005| 1 |I 25LUA1 7316 | 310.244 | 310.244 C345-5
78 | 72 -
2 018022 5054 5085 5037 78,72 5039 5077 A 5038 5055 5077 === 5037| 2 |[—10x110 220 | 1.868 | 3.736 34580920
: O a5 505 g - L S0 a 5055 ° o770 5054 12 or8. 022
77 2 7 , | 5037 . SUIARN = 5038| 2 |—10x84 220 | 1.419 | 2.838 345-8-0972C
/ /
1 L soos —M H 8 N 2 = n J 1 5005 5039 4 |[—12x26 150 | 0.309 1.236 345-8-0912C
5005 - 5053 2 |[—20x176 678 | 18.734 | 37.468 (C355-5%(235)|cppes
3 " | | 7 | | 7 ! | ul 3 N 5054 2 |[—8x95 150 | 0.586 1.172 345-8-0912C
\ 7 < -
5094 e 5039 78 | 72 5091 5039 2 | 0 - 5005 - 5055 4 |[—12x84 220 | 1.703 6.812 345-8-09r2C
5056 g 5060, 5060 8 - 5056 2 |—8x219 403 | 2.929 | 5.858 345-8-09r2C
o 5056 . 5056
5053 0 = — ] ] 8-
5057 MOJHbLIN NMPOBAP (100% Y3K) MOMHLIVI MTPOBAP (100% Y3K) = 5057 2 8x74 235 0.660 1.320 345-8-09r2C
5060 5053 o L 5057 5053 5060 5060 2 |—12x175 474 | 7.795 | 15.590 345-8-00r2C
SSAN He kpacuTs ¢ 2 M2 He kpacurs ¢ RAAN 2 077| 8 |—10x84 220 | 1419 | 11.352 345.8.0972C
! BrvKHEi! CTOPOH! _6ruKHen CTopoHbl 5 X : 35 s
‘ = 47 LZ ‘ N 5091 1 [—10x302 332 | 5.637 5.637 345-8-09r2C
~ 20 re n7 45 45 207
45 45 3 5094| 1 |—10x295 250 | 4.579 | 4.579 345-8-09r2C
20 7316 20
7356 5095 1 |[—10x286 220 | 4.031 4.031 345-8-0912C
Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 411.873
TpebyeTcs n3rotoBuUTb/ Bbibopka metanna/
Assembly quantity Steel specification
Mapka é(on-??, Macca/Weight, kg Mpodounb Mapka \l\//lvac_:cr?{
1-1 on-Ta uantity MapKu BCEX Profile crani elgnt,
B Assembly LuT. assembly total Material kr/kg
= %0 8 15 3 1876 2| 102 352 R 2546 3 1570 g a5 8 w0 R 2-2 B-1004 ! 411873 | 411873 — 2 C35-51(239) 37.468
MokpbiTs € Bcero/Total | 411.873 —8 345-8-09r2C 8.350
OnXKHE CTOPOHBI
Cunctema nokpacku / Painting system —10 345-8-09r2C 32.173
5053 5077 808 o 077 5077 5038 5055 5053 5039 k =
I 1 5038 5077 N [ 5077 . - 5077 i } Cucrtema nokpacku OnuncaHne cncTembl NOKPaCKM —12 345-8-0972C 23.638
5077 ] ] ] ] ‘ S Painting system Description of painting system
3 7 7 | — I 2511 C345-5 310.244
<H H> | Lo Cneumdukaumto cuctembl JIKM npunsTs no Tabnuue A
1 § l 5055 § ﬁ J @ 5077/ U 5095 5038 \ ™ CMgTema KM N°1.1, 1.2 nofyumeHTaaKMKl)J5-900?)0-558—000% 0 Tabe Bcero/Total 411.873
5037 5037 5055 2290 i Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
09 T s0 S 7 W o ] o s Sl ot s s
y ™~ n = N 69 5039 Paint colour - RAL 9006
sﬁEZ:Te; (E)TO OHblI g [MokpbITb € O6nactnt AK3/OT"3 okpacku KOI—_iI_CprKLlI/II7I NOCMOTPETb MO MOHTAXHBIM CXEMaM W 3aMeyaHIst Mo KaxaoMy
I'IOKprTt: c 2 OTB. @ 22 6J'||/|)KHeV| CTODOHbI K?\/‘?EJ?Q».( 8&8_%35?33%%MGPKM €XHW4eCKne yCnoBms Ha NOKPacKy BbIMOSTHEHb! N0 AOKYMEHTY
BrvkHei CTopoHs! Designation of painting system types for assemblies are indicated on erection drawings.
101 85 2425 80 4466 91 67 Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
| | | - OCHOBHOE MOKPbITHE 10.68
N W - HE rPYHTOBATb, HE OKpaLUMBaTb 0.24
- LUMHKOHANOJTHEHHOE NOKPbITNE 003
(Ha paccrosHre 25Mm 0T ocy BonTa, ecnm He ykasaHo UHoe)
& - C ABYX CTOPOH
m -C O,D,HOVI CTOPOHbI
TexHnyeckune TpeboBaHus/ Technical requirements
1. [JaHHbIN YepTexX 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, CIM 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 oroBopeHHbIN 00BapuTb MO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *.
KaTeTbl HEOroBOPEHHbIX CBapPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour;
HeTanu TonwuHon 5-6 mm BapuTb kateTom 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 KateTom 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. MaTtepuan koHcTpykumm - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified.
6. CTbIKOBbIE 1 TaBPOBbLIE COEAVUHEHMS 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 MapkupoBku 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. 3aBOACKY0 CBapKy NPOM3BOANTL MNOSTyaBTOMATOM B cpefe 3alUTHbIX ra3oB 9. Factory welding is carried out by semiautomatic device in a shielding gas .
10. OeT. ¢ npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment NHH 5614085799 O6LL|,eCTBO C orpaHn4eHHo OTBETCTBEHHOCTbIO
kayectBa Z35 no NOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
11. NpumblkaHve getanen 6e3 cBapHOro LWBa He JOMNYCKaeTCcs, KpoMe ?roup Z35 in accordance with GOST 28870-90. OrPH 1205600013520 [pOEKTHO-NPON3BOACTBEHHbIN NHCTUTYT «CmapTy»
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. 3aTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017.
[MonoxeHne KOHTypa LWTPUXOBKU NPUHATL Ha paccTosiHum 100 MM OT KparHero psga 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. [lyHaiickas, 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 BENAUMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Ten.: (3237) 32-22-11, 8905896 22 11
14. Bce WBbI C pa3gernikon KpOMOK BbIMOSTHATCS C NOMHbIM NPOBapoM, All specified dimensions of corner welds correspond to the value "z." ‘ M f 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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