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TexHnyeckune TpeboBaHus/ Technical requirements

Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nuHa Macca/Weight, kg Mapka
anPTa ﬂart Qty. I'Ipocp!/mb I}.:length cTanm MpumevaHue/Notes
Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
C-1001(5002| 1 |I25L1 5764 | 244.517 | 244.517 C345-5
5023| 1 |[—36x550 600 | 93.258 | 93.258 (C355-5(Z35)
5024| 4 |[—10x178 225 | 2.167 | 8.668 345-8-09r2C
5025| 2 [—10x188 225 | 2.225 | 4.450 345-8-09r2C
5026| 2 |—10x188 225 | 2225 | 4.450 345-8-09r2C
5028 1 |I20L1 150 | 4.423 | 4.423 C345-5
5045| 3 |[—10x107 220 | 1.614 | 4.842 345-8-09r2C
5046| 2 |[—12x23 220 | 0.430 | 0.860 345-8-09r2C
50471 1 [—10x107 220 | 1.617 1.617 345-8-09r2C
5059| 2 |[—12x84 220 | 1.690 | 3.380 345-8-09r2C
5061 1 [—12x174 220 | 3.468 | 3.468 345-8-09r2C
5064| 1 |[—8x174 464 | 5.056 | 5.056 345-8-09r2C
5065| 1 |—8x84 464 | 2434 | 2434 345-8-09r2C
5066| 1 [—12x174 220 | 3.468 | 3.468 345-8-09r2C
5076 1 |—10x346 419 | 9.730 | 9.730 345-8-09r2C
5077 2 |—10x84 220 | 1.419 | 2.838 345-8-09r2C
5079| 1 |[—10x84 419 | 2.744 | 2.744 345-8-09r2C
—ﬁq 5084| 1 [—10x201 240 | 3.632 | 3.632 345-8-09r2C
5099| 2 |—10x84 220 | 1.339 | 2.678 A 345-8-09r2C
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 KF/kQL406.51 3
W\/
TpebyeTcs nsrotoBuTb/ BbiGopka meTannal
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpodurnb Mapka Macca/
an-Ta Quantity , cTanu Weight,
Assembly LuT. MapKi BCEX Profile Material Kkr/kg
assembly total
YooY Y Y.V v
C-1001 1 < 406.513 406.513 \\ —38 345-8-09r2C 7.490
Bcero/Total \ﬂ406.513 N —10 345-8-09r2C 45.649 >
Cuctema nokpacku / Painting system —12 345-8-09r2C 11.176
Cucrema nokpacku OnucaHne cuctembl MOKPaCcKM I 20WW1 C345-5 4.423
Painting system Description of painting system
I 25011 C345-5 244517
Cneuundukaumio cuctembl JIKIM npuHaTs no tabnuue A
Crctema NIKM N°1.1, 1.2 nokymeHTa AMUR-9000-55S-0006 _ 36 C355-5(Z35) 93258
Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006 v v
Assembly is fully covered with paint | Specification of paint system should be adopted according Bcero/Total 406.513 >

C6opka nonHocTbto nokpalueHHast ¢ KM | to table A of the document AMUR-9000-55S-0006
Paint colour - RAL 9006

O6nactn AK3/OI'3 okpackit KOHCTPYKLWIA MOCMOTPETh MO MOHTaXHBIM CXEMaM 1 3aMeyaHns Mo Kaxaomy
YepTexy OTMPaBOYHON Mapky. TeXHUYECKMe YCOBUS Ha NOKPACKY BbINONHEHbI MO JOKYMEHTY
AMUR-9000-55S-0006.

Designation of painting system types for assemblies are indicated on erection drawings.

Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.

- OCHOBHOE MOKPbITUE 9.31
N N - He IPYHTOBATb, HE OKPALLMBATbL 0.12
- LIMHKOHAMOMHEHHOE MOKPLITHE 0.08

(Ha paccrosHue 25Mm 0T ocv 6onTa, ecrn He ykasaHo MHOe)

- C ABYX CTOPOH

m - C O[IHON CTOPOHbI

1. [JaHHbIN YepTeXX CMOTPETb COBMECTHO C KOMMNIIEKTOM vepTexen "AE" obbekTa.
2. N3rotoenenue Bectn no NOCT 23118-2012, CI1 53-101-98.

3. CBapky Bectn no NOCT 14771-76*.

Bce getanu, Kpome oroBopeHHbIN 00BapuTb MO KOHTYPY;

KaTeTbl HEOrOBOPEHHbIX CBapHbIX LLIBOB NPUHATL kf=8 MM;

HeTanu TonwuHon 5-6 mm BapuTb kateTom kf=6 mwm;
HeTanu TonwuHon 4 mm BapuTb KateTom kf=4 mm;

HeTanu TonwuHon 3 mm BapuTb KateTom kf=3 mm.

4. Kateropus cBapHbIX COEANHEHUIN 2, TUN 5, KPOME OrOBOPEHHbIX.
5. MaTtepuan koHcTpykumm - no FOCT 27772-2015.
6. CTbikOBble 1 TAaBPOBblE COEAMHEHUSA C NOSIHBIM NPOBaPOM BbINOMHSATL C
NCNosib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE

NnnaHkKM cpesatb nocre cBapku.
7. MecTto MapkupoBku pacnonaraTb Ha pacctoaHum 500 MM OT Kpas anemeHTa.
8. OcTpble KpOMKM CKpyrnuTb R= 2 mm.

9. 3aBoACKy CBapKy NMPOM3BOAUTL NOSTlyaBTOMaToOM B Cpefe 3alMTHbIX ra3oB

10. OeT. ¢ npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna

kayectBa Z35 no NOCT 28870-90.

11. NpumblkaHve getanen 6e3 cBapHOro LWBa He JOMNYCKaeTCcs, KpoMe
OrOBOPEHHbIX, C MPUMEHEHNEM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017.
12. 3aTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb.
[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha paccTodaHun 100 Mm OT KpanHero psaa
OTBEPCTUN C ABYX CTOPOH, KPOME OrOBOPEHHbIX.
13. O6o3HayeHus ceapkm no NOCT P NCO 2553-2017, cuctema B.

Bce
14.

KasaHHble pa3Mepbl YrIOBbIX LWBOB COOTBETCTBYHOT BeNnMynHe "z".
Ce LWBbI C pa3feriko KPOMOK BbIMOSTHATCS C NOSHBbIM NPOBapoM,

KPOME OrOBOPEHHbIX.

15. Ha ws.bl ¢ nonHbiM npoBapoM BbINONHUTE Y3 100%, KpOMe OroBOPEHHbIX.
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1].c :[I;]his (tj).raV\{ing is to be viewed together with the reference set of drawings "AE"
of the object.
2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98.
3. Welding should be carried out in accordance with GOST 14771-76 *.
All parts except specified one shall be welded along the contour;
Unspecified weld legs should be taken kf = 8 mm;
Parts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm;
Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm.
4. Category of welded joints 2, type 5, except specified.
5. Material of structures - according to GOST 27772-2015.
6. Butt and tee joints with full penetration should be performed using output
strigs (not shown in the drawing), cut off the output strips after welding.
7. Place the marking at a distance of 500 mm from the edge of the element.
8. Round off sharp edges R =2 mm.
9. Factory welding is carried out by semiautomatic device in a shielding gas
environment
10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
%roup Z35 in accordance with GOST 28870-90.
1. Adjoining parts without a welded seam is not allowed, except as agreed, using
materials according to table. 2 SP 16.13330.2017.
12. Do not paint the shaded surfaces.
Take the position of the hatch contour at a distance of 100 mm from the extreme
row holes on other sides, except specified.
13. Welding designations according to GOST R ISO 2553-2017, system B.
All specified dimensions of corner welds correspond to the value "z."
14. All groove welds shall be made with full penetration, except specified.
15. Perform 100% UT on welds with full penetration, except specified.

HH 5614085799

OrPH 1205600013520
Krr 561401001
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