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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
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.
OroBOPEHHbIX, C NPUMEHEHNEM MaTepuanos cornacHo Tabn. .2 CI 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using

12. 3aTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb.

[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha paccTodaHun 100 Mm OT KpanHero psaa
OTBEPCTUN C AABYX CTOPOH, KPOME OrOBOPEHHbIX.

13. O6o3HayeHus ceapkm no NOCT P NCO 2553-2017, cuctema B.

Bce ykasaHHble pa3Mmepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNnymHe "z".

14. Bce WwBbI C pas3genkon KpOMOK BbIMOMHSKTCS € NOMAHLIM NPOBAapoOM,

KPOME OrOoBOPEHHbIX.

15. Ha ws.bl ¢ nonHbiM npoBapoM BbINONHUTE Y3 100%, KpOMe OroBOPEHHbIX.

14. All

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."

roove welds shall be made with full penetration, except specified.
15. Perform 100% UT on welds with full penetration, except specified.
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Cneuudukaumsa cbopku/Assembly specification
'\Qﬁﬂ'f ﬂ:‘r't‘ KQC;J; I'Ipocbll/lﬂb I}_:l;nﬁﬁ Maccalelgnt, k9 I?:ATZFJ)'lKV? Mpumeyanme/Notes
Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
5014| 1 |I20L"1 478 | 14.094 | 14.094 C345-5
5021 1 |C10 997 | 8.262 | 8.262 C345-5
5023 1 [—36x550 600 | 93.258 | 93.258 (C355-5(235)
5024 4 |[—10x178 225 | 2.167 | 8.668 345-8-09r2C
5025 2 |[—10x188 225 | 2225 | 4.450 345-8-09r2C
5026 2 |[—10x188 225 | 2225 | 4.450 345-8-09r2C
5028| 1 |I20LLA1 150 | 4.423 | 4.423 C345-5
5034 1 [—10x110 174 | 1.485 | 1.485 345-8-09r2C
5035 1 [—10x72 174 | 0.966 | 0.966 345-8-09r2C
5036 2 |—10x38 150 | 0.410 | 0.820 345-8-09r2C
5045 3 [—10x107 220 | 1.614 | 4.842 345-8-09r2C
5047 1 [—10x107 220 | 1617 | 1.617 345-8-09r2C
5058 2 [—12x220 229 | 4554 | 9.108 345-8-09r2C
5059 2 |—12x84 220 | 1.690 | 3.380 345-8-09r2C
5069 1 [—20x229 464 | 16.647 | 16.647 345-8-09r2C
5070 1 |—20x84 464 | 6.084 | 6.084 345-8-09r2C
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
5096 7 |—8x81 220 | 1.098 | 7.686 345-8-09r2C
5097 1 |—8x81 220 | 1.052 | 1.052 345-8-09r2C
5103 1 [—8x212 352 | 3.155 | 3.155 345-8-09r2C
5109 2 |—12x23 220 | 0.430 | 0.860 345-8-09r2C
5110 2 |—10x84 220 | 1.419 | 2.838 345-8-09r2C
C-1004 (5111 1 |I25L1 6314 | 267.849 | 267.849 C345-5
5112 3 |LC10 997 | 8.308 | 24.924 C345-5
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 506.230
TpebyeTcs n3rotoBnTh/ BbiGopka meTarnna/
Assembly quantity Steel specification
e | Quantiy [ oo WM XS Mooguns | 050 | Weight
Assembly LuT. agsgrﬁgly ?cc):t?a)l( Profile Material kr/kg ’
C-1004 1 506.230 506.230 —8 345-8-09r2C 11.893
Bcero/Total |  506.230 —10 345-8-09r2C 45.448
Cuctema nokpacku / Painting system L 10 C345-5 33.186
CwucTema nokpacku OnvcaHue cucTeMbl MOKPaCcKM —12 345-8-09r2C 13.348
Painting system Description of painting system — 0 5000120 731
e KINA 12| RoGMeS AMURS000 358 00t e " TEO e A T 2011 355 18.517
Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
o e Sl ot s g I 2501 cuss | 267849
Paint colour - RAL 9006
E%%g{%@%%ﬁgmﬁ?JSXM“HS?KES%%L%%*’H”a"%‘iﬁé@”«‘?é‘ﬂ”m%xﬁﬁ”ei“&”néan“%‘i”y%*éﬁym e — o il 22
Designation of painting system types for assemblies are indicated on erection drawings. cero/Total 506.230

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

N N - He rPYHTOBATb, HE OKpALLMBATbL 0.12

- UMHKOHaNoHeHHoe NoKpbIThe O 1 3

(Ha paccrosHre 25Mm 0T ocy BonTa, ecnm He ykasaHo MHOe)

- C [IBYX CTOPOH

- C O[IHOM CTOPOHbI

IHH 5614085799

OrPH 1205600013520
Krr 561401001

OO6LLeCTBO C OrpaHN4YEHHON OTBETCTBEHHOCTbIO

[1pOEKTHO-NPON3BOACTBEHHBIN UHCTUTYT «CMapT»

CMAPT

I IPOEKTHO-NPOW3IBOACTBEHHLIA HHCTHUTYT

462403, OpeHbyprckas obnactb, r. Opck,

yn. flyna

Ten.: (3237) 32-22-11, 8905896 22 11
E-mail:

nckas, 19

info@ppismart.ru
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