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DESIGN AND NDT CRITERIA
@) sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

=  OBJECT

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired
pressure vessels”.

This specification also states the acceptance criteria for each type of welding.

= STANDARD REFERENCES

The following standards have been taken like a guideline for the configuration of this Design criteria.

STANDARD TITLE

AWS D14.4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying

Standard Welding Terms and Definitions Including Terms for Adhesive Bonding,

AWS A3.0 Brazing, Soldering, Thermal Cutting and Thermal Spraying

Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding

EN1SO 5817 excluded) - Quality levels for imperfections

= DEFINITION OF WELDING CLASS

PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy
for the redistribution of stress into another member.

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of
the system or a hazard to personnel would not be experienced.

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action
and/or low stressed miscellaneous applications.

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary
structural members.

P1/2
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DESIGN AND NDT CRITERIA
@) sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

= NDT APPLICATION PER WELDING CLASS

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define
stricter levels depending of the Equipment or even specific joints.

Primary Weld PW MT UT(*) |VT REMARKS

Class | PW1 100% | 100% 100% | Referred at control plan and drawing

Class Il PW2 100% | 10% 100% | Referred at control plan and drawing

(*) Only at CJP joints.

Secundary Weld | SW MT uTt vT

Class Il Swi 50% _ 100% | All joints which are not indicated as PW, will be considered
Class IV SW2 . 100% | SW

MT can be substituted by PT.

UT can be substituted by RT.

= ACCEPTANCE CRITERIA PER WELDING CLASS

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter
levels depending of the Equipment or even specific joints.

Primary Weld PW Acceptance Criteria according EN ISO 5817
Class | PW1 Level B
Class Il PW2 Level C
Secondary Weld | SW
Class Il SW1
Level D
Class IV SW2

P2/2
Date:19.06.2015



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

e (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; N R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test IS0 6892 R
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES v v
WELDS : Butt W?lds ' v v v % v
(For Structures) Fillet welds and/or partial penetration welds v v v v %
Fillet welds with full penetration v % v v v
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
ASTIN A B C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

35S g LodlS oyl asgs JelS job il (oile b Sl (5550 318 el o Lo A5 (0l saslin 5 50 - W (Witness)
8,8 CulaS pus, S 5 eaiile QC S lae ol : R (Review)
255 Sygo p3¥ (Sialen 5 olas "B 0y o didy 5l (658 sl Sz W sl LS sk il b sl g aslsl: H (Hold)
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) 3

. Pitch R
v Caliper k gauge Y= "f\'.“_ :
Micrometer % Depth
gauge

Bore gauge R gauge
2
I'I =1
Gauge -
blocks Compass

Protractor & ; > .Dl.glml *
6 - indicator

‘ Gear ' i?
tooth ¥
Meter ' . -
v G Vernier . J_ "L;! —
e |
/

B ”y caliper

Special instruments
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CUTTING LINE Holes
N 250 - SECTION C-C ) 125/392/125/ SEENOTE2  12.5
30 o B
= 1000 = 3 a (1:8) ( V- ’ )
& ) & 47 [ 1 [PLATE THK=30 | P265GH | 15.8kg 15.8 kg - -
& 46 | 6 [SPAL4SM W2 St 37-2 0.2 kg 1.1kg DIN 3015
45 | 1 |PLATE 2449x410 THK.=40 P265GH 309.9kg | 309.9 kg -
D S g 44 | 1 |PLATE 460x205 THK.=30 P265GH 21 kg 21 kg
- & 43 | 1 |PLATE 564x300 THK.=30 P265GH 39.8 kg 39.8 kg
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=680 = (1:6) (1:25) —_ < (1:8) 39 | 1 [PLATE 300x220 THK.=20 P265GH 10.4 kg 10.4 kg
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895 . 35 | 1 |PLATE 460x485 THK.=30 P265GH 51.4 kg 51.4kg
1
395 400 —\-—\-—\-:1:-:\--\——\—-\—- 34 | 4 [PLATE 460x240 THK.=30 P265GH 24.8 kg 99.3 kg
1 33| 1 |PLATE THK.=30 P265GH 73.9 kg 73.9 kg
| 32 | 1 |PLATE THK.=30 P265GH 15.8 kg 15.8 kg
Y 31| 2 |PLATE P265GH 6.5 kg 13 kg
= - 400 = <—@ 30 | 8 |PLATE 306x262 THK.=40 P265GH 24.4 kg 195.1 kg
N — I @ 29 | 1 |PLATE 2449x410 THK.=40 P265GH 309.7kg | 309.7 kg
! ; N\ x 20x45° TYP, | * 28 | 2 |PLATE 750x330 THK=40 | P265GH | 75.1kg | 1502 kg
A4 ]| sl B ! 27 | 1 |PLATE 595x104 THK=20 | P265GH 9.7 kg 9.7 kg
M 2
26 | 1 [PLATE 1287x300 THK.=30 P265GH 90.9 kg 90.9 kg
Q QW1 - 25 | 1 |PLATE 1009x300 THK.=30 P265GH 71.3 kg 71.3 kg
W. S
O]o4]q] —P.W.1 « 24 | 1 |PLATE 400x200 THK.=20 P265GH 12.4 kg 12.4 kg
-I_ / 23 | 1 |PLATE 300x268 THK.=30 P265GH 18.9 kg 18.9 kg
Y /4 L 22 | 1 |BENT PLATE THK.=20 P265GH 24.2 kg 24.2 kg
E J_ 3 21 | 1 |PLATE OF 7435x300 THK.=20 P265GH 350 kg 350 kg
% 20 | 1 |PLATE 494x300 THK.=30 P265GH 34.9 kg 34.9 kg
3.2 =595 = 19| 1 [PLATE THK.=40 P265GH 41.1kg 41.1kg
—615= 18 | 2 |PLATE THK.=40 P265GH 24 kg 48 kg
@_, 17| 2 |PLATE THK.=20 P265GH 19.4 kg 38.7 kg
o o @CTION D-D 16 | 1 |PLATE THK.=20 P265GH 53.1 kg 53.1 kg
g8 132 88 il on (1:9) 15 | 1 [PLATE THK=40 | P265GH | 935kg 93.5 kg
S S -
ER Y . 2 | v g &8 8 =470= 14 | 1 [CAP OF 3210x300 THK=40 | P265GH [2756.2kg| 2756.2kg
= é = R I =400 = 13| 2 |PLATE THK.=100| P265GH 279.9kg |  559.9kg
® o 12 | 8 |PLATE THK.=40 P265GH 25.1 kg 200.6 kg
- - 11| 1 |PLATE 349x300 THK.=30 P265GH 24.7kg 24.7 kg
2 | | T @ 10 | 6 |PLATE 1000x220 THK.=25 P265GH 42.7 kg 256.1 kg
/32— — ' %\ \9— 9 | 31 [PLATE THK.=25 P265GH 2 kg 62.6 kg
R40 E40 /' 11q 8 | 4 |PLATE 750x400 THK.=40 P265GH 91.1 kg 364.6 kg
~__ . : ~ @ 7 | 4 |PLATE 1000x403 THK.=25 P265GH 77.7kg 310.8 kg
[& \1 = . o ; ,/ \ " @ 6 | 4 |PLATE THK.=100| P265GH 303.4kg | 1213.7kg
« - - : / = ‘ 5 | 4 |PLATE THK.=100 | P265GH 721.4kg | 2885.6kg
. L IS [aa] - -
i P.W.1 @ 4 | 2 |AXLE OF 0495x895 St 52-3(forged) | 113.1kg | 226.2 kg UT TEST
TYPICAL RADIUS DETAIL . .- 3 | 2 |PLATE THK=25 | P265GH | 1888 kg | 277.6 kg :
S| 1 7\0
=TT T T " - N 2 | 1 |PLATE THK.=60 P265GH 665.6kg | 665.6 kg
ol | | N 1 | 1 |PLATE OF 9911x3608 THK.=25 P265GH  [7070.1kg| 7070.1kg
g i | ( : — f fi\ \% pos|qQTy DESCRIPTION MATERIAL |WEIGHT [TOT. WEIGHT REMARK IASCo Code
: \ R5 / | s EXPLANATORY NOTES :
F| NOTE: I @_, / 1 yy MACHINING | ISO 2768-MK TITLE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° e — e —= - s
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND TOLERANCES ACC. TO ISO 9013 -432 48 59 5z (WELDING | 1S013920-BE. 0. N0 BM61843.01
3-ALL WELDING PROCEDURES UNLESS THOSE INDICATED ON DRAWING ACC. TO WELDING TABLES. 1 N @ = LADLE BODY NO 61843.0 ISATIS
4-ALL EXTERNAL SURFACES CONTAIN ROUGHNESS MUST BE PAINTED REF. TO DANIELI STANDARD - ~ 4 K CASTING IS0 8062-CT10 REF CODE - MATIN
NO. 2.8.302 CYCLE K , INORGANIC ZINC COLOR ACHY <= §I> (34) () 3 : TARH
5-ALL WELDINGS SHALL BE PERFORMED BY QUALIFIED WELDERS AND T & supprMEmaL | 150 2768w IASCO CODE
ALL WELDING DOCUMENTATION (WPS,PQR,WPQ,ETC.) DETAIL 7 n - ~ ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
SHALL BE PEPARED IN ACCORDANCE WITH APPROPRIATE STANDARDS. = . *;* - B DRAWN BY: | F.PARSA MOGHADAM [ 140307130 | o 3 G 3
6-ALL WELDING SHALL BE INSPECTED BY A QUALIFIED WELD INSPECTOR. (1:8) 7| < e ate) sl ot & T 8o Ist. CHECK BY:| SH.ASADOLLAHI |1403/08/01 | © 6—@ KB DRAWING NO) SP10423-GE11-M0100-5D002-07-001
7-STRESS RELIEVE AFTER WELDING AND BEFORE MACHINING. W \@ \@ @ (te e O 01 ST S5 W [ oo [ 2 DRAWING NO. | MD8103M1207002001301
8- BASE METAL MUST HAVE A CERTIFICATE FOR LAMINATION DEFECTS : : IRAN Alloy Steel Company e A i
9-THE ENTIRE POS.4" MUST BE SUBJECTED TO UT TEST. =0.70xt(mm) =0.35t(mm) APPROVED BY: M.ZARE 1404/05/12 SCALE:1:18 SIZE: A1 |REV: 0 SHEET: 1 /2 TOTAL MASS: 19463.3 kg
T 2 3 7 * 5 6 | 7 | 3
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DETAIL U SECTION J-J (1:11) VIEW H (1:9)
=120 = Q- N\ | EXPLANATORY NOTES :
— 54 %Q‘{* o MACHINING | ISO 2768-MK TITLE:
N o [ P> 30
= ° -+ <> WELDING | ISO 13920-BE.
+0.04 — o~ —— % ~ H ! V4 ~ < LADLE BODY DOC. NO. BM61843.01 S A Q
@130 H7 \-0.00 O o 3 @ P 28 casmve S0 8062-C ISATIS
— lo ——L b 2 e R55 i = ﬁ 180 8062-CT10 REF CODE @ MATIN
/A ) e o ®© o TARH
| ] D
3.2 AXM16x2 2 ] It B SHERT METAL 1SO 2768,V IASCO CODE TECHNICAL & ENGINEERING CO.
S = - | ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
6xM20x2.5 THRU. R40 TYP. 4 “\|DRAWN BY: | F.PARSA MOGHADAM |1403/07/30 | oo
—_— 462 / (ot ot oY a REF DRAWING NOf SP10423-GE11-M0100-SD002-07-001
_ _ (pk “‘I"‘)u j_ 63 " ) 9 a”" 1st. CHECK BY:| SH.ASADOLLAHI [1403/08/01 %
"POS 40" POS."29" 2449 POS."16" 595 POS."18" 350 IRAN Alloy Steel Company l/‘ 2nd. CHECK BY{ M.ANDISHMAND |1404/05/12 DRAWING NO. | MD8103M1207002001301
(1:12) (1:17) (1:18) (1:9) APPROVED BY: M.ZARE 1s040512 | SCALE:1 : 18| SIZE: A2 |REV:0 |SHEET: 2/2 | TOTAL MASS: 19463.3 kg
1 2 3 4 5 6 7




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: ARFA IRON & STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

1o 33y Sl 30 48 6 OIS

.3,ls Lamination defect sae 2ls5 @ jli wlakad 5,9 o




/// Welding Procedure Specification WPS No. :
W (WPS) B1111A0-01
IRAN ALLOY STEEL CO.
[WPQR No. : N.A |[Standard: EN 1SO 15609-1
Location: YAZD [IDate/Rev.: 16-Nov-2024 / 01
Manufacturer: IRAN ALLOY STEEL Co. [|Page: 1/1
Welding process: 111 (SMAW) Parent Material Designation (Group No.):
Mode of transfer:  N.A S3550R (1.2) to S3550R (1.2)
Joint Type: Butt
Weld Type: Double V Material thickness (mm):
Welding Position: PA 40 to 50
Method of Preparation and Cleaning: Outside Diameter (mm): N.A
Grinding & Brushing Throat thickness(mm): N.A

Weld Preparation Details (Sketch)*

Joint Design Welding Sequences

60°

< 7 ’

X

L™

Welding Details

Welding | Size of Filler | Current | Voltage Type of Wire Feed Speed Travel Heat input*
Run Process |Material (mm) (A) V) currept/ (m/min) Speed_* (kJ/mm)
Polarity (cm/min)
1~2 111 3.2 105~150| 22~26 DCEP N.A 10~15 0.7~1.9
Grinding & Brushing & PT
3~n 111 4.0 140~200| 25~27 | DCEP N.A | 15~30 |  0.6~17
Filler material designation and make: 1SO 3580 E Mo B 20/ AWS A5.5 E7018-Al
Any Special Baking or Drying: 350°C-2h Other information* , e.g.:
Designation Gas/Flux: String or Weave: Both
Shielding: N.A Oscillation: amplitude, frequency, dwell time: -
Backing: N.A Pulse welding details: N.A
Gas Flow Rate: Electrode Extension(mm):  N.A
Shielding: N.A Plasma welding details: N.A
Backing: N.A Torch angle: Manual
Tungsten Electrode Type/Size N.A Electrode Stick out(mm): N.A
Details of Back Gouging/Backing: Grinding & Brushing degree of mechanization: Manual
Preheat Temperature: min 100°C Other: N.A
Interpass Temperature: max. 250 °C

Post heating: N.A
Post-Weld Heat treatment and/or Ageing:
(Time, Temperature, Method :

Heating and Cooling Rates*) :

N.A

Prepared by: S
(name and signature)
A. Talebi

* If required




DESIGN AND NDT CRITERIA
@ sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

= OBJECT

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired
pressure vessels”.

This specification also states the acceptance criteria for each type of welding.

= STANDARD REFERENCES

The following standards have been taken like a guideline for the configuration of this Design criteria.

STANDARD TITLE
AWS D14 .4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying
AWS A3.0 Standard Welding Terms and Definitions Including Terms for Adhesive Bonding,

Brazing, Soldering, Thermal Cutting and Thermal Spraying

Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding

ENISO 5817 excluded) - Quality levels for imperfections

= DEFINITION OF WELDING CLASS

PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy
for the redistribution of stress into another member.

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of
the system or a hazard to personnel would not be experienced.

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action
and/or low stressed miscellaneous applications.

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary
structural members.

P1/2
Date:19.06.2015



DESIGN AND NDT CRITERIA
@) sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

= NDT APPLICATION PER WELDING CLASS

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define
stricter levels depending of the Equipment or even specific joints.

Primary Weld PW MT UT(*) |VT REMARKS

Class | PW1 100% | 100% 100% | Referred at control plan and drawing

Class Il PW2 100% | 10% 100% | Referred at control plan and drawing

(*) Only at CJP joints.

Secundary Weld | SW MT uT VT

Class Il Sw1i 50% _ 100% | All joints which are not indicated as PW, will be considered
Class IV SW2 . 100% | SW

MT can be substituted by PT.

UT can be substituted by RT.

= ACCEPTANCE CRITERIA PER WELDING CLASS

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter
levels depending of the Equipment or even specific joints.

Primary Weld PW Acceptance Criteria according EN ISO 5817
Class | PW1 Level B
Class Il PW2 Level C
Secondary Weld | SW
Class Il SW1
Level D
Class IV SW2

P2/2
Date:19.06.2015
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C“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

UNI

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
I‘ P265GH

20K

I‘ P265GH

I‘ 1.0425

I‘ Fe410KW

I‘ SG298

A285Grae
C

1)

C

Group: Steels for pressure purposes

0.9

0.8

0.7

0.6

X 0.5

0.4

0.3

0.2

ELEMENT (% )

C

Si

Mn

P S

Cr

Ni

Ni

Max

0.28

0.9

0.03

0.03
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CE
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“MICAL COMPOSITION

EQUIVALENT MATERIALS

)L

I‘ CROSS REFERENCE CHART ‘

i

[ BOHLER

[ 2 ‘
M Bs. || DIN ” EN l UNI ’ s l GB
1.0570 Q345
‘m 50B \I‘ 17GS HI‘ St52-3 Hm $355)2G3 \I‘ Fe510B HI‘ SM520C Hl‘ A572 \ - 16Mn
Group: Steels for general structural purposes
1.8
MAX
1.6
1.4
12
R 1
T 08
0.6 MAX
0.4
MAX
0.2 S— MAX MAX
q ——
C i Mn P S Cr Mo Ni \Y Y
m
ELEMENT (%) C Si Mn P S cr Mo  Ni v w

Max

0.2

0.55

Min

1.6 0.05 0.05




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

e (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H v
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; N R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 v
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES v v
WELDS : Butt W?lds ' v v v % v
(For Structures) Fillet welds and/or partial penetration welds v v v v %
Fillet welds with full penetration v % v v v
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
ASTIN A B C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering v
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

35S g LodlS oyl asgs JelS job il (oile b Sl (5550 318 el o Lo A5 (0l saslin 5 50 - W (Witness)
8,8 CulaS pus, S 5 eaiile QC S lae ol : R (Review)
255 Sygo p3¥ (Sialen 5 olas "B 0y o didy 5l (658 sl Sz W sl LS sk il b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

| >

. Pitch i e I SetAs
v Caliper k v gauge f-\_‘?u : y\"\- :
v | Micrometer % Depth
gauge

Bore gauge v R gauge
2
|'I L4y
Gauge -
blocks Compass

Protractor % - > 4 inDc;ich?olr

‘ Gear [} i?
tooth b
Meter v . | T
v G Vernier " J_ "L;! —
e |
/

B ”y caliper

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.02
TITLE : BUSH
I4SCO CODE : 3009010868
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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X
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391+ 0.2 TO BE MARKED
3.2/ 1.6/
(V)
302| 1 |BUSH St 52-3 8.1kg 8.1kg -
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
EXPLANATORY NOTES :
yy MACHINING | ISO 2768-MK TITLE:
=
=)
<z (WELDING | 1S013920-BE.
| é BUSH DOC. NO. BM61843.02 ISATIS
% E CASTING IS0 8062-CT10 REF CODE MATIN
&} ‘:)
g SHEET METAL | 1SO 2768.V IASCO CODE 3009010868 TECHNICAL & ENGINBERING €O
ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
DRAWN BY: S.FALLAH 1403/08/20 | oo
ol <47 oY S ANDISHAND 3 G@REFDMWING No|SP10423-GE11-M0100-SD002-07-001-0
N . L4 K] - he 1st. CHECK BY: . 1404/05/12 | ©
(' “‘"‘)Uﬁ ‘51 : yu,ﬂ d. CHECK BY] M.ANDISHMAND |1404/05/12 = DRAWING NO. MD8103M1207002001302
NOTE: IRAN Alloy Steel Company l/) o % i
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° APPROVED BY: M.ZARE 14031001 | SCALE:1 : 3.5| SIZE: A4 ‘REV: 0 ‘SHEET: 1/1 ‘ TOTAL MASS: 8.1 kg
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 M
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W?lds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
ASTIN A C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

I &
; Pitch i s Pav
v Caliper "'k..\ gauge Y Y . \{\'.‘- s
Micrometer % Depth
gauge

v Bore gauge R gauge
2
)
Gau e | 11
b locis Compass | &

Protractor % - > 4 inDc;ich?olr

tooth E
Meter & . | T
G Vernier . J_ "L"-T‘ —
5o |
/

B ”y caliper

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.03

PLATE OF 1716%x513%50

TITLE : FOR LADEL SM?2
I4SCO CODE : 3040140273
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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1 2 3 4 5 6 7 8
A
10° 10°
A0 100
— —_— /
B
/ —
\‘
—
B \;\ /
o @
o /
— |
= (59.84°)
|
c |
R1720 Ri645 R1392.5 \
D TO BE MARKED
‘ Cutting Line Holes
L B - @/ 12.5/ SeeNote 2 12.5
( ,
303| 1 |PLATE THK.=50 P265GH  |206.8kg| 206.8kg
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK IASCo Code
E EXPLANATORY NOTES :
- MACHINING | ISO 2768-MK TITLE:
=
=30
< Z WELDING ISO 13920-BE.
g = PLATE OF 1716x513x50 FOR LADLE SM2 DOC. NO. BM61843.03 ISATIS
L E E CASTING ISO 8062-CT10 REF CODE MATIN
NOTE: CXS) TARH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° & SHEET METAL | SO 2768V TASCOCODE | 3040140273
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157457
TOLERANCES ACC. TO ISO 9013 -432 DRAWN BY:  [F.PARSAMOGHADAM|1403/07/25 | o SP10423.GE11.M0100-SD00Z.07-003
3-ALL EXTERNAL, SURFACES CONTAIN - — 7 REF DRAWING NO. 5P10423-GE11- - -07-
F| ROUGHNESS ¢MUST BE PAINTED REF. TO DANIELI (#1e oloe) 1 11 5 ST Y Syl st CHECKBY:| MANDISHMAND 14031220 | @ 6—@
] DRAWING No. | MD8103M 1207002001303
STANDARD NO. 2.8.302 CYCLE K, INORGANIC ZINC IRAN Alloy Steel Company / 2nd. CHECK BY{ MANDISHMAND |1403/12/20
COLOR ACC. APPROVED BY: M.ZARE 14031220 |SCALE: 1: 8 | SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 206.8 kg
1 ‘ 2 3 ‘ 5 ‘ 6 ‘ 7 ‘ 8




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.04

PLATE OF 988 %946 x50

TITLE : FOR LADEL SM?2
I4SCO CODE : 3040140274
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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=

988

R1392.5

500

TO BE MARKED

1 ‘ 2

’ |

- Cutting Line Holes
@/ 12.5/ SeeNote 2 12.5
( ) )
304| 1 |PLATE THK.=50 P265GH 142.3 kg 142.3 kg
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
EXPLANATORY NOTES :
- MACHINING | ISO 2768-MK TITLE:
A
< % WELDING ISO 13920-BE.
g = PLATE OF 988x946x50 FOR LADLE SM2 DOC. NO. BM61843.04 ISATIS
L E E CASTING IS0 8062-CT10 REF CODE MATIN
NOTE: ©9 [ASCO CODE | 3040140274 TARH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° & SHEETMETAL | ISO 2768-V s e
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157458
TOLERANCES ACC. TO ISO 9013 -432 DRAWN BY:  [F.PARSAMOGHADAM|1403/07/25 | oo
3.ALL EXTERNAL SURFACES CONTAIN J— —— B G@REFDRAWING No.[SP10423-GE11-M0100-SD002-07-004
ROUGHNESS ¢/ MUST BE PAINTED REF. TO DANIELI (e olee) o 1 ST Y b S8 i [t CHBCKBY:| MANDISHMAND z
2nd. CHECK BY{ M.ANDISHMAND |1403/12/20 DRAWING NO. MD8103M1207002001304
STANDARD NO. 2.8.302 CYCLE K, INORGANIC ZINC IRAN Alloy Steel Company / : 1
COLOR ACC. APPROVED BY: M.ZARE 1031220 | SCALE: 1: 8 | SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 142.3 kg
6 7 8




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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8,08 culaS pus, S 5 eaiile QC S lae ol : R (Review)
2055 Sygo p3¥ (Sinlen 5 olas "B 0y o didy Sl (658 sl gz W bl LS sk ojlrl b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION
DOCUMENT

EMPLOYER:

IRAN ALLOY STEEL CO.

CONTRACTOR:

ISATIS MATIN TARH CO.

Document NO. BM61843.05

MACHINED PART OF
TITLE : 560x239%50

IASCO CODE : -
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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1 2 3 4 5 6 7 8
A g =400 = g
A 2x45° TYP.
|
| :
| -
‘ R240 %3
B i X
(o)
(22
[\
] SECTION A-A
3.2
+0.5 ;
R130 +0.0 -
. L N 5
||| Res0 ] - £
\ \ \ \ ve)
L] i - ol
12.5 ‘ =475 = ‘
2XP22
|
| yr— ‘T‘ ************* -
- » » » @D |2
D \ \ TO BE MARKED
‘ Lo b _ 4 ‘
|
‘ =560 =
CUTTING LINE HOLES
] @/ 12.5 3@/12.5 SEENOTEZ 12.5
( N\, ) )
305| 1 |MACHINED PART OF 560x239x50 P265GH 3.2 kg 3.2 kg -
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
- EXPLANATORY NOTES :
n MACHINING | ISO 2768-MK TITLE:
.4 €2}
< % WELDING ISO 13920-BE.
& 3 MACHINED PART OF 560%x239x50 DOC. NO. BM61843.05 ISATIS
L E E CASTING 1SO 8062-CT10 REF CODE g\ MATIN
NOTE: SO TARH
IASCO CODE PECHNIC, NGINEERING O
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° £ SHEET METAL | TISO 2768-V TECHNIGAL & ENGINDERNG <@,
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
TOLERANCES ACC. TO ISO 5013 -432 DRAWAEY STALLAR [0 | g REF DRAWING No.| SP10423-GE11-M0100-SD002-07-001-0
3-ALL EXTERNAL, SURFACES CONTAIN e ol ol T 99 8 2 Ist. CHECK BY:| SHASADOLLAHI |1403/0809 | & g—@ : — - —
F| ROUGHNESS'YMUST BE PAINTED REF. TO DANIELI e wrlee) 1221 S > — | — A DRAWING NO. | MD8103M 1207002001305
STANDARD NO. 2.8.302 CYCLE K , INORGANIC ZINC IRAN Alloy Steel Company () | =1 C Y1 MANDISHMAND Jisouosnz
COLOR ACC. APPROVED BY: M.ZARE 1040512 | SCALE:1 : 3.5| SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 24.8 kg
1 ‘ 2 3 1 5 ‘ 6 ‘ 7 ‘ 3




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

25319 sl g oy
S K (59 JNb oo 4 > (P cdlbal o S92 > S92 Gy

axk gl 31 cidlon byl

CNgd S b ey a4 anad] il 65 (il sl
iy Ellons 5 45 Sl b 5 5 e gl

Pyl bl LS

ol e el 0 51590

Bk oo @le M 5k g ST 0 ()l

C 95 (5, Cagh, 5l g0 /

il oo o BB sle slo S0 51 daid ool cge

Sl Ay 092,0 b e dg) (29,5 9 (6999

: Cabb..o" 593




TECHNICAL SPECIFICATION
DOCUMENT

EMPLOYER:

IRAN ALLOY STEEL CO.

CONTRACTOR:

ISATIS MATIN TARH CO.

Document NO. BM61843.06

MACHINED PART OF
TITLE : 560%289%50

IASCO CODE : -
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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=

=400 = ~
g o 2x45° TYP.
A —
! a9
| >
i &=
| Yy
i <t
o | R240 >
(e8]
(V] |
+0.5
R130+0.0
SECTION A-A
3.2
M N
L]l R280 | ‘ |
| | | | | |
L J o T U SO U N N— _
| | ! [aW
2.5 | = 475= | ez
‘ (=3
0
2x@22 TO BE MARKED
i - . i i |
-B- | | -®- | 8
| e __ Jﬁ fffffffffff Y | 1
‘ 560 = CUTTING LINE HOLES
12.5/ 8.2 /12.5/ SEE NOTE 2 12.5
( 5 ) )
306| 1 |MACHINED PART OF 560x289x50 P265GH 32.7 kg 32.7 kg - -
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
EXPLANATORY NOTES :
n MACHINING | ISO 2768-MK TITLE:
=
30
<{ >  WELDING IS0 13920-BE.
& 3 MACHINED PART OF 560%x289x50 DOC. NO. BM61843.06 ISATIS
E E CASTING 1SO 8062-CT10 REF CODE _ g\ MATIN
NOTE: S o TARH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° & SHEETMETAL | IS0 2768V TASCO CODE
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
TOLERANCES ACC. TO ISO 9013 -432 DRAWN BY: S.FALLAH 1403/08/07 | oo SP10423.GE11-M0100-SD002.07-001.0
B REF DRAWING NO. R - B .07- R
3_ALL EXTERN{}% SURFACES CONTAIN ( L "-) . 1 ‘ luT ay’jw L 1st. CHECK BY:| SH.ASADOLLAHI |1403/08/09 | O g—@
ROUGHNESS"Y/ MUST BE PAINTED REF. TO DANIELI ple o) 0121 S » e z DRAWING No. | MD8103M 1207002001306
STANDARD NO. 2.8.302 CYCLE K, INORGANIC ZINC IRAN Alloy Steel Company I/‘ 2nd. CHECK BY] M.ANDISHMAND | 1404/04/09
COLOR ACC. APPROVED BY: M.ZARE 1404/04/09 | SCALE: 1:4 | SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 32.7 kg

1 ‘ 2 3 4 5 ‘ 6 ‘ 7 ‘ 8




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

255 g LodlS oyl asgs JelS j5b e il (omile b Sl (55550 3T el o Lo BIST (0l sanline 5 50 - W (Witness)
8,08 culaS pus, S 5 eaiile QC S lae ol : R (Review)
2055 Sygo p3¥ (Sinlen 5 olas "B 0y o didy Sl (658 sl gz W bl LS sk ojlrl b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

25319 sl g oy
S K (59 JNb oo 4 > (P cdlbal o S92 > S92 Gy

axk gl 31 cidlon byl

CNgd S b ey a4 anad] il 65 (il sl
iy Ellons 5 45 Sl b 5 5 e gl

Pyl bl LS

ol e el 0 51590

Bk oo @le M 5k g ST 0 ()l

C 95 (5, Cagh, 5l g0 /

il oo o BB sle slo S0 51 daid ool cge

Sl Ay 092,0 b e dg) (29,5 9 (6999

: Cabb..o" 593




TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.07
TITLE : PLATE OF 2655 %260%100
I4SCO CODE : 3803050040
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

30‘?}““}@

Cole b MBI )

JRTIPRT A
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=

20

R130 A
R35

2
L
+0.05
QS‘%Q — @110 H8 (-0.00) THRU. ol < | $130 Hs (Tg:gg) THRU. B
— (V]
/92 /%2 !
R130
-
A 2355
2655

100
L TO BE MARKED
[
>
&
SO - -
¥ CUTTING LINE
) 9/36/12'5 / SEE NOTE 2
( ) )
307 1 [PLATE OF 2655%x260%x100 P265GH 409 kg 409 kg - -
POS|QTY] DESCRIPTION MATERIAL (WEIGHT|TOT. WEIGHT REMARK TASCo Code
N\ | EXPLANATORY NOTES :
MACHINING | ISO 2768-MK TITLE:
SECTION A-A g A
< % WELDING 1SO 13920-BE.
& 3 PLATE OF 2655x260x100 DOC. NO. BM61843.07 ISATIS
r_% E CASTING IS0 8062-CT10 REF CODE MATIN
NOTE: CXS) ‘; RH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5X45° B SHEET METAL 1SO 2768-V IASCO CODE 3803050040 TECHNICAL & ENGINEERING CO.
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ~ | ASSEMBLY CODE 3803050039 ORDER NO. SH157454
TOLERANCES ACC.TO I 13 -432 DRAWN BY: S.FALLAH 1404/04/09
3 AgL EI;TE(I:{Ni CSCUROF ASCOEgchNq% AIN . B REF DRAWING NO| SP10423-GE11-M0100-SD002-07-001-0
- 4L (fh w"") 01j‘ éju'r °Y9 b'\,}:i 1st. CHECK BY: SH.ASADOLLAHI [1404/04/09 8
ROUGHNESS ¥ MUST BE PAINTED REF. TO DANIELI - - o onror v manbsIanD Tiomoana 17 DRAWING NO. |MD8103M1207002001307
STANDARD NO. 2.8.302 CYCLE K , INORGANIC ZINC IRAN Alloy Steel Company @I/ |- ‘ °
COLOR ACC. L _)| APPROVED BY: M.ZARE 14040512 | SCALE:1 : 5.5| SIZE: A4 [REV:0 [SHEET: 1/1 | TOTAL MASS: 409.0 kg
1 4 6 7 8

| 2 3

’ |
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CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

25 g LodlS oyl asgs elS j5b il (oile b Sl (5550 3T 8 el o Lo B IS 0k sanline 5 50 - W (Witness)
8,8 culaS pus, S 5 eaiile QC S lae ol : R (Review)
255 Sygo p3¥ (Sialen 5 olas "B 0y 0 didy 5l (658 sl gz W il LS sk il b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

[ F
. _ gauge = ¥
Micrometer m& Depth
gauge
v Bore gauge R gauge
@
|'. L4
Gauge A -
blocks Compass
Protractor E( : _> .Dl.gltal ¢
indicator
A‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R Vernier . r.J_‘T"L - ,
“W caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

25319 sl g oy
S K (59 JNb oo 4 > (P cdlbal o S92 > S92 Gy

axk gl 31 cidlon byl

CNgd S b ey a4 anad] il 65 (il sl
iy Ellons 5 45 Sl b 5 5 e gl

Pyl bl LS

ol e el 0 51590

Bk oo @le M 5k g ST 0 ()l

C 95 (5, Cagh, 5l g0 /

il oo o BB sle slo S0 51 daid ool cge

Sl Ay 092,0 b e dg) (29,5 9 (6999
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.08
TITLE : AXLE OF 9130%265
I4SCO CODE : 3023010384
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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4 5 6 7 8
5x45°
3.2
-
O
" oo
o e
_ = ©
I o0
[
[an]
—
S
vy
20 ~ 16 20
265
NOTE:
1-HEAT TREATMENT : NORMALIZE 6.3/ 3.2
2-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° ( )
308| 1 [AXLE OF 0130x265 Ck 45 27.1 kg 27.1 kg -
POS|QTY] DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
( N\ N\ | EXPLANATORY NOTES :
- MACHINING | ISO 2768-MK TITLE:
=
=30
<{ >  WELDING ISO 13920-BE.
& < AXLE OF 0130x265 DOC. NO. BM61843.08 ISATIS
r_% E CASTING IS0 8062-CT10 REF CODE MATIN
©o IASCO CODE 3023010384 RH
E{ SHEET METAL ISO 2768.V TECHNICAL & ENGINEERING CO.
N A - | ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
( "\| DRAWN BY: S.FALLAH 1403/08/06 | oo
. 3 6@ REF DRAWING NO| SP10423-GE11-M0100-SD002-07-001-0
TO BE MARKED (fh “"“) 01j.‘ t53L-,T aY’ wﬂ 1st. CHECK BY:| SH.ASADOLLAHI [1403/08/08 % DRAWING N0 MD8103M12O7002001308
]RAN AHOy Steel Compaﬂy ,/) 2nd. CHECK BY] M.ANDISHMAND |1404/05/12 |
L _)| APPROVED BY: M.ZARE 14040512 | SCALE:1 : 1.5| SIZE: A4 [REV:0 [SHEET: 1/1 | TOTAL MASS: 27.1 kg
2 4 6 7 8

’ |

L
l




CHEMICAL COMPOSITION
&
EQUIVALENT MATERIALS

‘m CROSS REFERENCE CHART |

‘m B.S. HM GOST Hm DIN HM EN HM UNI HM JIS Hm AlSI HM BOHLERHM GB \
‘m 080|\/|46Hm 45 Hm Ck45 Hm 1.1191 Hm C45N Hm 545C Hm 1045 Hm V945 Hm 45 \

Group: Quenched and tempered steels

1,2
1
0,8 i
X 0,6
0,4 .
0 Eaa B
C Si Mn P S Cr Mo Ni Vv W
ELEMENTS
ELEMENT (%) C Si Mn P S Cr Mo Ni \) w
Max 0.5 0.4 1 0.05 0.05

Min 042 01 06 0025 0.015




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 M
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test IS0 6892 R
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 v
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering v
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

255 g LodlS oyl asgs JelS j5b e il (omile b Sl (55550 3T el o Lo BIST (0l sanline 5 50 - W (Witness)
8,08 culaS pus, S 5 eaiile QC S lae ol : R (Review)
2055 Sygo p3¥ (Sinlen 5 olas "B 0y o didy Sl (658 sl gz W bl LS sk ojlrl b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
' _ gauge 5 F
) Depth
v | Micrometer m& gauge
Bore gauge R gauge
@
|'. L4
Gauge A -
blocks Compass
Protractor E( : _> 'Di.gital ¢
indicator
A‘ |
Gear ¢ j
v Meter tooth ¥ ™
R, Vernier . rJ_ . - ,
Ty caliper |/’ ‘

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:
IRAN ALLOY STEEL CO.
ISATIS MATIN TARH CO.
Document NO. BM61843.09
TITLE : PLATE OF 160x40x15

IASCO CODE : -
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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1 4 5 6 7 8
A
\
2x@17 THRU. ‘
B |
C
D
CUTTING LINE
] 126/ 12.5/ SEE NOTE 2
( )
309| 1 |PLATE THK.=15 P265GH 0.7 kg 0.7 kg - -
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
EXPLANATORY NOTES :
E TO BE MARKED n MACHINING | ISO 2768-MK TITLE:
=
< % WELDING IS0 13920-BE.
e 3 PLATE OF 160x40x15 DOC. No. BM61843.09 ISATIS
E E CASTING ISO 8062-CT10 REF CODE g\ MATIN
[ | NOTE: Yo TARH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° = SHEET METAL 1SO 2768.V TASCO CODE TECHNICAL & ENGINEERING CO.
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
TOLERANCES ACC.TO ISO 9013 -432 DRAWN BY: S.FALLAH 1403/08/06 | oo
3-ALL EXTERNAL SURFACES CONTAIN : = g_@ REF DRAWING NO.| SP10423-GE11-M0100-SD002-07-001-0
. . L - L2 st. H . )/
F| ROUGHNESS &'MUST BE PAINTED REF. TO DANIELI (01 re) O 11 S 3T S 5 4 Lot CHECKBY:| SHASADOLLAML 1403088 | & DRAWING N0, | MDS103M1207002001309
STANDARD NO. 2.8.302 CYCLE K , INORGANIC ZINC IRAN Alloy Steel Company //‘ 2nd. CHECK BY) MANDISHMAND |1404005/12
COLOR ACC. APPROVED BY: M.ZARE 1040512 | SCALE:1.5: 1| SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 0.7 kg
1 ‘ 4 5 ‘ 6 ‘ 7 ‘ 8




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.10
TITLE : AXLE OF 9110389
I4SCO CODE : 3023010383
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.
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EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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2 4 5 6 7 8
3.2
N
—
(=X}
| | S
fan I ~
\T/ | ub:b
()
CD
(+O.36) £ a
2x@10 H14 \-0.00/ THRU. &
i
X
0
+0.5
36.75 315.5 - 0.0 (36.75)
389
NOTE:
1-HEAT TREATMENT : NORMALIZE 6.3/ 32
2-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° ( )
310| 1 |PIN Ck 45 28.8 kg 28.8 kg -
POS|QTY] DESCRIPTION MATERIAL (WEIGHT|TOT. WEIGHT REMARK TASCo Code
( N\ N\ | EXPLANATORY NOTES :
- MACHINING | ISO 2768-MK TITLE:
=
=30
< Z WELDING ISO 13920-BE.
& < AXLE OF 0110x389 DOC. NO. BM61843.10 ISATIS
r_% E CASTING ISO 8062-CT10 REF CODE MATIN
\ [ONS) ‘: RH
\ © HEETMETAL | 150 2768V IASCO CODE | 3023010383
TO BE MARKED ~ ah | assEMBLY CODE | 3803050039 ORDER NO. SH157454
( "\|[DRAWN BY: S.FALLAH 1403/08/07 | oo
ol < AT Sy 2 6@ REF DRAWING NO| SP10423-GE11-M0100-SD002-07-001-0
., & - b 1st. CHECK BY: SH.ASADOLLAHI |1403/08/09 | ©
('k “"“)uj- ‘51 . ° yu,ﬂ 2nd. CHECK BY{ M.ANDISHMAND [1404/05/12 E DRAWING NO. MD8103M1207002001310
IRAN Alloy Steel Company l/) i ‘ ’
L _)| APPROVED BY: M.ZARE 14040512 |SCALE: 1:2 | SIZE: A4 [REV:0 [SHEET: 1/1 | TOTAL MASS: 28.8 kg
2 4 6 7 8

’ |
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CHEMICAL COMPOSITION
&
EQUIVALENT MATERIALS

‘m CROSS REFERENCE CHART |

‘m B.S. HM GOST Hm DIN HM EN HM UNI HM JIS Hm AlSI HM BOHLERHM GB \
‘m 080|\/|46Hm 45 Hm Ck45 Hm 1.1191 Hm C45N Hm 545C Hm 1045 Hm V945 Hm 45 \

Group: Quenched and tempered steels

1,2
1
0,8 i
X 0,6
0,4 .
0 Eaa B
C Si Mn P S Cr Mo Ni Vv W
ELEMENTS
ELEMENT (%) C Si Mn P S Cr Mo Ni \) w
Max 0.5 0.4 1 0.05 0.05

Min 042 01 06 0025 0.015




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 M
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test IS0 6892 R
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 v
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering v
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
' _ gauge 5 F
) Depth
v | Micrometer m& gauge
Bore gauge R gauge
@
|'. L4
Gauge A -
blocks Compass
Protractor E( : _> 'Di.gital ¢
indicator
A‘ |
Gear ¢ j
v Meter tooth ¥ ™
R, Vernier . rJ_ . - ,
Ty caliper |/’ ‘

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:
IRAN ALLOY STEEL CO.
ISATIS MATIN TARH CO.
Document NO. BM61843.11
TITLE : RING OF @180*@112 x5

IASCO CODE : -
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.
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EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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1 2 3 4 5 6 7 8
/]
A
o I |
B
] o N
o0 —
— — e
8 8
c
-
D
TO BE MAEKED
7 CUTTING LINE
— L.u« 12.5 / SEE NOTE 2
( )
311 1 |RING OF 0180x@112x5 P265GH 0.1kg 0.1kg -
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK IASCo Code
- EXPLANATORY NOTES :
n MACHINING | ISO 2768-MK TITLE:
.4 =
< % WELDING ISO 13920-BE.
o 2 RING OF @180x0112x5 DOC. NO. BM61843.11 ISATIS
L E E CASTING ISO 8062-CT10 REF CODE g\ MATIN
NOTE: T o TARH
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° & SHEET METAL | 1SO 2768V TASCO CODE
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND ASSEMBLY CODE | 3803050039 ORDER NO. SH157454
TOLERANCES ACC.TO ISO 9013 -432 DRAWN BY: F.PARSA MOGHADAM |1403/11/21 | oo SP10423-GE11.M0100-SD002-07-001-0
3-ALL EXTERNAL, SURFACES CONTAIN : z 6—@ HEF DRAWING NO. ittt : OO0
F| ROUGHNESS ¢ MUST BE PAINTED REF. TO DANIELI (ple olee) 31 11 S 5UIT 0¥ g9 S8y [ov CHECR PR MATDIRUAD [el® 13 DRAWING NO. | MD8103M 1207002001311
STANDARD NO. 2.8.302 CYCLE K, INORGANIC ZINC IRAN Alloy Steel Company W |- CHECKEY] MANDISHNAND ooy
COLOR ACC. APPROVED BY: M.ZARE 1031121 | SCALE:1 : 1.5| SIZE: A4 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 0.1 kg
1 ‘ 2 3 5 ‘ 6 ‘ 7 ‘ B




CE

&

“MICAL COMPOSITION

EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

JIS

I‘ ASTM

I‘ BOHLER

I‘ B.S.
l‘ P265GH

I‘ P265GH

I‘ 1.0425

UNI
l‘ Fe410KW

l‘ SG298

A285Grae
C

II*

1)

20K
Group: Steels for pressure purposes
1
MAX
0.9 ——
0.8
0.7
0.6
X 05
0.4
0.3 [MAX
0.2
0.1 MAX — MAX
g —_ =
C Ni A% W
ELEMENT (%) C Si Mn P s Cr Mo Ni v w
Max 0.28 0.9 0.03 0.03
Min *F |




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 M
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
40 Non-destructive examinations "NDT" DANIELI 2.8.114 R See Table I
(collecting) on welding’s DANIELI 2.8.115
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES
WELDS : Butt W'elds '
(For Structures) Fillet welds and/or partial penetration welds
Fillet welds with full penetration
WELDS Butt welds
(For Piping Systems) Fillet (socket) welds
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
»
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é’ |
‘ Gear ¢ ;?
tooth Fh
Meter R, Vernier g r.J_‘T"L A _—
Ty caliper |/’ ‘

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:

IRAN ALLOY STEEL CO.

ISATIS MATIN TARH CO.
Document NO. BM61843.12
TITLE : HOLDER
I4SCO CODE : 3803050040
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.
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EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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1 2 3 4 5 6 7 8
1
Bl 7
15 @_ 15 TYP.
TYP. >—2 15 B
@140 2 +0.04
173.50 9110 H7 \-0.00 -
1 <t
BN
@ | | \ (2] ,_Y_ ‘ '
L nd 0
< 4 T S
i 3
Y h ; |
oo " I K S 1 - =
gl gl g q| - - Hogl g & =
M & s 0200 Sl Q| & i o
I} I Il I " : 'ﬁ‘ I Il I é
~ TYP. >—55 . i .
< 0
3 I ! %
o T
e | v .. [ U . ° b ¢70 N
ﬂ P '_ I ra ®
2 | | ? l i L K Y DETAILY
X |1 r s 5 +0.04 ED T (1:4)
o : 70 110 H7 \-0.00.
4x45° TYP. i ~ y | - OlB00s[B
@ | | 416.5
e |
Z R | 305 437
| |
| R H
150 491 749 173
1563
R63 TYP.
i
e
// T \\\ \<
/ \
I 1 / \ TO BE MARKED
S /7T / \ I
S - — {2
O N, l | 3
1 \T/ \ / I
\\ Vi
/
\\\h L/// j
1055 CUTTING LINE
Q/ 3.2/12.5/ SEE NOTE 3
( , )
]
< 2 7 | 1 |WELDED PIN @70 1L=242.5 Ck 45 6.9 kg 6.9 kg - -
e 6 | 2 [PLATE 200%x200 THK.=45 P265GH 12.8 kg 25.5 kg
5 | 2 |BUSH 9200 THK.=45 P265GH 1ke 2 ke
4 | 2 |WELDED PIN 970 L=245 Ck 45 7.4kg 14.7 kg
1x45 3 | 1 |RIGHT BENT PLATE THK=45| P265GH | 1556 kg| 155.6 kg
2 | 1 |WELDED PIN 9140 1=245 Ck 45 48.3 kg 48.3 kg
1 | 1 |LEFT BENT PLATE THK.=45 P265GH  [155.6kg| 155.6 ke
POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK IASCo Code
N "\ | EXPLANATORY NOTES :
- MACHINING | ISO 2768-MK TITLE:
DETAIL Y -
(1.5:1) < CZJ WELDING ISO 13920-BE.
R150 E E CASTING 1SO 8062-CT10 REF CODE @ S MATIN
U gy
8 SHEET METAL ISO 2768 V IASCO CODE 3803050040 TECHNICAL & El\(.!l&!’.{{!’!&)‘l
NOTE ~ | ASSEMBLY CODE 3803050039 ORDER NO. SH157454
: ( )| DRAWN BY: S.FALLAH 1403/07/03
1-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° - 8 REF DRAWING No| SP10423-GE11-M0100-SD002-07-001-0
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND TOLERANCES ACC. TO ISO 9013 -432 (1l olee) o1 Y 5T OV 9 S5 i st CHECR BY:| SHASADOLLAHI |1403/0705 | @ DRAWING N0, | MDS103M1207002001312
3-ALL EXTERNAL SURFACES CONTAIN ROUGHNESSYMUST BE PAINTED REF. TO DANIELI STANDARD IRAN Alloy Steel Company /‘ 2nd. CHECK BY] MANDISHMAND |1404/05/12 :
NO. 2.8.302 CYCLE K, INORGANIC ZINC COLOR ACC. [apprOvED BY:|  MzARE  |uowosnz [SCALE: 1:7 |SIZE: A3 [REV:0 |[SHEET: 1/1 | TOTAL MASS: 408.6 kg
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DESIGN AND NDT CRITERIA
@) sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

=  OBJECT

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired
pressure vessels”.

This specification also states the acceptance criteria for each type of welding.

= STANDARD REFERENCES

The following standards have been taken like a guideline for the configuration of this Design criteria.

STANDARD TITLE

AWS D14.4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying

Standard Welding Terms and Definitions Including Terms for Adhesive Bonding,

AWS A3.0 Brazing, Soldering, Thermal Cutting and Thermal Spraying

Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding

EN1SO 5817 excluded) - Quality levels for imperfections

= DEFINITION OF WELDING CLASS

PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy
for the redistribution of stress into another member.

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of
the system or a hazard to personnel would not be experienced.

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action
and/or low stressed miscellaneous applications.

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary
structural members.

P1/2
Date:19.06.2015



DESIGN AND NDT CRITERIA
@) sarralle FOR WELDMENT n.ES15013.Rev.2
CLASSIFICATION

= NDT APPLICATION PER WELDING CLASS

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define
stricter levels depending of the Equipment or even specific joints.

Primary Weld PW MT UT(*) |VT REMARKS

Class | PW1 100% | 100% 100% | Referred at control plan and drawing

Class Il PW2 100% | 10% 100% | Referred at control plan and drawing

(*) Only at CJP joints.

Secundary Weld | SW MT uTt vT

Class Il Swi 50% _ 100% | All joints which are not indicated as PW, will be considered
Class IV SW2 . 100% | SW

MT can be substituted by PT.

UT can be substituted by RT.

= ACCEPTANCE CRITERIA PER WELDING CLASS

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter
levels depending of the Equipment or even specific joints.

Primary Weld PW Acceptance Criteria according EN ISO 5817
Class | PW1 Level B
Class Il PW2 Level C
Secondary Weld | SW
Class Il SW1
Level D
Class IV SW2

P2/2
Date:19.06.2015
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EQUIVALENT MATERIALS

I‘ CROSS REFERENCE CHART \

I‘ GOST

DIN

I‘ EN

UNI

JIS
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20K
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Group: Steels for pressure purposes

0.9
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CHEMICAL COMPOSITION
&
EQUIVALENT MATERIALS

‘m CROSS REFERENCE CHART \

‘m B.S. Hm GOST Hm DIN Hm EN Hm UNI HI‘ JIS HM AlISI Hm BOHLERHI‘ GB \
‘m O80M46Hm 45 Hm Ck45 Hm 1.1191 Hm C45N HI‘ S545C Hm 1045 Hm V945 HI‘ 45 \

Group: Quenched and tempered steels

1,2
1
0,8 i
X 0,6
04 : 5
0 a8
C Si Mn P S Cr Mo Ni \Y% W
ELEMENTS
ELEMENT (%) C Si Mn P S Cr Mo Ni \) W
Max 0.5 0.4 1 0.05 0.05

Min ‘ 0.42 0.1 0.6 0.025 0.015




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 .
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES v v
WELDS : Butt W?lds ' v v %
(For Structures) Fillet welds and/or partial penetration welds v v v
Fillet welds with full penetration v % v
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
ASTIN A B C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

I &
; Pitch i s Pav
v Caliper "'k..\ gauge Y Y . \{\'.‘- s
Micrometer % Depth
gauge

v Bore gauge R gauge
2
)
Gau e | 11
b locis Compass | &

Protractor % - > 4 inDc;ich?olr

‘ Gear [} i?
tooth b
Meter v . | T
v G Vernier " J_ "L;! —
e |
/

B ”y caliper

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:
IRAN ALLOY STEEL CO.
ISATIS MATIN TARH CO.
Document NO. BM61843.13
TITLE : PIPE
I4SCO CODE : 3803050038
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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~
400

i
|

5T

N
(2]
(=)
(o]
TO BE MARKED
- 1 Q4 oy
7 |
2400
1647 \
TYP. 7 | 1 |REDUCER 2-K-26.9x1.6-21.3x1.6 W St 37.0 0kg 0kg DIN 2616
1 > ISO 298 - G 3/4 6 | 1 |SEAMLESS PIPE 26.9x2 L=40 St 37.0 0kg 0kg DIN 2448
ISO 228 - G 1/2 5 | 3 |ELBOW 1-90-3-26.9x1.6S St 37.0 0kg 0.1kg DIN 2605
——7— 4 | 1 |SEAMLESS PIPE 26.9x2 St 37.0 3.1kg 3.1kg DIN 2448
T 3 | 1 |SEAMLESS PIPE 26.9x2 L=371 St 37.0 0.5 kg 0.5 kg DIN2448
2 | 1 |SEAMLESS PIPE 26.9x2 L=293 St 37.0 0.4 kg 0.4 kg DIN2448
’ " 1 | 1 [SEAMLESS PIPE 26.9x2 L=2342 St 37.0 2.9kg 2.9kg DIN 2448
R POS|QTY DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT| REMARK IASCo Code
1
6 |13 . N "\| EXPLANATORY NOTES :
20 " MACHINING | ISO 2768-MK TITLE:
3 DETAIL Y N
(1:1.5) < (Z) WELDING IS0 13920-BE.
DETAIL 7 5 § PIPE DOC. NO. BM61843.13 ISATIS
(1:15) E = CASTING 150 8062-CT10 REF CODE - \E MATIN
T o TARH
NOTE: AL WELDINGS MUST BE WATERTIGHT & SHEET METAL IS0 2768.V TASCO CODE 3803050038 TECHNICAL & ENGINEERING CO
> ALL WELD MUST BE SEAL, AND WATRRIGHT z ; s cont ] 3303050039 _| oo | SHIGOS6T
- . : . 3/12/
BREAK ALL MA A 0. AxAR° WORKING PRESSURE.............. 12bar |[PRAWNBY: | FPARSA MOGHADAM | 140312121 | 5 REF DRAWING N0J SP10423-GE11-M0100-SD002-07-001
3-BREAK ALL MACHINED SHARP EDGES BY:0.5x45 ™ ' 1 uT .ﬂ J 1st. CHECK BY:| M.ANDISHMAND |1403/12/21 | ©
4-WASH INSIDE PIPE VERY CAREFULLY MAKING SURE ALL DIRTY PART ARE ELIMINATED. TEST PRESSURE.........oovvveere.... 1gbar || (et ol GUIT ¥ S 5 2 DRAWING No. | MD8103M 1207002001313
5-ALL EXTERNAL SURFACES CONTAIN ROUGHNESS ¥ MUST BE PAINTED REF. TO DANIELI STANDARD A IRAN Alloy Steel Company //' 2nd. CHECK BY] M.ANDISHMAND |1404/05/12
NO. 2.8.302 CYCLE K , INORGANIC ZINC COLOR. TEST DURATION......cccooooovvsnnnccc 1HOUR approvep oy Mzare  |wowesnz |SCALE:1: 13| SIZE: A3 [REV:0 |SHEET: 1/1 | TOTAL MASS: 7,0 kg

7 8
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

2o (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test IS0 6892 R
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings g’jxﬁgﬁ ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R v
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES f -
WELDS : Butt W'elds ' - -
(For Structures) Fillet welds and/or partial penetration welds - -
Fillet welds with full penetration - -
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
CASTING A C D
CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing
REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
/ Call.per Pltch ' aaadinn 2 _.,f
' | | gauge i -ra
Micrometer mg Depth
gauge
Bore gauge R gauge
6
|'. L4
Gauge A -
blocks Compass
Protractor E’ : > 'Di.gital ¢
B indicator
é‘ |
‘ Gear ¢ ;?
tooth Fh
v Meter R, Vernier g r.J_‘T"L A _—
‘“ﬁ caliper |/’ .

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:
IRAN ALLOY STEEL CO.
ISATIS MATIN TARH CO.
Document NO. BM61843.14
TITLE : PIPE
I4SCO CODE : 3803050037
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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|

?26.9

1
yaa) ; o~
|
1 |
I_ s N 1 1
*~ 7 | |
2 | ,!
\\ /I
ISO 228 - G 3/4 © | |
o« \ |
\ |
oY
- 5 TYP.
o — \\'
(=] N——
<t
O
()
()
<t
3
W\ \A
\~ \ m»
ISO 228 - G1/2
DETAIL Z DETAIL Y
@\\ TO BE MARKED
()
o
<t
<]
AN
it
Ju=i
i |
!
L
L Q/
2050 6 | 1 |SEAMLESS PIPE 26.9x2 L=40 St 37.0 0 ke 0 kg DIN 2448
% 5 | 1 |REDUCER 2-K-26.9x1.6-21.3x1.6 W St 37.0 0 ke 0 ke DIN 2616
4 | 2 |ELBOW 1-90-3-26.9x1.6S St 37.0 0 ke 0.1kg DIN 2605
3 | 1 [SEAMLESS PIPE 26.9x2 1=371 St 37.0 0.5 kg 0.5 kg DIN 2448
2 | 1 |SEAMLESS PIPE 26.9x2 1=293 St 37.0 0.4 kg 0.4 kg DIN 2448
1 | 1 [SEAMLESS PIPE 26.9x2 1=1992 St 37.0 2.4 kg 2.4 kg DIN 2448
pos|qry DESCRIPTION MATERIAL |WEIGHT|TOT. WEIGHT REMARK TASCo Code
- N " | EXPLANATORY NOTES :
" MACHINING | ISO 2768-MK TITLE:
[€a]
=50
§ Z WELDING IS0 13920-BE.
E § PIPE DOC. NO. BM61843.14 ISATIS
= E CASTING ISO 8062-CT10 REF CODE . S le-"l‘lN
U 1\l
g SHEET METAL 1SO 2768.V JASCO CODE 3803050037 'I'E('IH\I('A.L&LNGH‘J!E{&L!("’Oll
NOTE: ALL WELDINGS MUST BE WATERTIGHT |\_ S [ ssemmiy cons | 3803050039 JR— SH160866
1-WELDING SYMBOLS ACC. TO AWS A2.4 4 “\|DRAWN BY: | F.PARSA MOGHADAM |1403/12/21 | oo
9-BREAK ALL MACHINED SHARP EDGES BY:0.5x45° WORKING PRESSURE................. 12bar 9 g@ REF DRAWING NO.| SP10423-GE11-M0100-SD002-07-001
3-WASH INSIDE PIPE VERY CAREFULLY MAKING SURE ALL DIRTY PART ARE ELIMINATED. TEST PRESSURE. 1bar || (et ol ST ¥ g S8 5l ot CHECKDY:| MANDISTAMAND |uosnz=t 13 DRAWING No. | MD8103M 1207002001514
4-ALL EXTERNAL SURFACES CONTAIN ROUGHNESS ¢ MUST BE PAINTED REF. TO DANIELI STANDARD IRAN Alloy Steel Company // 2nd. CHECK BY{ M.ANDISHMAND  (1404/05/12
NO. 2.8.302 CYCLE K , INORGANIC ZINC COLOR. TEST DURATION....co.covviiinnnnn. THOUR [appROVED BY:|  MzARE  |mowosnz | SCALE:L : 4.5 SIZE: A3 [REV:0 [SHEET: 1/1 | TOTAL MASS: 3,4 kg
. . | 5 7 * 3 | 7 g




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

e (W)l

INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test IS0 6892 R
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R v
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R v
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES f -
WELDS : Butt W?lds ' - -
(For Structures) Fillet welds and/or partial penetration welds - -
Fillet welds with full penetration - -
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
ASTIN A C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing
REQUIRED TEST
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TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

| *

. Pitch _ |y Y
v Caliper k v gauge f-\_‘?u : y\"\- :
Micrometer % Depth
gauge

Bore gauge v R gauge
2
|'I L4y
Gauge -
blocks Compass

) Digital ¢
v Protractor EA = > indicator

‘ Gear [} i?
tooth b
Meter v . | T
v G Vernier " J_ "L;! —
e |
/

B ”y caliper

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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TECHNICAL SPECIFICATION

DOCUMENT
EMPLOYER:
IRAN ALLOY STEEL CO.
ISATIS MATIN TARH CO.
Document NO. BM61843.15
TITLE : BASE PLATE

IASCO CODE : -
REF CODE: -

ALL RIGHTS RESERVED FOR IRAN ALLOY ASTEEL Co.



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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‘v 77777 o % 35 PROCEDURE FOR TESTING WELDS ON STUDS:

20
\ *—T
! o THIS PROCEDURE IS TO BE USED ON EACH OF THE FOUR STUDS ON EACH LADLE BOTTOM RING.

oo?’

AFTER THE STUDS HAVE BEEN WELDED TO THE LADLE BOTTOM RING AND HAVE BEEN VISUALLY INSPECTED AND
APPROVED BY A QUALIFIED WELD INSPECTOR, USE THE FOLLOWING PROCEDURE TO TEST FOR WELD STRENGHT.

300

1. CLEAN ALL DEBRIS FROM THE SURFACE OF THE LADLE BOTTOM RING AND WELDING TEST TOOL (ITEM 005)
TO ENSURE THERE IS NOTHING THAT WILL KEEP THE TEST FIXTURE FROM RESTING SQUARELY
ON THE LADLE BOTTOM RING.

DETAIL W 2. APPLY A SMALL AMOUNT OF L-P #310 ANTL-SEIZE (VESUVIUS PART No.3AZ0000990) TO THE THREADS OF
(1:2) THE M24 HEX HEAD CAP SCREW SUPPLIED IN THE BOLT SET (ITEM 4).PLACE THE SCREW INTO THE STUD.

( MIN 40)

o MIN 9 3. THE SCREW MUST BE SEATED AS FAR BACK AGAINST THE STUD AS POSSIBLE (SEE DETAIL D).
MAX 13 “MAX 11  IF THE SCREW IS NOT SEATED CORRECTLY, THE STUD CAN BE DAMAGED DURING THE TEST.

0650+ 0.5
254+ 0.25

4. INSTALL THE WELDING TEST TOOL OVER THE STUD WITH THE SCREW M24 PASSING THROUGH
THE 31mm DIAMETER HOLE IN THE WELDING TEST TOOL.

5. AFTER INSTALLING THE WELDING TEST TOOL, MAKE SURE THAT THE SCREW M24 IS SEATED FIRMLY
AGAINST THE BACK OF THE STUD.

6. INSTALL THE SUPPLIED M24 HEX NUT, AVOID GETTING ANTI-SEIZE ON THE FACE OF THE NUT, OR WELDING TEST TOOL.

WELD HAND TIGHTEN THE M24 NUT. USING A TORQUE WRENCH, TIGHTEN THE M24 HEX NUT TO 500NM. WAIT FOR 15 SECONDS.
§ § 7. LOOSEN AND REMOVE THE M24 HEX NUT. REMOVE THE WELDING TEST TOOL AND THE M24 SCREW.
;”c% E {E{j; - 8. VISUALLY INSPECT THE WELD AND STUD FOR DEFORMATION AND/OR CRACKING.
S| 8 9. PERFORM A DYE-PENETRANT, MAGNETIC PARTICLE, ULTRASONIC OR RADIOGRAPHIC TEST TO CHECK
% FOR CRACKING IN THE WELD AND STUD.

10. IF CRACKS ARE FOUND IN THE STUD OR IN THE WELDS, REMOVE THE STUD FROM THE LADLE BOTTOM RING AND
WELD A NEW EXTERNAL STUD TO THE LADLE BOTTOM RING. REPEAT EXTERNAL MOUNTING BLOCK TEST PROCEDURE.

eS|

IT IS RECOMMENDED THAT A PERIODIC INSPECTION OF THE EXTERNAL STUD BLOCKS AND WELDS BE PERFORMED.
STOP WELDING
| FOR THE MAY 3.9 i ] WELDING RECOMMENDATIONS:
OF THE
SCREW HEAD 3.9 T T T T ALL WELDING AND STRESS RELIEVING IS TO BE DONE PER AISE TECHNICAL REPORT No.9 AND ASME BOILER AND
. \ PRESSURE VESSEL CODE SECTION VIil, DIVISION 1.
ﬁ ALL WELDINGS SHALL BE PERFORMED BY QUALIFIED WELDERS AND ALL WELDING DOCUMENTATION (WPS, PQR, WPQ, ETC.)
é SHALL PREPARED IN ACCORDANCE WITH APPROPRIATE STANDARDS.
=
35 ke ALL WELD SHALL BE INSPECTED BY A QUALIFIED WELD INSPECTOR.
40 WELD SIZE PER STATE OF THE ART (TYPICAL VALUE ON THIS DRAWING FOR REFERENCE ONLY). PREHEAT WELDING AREA
IR - TO 93°C TO 149<MOD-DEG> C [200° F TO 300° F]. USE STRAIGHT PASSES (DO NOT WAVE ELECTRONIC) USE E70XX LOW HYDROGEN
% RODS OR EQUIVALENT. ALTERNATE PASSES SIDE TO SIDE ON THE MOUNT TO MINIMIZE STRESS AND DISTORTION.
1:1.5)
SECTION A-A
+0.2
+0.02
36.2+0.0 @30 m6 (+ 0.01
+0.25 +0.25 + Q
25+0.00 @6 +0.00 10 ‘
® |
2, C 2
© 4>{ »Tf |
‘ sg| T | 1 . 3 | § @ I
—— 33 } ‘ ‘ &
o R/ & =/ A N T VA o ¥E | |l || | °
s T v 1
H L[] I | ! | I
5 T || | 7o - | B | "
-
1\ ! \1 ‘ 7%7777#@777 T Y om } C— - ‘ = Q
! ; 1l N%, | } co | 3.2
=92= | | ‘ © ‘ ‘ !
| N | - - I R >
SO
\ ‘ \ i Q
SECTION B-B ol ‘ * ‘ X
X | NI | |
S . \ 0
c»{ i -0.0 |
+0.25 X @39 -0.1
: =50 -0.00 =
DETAIL D 00 SECTION C-C POS."4"
@ =80-0.5= POS." 2" (1:1.5)
e 3 (1:1.5)
: | /
[ 1 ‘
# - / o
| 28 | fls
x5 i ' co| nol — 7———‘———7ﬁ ——
! tolgs ! \ TO BE MARKED
& F° S T B e E =y o
i i ‘f I 6.3/3.2/
. / CHECEK CONTACT PETWEEN THE = \ ‘ 1/‘ (/)
] STUD & THE WELDING TEST \ ! 6 | (1) | WELDING TEST TOOL - - - - -
TOOL BEFORE SCREWING (+0,01 5 | (1) | BOLT SET
HOLES @6 H7 \-0.00 8x@6 M6x24-PIN DIN 7 -
4 2 |PIN 20NiCrMo2-2 0.1 kg 0.1 kg
3 PARALLEL PIN DIN 7-06 m6x28 STAINLESS STEEL 0 kg 0 kg
2 4 | STUD ( 80x65%37) St 52-3 0.1 kg 0.5 kg ED99148 3040050541
S o i T 1 PLATE ( 650x650%57 ) HII 17155 18.3 kg 18.3 kg - -
1 POS|QTY DESCRIPTION MATERIAL WEIGHT|TOT. WEIGHT REMARK TASCo Code
EXPLANATORY NOTES :
Y o MACHINING | ISO 2768-MK TITLE:
' \ 38
/ <>  WELDING 1SO 13920-BE.
j ( : > E é BASE PLATE DOC. NO. BM61843.15 ISATIS
Z CASTING SO 8062-CT10 T
L M - (5 MATIN
ﬂile}i =hs REF CODE \
GRS IASCO CODE - \E TARH
| & SHEETMETAL | ISO 2768V TECHNICAL & ENGINEERING CO,
! ASSEMBLY CODE 3803050039 ORDER NO. SH
// ‘\\ 7 DRAWN BY: F.PARSA MOGHADAM |1404/05/13 | oo
, - a g_@ REF DRAWING NO.| SP10423-GE11-M0100-SD002-07-001-0
& . ‘ L ) 8.~ e 1st. CHECK BY:| M.ANDISHMAND |1404/05/13 | ©
DETAIL X SECTION D-D i oot P 2nd. CHECK BY{ M.ANDISHMAND  |1404/05/13 = DRAWING NO. | MD8103M1207002001315
DETAILX IRAN Alloy Steel Company §If/Hf) | e
(1:2) APPROVED BY: M.ZARE 14040513 | SCALE:1 : 3.5| SIZE: A2 ‘REV:O ‘SHEET: 1/1 ‘ TOTAL MASS: 19.0 kg
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Pre Welding Procedure Specifieation

Joint Type: Single & Double bevel /T & Corner
Weld Type: BUTT / Fillet

Welding Position: PA/PB

Method of Preparation and Cleaning:

Grinding & Brushing

(PWPS)
WIQR No. ¢ N.A (not applicable) Standard: EN 1SO 15609-1
e N . ]
WPS No. @ 140204 Dante/Rev.: 1402-05-10/0
Manufacturert Soha Sanat Oksin Co. l‘uﬁ 1/1
Welding process: 118 (GMAW) Parent Materlal Designation (Group No.):
Mode of transfer: Spray

ST52(1.2) 10 ST52(1.2)

Material thickness (mm):
~37
Threat thickness (mm):

to ~ 120

N.A

Weld Preparntion Details (Sketch)*

Joint Design

Welding Sequences

N

a9

=

SO

Any Special Baking or Drying:

Designation Gas/Flux:

Shielding: 1SO 14175 - M21 (Ar + 18 %CO
Backing: N.A

Gas Flow Rate:

Shielding: 10 - 14 I/min

Backing: N.A

String or Weave:

Welding Details
Run Welding Size of Filler Current | Voltage :3:_‘::::; Wire Feed Speed E:::;I Heat input
P Material i i
rocess aterial (mm) (A) (\%) Polarity (m/min) (cm/min) (kj/mm)
bl 135 1.20 190 - 230| 25-27 | DCEP - id)
i 135 1.20 170 -210| 24 - 26 | DCEP - 8-9
Filler material designation and make: EN ISO 14341-A G3Sil, AWS A5.18 ER70S-6, OK Autrod 12.51
N.A : Other information , €.g.:

Both

Oscillation: amplitude, frequency, dwell time: -

Pulse welding details:
Electrode Extension (mm):
Plasma welding details:
Torch angle:

Electrode Stick out (mm):
Degree of mechanization:
Other:

N.A
6~13
N.A
Manual
N.A

Partly mechanize

Tungsten Electrode Type/Size: N.A

Details of Back Gouging/Backing: N.A
Preheat Temperature: Min 100 °C
Interpass Temperature: Max. 150 °C
Post heating: N.A
Post-Weld Heat treatment and/or Ageing: N.A
(Time, Temperature, Method -
Heating and Cooling Rates) : -
Prepared By :

(name, date .and signature) P ‘Q\o\d_l\ﬂr. Mbm
M.Marashi. Educated of
1402-05-10 IWE & C-Swip3.1

szel lIASNT - NDT
T‘PT-R'H-‘ 1 .m

o

Approved By:

(name, date and signature)

Scanned with CamScanner

F04042-03



https://v3.camscanner.com/user/download

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

° +8 .
P W)l
INSPECTION REQUIRED
TEST CODE DESCRIPTION OF TEST STD TEST TYPE TEST
. Report of a valid
- Analyze of Material laboratory/co. R v
58 Visual and dimensional check Drawé& specif. R v
. DANIELI 2.8.114
) Fit up DANIELI 2.8.115 H
Non-destructive examinations "NDT" DANIELI 2.8.114
40 . o o R See Table 1 v
(collecting) on welding’s DANIELI 2.8.115 ce fanie
: : : " " DANIELI 2.8.004
30,41.42.43,44 Non destrucnv? exammatl(.)ns 'NDT DANIELI 2.8.005 R See Tuble 1
(collecting) on castings DANIELI 2.8.017
Non-destructive examinations "NDT" DANIELI 2.8.001
03,04,17,31 : ; R See Table 1
(collecting) on forgings and rolled bars DANIELI 2.8.009 ce fabte
- Tensile test 1S0O 6892 R v
. DANIELI 2.8.004
12 Metallographic structure DANIELL 2.8.017 R
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2
11 Hardness measurement DANIELI 2.8.101 R
23 Surface hardening depth measurement ISO 3754 R
. Report of a valid
- Coating laboratory/co. R See Table 3
- Thick. measurement of coatings gj%g]i; ; g;g; R
. DANIELI 2.4.102
7 Balancing DANIELI 2.8.105 R
25 Pressure leak test & proof test DANIELI 2.8.102 R
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R
- Packing for shipment DANIELI 2.8.002 H v
TABLE 1
% Non-destructive examinations
VT | DT | PT | MT | UT | RT
EDGES v v
WELDS : Butt W?lds ' v v v %
(For Structures) Fillet welds and/or partial penetration welds v v v v
Fillet welds with full penetration v % v v
WELDS Butt welds v v
(For Piping Systems) Fillet (socket) welds v v
ASTIN A B C D
CAS G CLASS
FORGING
TABLE 2
hardening . .. . . Induction Lo - Stress
P Annealing | Normalizing | Quenching Tempering hardening Nitrating | Carburizing relieving
tempering
TABLE 3
COATING Hard chijomlum Chrome‘ oxide Coating powders Zm.c . Phosphating
plating coating galvanizing

REQUIRED TEST

35S g LodlS oyl asgs JelS job il (oile b Sl (5550 318 el o Lo A5 (0l saslin 5 50 - W (Witness)
8,8 CulaS pus, S 5 eaiile QC S lae ol : R (Review)
255 Sygo p3¥ (Sialen 5 olas "B 0y o didy 5l (658 sl Sz W sl LS sk il b sl g aslsl: H (Hold)




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS
[
Pitch s oy
, . . oy
Caliper k gauge r Y. Y\'.‘
v Micrometer % Depth
gauge
Bore gauge R gauge
2
|'I =7
Gauge oS
blocks Compass
, Digital
v Protractor E( A -> indicator ¢
‘ ! ) )
‘ Gear ¢ Q
tooth £
/ Meter 22;"::}3: Vernier . ‘{ TL,_T] =
L T . R
«y caliper | /

Special instruments




TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.
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COMPLETE LADLE ASSEMBLY 100 TON SM2

Default

TITLE COMPLETE LADLE ASSEMBLY

PARTNO -

REVISION -

DESIGNEF S.JAFARI

ENGINEEF -

NOTES

THE INFORMATION AND/OR MATERIAL IN THIS
DOCUMENT IS THE PROPERTY OF AND RESTRICTED
INFORMATION AND/OR MATERIAL OF THE AUTHOR.
THIS INFORMATION MAY NOT BE USED,
REPRODUCED, PUBLISHED OR DISCLOSED TO
OTHERS WITHOUT WRITTEN AUTHORIZATION. IT ISTO
BE USED ONLY FOR MANUFACTURING ITEMS
SPECIFIED WITHIN THE DOCUMENT.
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