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BILL OF MATERIAL 881.93x8=7055.44 Kg
Si
NO DESCRIPTION MAT'L SPEC UNIT

WEIGHT QTY TOTAL
WEIGHT REMARKS
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TOTAL WEIGHT = 881.93 Kg
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Sheet metal connections:

To put sheets together cross joint are inadmissible!

dicht / tight

s

Sheets have to be arranged in an offset pattern

t 3 4 5 6 7 8

a 2 3 3 4 4 5

a

WELDING DETAILS:

Welding coordination acc. to AWS A03.0
Quality requirements for weldings : AWS B02.1
Welding joint preparation acc. to AWS A02.4
Welding joint preparation for site welds must be implemented in the workshop!
All screw and weld connections in contact with flue gas must be welded gas-tight.
All fillet welds a = 3mm, if not otherwise indicated.
Welding Information: Symbolic representation

Site weld Shop weld

t1

t1
t1

b

t1

t2

t2

t2

t2

Stiffener: Stiffener:

Stiffener: Flange connection:

t1 3 4 5 6 7 8
b 4 5 6 8 9 10

tmin 3 4 5 6 7 8
a 2 3 3 4 4 5

DIMENSIONS HAVE TO BE CHECKED

DIMENSIONS NOT VALID FOR MACHINING

SURFACE QUALITY ACC. DIN EN ISO 1302

DIMENSIONS WITHOUT TOLERANCES ACC. TO TABLE
GENERAL TOLERANCES

Welding quality according to QA- and QI-Plan related to order

General tolerances:
Welded plate constructions: DIN EN ISO 13920 - class B / E
Prefabricated steel components: DIN 18203-2
Mechanically worked parts: DIN ISO 2768 - class m / K
Connecting flanges: Hole axis and distance ±1.0 mm



291

8
9

HEX.BOLT 5/16"x1 1/4"

HEX.NUT 5/16"

10 WASHER 5/16"

229268

2

3
4

HEX.BOLT 1/2"x2"

WASHER 1/2"

(729)

∅4
00

500

135

384

Z (1:1)

Z

5
10

23

5

10

Welding after
217

5

150

210

6 HEX.NUT M10

5 ALLEN SCREW M10x30L

7

194

MOTOR

46

3

A

A

adjustment

21
0

3 50-150

M 1:1
A-AASM-001

GLASS FIBRE CORD
12x12 BLACK LEAD

A18x11x50

60

∅244.5

E10E6

∅1
82

COUPLING

55

32

E5E1

E.L+12,030

A

B

C

D

E

654321 87
A1 (594mm x 841mm)

F

G

H

9 10 11 FILE NAME ;

C02A137-4150-000-A-02

C02A137-4150-000-A-02

Hamon Korea Co., Ltd.

t
< 
4

~t 2

60°

1
t

t

t

2

60°

t

Sheet metal connections:

To put sheets together cross joint are inadmissible!

dicht / tight

s

Sheets have to be arranged in an offset pattern

t 3 4 5 6 7 8

a 2 3 3 4 4 5

a

WELDING DETAILS:

Welding coordination acc. to AWS A03.0
Quality requirements for weldings : AWS B02.1
Welding joint preparation acc. to AWS A02.4
Welding joint preparation for site welds must be implemented in the workshop!
All screw and weld connections in contact with flue gas must be welded gas-tight.
All fillet welds a = 3mm, if not otherwise indicated.
Welding Information: Symbolic representation

Site weld Shop weld

t1

t1
t1

b

t1

t2

t2

t2

t2

Stiffener: Stiffener:

Stiffener: Flange connection:

t1 3 4 5 6 7 8
b 4 5 6 8 9 10

tmin 3 4 5 6 7 8
a 2 3 3 4 4 5

DIMENSIONS HAVE TO BE CHECKED

DIMENSIONS NOT VALID FOR MACHINING

SURFACE QUALITY ACC. AWS C4.1-77

DIMENSIONS WITHOUT TOLERANCES ACC. TO TABLE
GENERAL TOLERANCES

Welding quality according to QA- and QI-Plan related to order

General tolerances:
Welded plate constructions: AWS D01.3
Prefabricated steel components: AWS D01.1
Mechanically worked parts: AWS D01.1
Connecting flanges: Hole axis and distance ±1.0 mm


