CornacosaHo

Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
A-A anPTa 'g'art Qty. Hpocp!Anb I{length cTanm MpumevaHue/Notes
© o ~ © o Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
A (o)) - O (@] <
S 962 3 934 2 819 N 947 & 934 < 1048 e B-1002(5035| 1 |I 20LL1 5645 | 172.851 | 172.851 C345:5
MokpbITL € 5167| 4 |—6x150 190 | 1.342 5.368 345-8-0912C
5286 ONWXHEN CTOPOHBI 5313 5422 5285
5285 22/ Tlokpsime © m 5285| 8 |—10x110 174 | 1.485 | 11.880 345-8-09r2C
0209 5286 ;’27857 \ BNVHKHEN CTOPOHBI ‘ 5286 5286 5285
) 5167 I 5035 I o I I o 7517677\ 5286| 16 |—10x38 86 0.249 3.984 345-8-0912C
— - — Lr)i — —
S I I %u l l N Lo 5313 1 |[—10x122 174 | 1.649 | 1.649 345-8-0972C
s == === ===-=g=============F==s-===s=a=gq=~-f----=====g=============pF=========8%
| fll, f[ L ee N 37 f:i /1 5314| 1 |—10x50 100 | 0.382 0.382 345-8-0912C
\ ! | || S g m 11 | 5351 L | ~|| ~ /
5167 T\ 5286 5285 casq | oL N 5286 \ 5285 5167, 5351 2 |—12x96 174 | 1.359 | 2718 345-8-0972C
15285 5286 N 5493 2419 ' 5285 5286 5419| 1 |—10x97 174 | 1160 | 1.160 345-8-09r2C
962 934 819 K 9 K 6 802 934 1048 54221 1 [—10x50 214 | 0.817 0.817 345-8-09r2C
o o © wl ] 9 o © 0]
© 2 RS9 9 3 3 5423| 1 |—10x25 214 | 0.397 0.397 345-8-0912C
— AN| NI N o™ < Lo
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 201.206
A TpebyeTcs n3roToBuTh/ Bbibopka meTtanna/
Assembly quantity Steel specification
o w
o o< .
S5%
< &2 Assembly LuT. assepmbly total Material kr/kg
- I B-1002 1 201.206 | 201.206 —6 345-8:0972C 5.368
Bcero/Total | 201.206 — 10 345-8-0912C 20.269
A A Cwuctema nokpacku / Painting system — 12 345-8-0072C 2.718
Cucrtema nokpacku OnuncaHne cncTembl NOKPaCKM T 20LL1 C345-5 172.851
o o Painting system Description of painting system
B ~ |~ B 9% b baiiing s Bcero/Total 201.206
Lo Lo O6nactn AK3/OT"3 okpacku KOHCTPYKLMIA MOCMOTPETb MO MOHTXHBIM CXEMaM 1 3aMeyaHms No Kaxaomy
o ———— LDAﬁ yepTex OTI'IpaBO‘lHOVI MapKu. TexHudeckue YCnoBuA Ha NOKPaCKy BbINOMHEHbI MO JOKYMEHTY
ke } 7 éMsLiJ%at(i)é)r? ;)stz-ig?igs's stem types for assemblies are indicated on erection drawings
© N T © T:hnglcal conditﬁ)ns fo? pé/inting gyptem are indicated in document AMUR-QOOO-SSS-O(?OG.
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TexHnyeckune TpeboBaHus/ Technical requirements — _
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" = "
%. gSFOTOBJ’IeHMG Be(r)'lél)/ICI'I_I(_) 1F‘?C'1I' Zg1 18-2012, CI153-101-98. gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BeinywieHo Ansi cTpoutenscTea 3naroropckuii N.A]  A6pamos A.C. | dankunbepr E.®.
. CBapky Bectu no 771-76%. . Manufacturing lead according to - , SP 53-101-98. " lssu 3ction / BLIVILEHO AN CTOOHTONECTE S o -
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. 0 05082021 [7C - Iosued for Construction | Beinyuieno A7 cTponTenseTea Snenoropow N1V AGpamos AC, | Ganmoepr &9
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
m- 4. Kateropus cBapHbIX COEQUHEHWUI 2, TUM 5, KDOME OrOBOPEHHBbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Chemical C lex (GCC PP — PIPE RACK DD 2 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 51002 Pes. 01
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-HMD1-C26-0002 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0002
A= 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
S| (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
g . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s AmypCKuiA rasoxummieckuit komnnekc (MxXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha pacctodaHumn 100 Mm OT KpanHero psaa 12. Do not paint the shaded surfaces. Faspad. 3naroropckuii M. ﬁaﬁ/ 20.08.2021 YcraHosku MonuaTunena/Monunponunexal Cragms | JNuer INncTos
. o . Name . Originated by "
?':I;B%)G(:TMM C OBYX CTOPOH, Kp?%% _IO_FgBﬁ(%%-II-ébIXé 201 5 Takeh trlle posmohn of tge hatch contour fat 3 distance of 100 mm from the extreme Hanverosanme | LLC SPb-Giproshakht [0 KOKTD. | AC. | A7 frooszor HMH%FS%%E%&}-SS%%MHOB >
[o0) . OBo3Ha4veHuns ceapku no 553-2017, cuctema B. row holes on other sides, except specified. Tee Code L — — : P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Koa nrfocekfa Hoad of dept. _[BonKoB AA. FE="poos a0z TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e ooz A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 ooz Banka B-1002 ryy @ O
= 15. Ha LWBbI C NONHLIM NPOBapPOM BbINONHUTL Y3[] 100%, KDOME OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy A rosTs— e | Termcs | T Al AN HIAMATA3
Homep Qeamavwl- 01 Position Surname Signature | Date AO "HlMWirasnepepatota”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0002_01_ER.dwg
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TexHnyeckune TpeboBaHus/ Technical requirements

1. [JaHHbIN YepTexX CMOTPETbL COBMECTHO C KOMMNIIEKTOM veptexen "AE" obbekTa.
2. NarotoBneHue Bectn no NOCT 23118-2012, CI1 53-101-98.

3. Capky Bectn no NOCT 14771-76".

Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY;

KaTeTbl HEOrOBOPEHHbIX CBAPHbIX LWBOB NPUHATL kf=8 MMm;

[eTtanu TonuwmHon 5-6 mm BapuTb KaTeTom kf=6 mMm;

HeTanu TonwuHon 4 mm BapuTb KateTom kf=4 mwm;

HeTanu TonwuHon 3 mm BapuTb KateTom kf=3 mm.

4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX.

5. Matepuan koHcTpykumi - no FOCT 27772-2015.

6. CTbikOBble 1 TAaBPOBblE COEAMHEHUSA C NOSIHBIM NPOBaPOM BbINOSMHSATL C
NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE
NnfaHKn cpesaTtb Nocsie CBapKu.

7. MecTto MapkupoBkmM pacnonaraTb Ha pacctoaHum 500 MM OT Kpas anemeHTa.
8. OcTpble KpOMKM CKpyrnuTb R= 2 mm.

9. 3aBOACKYO CBapKy NPOM3BOANTL MNOSTyaBTOMAaTOM B cpefe 3alUTHbIX ra3oB
10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna
kayectBa Z35 no NOCT 28870-90.

11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe

OrOBOPEHHbIX, C MPUMMEHEHMEM MaTepmanoB cornacHo Tabn. .2 Cl 16.13330.2017.

12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb.

[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha pacctodaHumn 100 Mm OT KpanHero psaa
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX.

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

Bce ykasaHHble pa3mepbl yrroBbIX LWBOB COOTBETCTBYHOT BennymHe "z".

14. Bce WBbI C pas3genkon KpOMOK BbIMOMHSKTCS € NOMAHLIM NPOBapoM,

KPOME OrOBOPEHHbIX.

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

3anodnuuo

8. Round off sharp edges R =2 mm.
9. Factory welding is carried out by semiautomatic device in a shielding gas
environment
10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
%roup Z35 in accordance with GOST 28870-90.

1. Adjoining parts without a welded seam is not allowed, except as agreed, using
materials according to table. 2 SP 16.13330.2017.
12. Do not paint the shaded surfaces.
Take the position of the hatch contour at a distance of 100 mm from the extreme
row holes on other sides, except specified.
13. Welding designations according to GOST R ISO 2553-2017, system B.
All specified dimensions of corner welds correspond to the value "z."
14. All groove welds shall be made with full penetration, except specified.
15. Perform 100% UT on welds with full penetration, except specified.

Cneundukaums cbopkm/Assembly specification

'\Qﬁﬂ'f QZI{ KQC;J; n%?g;ﬁ'gb P;nﬁﬁ’ Macca/Welght, 9 I?:ATZ%K: MNpumeyaHne/Notes
Assembly| Ne | wr. mm | Wr./unit [o6wy./totalmapku/ass.| Material
B-1003|5035| 1 |1 20LLA1 5645 | 172.858 | 172.858 C345-5
5167| 4 |—6x150 190 | 1.342 | 5.368 345-8-09r2C
5285| 4 |—10x110 174 | 1.485 | 5.940 345-8-09r2C
5286| 8 |—10x38 86 | 0.249 | 1.992 345-8-09r2C
5313| 1 |—10x122 174 | 1.649 | 1.649 345-8-09r2C
5314| 1 |—10x50 100 | 0.382 | 0.382 345-8-09r2C
5351 2 |—12x96 174 | 1.359 | 2.718 345-8-09r2C
54191 1 |—10x97 174 | 1.160 1.160 345-8-09r2C
5423| 1 |—10x25 214 | 0.397 | 0.397 345-8-09r2C
5425\ 1 |—10x50 214 | 0.817 | 0.817 345-8-09r2C
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 193.281

TpebyeTcs n3roToBuTh/ BbiGopka meTanna/
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
an-ta Quantity - cranm Weight,
MapKu BCEX Profile -
Assembly LuT. assembly total Material kr/kg
B-1003 1 193.281 193.281 —6 345-8-09r2C 5.368
Bcero/Total 193.281 —10 345-8-0912C 12.337
Cuctema nokpacku / Painting system —12 345-8-09r2C 2.718
Cucrtema nokpacku OnuncaHne cncTembl NOKPaCKM I 201 C345-5 172.858
Painting system Description of painting system
Bcero/Total 193.281
O6nactn AK3/OT"3 okpacku KOHCTPYKLMIA MOCMOTPETb MO MOHTXHBIM CXEMaM 1 3aMeyaHms No Kaxaomy
yepTex OTI'IpaBO‘{HOVI MapKu. TexHudeckue YCnoBuA Ha NOKPaCKy BbINOMHEHbI MO JOKYMEHTY
AMUR-9000-555-0006.
Designation of painting system types for assemblies are indicated on erection drawings.
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
- OCHOBHOE MOKpbITNE 609
- LMHKOHANOJTHEHHOE NOKPbITNE 01 1
(Ha paccrosHue 25Mm 0T ocv 6onTa, ecrn He ykasaHo MHOe)
- C [1BYX CTOPOH
m - C OJHOi CTOPOHI
3a4ucmumb 5286 80 80 5425 80
5286
2 0T1B. V) 22 5423
> g) Q| 5313
3 | 8 13
Al 5285 A 9285 X s 5419
2 0TB. V22 \ \ \20T1B. V22 5314 5035
5286 5035 \15286
1. This drawing is to be viewed together with the reference set of drawings "AE" = "
gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BeinyLeHo Ans cTpoutenscrea 3natoropckuii [M.1M]  A6pamos A.C. | dankuHGepr E.®.
- vianu aCturing ead accor mg to - . 93- A - Issu ucti bin HO ANsi CTPOUTENbCTB NaToropcKkui MOB NknHOepr
3 Welding should be carried out in accordance with GOST 14771-76 *. 0 05.08.2021 IFC - Issued for Construction / BeinyLueHo Ans ctpoutenscTea 3nartoropckuii M)  AbpamoB A.C. | da Gepr E.®.
All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka PaspaGotan| lMposepun | YTBepaun
gnspecifihethEld Iegsfssh%uld be r’t]alﬁetgl kf =I 3 rgm; dleq kf= 6 Rev. Date Purpose for Issue Drawn Checked | Approved
arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
arts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Q.. : -
4. Category of welded joints 2, type 5, except specified. CeBepcTanb flnPoLLAXT Amur gas Chemical Complex (GCC) DD = of 1 1
5. Material of structures - according to GOST 27772-2015. CalCA
6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1003 Pes. 01
strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0009 CAgeo1 | Rev.

Refer to protection notice
ISO 16016.

Cobniogath ykasaHue o
3aLuMTe aBTOPCKUX NpaB

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0003

1ISO 16016.
Subcontractor/Vendor Mam. [Kon.yuy.| Jinct | Nepok. I'lognuce | Lata
Cybnoapsiaumk/Moapsiaymk Rev. | AreaNo| Sheet |Doc. No] Signature | Date
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Cneundukaums cbopkm/Assembly specification
Mapka | Het.|Kon. e Macca/Weight, kg Mapka
anPTa 'g'art Qty. Hpocp!Anb I{length cTanm MpumevaHue/Notes
Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
B-1004 [5036| 1 | I 25LUA1 5836 | 257.650 | 257.650 C345-5
5163| 1 [—10x175 236 | 3.242 3.242 (C355-5(215)
A-A 5173| 1 |—10x84 220 | 1.433 1.433 345-8-09r2C
© 5213| 1 |—10x83 220 | 1.402 1.402 345-8-0912C
<
o © c.‘;?, 5288| 1 |—10x83 220 | 1.402 1.402 345-8-09r2C
N @ 2 9 ~ = 3 3 % o & 5321 1 |[—10x175 226 | 3.105 | 3.105 0355-5(215)
342 3 681 e 240 620 ® 634 & 844 Q69|76 802 & 534 =) 994 10
< « S 2 = = = 5330| 10 |—10x110 218 | 1.851 | 18.510 345-8-0972C
3a4ucmumb
5331 Mokpbitb £330 5331 Haanoanmo 5331| 20 |—12x26 86 | 0.197 | 3.940 345-8:0972C
10 BRKHEN CTOPOHBI 5213 == 5330 D421 5424
5330 219 5036 I 5331 P 5173 N 5332| 1 |—10x134 220 | 2.283 2.283 345-8-09r2C
|7| I~ - | |7’| [Te) | y ]
H S @ I o o |: m—ﬁﬁ noo o421 5333| 2 |—12x50 100 | 0.455 0.910 345-8-0912C
==========£========_====£===?7==========£=============d========t========_==u = =D========= ____________________________ 5321
H }@ o ; H H :JI' ) P 5421 4 |—12x114 220 | 2.103 8.412 345-8-09r2C
Ho o y Ho H- o T % %II i i
5163 ] M \ ] 1] : [ Ly |z A & — — ] 54241 2 |—12x30 214 | 0.571 1.142 345-8-0912C
5331 \ 15288 \ \ ’ 5421 -~ \o4z21 \ 5331 \ 5330
S 3|_? ipb”b . T 5330 533*? 330 '53325333 - 5424 MOKpPbITH C 15330 533*1 - Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 303.431
> Pove 304uCmumb ONWXHEN CTOPOHBI - 0 =
ONWKHEN CTOPOHbI 3anodnuuo % MOKpbITH C
- BrnKHEi CTOPOHI TpebyeTcs n3rotoBuTh/ Bbibopka meTanna/
342 1541 634 351 493 947 534 994 10 Assembly quantlty Steel specification
° % % E § g § % § Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
— N N ™ < < g} an-ta Quantity . cTanu Weight,
¥ Assembl W Mapki BCEX Profile Material Kr/k
. y : assembly total 9
Lo
5856 B-1004 1 303.429 303.429 —10 345-8-09r2C 25.030
Bcero/Total | 303.429 — 10 (C355-5(215) 6.347
10 5836 10 Cuctema nokpacky / Painting system —12 345-8-0972C 14.403
C D Cucrtema nokpacku OnuncaHne cncTembl NOKPaCKM I 251 C345-5 257.650
| Painting system Description of painting system
| E 9% P b 9% Bcero/Total 303.430
- -
A 5288 ﬂ A Eﬁg%ﬁs’%‘%ﬁ%@ﬁ&ﬁ??JEXM“&SC“KEQ%%L%%*’JQ%‘&BL%”K‘;ESH%XS’H“”;%“né"n%‘i‘;i‘;éﬁiy”" e
5036 §2J ‘?l Designation of painting'sy.stem types for assemblies are indicated on erection drawings.
+ / + Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
B | 5321 B - OCHOBHOE MOKpbITNE 793
51 63 - UMHKOHANOoJTHEHHOEe NOKpbIThE 024
(Ha paccrosHue 25Mm 0T ocv 6onTa, ecrn He yKkasaHo MHOe)
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Ceapky Bectn no [OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
: ~ i i = , PP — PIPE RACK 4
< 4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Ch IC lex (GCC DD 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) Tof 1
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1004 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0004 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0004
& 3 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
s S (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
g . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s AmypCKuiA rasoxummieckuit komnnekc (MxXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 4
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 oz Banka B-1004 ryy @ O
= 15. Ha LWBbI C NONHLIM NPOBapPOM BbINONHUTL Y3[] 100%, KDOME OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T Al AN HIAMATA3
Homep Qeamavwl- 0 Position Surname Signature | Date AO "HUMWraznepepaGotka”
AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0004_0_ER.dwg dopmar A1



CornacosaHo

Cneundukaums cbopkm/Assembly specification

Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
anPTa 'g'art Qty. Hpocp!Anb I{length cTanm MpumevaHue/Notes
Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
B-1006 {5003 1 | I 20LUA1 5766 | 176.571 | 176.571 C345-5
5149 1 [—10x150 195 | 2.296 2.296 345-8-0912C
—20x : : - pes
5178| 2 20x150 509 | 11.970 | 23.940 (C355-5%(235)|p
5178 5178 5179| 6 |[—10x72 174 | 0.952 5.712 345-8-0912C
5180 2 |—6x196 362 | 1.777 3.554 345-8-09r2C
5181 2 |—10x150 427 | 5.018 | 10.036 345-8-0912C
5182 2 |—6x73 235 | 0.496 0.992 345-8-09r2C
381 814 38 190 1455 1455 200 38 804 391 20
— Tol ™ 00 ™ ™ Tol O] —10x . . -0-
o ‘ 5252| 2 10x261 299 | 3.950 7.900 345-8-0912C
3 e 9 S 3 3 5 <
By A N < < L0 o 5293| 1 |—8x62 195 | 0.656 0.656 345-8-09r2C
o™ ™~ o0
= 2 5 5338| 4 |[—10x72 174 | 0.952 3.808 345-8-09r2C
5306 Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 235.465
TpebyeTcs n3roToBuTh/ BbiGopka meTanna/
C c Assembly quantity Steel specification
»I D
D 4'>| |" Mapka Kon-Bo, Macca/Weight, kg Moobunb Mapka Macca/
A E G 5179 F A an-ta Quantity YETI =CoX FI;rg?‘iI e cranm Weight,
5179 0338 vn ssembly LuT. ateria kr/kg
Tun 2 | 5338 5338 5179 Twun2 Assembl s o] Material 1K
179 5003 — 5179 5338 /75 179 assembly ota
2139 il 4 / — B-1006 1 235.465 235.465 — 20 (C355-5%(Z35) 23.940
i i I 5252
<t < cero/Tota . — -8- .
B 5252 ’ B Bcero/Total | 235.465 6 345-8-0972C 4546
o) Tun 2 1:#:: Tun 2 2
! Cuctema nokpacku / Painting system —8 345-8-09r2C 0.656
7
5178 o y 5178 CucTtema nokpacku OnuncaHue cnucTemMbl MOKPacKu —10 345-8-09r2C 29.752
=M 150 o N 5293 MonHbiii npoBap 150 — . . L
™ MonHbIi Nposap — | PETY | 100% Y3K ™ Painting system Description of painting system
S B 181 100% Y3K _ % tk F > 5181 o o P bain™ng =y T 201 03455 176.571
o 5180 — i N n — o Cneumndomkaupio cuctemsl JIKIMN npuHaTs no Tabnuue A
= ® E " _nanune cropost ® 2180 = Cncrena TN 11, 12 ﬂ°“eVuMe”TaaKM%i‘ffi%‘jgs“mpﬁ T Bcero/Total | 235.465
N N aint system N°1.1, 1. BET OKpackKu -
- 5182 D 2 0B.OTB. 22X82/ 5149 5182 - Assembly is fully covered with paint | Specification of paint system should be adopted according
A Al CHopka MonHoCTbI0 nokpatuieHtas ¢ KT | to table A of the document AMUR-9000-55S-0006
o M i Paint colour - RAL 9006
[: <[1—|(())(J)1°2b;}43rll(pOBap G - J | OHHI::IIIS&’%O;?\%&> F O6nactun AK3/OI"3 okpacku KOI-_lISJprKLLVIVI NOCMOTPETb MO MOHTAXHBIM CXEMaM W 3aMeyaHIsi Mo Kaxaomy
20 qepTex_( OTI'I_paBO_‘{HOI/I Mapku. TexHn4eckne ycnoBusa Ha NOKpPaCKy BbIMOMHEHbI N0 AOKYMEHTY
D 376 | égsﬁj;at?gr? osfspsaig?igg'sylste.m types for assemblies are indicated on erection drawings.
376 Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
= | 2879 2887 20 c - OCHOBHOE MOKPLITUE 7.05
C o P» (o} - LMHKOHANOoJTHEHHOE NOKpbIThE 003
® |“\3 (Ha paccTosiHe 25Mm 0T ocv BonTa, ecrv He ykasaHo UHoe)
N Lo
g - C ABYX CTOPOH
m -C O,EI,HOVI CTOPOHbI
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. CBapKy secTu no FOCT 14771:76*' 2. Manu. acturing lead aCC.Ording t_O GOST 231 18_.2012’ SP 53_101_98; 0 05.08.2021 IFC - Issued for Construction / BbinyLleHo ans cTpouTenscTsa 3natoropckuit N.M]  A6pamos A.C. | dankunGepr E.®.
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *.
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
@ 4. Kateropusi cBapHbIX COeAMHEHW 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical Complex (GCC PP — PIPE RACK DD 6 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1006 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0006 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0006
& 3 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
s S (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
g . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s AmypCKuiA rasoxummieckuit komnnekc (MxXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 6
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 oz Banka B-1006 ryy @ O
= 15. Ha LWBbI C NONHLIM NPOBapPOM BbINONHUTL Y3[] 100%, KDOME OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T Al AN HIAMATA3
Homep Qeamavwl- 0 Position Surname Signature | Date AO "HUMWraznepepaGotka”
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B3am. MHB. No

20.08.2021

Moan. v pata

Cneundukaums cbopkm/Assembly specification

A-A C-C Mapka | deT.|Kon.| nMpoduns  |Amuva Macca/Weight, kg Mapka
5406 45 130 | 130 45 an-Ta |Part | Qty. E ¢:c_| Length, - cTanm MpumevaHue/Notes
DT0 5275 5275 D-D Assembly| Ne | wr. rofile mm | WT./unit |obwy./total apku/ass.| Material
5205 » MoKpbITL € MoKpbITb C -
BnKHed CTOPOHI 6”:')"‘”‘9” CTOPOHE MokpsiTe ¢ 45 130 | 130 45 2 o1B. )22 B-1023|5069| 1 |[[J160X160X5 | 3228 | 76.920 | 76.920 345-8-09r2C
______ i_________ %t 5406 B BninkHei CTOPOHH! MoKpPbITb C 5139 1 |I20UWN 980 | 30.010 | 30.010 C345-5
| o BrVKHEN CTOPOHbI
| 5205 < 5140 1 |I20WH 630 | 19.292 | 19.292 C345-5
______ Tt I " ‘«O_D 5205| 2 |—12x266 370 | 8.660 | 17.320 (C355-5(215)
L 5275 5275 S 5406
5406 3 . 5207| 2 |—10x120 200 | 1.884 3.768 345-8-09r2C
5208| 2 |—10x100 200 | 1.374 2.748 345-8-0912C
5069
97 | 97 2345 5274 2 |—16x300 380 | 14.318 | 28.636 (C355-5(215)
107 | 107 5275| 4 |—10x110 145 | 1.020 4.080 345-8-0912C
% 5139 5345| 1 [—10x170 214 | 2.856 2.856 (C355-5(215)
o) > = 5355 1 (L8N 350 | 2.467 2.467 C345-5
= Q < MoKpPbITH C £ MokpLITb
§ g 5 1852 25 GIVKHEN CTOPOHbI BripKkei CTOpOHE! 5405\ 1 |—10x160 214 | 2.688 | 2.688 C355-5(215)
| X 5406 3 (L8N 350 | 2.467 7.401 C345-5
E F N 5140 Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 198.186
A ] | H A T
5406 5406 | T TpebyeTcs n3rotoBuUTb/ BbiGopka MeTannal
12 5069 A 9275 9275 Assembly quantity Steel specification
[ o I 5275 I 5275 _
o 0 < i\, A Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
B B an-Ta | Quantity —— cranm Weight,
E E Assembly LuT. assembly total Material kr/kg
5069 B-1023 1 198.186 198.186 C 8n C345-5 9.868
Bcero/Total 198.186 — 10 345-8-0912C 10.596

5205 MoKpbITL C ' LCT e HIOE T _

DELD, 5205 BnimoH STOpOH | BrvKHei CTOPOHI Cuctema nokpacku / Painting system 10 (355-5(215) 5.544
o | '_|L_' 2 oTB. ¥ 22 Cucrtema nokpacku OnuncaHne cncTembl MOKpacKu — 12 C355-5(215) 17.320
< ! Painting system Description of painting system

T 9% 9% — 16 (355-5(215) 28.636
lMoKpbITb C | | s | @ Cneumdnkaumio cuctemsl NIKMN npuHsTsL no Tabnuue A
o BrIvDKHEN CTOPOHBbI o 5355 Crictema NIKMTN°1.1, 1.2 RokymerTa AMUR-9000-555-0006 I 2001 C345-5 49.302
% / < E— PainFsystem N°1.1,1:2 . LiseT okpacku - RAL 9006
N 45| 50 80 80 50 |45 Coopa oot s oK1 5 ol A o ot AU G0 S S5 "9 [J160X160X5  |34580912C|  76.920
I T T Paint colour - RAL 9006
g O6nactvt AK3/OT"3 okpackyt KOHCTPYKLMiA NOCMOTPETb MO MOHTAXHLIM CXEMaM ¥ 3aMeyaHyst No KaXLoMy Bcero/Total 198.186
4epTexy 0TnpaBO4HON MapKK. TexHu4eckne YCnoBuA Ha NOKPaCKy BbINONHEHbI MO JOKYMEHTY
é'glsLiJRr{at(i)gr? Z)stsa-ig?ig&s stem types for assemblies are indicated on erection drawings
4 OTB. @ 14 Tehn%cal conditﬁ)ns fogr‘pginting syyptem are indicated in documentAMUR-9000-558-0(?06.
frOTBme S
I'onpbm:_c 45 4 OTB @ 14 - OCHOBHOE MOKpbITNE 528
GnKHEN CTOPOHBI :
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TexHnyeckune TpeboBaHus/ Technical requirements — _
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" = "
%. gSFOTOBJ’IeHMG Be(r)'lél)/ICI'I_I(_) 1F‘?C'1I' 231 18-2012, CI153-101-98. gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BeinywieHo Ansi cTpoutenscTea 3natoropckuii [M.1M]  A6pamos A.C. | dankuHGepr E.®.
. CBapky BecTu no 771-76*. . Manufacturing lead according to - , 53-101-98. " Issu uction / BumyLLeHo fms CTOONTENbCTS - OB kneDT
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. 0 05082021 [7C - Iosued for Construction | Beinyuieno A7 cTponTenseTea Snenoropow N1V AGpamos AC, | Ganmoepr &9
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
[eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e Amur gas Chemical Complex (GCC) PP — PIPE RACK DD 23 1
5. Matepuan koHCTpykuuin - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flhinPoLLaXT urg ' piex 1 of 1
6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1023 Pes. 01
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0023 CAgeo1 | Rev.

12. 3awTpuxoBaHHbIE MOBEPXHOCTM HE KPacUTb. materials according to table. 2 SP 16.13330.2017. Cybrnonpsa-uk/Toapsiadvk Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha pacctodaHumn 100 Mm OT KpanHero psaa 12. Do not paint the shaded surfaces. Name . gfgzggt-ed by |3natoropcii My, 20.08.2021 Ycraosky lNonuatunetalllonunponunexal Cragust | Juer Iuctos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamos AC. | __ A7 froonzn INnHentbix Anbda-OneduHos 23
) 13. O6o3HaueHuns ceapku no FOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. ProETCods Ghocked = - MPOW3BOACTBO M. = 1
= 5 Bce ykasaHHble pa3mepbl YrnoBbIX LWBOB COOTBETCTBYIOT BENMYMHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Ko npoexa Head of dept. _[BomoB LA, FE="oogoz TPYBOMPOBOAHAA SCTAKALA Ha 1 n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e ooz A
£ ﬁ KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. iy canuHbep E.0. %f o 062001 Banka B-1023 ATV K ()]
— 15. Ha wBbI ¢ nonHbIM nposapom BbINonHUTL Y31 100%, Kpome OroBOpeHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. P Ao ormoee—Temmmmma T Fommee— s Al A\ HUMUTA3
Homep pesuauu 01 Position Surname Signature | Date AO "HlMWirasnepepatota”

8. OcTpble KpOMKM CKpyrnuTb R= 2 mm.

9. 3aBOACKYO CBapKy NPOM3BOANTL MNOSTyaBTOMAaTOM B cpefe 3alUTHbIX ra3oB

10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna
kayectBa Z35 no NOCT 28870-90.

11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe
OrOBOPEHHbIX, C MPUMMEHEHMEM MaTepmanoB cornacHo Tabn. .2 Cl 16.13330.2017.

8. Round off sharp edges R =2 mm.
9. Factory welding is carried out by semiautomatic device in a shielding gas
environment
10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
%roup Z35 in accordance with GOST 28870-90.

1. Adjoining parts without a welded seam is not allowed, except as agreed, using

Refer to protection notice
ISO 16016.

Cobniogath ykasaHue o
3aLuMTe aBTOPCKUX NpaB
ISO 16016.
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CornacosaHo

A-A H-H Cneundukaums cbopkm/Assembly specification
© -
q— - .
N Mapka | Oer.|Kon. nuHa Macca/Weight, kg Mapka
& 187 187 anPTa 'Ig'art Qty. ngorcﬁ)c'lfnb I{length, . cranm | [MMpumedanue/Notes
o @ Assembly| Ne | wr. onle mm | WT./unit |obwy./total apku/ass.| Material
o o o0 o
o 330 & 3% & 700 e 1856 10 5220 —_— 5220 B-1025[5077| 1 |I 20LL1 3236 | 99.080 | 99.080 03455
/\ /\ 5081 1 |I20L1 946 | 28.969 | 28.969 C345-5
5356 5356 5356 A 5135 1 |1 20L1 596 | 18.251 | 18.251 C345-5
10 / /
f 7 5220 5220 5215 5077 \T 5215 5145 1 |[—10x160 186 | 2.336 2.336 (C355-5(215)
5361 5361 5077 5145
— — - 5215| 4 |—10x112 210 | 1.802 7.208 (C355-5(215)
| | I
I I |
' ' . G-G 5317| 1 |—10x160 180 | 2.261 | 2.261 C3555(215)
5317 5361 / 5361, 2 ) 22
- L | L - 5220 5220 OTB. 125 | 125 5345 2 [—10x170 214 | 2.856 5.712 (C355-5(215)
4 Mn 4 2.397 . 45-
305 350 370 200 1021 EOKprTI:: 5 5356 o 5356 L8 340 39 9.588 C345-5
0 0 © e o BT 5361| 4 |—10x72 174 | 0970 | 3.880 345-80972C
e S i I3 N < @ @ X . . -8-
E = 2 Y >
2 Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 185.085
© 5220
5 5220
& TpebyeTcs n3roToBuTh/ BbiGopka MeTannal
S 5 = = :c\l: 5915 = Assembly quantity Steel specification
Iy 00 o ™M 5215
= 330 ™ 350 © 350 — 350 — 1856 10 j\—/ 5077 T Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
an-ta Quantity - cranm Weight,
D E F G Assembly LuT. MapKi BCEX Profile Material kr/kg
C 4“' H | assembly total
| | | | | = | B-1025 1 185.085 185.085 L 8n C345-5 9.588
A A
10 5356 5356 5356 Bcero/Total 185.085 — 10 345-8-0912C 11.680
q i TYP>?\—\_ Cuctema nokpacku / Painting system —10 C355-5(Z15) 17.517
5317 L L 5145
- i Cuctema nokpacku OnuncaHne cncTembl NOKPaCKM T 20LL1 C345-5 146.300
5361 7%%%11 5220 5220 F-F Painting system Description of painting system
\ 5361 gResl L~ 5220 /5220 5077 Bcero/Total 185.085
o [ | o ﬁ ﬁ —_— eI 12| AoameS AMURS000 38 00t e O TeOr e A
‘ T i | : = = = — Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
F sorz || 4 [ = 5215 5215 5215 5215 - o R A LB g
5345//|85 I 85 - | - | o Paint colour - RAL 9006
B I — | 5356 4—| H | B —— i O6nactin AK3/OT"3 oKkpacky KOHCTPYKUWIA NOCMOTPETb MO MOHTaXHBIM CXEMaM 1 3aMeYaHIs N0 KaxaoMy
Il Il © F G _’@ K?JI)LTJ??)K &Jg%assso%%%% Mapku. TEXHUYECKUE YCNOBIUS Ha NOKPACKY BbINOMHEHBI NO JOKYMEHTY
I Il g S _ [ ] Designation ofpainting'sylste.m types for assemblies are indicated on erection drawings.
I I @ g Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Csapky Bectn no OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TOSNLWMHOWN 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 LeTanu TonwwmHon 3 MM BapuTb kateToM kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
< 4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 25 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1025 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
< 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0025 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0025
& g 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
5| S (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
& . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C NPMMEHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— e Rorya T e Neroc T Tommee | s Amypckuii rasoxummdeckmit komnnekc (FXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. CyGnoapsn-mk/onpaamk Rev. | Area No| Sheet |Doc. No| Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
?':I;B%)G(:TMM C OBYX CTOPOH, Kp?%% _IO_FgBﬁ(%%-II-ébIXé 201 5 Takeh trlle positiohn of tge hatch contour fat 3 distance of 100 mm from the extreme Hanverosanme | LLC SPb-Giproshakht [ KOKTD. | AC. | A7 fososzor HMH%FS%;%E%?%%%MHOB 25
o) . OBbosHauveHus ceBapku no 553-2017, cucrema B. row holes on other sides, except specified. st Code . — — : P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Koa n;focekfa Hoad of dept. _[BonKoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
2 ﬁ KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. T oanuntepr E0.| 7 oz Banka B-1025 rvv ® O
= 15. Ha LWBbI C NONHLIM NPOBapPOM BbINONHUTL Y3[] 100%, KDOME OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T Al AN HIAMATA3
Homep Qeamavwl- 0 Position Surname Signature | Date AO "HlMWirasnepepatota”
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CornacosaHo

Cneundukaums cbopkm/Assembly specification

Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
anPTa Eart Qty. Hpocp!Anb I{length, - cTanm MpumevaHue/Notes
A-A Assembly| Ne | wr. Profile mm | WT./unit |obwy./total apku/ass.| Material
~ B-1026 [5105| 1 | I 20LUA1 3273 100.213 | 100.213 C345-5
™
o~ N S & o & D-D 5129| 2 |I 2001 746 | 22.845 | 45.690 C345-5
o 342 &5 350 2 700 ®| 145 700 o 1045 & C C 125 | 125
| A =4 5145 2 |[—10x160 186 | 2.336 4.672 (C355-5(215)
45 45 HOKprTbv c
GrimkHei CTOPOH ) 5215| 4 |[—10x112 210 | 1.802 7.208 (C355-5(215)
2356 2356 5220 S o 5220 4 |—10x174 184 | 1.950 | 7.800 5800720
‘. 5220 — = S
753761j 5361 5105 | 5145 5356 < 5345| 2 |—10x170 214 | 2.856 5.712 (C355-5(215)
| BT | I 10 5361\ 2 oTB. V) 22
y | h )| I h h 5145 Il - 5361 5345 5356 4 |L 38N 340 | 2.397 9.588 C345-5
F=======f|=|=======HH4==========s|gf|l==f=========<i========= 5105
ﬂ[ | , %:_| I k k e : = 5361| 4 |[—10x72 174 | 0.970 3.880 345-8-0912C
| | | |
5145 5361’ 53617 r 5105, 4 o1B. ) 22 Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 184.763
i L 5220 5220
\ 10\)[ 97 | 97 ||| 10
317 350 870 5356 700 1045 Tpebyetcs nsrotoBuTb/ BbiGopka MeTannal
o ~ ~ N I~ ™ Assembly quantity Steel specification
— (o} o™ ™ 0
o O Lo N AN
— ~N ™ o Mapka Kon-Bo, Macca/Weight, kg Mpodurib Mapka Macca/
o0 an-ta Quantity - cranm Weight,
N MapKu BCEX Profile .
e MoKpbITL € MOoKpbITb C Assembly LT. assepmbly total Material Kr/kg
~ OnuXHen CTOPOHbI OnUXHEN CTOPOHbI
N N S S B-1026 1 184.763 184.763 L 8n C345-5 9.588
o 342 3 350 B 700 © 1880 10
‘ N X Bcero/Total 184.763 — 10 345-8-09r2C 11.680
C D D E F G C -
- | | - | ﬂ ’| | Cuctema nokpacku / Painting system —10 (355-5(Z15) 17.592
4 o1B. ¥ 14
” 1\4 oTB. ¥ 14 CucTema nokpacku OnucaHue cucTeMbl NMOKPacKu T 2011 345-5 145.903
A A Painting system Description of painting system
5356 5356 5220 5129 Bcero/Total 184.763
10 { 52,2(1 - - = Cneumdukaumto cuctembl JIKM npuHsTs no Tabnuue A
TYP>T\ i %7 " 5220 ;- 5220 Cvictema NKI N°1.1, 1.2 nokymerta AMUR-9000-555-0006
5145 [ [ [ / / 5145 Paint system N°1.1,1.2 LiseT okpackn - RAL 9006
B | 5361 eaer | B Coopa oo mgmam T S L e L g
~ 5361 ~ 5361 E E Paint colour - RAL 9006
I = O6nactin AK3/OT"3 oKkpackyt KOHCTPYKUMIA NOCMOTPETb MO MOHTaXHBIM CXEMaM 1 3aMeYaHIa Mo KaxaoMy
‘(:_) ‘(:_) 1 K?\h)ﬁ%){_( (;)J(I)'I_psasléo_‘({)}-(l)%lgMapKM.TeXHI/I"IECKVIe YCnoBuA Ha NOKPACKy BbINOMHEHbI MO JOKYMEHTY
— — — — — 5105 Designation of painting system types for assemblies are indicated on erection drawings.
5105 :: 5345 :: i 5215 \ 5215 5215 \ 5215 Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
I 5345 I T \ | T | - OCHOBHOE MOKPbITUE 5.76
85,85 | 5356 | G C
4—_| ! 85| 85 5356 - LIMHKOHAMONHEHHOE MOKPbITHE 0.18
C I ! F A___ 8 (Ha paccrosHue 25Mm 0T ocv 6onTa, ecrnn He ykasaHo MHOe)
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbI YepTexX CMOTPETb COBMECTHO C KOMMNIEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Csapky Bectn no OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TOSNLWMHOWN 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 LeTanu TonwwmHon 3 MM BapuTb kateToM kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
< 4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 26 1
< 5. Matepuan KOHCTpyKumi - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpoluaxT | AMUrgas Lheémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1026 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
< 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0026 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0026
& g 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
5| S (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
g . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C NPMMEHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— e Rorya T e Neroc T Tommee | s Amypckuii rasoxummdeckmit komnnekc (FXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. CyGnoapsn-mk/onpaamk Rev. | Area No| Sheet |Doc. No| Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 26
0 13. O6o3HaueHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked = — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Koz npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
2 ﬁ KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. T oanuntepr E0.| 7 oz Banka B-1026 rvv ® O
S 15. Ha LWBbI C NOSHBIM NPOBapPOM BbINONHUTE Y3[] 100%, KPOME OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Dociraent Rov. 5 e Rt e BLL e Bt Al AN HIAMATA3
Howmep pesuaiyt Position Surname Signature | Date AO "HlMWirasnepepatota”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0026_0_ER.dwg
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CornacosaHo

H-H Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
o ot el anPTa 'g'art Qty. I'Ip;orct])JTHb I{length, - cranu [ TMMpumedanne/Notes
Assembly| Ne | wr. onle mm | Wr./unit |obwi./total rapku/ass.| Material
A A B-1027 {5024 1 |1 20LU1 2520 | 77.170 | 77.170 C345-5
= 5129 1 |I 2001 746 | 22.845 | 22.845 C345-5
AN
2| o o RI& 5134| 1 |I20LA1 746 | 22.845 | 22.845 C345-5
o45 195 § 700 > 1535 S 45 5024
(N 5215 4 |—10x112 210 | 1.802 7.208 (C355-5(215)
5371 5356 2 0B.OTB. 50x22 5220| 4 |—10x174 184 | 1.950 | 7.800 345-8-0972C
2 0B.0TB. 50x22 rZ 5220 — 8
h5471 0 5361 5024 ] DU 5220 5372 G . G 5304| 2 6x135 154 | 0.979 1.958 345-8-09r2C
o ' A I r4 o 187 187 5345 1 |—10x170 214 | 2.856 2.856 (C355-5(215)
3 N P , j j 5304 =
Y1 O [ 0 g — 5220 5220 5346 1 |—10x180 224 | 3.165 | 3.165 (355-5(215)
S \‘ I:::I <] 5361 I n n 530 -
< y I < 5356 3 (L8N 340 | 2.397 7.191 C345-5
\ 5220 5220 5371
5372 15410 L L 5361 2 |—10x72 174 | 0.970 1.940 345-8-09r2C
2356 3 5371| 2 |—8x25 190 | 0.269 | 0.538 345-8:0072C
5215/ 1 \—l\— 5215
2L T AL o) 2L T JE o 5024 5372 2 |—8x25 190 | 0.269 0.538 345-8-09r2C
© =t o 0 I
N 2 = Q 5410 2 |—6x154 185 | 1.342 2.684 345-8-09r2C
F . F Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 158.738
125 125 MokpbITb C
D E BrbKHER CTOPOHD TpebyeTcs N3roToBuTh/ BuiGopka MeTanna/
C ' | | F H——I 2 oTB. ©) 22 % Assembly quantity Steel specification
| = 2 | o ﬁ ;i ’ Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
< ‘ — N o o RIQ an-ta Quantity YETI =cex Profile cTanm Weight,
A o 4555 140 350 75 350 S 1535 S 45 A Assembly wr. | & é)mbly ot Material kr/kg
5220
L 5372 | 5356 J@ G 55%72\ J B-1027 1 158.738 | 158.738 —6 345-8-0972C 4.642
5371 =" 5220 \

4 OTB. 0 22 2 5024 TYP>T\ - | \ Boero/Total | 158.738 y U5092C|  1.076
R 5410 5220 | S 5215 CwicTema nokpacky / Painting system C 8n C345-5 7.191
18 5361 5220 :%: CucTema noKpackm OnuncaHne cUcTeMbl MOKPaCKH —10 345-8-09r2C 9.740
Q [ 9361 o I I ’ o Painting system Description of painting system 0 pev——— 3925

1 T = / p '
5346 | \[ 5345 5215 5215 s21s/ | st 2018.022/ cumanciin e | SRS o e T oun s | 122800
B 10/l 98 I 5410 | '\ 5356 5304 B . P:lmtsfysltemN 1.1d,1.2h LiseT okpackn - RAL 9006
— is fully covered with paint ification in m rdin
:: E 4>| G 5304 Cﬁopsksae ?on}rlioscmg ngsgflJeHHaﬂp(? Jr']IKI'I E)pt?;i)lfg a/l\tgf tﬁg%%chrsny:rtl?AkinoRL{gO%%%%o _t(%io%cco ang Bcero/Total 158.738
i F E-E Paint colour - RAL 9006
‘,2 | O6nactn AK3/OI'3 okpackit KOHCTPYKLWIA MOCMOTPETb MO MOHTaXHBIM CXEMaM 1 3aMeyaHns Mo Kaxaomy
[ LO 5024 K?J])GGRX 6)661[)5235!380‘6}6%% Mapku. TexHn4eckue YCNoBWA Ha NOKPACKY BbINONHEHbI N0 AOKYMEHTY
Il JRmIVULI007VLVO. ' . . )
I H == Femrcal condions g pAning Sytem ar meicated 1 dooumant AMURLS00. 555 0006
I
” - OCHOBHOE MOKPbITUE 5.01
I 5356 o 017
m - LUMHKOHANOJTHEHHOE NOKpbITUE -
N ;; & o = = (Ha paccrosHre 25Mm 0T ocy BonTa, ecnu He ykasaHo UHOe)
i N _@ ______ ®_ = - C ABYX CTOPOH
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TexHnyeckune TpeboBaHus/ Technical requirements

1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" _ —
2. Warotosnexue sectv no MOCT 23118-2012, CM 53-101-98. of the object. = | =&
3. Ceapky Bectn no [OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM Tonu_mHo@ 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnftpec.ifiheshwﬁld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 MM BapuUTb kateToM kf=4 mwm; arts wi ickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
m- 4. Kateropus cBapHbIX COEQUHEHWUI 2, TUM 5, KDOME OrOBOPEHHBbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Chemical C lex (GCC PP — PIPE RACK DD 27 1
< 5. MaTepwuan KoHCTpyKuui - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpoluaxT | AMUrgas Lheémical Lomplex ( ) 1 of 1
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
k4 NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6f Butt( and thee joints,tr\]/vitg full pe?etr?ti%ntﬁhoulij bte perforr?ted usilrég output 5 B.1027 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0027 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
ol © 9. 3aBOACKYIO CBapKYy NPON3BOAUTL NOMyaBTOMaTOM B CpeAe 3alMTHbIX ra3oB 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0027
el 5 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot
s S kauyecTsa Z35 no FOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SUTE BBTOPCKIX Npa
& 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe %roup Z35 in accordance with GOST 28870-90. ISO 16016. AMypckuii razoxummdeckuin komnnekc (MXK)
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s y
12. 3awTpuxoBaHHbIE MOBEPXHOCTM HE KPacUTb. materials according to table. 2 SP 16.13330.2017. Cybrnonpsa-uk/Toapsiadvk Rev. | AreaNo| Sheet |Doc. No| Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamos AC. | __ A7 |sonzont NuHeitHbix Anbda-OneduHos 27
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 oz Banka B-1027 ryy @ O
- 15. Ha WwBbl C NOMHbLIM NPOBapoM BbINoNHUTL Y3[] 100%, KpOME OroOBOPEHHBLIX. 15. Perform 100% UT on welds with full penetration, except specified. o A e T LT T B o B Rl A\ HUMIATAS
Howmep pesuaiyt 0 Position Surname Signature | Date AO "HUMWraznepepaGotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0027_0_ER.dwg ®opmat A1
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05.08.2021

Moan. v pata

Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
anPTa 'g'art Qty. Hpocp!Anb I{length cTanm MpumevaHue/Notes
Assembly| Ne | wr. Profile mm | wr./unit |obL./total fmapkw/ass.| Material
B-1033|5044| 1 |I25B61 2860 | 73.370 | 73.370 C345-5
5094| 1 |I20UWNM 820 | 25.111 | 25.111 C345-5
5345| 1 |—10x170 214 | 2.856 2.856 (C355-5(215)
5356 1 |L 80 340 | 2.397 2.397 C345-5
5362| 2 |—10x60 230 | 1.063 2.126 345-8-09r2C
5386| 2 |[L 8 370 | 2.608 5.216 C345-5
5398| 2 |—8x50 190 | 0.546 1.092 345-8-09r2C
5399| 2 |—8x50 190 | 0.546 1.092 345-8-0912C
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 113.260
Tpebyetcs nsrotoBuTb/ BbiGopka meTanna/
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
an-ta Quantity - cranm Weight,
Assembly LuT. al\sﬂsaeprl:rtlaly ?ggl( Profile Material Kkr/kg
B-1033 1 113.260 113.260 —8 345-8-09r2C 2.184
Bcero/Total 113.260 L 8n C345-5 7.613
A-A Cucrema nokpacku / Painting system —10 345-8-09r2C 2.126
45 386 386 45 Cucrtema nokpacku OnuncaHne cncTembl NOKPaCcKM —10 C355-5(Z15) 2856
MoKPbITH C 5 5 MoKpbITb C Painting system Description of painting system T 2001 o o5 111
BIVKHEN CTOPOHS! BAVDKHEN CTOPOHbI 55 5.
5398 5399 E . E Cneumdukaumto cuctembl JIKM npuHsTs no Tabnuue A
7<7 o) I I *>X Cucrema JIKN N°1'1y 12 [OKyMeHTa AMUR-9000-55S-0006 I 2551 C345_5 73.370
g 2 L I\ g R T Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
AR . _____ ™ wnuanuuom | [F<3““°a““u“ Coopes nomocri noxpaenan o TTT o i cF oo msniant AR 9000 Sa 554 Beero/Total|  113.260
W | | % - e Paint colour - RAL 9006
o o 6 i
owpums B 1 cona/ | oS g s309/ | 5398 et T 5 oD o ey
BRVDKHEN CTOPOH! 5399 a2 1 2 oTB. ) 22 1 N Bemal conclans ot pAming e ar mcatod i domumart AMURCS000- 5550008
. | O — OKpPbITb C N
M BrivKHe CTOPOHEI X - OCHOBHOE MOKPLITUE 4.08
480 350 242 80 1708 - LIMHKOHAMNOMHEHHOe MOKPLITHE 0.11
5044 (Ha paccTosHue 25Mm oT ooy 60nTa, €Crin He yKa3aHo 1HOe)
- C ABYX CTOPOH
m -C O,CI,HOVI CTOPOHbI
3 3
2| D & 0|2 D-D
o 45 1070 = 90 1610 %ﬁ 5094
A
Doy J
—— ——
L MoKpbITb C [MoKpbITb C
n I sy GnMXHEeR CTOPOHBI 61MXHEN CTOPOHBI
OKpbITb C
BAMKHEN CTOPOHBI :: = 8 M N C - C B B
I L -
140 140 nOKprTI:: c
S OA oTB. ¥ 14 :: 8 MloKpaiTs G GnvKHEN CTOPOHbI 3[1Hutrgumb 304UCMUMb
480 < 350 % I 2030 & BNVKHEN CTOPOHbI OGO~ N 3anodnuuo
I 1
Il Ny T R
B — I A @ @ 2398 MoKpbITh €
| C C I 2 0TB. ¥ 22 A g 2 0TB. ©) 22 ONVXXHEN CTOPOHBI
—»I I S 5386
| o 5356
I 0990 —
I E @ =)
| T 5345 S —~ 3
5386 386 ! gg;ﬁ(ﬂ;; cz:TopOHbl /
I 5398 125 | 125
5345| 5399, ) <5044
Il h
o
” | <] 5362 5362
o —
\ I ~
5362 \ , 3 =
1 5362 3 o1B. ) 22 o 5044
O
| 10| 97 | 97 ||10
C D E
130 1022 1708
2860
B
TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. CBapKy BecTv no FOCT 14771-76". 2. Manu acturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo ans cTpouTenscTaa 3natoropckuit N.M]  A6pamos A.C. | dankunGepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
[eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
4. Kateropusi cBapHbIX COeAMHEHW 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical Complex (GCC PP — PIPE RACK DD 33 1
5. MaTepvan KOHCTpyKumii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) Tof
6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1033 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0033 CAgeo1 | Rev.

8. OcTpble KpOMKM CKpyrnuTb R= 2 mm.

9. 3aBOACKYO CBapKy NPOM3BOANTL MNOSTyaBTOMAaTOM B cpefe 3alUTHbIX ra3oB
10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna
kayectBa Z35 no NOCT 28870-90.

8. Round off sharp edges R =2 mm.

9. Factory welding is carried out by semiautomatic device in a shielding gas
environment

10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality

Refer to protection notice
ISO 16016.

Cobniogath ykasaHue o
3aLuMTe aBTOPCKUX NpaB

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0033

11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe roup Z35 in accordance with GOST 28870-90. ISO 16016. Y Y
OroBOPEHHbIX, C NpYMeHeHneM maTtepuanos cornacHo tabn. .2 Cl 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using e ey e TRery T e Nemor | TommceT o7 Amypckuii rasoxummdeckmit komnnekc (FXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHwne KOHTypa LUTPUXOBKM NPUHATL Ha paccTtosHMn 100 Mm oT KpanHero paga 12. Do not paint the shaded surfaces. . Name . O e by |3naroropcrui M) 05.08.2021 Ycrarosku MonuaTunera/Monvnponunenal Cragna| Juct | Juctos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamos AC. | __ A7 |sonzont INnHentbix Anbda-OneduHos 33
) 13. O6o3HaueHuns ceapku no FOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. ProETCods Ghocked MPOW3BOACTBO M. = 1
= 5 Bce ykasaHHble pa3mepbl YrnoBbIX LWBOB COOTBETCTBYIOT BENMYMHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Ko npoexa Head of dept. _[BO0B AA. e L TPYBOMPOBOHAS SCTAKALA Ha 1 n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
£ ﬁ KpOME OroBOPEHHbIX. . 14. All groove W%\Ids shall be made with full penetration, except specified. E&%ﬁ?ﬁ?&ﬂ% iy Sanntep E0.| 7 soeznt Banka B-1033 {0
-~ 15. Ha wBbI ¢ nonHbIM nposapom BbINonHUTL Y31 100%, Kpome OroBOpeHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Document Rov 5 Moeroors (e e | Toars | Tra AN - "m_lr;mrmp .y
lomep pesunauu osition urname ignature ate rasnepepaoor

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0033_0_ER.dwg
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [JaHHbIN YepTexX CMOTPETbL COBMECTHO C KOMMNIIEKTOM veptexen "AE" obbekTa.

304uCmumb
3anodnuuo

304UCMUMb
3anodnuuo
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Cneundukaums cbopkm/Assembly specification

'\Qﬁﬂ'f QZI{ KQC;J; n%?g;ﬁ'gb P;nﬁﬁ’ Macca/Welght, < I?:ATZ%K: MNpumeyaHme/Notes

Assembly| Ne | wr. mm | Wr./unit [o6wy./totalmapku/ass.| Material

B-1034 |5044| 1 |1 2561 2860 | 73.370 | 73.370 C345-5
5110| 1 |I20L1 690 | 21.130 | 21.130 C345-5
5200 2 |—8x50 190 | 0.546 | 1.092 345-8-09r2C
5201 2 |—8x50 190 | 0.546 | 1.092 345-8-09r2C
5345\ 1 |—10x170 214 | 2.856 | 2.856 (C355-5(215)
5356| 1 |L 8 340 | 2.397 | 2.397 C345-5
5362| 2 |—10x60 230 | 1.063 | 2.126 345-8-09r2C
5386| 2 |L 8 370 | 2.608 | 5.216 C345-5

Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 109.279

Tpebyetcs nsrotoBuTb/

Assembly quantity
Mapka Kon-Bo, Macca/Weight, kg
an-ta Quantity
MapKm BCEX
Assembly LT assembly total
B-1034 1 109.279 109.279
Bcero/Total 109.279

Cuctema nokpacku / Painting system

CucTtema nokpacku
Painting system

OnucaHve cucTeMbl NOKpacku
Description of painting system

Cuctema JIKMTN®1.1, 1.2
Paint system N°1.1, 1.2

Assembly is fully covered with paint
CBopka nonHoCTbI0 NokpaLueHHas ¢ JIKMM

Cneumdukaumto cuctembl JIKM npuHsTs no Tabnuue A
nokymeHta AMUR-9000-55S-0006

LiseT okpackn - RAL 9006

Specification of paint system should be adopted according
to table A of the document AMUR-9000-555S-0006

Paint colour - RAL 9006

O6nactin AK3/OT"3 oKkpackyt KOHCTPYKUMIA NOCMOTPETb MO MOHTaXHBIM CXEMaM 1 3aMeYaHIa Mo KaxaoMy
4epTeXy OTNPaBOYHOW Mapky. TEeXHUYECKMUE YCIIOBUS Ha MOKPACKY BbIMOMHEHbI MO JOKYMEHTY

AMUR-9000-55S-0006.

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

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

3.97

- OCHOBHOE NOKpbITHE

- UIMHKOHaNONHEeHHOe NOoKpbIThe 0.10

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

- C ABYX CTOPOH

m - C O[IHON CTOPOHbI

-C

140

MokpbITb C
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1. This drawing is to be viewed together with the reference set of drawings "AE"
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MokpbITb C

ONWXHEN CTOPOHBI

Beibopka meTanna/
Steel specification
Mpodurb Mapka Macca/
Profile cTanm Weight,
Material kr/kg
—8 345-8-0912C 2.184
L 8n C345-5 7.613
— 10 345-8-09r2C 2.126
— 10 (C355-5(215) 2.856
I 20un C345-5 21.130
I 25b1 C345-5 73.370
Bcero/Total 109.279

3a4uCmUMb
3anodnuuo

5200

<

MokpbITb C
ONWXXHEN CTOPOHBI

2. WarotoBnenue BecT no FOCT 23118-2012, CIM 53-101-98. of the object. —F= | =
3. Ceapky Bectv no FOCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLueHo Ans cTpouTenscTea 3natoropckuit M| A6pamos A.C. | dankuH6epr E.O
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka PaspaGotan| lMposepun | YTBepaun
ﬂeTanM TONLLMHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnftpec.ifiheshwﬁld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 MM BapuUTb kateToM kf=4 mwm; arts wi ickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o LeTanu TonwwmHon 3 MM BapuTb kateToM kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
o 4. Kateropus cBapHbIX COeQUHEHUN 2, TUN 5, KOOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 34 1
< 5. Matepuan KOHCTpyKumi - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpoluaxT | AMUrgas Lheémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6f Butt( and thee joints,tr\]/vitg full pe?etr?ti%ntﬁhoulij bte perforr?ted usilrég output 5 B.1034 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
< 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0034 CA96o1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
ol © 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0034
& 2 10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment o6 j
5| S kauecTsa Z35 ro FOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality ST ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe %roup Z35 in accordance with GOST 28870-90. ISO 16016. AMypCKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NPMMEHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— e Rorya T e Neroc T Tommee | s y
12. 3awTpuxoBaHHbIE MOBEPXHOCTM HE KPacUTb. materials according to table. 2 SP 16.13330.2017. Cybrnonpsa-uk/Toapsiadvk Rev. | AreaNo| Sheet |Doc. No| Signature | Date
MNonoxeHwne KOHTypa LUTPUXOBKM NPUHATL Ha paccTtosHMn 100 Mm oT KpanHero paga 12. Do not paint the shaded surfaces. . Name . o e by |3naroropri Mn] =< os.s2021 Ycraosky MonuaTunexallMonunponuneHal Cragua | Juct | Jluctos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamos AC. | __ A7 |sonzont NuHeitHbix Anbda-OneduHos 34
0 13. O6o3HaueHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked = — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
£ ﬁ KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. T oanuntepr E0.| 7 oz Banka B-1034 rvv ® O
- 15. Ha LWBbI C NONHLIM NPOBapPOM BbINONHUTL Y3[] 100%, KDOME OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T Al AN HIAMATA3
Homep Qeamavwl- 0 Position Surname Signature | Date AO "HlMWirasnepepatota”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0034_0_ER.dwg
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Cneundukaums cbopkm/Assembly specification

Mapka | Oer.|Kon. nvHa Macca/Weight, kg Mapka
anPTa 'g'art Qty. Hp;oct])c!fnb I{length, - cranu MNpumeyaHme/Notes
Assembly| Ne | wr. ronie mm | wr./unit |obw./totalmapku/ass.| Material
5085 1 |I20L1 520 | 15.924 | 15.924 C345-5
B-1037 (5086 1 |I 25LU1 2520 | 111.254 | 111.254 C345-5
5088 2 |I20L1 920 | 28.173 | 56.346 C345-5
D - D 5289 1 |—10x214 347 | 5.829 5.829 (C355-5(215)
A A E-E 5304| 2 |—6x135 154 | 0.979 1.958 345-8-09r2C
B 5088 5088
o — 1D MoKkpbiIT © 5345| 1 |—10x170 214 | 2.856 2.856 (C355-5(215)
o) (9N} onmxHen CTOPOHbI
v\ = \ MoKPbITH i 5386 1 |L 38N 370 | 2.608 2.608 C345-5
45 2430 S 45 6 7
e N | oeeReToRer 5391| 2 |C 8 365 | 2.573 | 5.146 03455
MoKpbITb C 5085 5427 5413| 2 |—6x170 185 | 1.481 2.962 345-8-09r2C
GaMKHEN CTOPOHBI 5413 — i MoKpbITL C
S | 5427 5289 5345 BVDKHEI CTOPOH! 5427| 5 |—10x84 220 | 1.419 | 7.095 345-8-09r2C
/ I ! L \
= T T ' — ' = 5428| 1 |—10x84 220 | 1.419 1.419 345-8-09r2C
¥ : 5428 5427 | | 5304 <
B — F9F = L= = HA==F===F= === ====5=25 Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 213.397
S i 5427 - 5427 |} - 5088 5304 / S
< L —H — <
MokpeITb © ‘ TpebyeTcs n3roToBuUTh/ Bbibopka meTanna/
> 5088 2 0B.0TB. 50x22 pedy ; p
BrVKHEN CTOPOHS 5413 L | MoKpbITS C Assembly quantity Steel specification
2 0B.OTB. 50x22 e OnMXHEN CTOPOHbI 5345
5085 Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
240 65| 85 177 265 85 1603 ) , SR 5086 an-Ta Quantity ET =cex Profile cranm Weight,
o olgl g 5 o § 5497 5(;86 5289 Ul —" Assembly LuT. assembly total Material kr/kg
AN| ™M o™ Lo (o0] (o))
N 427 5427 5427 Igoprn bC B-1037 1 213.397 213.397 —6 345-8-0912C 4.920
— JINXKHEN CTOPOHbI
2018. 022 ] 5391 Bcero/Total | 213.397 C 8n C345-5 7.754
N 5391 —
@ @ N Cuctema nokpacku / Painting system — 10 345-8-09r2C 8.514
i I T R o
o o S S N AN _@ S CrcTema nokpackn OnUCaHUE CHCTeMbI NOKpACKH —10 C355-5(Z15) 8.685
NVXKHEI CTOPOHBI BIVNUEH CTOPOHbI BnrGH STOPOH ‘ ‘ Painting system Description of painting system T 20w o E—
45 ?VSOWV 88 88 {SO{ 45 45 V50V 88 88 VSOV 45\2 OTB. @ 22 Cneuundukaumio cuctembl JIKIM npuHsaTs no tabnuue A
B D 1 1 Cricrema JIKTTN°1.1, 1.2 nokymeHta AMUR-9000-55S-0006 I 25|.U1 C3455 1 1 1 .254
4——| 4>| E Paint system N°1.1, 1.2 LiBeT okpackn - RAL 9006
A bly is fully covered with pai ification in m rdin
| Cﬁopsksae :on}rlioschlgl I:ng;TIJeHHtaﬂps JrJI:(I'I E)pgi)lfg :;\tgf tﬁfe%%chr%y:rtl?AkinoRL{go%%%dSo _tggoeécco dng Bcero/Total 213.397
= % e e T 8 Paint colour - RAL 9006
S o I B © 3 R[& oty oThoa0uDY wap. Tammecns Eaa 5 Moot sanammis o Aoy
o 4555 245 ?r-) ‘ 90 | 90 | 90 260 o'\o 90 1510 §74j @%ﬁa{?ﬁf gsffpsa-igtt)ifgg'sy‘st?m typtes for assgmbtli%s.aréa indicatetdA %Ueéegggg ggagvggosﬁ
ennical conaitions Tor painting sytem are indaicated in aocumen - - - .
AL 2088 2088 A - OCHOBHOE MOKPbITHE 6.22
MokpbITh C MoKpbITb C 0.14
Y " - LUMHKOHANOJTHEHHOE NOoKpbITNE .
BrkHen CTopoke! :: :: 6nuxHeR CTOPOH! % (Ha paccTosHie 25Mm oT ocy 60nTa, eCiv He yKasaHo 1HOe)
N R N [MoKpbITb €
4 o1B. ) 14 s :: s N :: N Q 6nm>[|)<He17| CTOPOHBb! - - C AIBYX CTOPCH
C Il Il U 5085 &\\\\ - C 0QHOW CTOPOHI
1 1
——
. | I I
MokpbITb C [ [ 4 OTB'®714 B - B
ATﬂbHeﬂ CIOQOFLbL\ 5085 :: :: e 140 140
4o0tB. D14 [T ! ! MoKpbITL C MokpeITh C
Nl e I I GRVKHEN CTOPOHbI GnmxHen CTOPOHI
v T I I / o
o I I I o "'w___7__@_ <
i I I I N %
1 I I 5289 2 0T1B. ) 22 /
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o I I I
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TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Ceapky Bectn no [OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Sheet No | Total Sheets
< 4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 37 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1037 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0037 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0037
& 3 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
s S (auecTsa Z35no FOCT 28%70-90. 10. Pagtg gvith note d235 - conﬁirgg)é %laz%% %)Oag((:)ording to GOST 22727-88, quality SUTE BBTOPCKIX Npa
g . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s AmypCKuiA rasoxummieckuit komnnekc (MxXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 37
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 oz Banka B-1037 @ O
- 15. Ha webl C NonHbIM NpoBapoMm BbinonHuTL Y3[ 100%, KpOMEe OroBOPEHHBbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T AN HUMWTA3
Homep Qeamavwl- 0 Position Surname Signature | Date AO "HUMWraznepepaGotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0037_0_ER.dwg

dopmat A1



CornacosaHo

Cneuncdmkaumsa coopkm/Assembly specification

Mapka | Her.|Kon. nuHa Macca/Weight, kg Mapka
3nPTa Qan Qty. ﬂr;oq])c_vllnb I}_:length, - cTanm Mpumevanne/Notes
Assembly| Ne | wr. ronie mm | wr./unit |obw,./totalmapku/ass.| Material
5028 1 |I20LWA1 290 | 8.881 8.881 C345-5
B-1040(5065| 1 |[J160X160X5 | 2438 | 58.104 | 58.104 345-8-0912C
A-A D-D 5270/ 2 |—16x190 199 | 4.749 | 9.498 345-8-0972C
211 334 85 550 1469 211 5065 5271 2 |—16x87 199 | 1.835 3.670 345-8-09r2C
MokpbIThb € .
BRVKHEN CTOPOHbI 5345 5387 5387 5273| 2 12x190 190 | 3.401 6.802 345-8-09r2C
5273 5273 MokpbITb C o
10 | | e o 10 e onann 5345| 1 10x170 214 | 2.856 2.856 (C355-5(215)
--------- e e _
o 527 S L 5970 o _ 5387 1 |L38n 350 | 2.467 2.467 C345-5
o 5N L L ) MoKpbITL € < Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 92.278
0 o> " o 0 GNVKHEW CTOPOHbI 2 oTB. ) 22
N1 — N NTTTTTT— 1 = P2 e ee
Lo - Lo
= 2271 5065 5028 = - TpebyeTcst U3roToBUTH/ BeiGopka MeTansia/
5271 45 {50{ 160 {50{ 45 Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpocurnb Mapka Macca/
an-ta Quantity ET =cex cTanv Weight,
Assembly LLIT. assembly total Material kr/kg
B-1040 1 92.278 92.278 L 8M C345-5 2.467
Bcero/Total 92.278 —10 (C355-5(215) 2.856
Cuctema nokpacku / Painting system — 12 345-3-09r2C 6.802
CucTtema nokpackm OnucaHune cucTembl MOKpPacKu — 16 345-8-09r2C 13.168
Painting system Description of painting system
B 9% P pain™ng =y T 20LU1 03455 8.881
| C CneLl,mcbm|<aAL|,’l<|/|uL)J I%Mgaggbé é‘lsKgon 6lAH;rrb no Tabnuue A
CucTem 1.1, 1. [OKyMeHTa - - - Q| .
80 | 81 374 | 90 1974 81,80 Pam aysem N4 12| Liser oxpacin - RAL 9006 L) 160X160X5 HeB09T2C 58104
A bly is fully covered with pai ificati i i
A ﬂOKprTb C 5028 A C6o;<s: ?on{loscmg ﬁgkgz;fueH:aﬂp: lr']ItKI'I tSopg%IfécaAtlgp tﬁg%ﬂga%ygg?mﬁﬂﬁlgo%%%%o _t(()-}(()iO%CCOI'dIng Bcero/Total 92.278
_OanbHen CTOPOHbI. Paint colour - RAL 9006
N N T O6nactin AK3/OT3 oKkpackit KOHCTPYKLMIA TOCMOTPETb MO MOHTaXHbIM CXEMaM W 3aMeqaHus! Mo KaxaoMy
- I j B 7\?\5)6??»-( ggg%%%q‘a%%%MapKM TexHuueckne yCJ'I(?BVIﬂ Ha.no.KpaCKy BbII'IOJ'H'TeHbI no J.JOKyME‘HTy
) 14 2z - ’| el onitans o g Stem e mccatod i dooumen: AMUR-S00555-0006:
OoTB N
Mokppec | | |5270 I i D I 5271 4 0 22 - OCHOBHOE MOKPbITUE 242 C - C
_BanbHeil CTOPOHbI. 14 T | 14 5270 [ 4 OTB.' D2z
w| 5271 /14 ; 5345 I S 4|>_\14 / o) - LMHKOHAMONHEHHOE MOKPLITUE 0.04 502&\ B _ B
™ - , " i ; ™ (Ha paccrosiHne 25mm OT ocy BonTa, ecnu He ykasaHo MHoe)
4 YRESSH /e o[-~~~ - - - - - - - - - - - = 3
> NS A N oo 5 C [1BYX CTOPOH A 50,65\75270 5271
™ AL Ia—---—-—--—-—- -t - - —-. —-_-._ —_—_t_F—__t_—_—r—_——,——_————,—_————— e — e —— — . — — — — — I | T T S
= }%—y 5273 N 3 N 3 S N m - C O[IHOM CTOPOHBI \[——FF |
o) ] - 7 ' ¥'\ xe) 21?;)?(32; gTOpOHbI ': 'I &
@ \ E + © - 5345 i —
12 | 5065 5273 - 12 M T || II N
4 o1B. V) 22 12 C4>| \ 5387 12 . MokpbiTb C I | - =
211 969 1469 211 \AanbHeil CTOPOHbI_
5273
| | | - 72| 88
B D B
5065
10 160 17
17 o
TexHun4veckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" - —
2. Wsrotosnenue sectv no FOCT 23118-2012, CM 53-101-98. of the object. = | | =
3. CBapKy BecTn no FOCT 14771-76". 2. Mam‘! acturing lead acc_ording t_O GOST 231 18_.2012’ SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekui M.M]  A6pamos A.C. | ®ankunbepr E.®
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspecifihedhwEld Iegsfsh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [leTanu TONLLMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAOUNITS Stage {Sheet No | Total Sheets
o 4. Kateropusi cBapHbIX COeANHEHUN 2, TUM 5, KPOME OrOBOPEHHLIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 40 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex ( ) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee jointsr\]/vitg full pe?etrati?cp ﬁhould be perforr?ed usilr&g output 5 B.1040 Pes. 0
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO SRP.AA 1. ron. eam b-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD-C26-0040 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
o 8 9. 3aBOACKYIO CBapKy MPoM3BOAUTL MOryaBTOMaTOM B CPEe 3aLUMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0040
& 3 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
5| S (atiecta Z35 no FOCT 28870-90. 10. Parls with note 235 - continuity class 0 according to GOST 22727-88, quality SaLINTE S6TOPOIK Npas
g . MpumbikaHne getanen 6e3 cBapHOro wea He A4onyckaeTcs, KpoMme group in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — T Romya | e Neroc T Tommee | s AmypcKui rasoxummneckuit komrnekce (FxXK)
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 20
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — — MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No_ FUAM damamGepr E.0 = osos 2001 Eanka B-1040 {0
— 15. Ha webl ¢ NonHbiM npoBapom BbinonHuTb Y3 100%, KpOMe OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et AN HUMNTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”
AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0040_0_ER.dwg dopmat A2



Cneuncdmkaumsa coopkm/Assembly specification
Mapka | fdeT.|Kon. nuHa Macca/Weight, kg Mapka
3nPTa gart Qty. ﬂpocp_vmb I_ﬂength cTanm Mpumevanne/Notes
Assembly| Ne | wr. Profile mm | Wwr./unit |o6uy./total apku/ass.| Material
B-1042 (5007 1 |I20LL1 3114 | 95.360 | 95.360 C345-5
5323| 4 |—8x40 100 | 0.244 0.976 345-8-09r2C
A - A 5337 1 |—12x255 550 | 12.321 | 12.321 345-8-09r2C
2 0B.0TB. 50x22 45 45 B-B 5338| 6 |—10x72 174 | 0952 | 5712 345-8-0972C
rn v v 5339| 2 |—10x69 255 | 1.232 2.464 345-8-09r2C
S Hya107 eTODOHS 5323 5323 e ST SEAGUAIE X
> o n . . 000,
o | 5338 5338 5338 | OGanHem CTOPOHb! B Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 116.833
< E I 13 g <t
—= ==========%=====—======;¢r=========== 1 § TpebyeTcs nsrotoBuTh/ Bbibopka meTanna/
S g / | { @ S Assembly quantity Steel specification
/ \ \ S
MoKpbITh C 5007 2338 2338 2338 MokpbITh € 7 Mapka Kon-Bo, Macca/Weight, kg Mpocurnb Mapka Macca/
BIIVKHEN CTOPOHI 5323 5323 BIIMXKHER CTOPOHI 500 5I-T3 Quantity e . v CTanm Weight,
1294 258 258 1304 2 0B.OTB. 50x22 Assembly L. assembly total Material kr/kg
B-1042 1 116.833 116.833 — 8 345-8-09r2C 0.976
Bcero/Total 116.833 —10 345-8-09r2C 8.176
Cuctema nokpacku / Painting system —12 345-3-09r2C 12.321
D C Cunctema nokpacku OnuncaHune cnctemMbl MOKpacKu T 2011 C345-5 95.360
B 4-—| | 4—.| 4——| Painting system Description of painting system 5 Total 116,833
4»' cero/Tota .
Cneuudukauuio cuctembl JIKIM npuHsTe no Tabnvue A
31 14 Cvictema KM N1.1, 1.2 nokymeHta AMUR-9000-55S-0006
Paint system N°1.1, 1.2 LiBeT okpacku - RAL 9006
Assembly is fully covered with paint | Specification of paint system should be adopted according
Cbopka nonHocTbio nokpalueHHast ¢ JIKIM | to table A of the document AMUR-9000-55S-0006
Paint colour - RAL 9006

O6nactin AK3/OT'3 oKpackit KOHCTPYKLMIA TOCMOTPETb MO MOHTaXHbIM CXEMaM 1 3aMeqaHus! Mo KaxaoMy
YepTEXY 0TNPABOYHON MapKi. TEXHUYECKNE YCIIOBMSA Ha NOKPACKY BbINONHEHbI MO AOKYMEHTY
AMUR-9000-55S-0006.

Designation of painting system types for assemblies are indicated on erection drawings.
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.

- OCHOBHO€ NOKpbITHE 3.52
- UMHKOHaNonHeHHoe nokpbiTne 0.09

(Ha paccrosiHue 25Mm OT ocy BonTa, ecnv He ykasaHo MHoe)
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TexHnyeckune TpebosaHus/ Technical requirements
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1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" : —
2. Uarotoenexue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = | | =
3. CBapKy BecTv no OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekui M.M]  A6pamos A.C. | ®ankunbepr E.®
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOpEHHbIX CBaAPHbIX LUBOB NPUHATL Kf=8 MM; All parts except specified one shall be welded along the contour; Pes. Hata Ha3sHayeHue Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspeci;‘ihedhwEld Iegsfssh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 MM BapuTb kKateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o Hetanu TonwwmHon 3 MM BapuTh kateTom kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PPIPE/LAO UNITS Stage |Sheet No | Total Sheets
,ﬁ 4. Kateropusi cBapHbIX COeQMHEHUN 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. . A Chemical Complex (GCC PP — PIPE RACK DD 42 1
z 5. MaTtepman KoHCTpyKuui - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCMOSb30BaHMEM BbIBOAHbIX NMaHOK (B YepTeXe He MokasaHbl), BbIBOAHbLIE 6t. Butt(antd thee jointstr\]/vitg fuII_pe?etr?ti?PtﬁhouI? bte qe_rforr?ted usilr&g output Beam B1042 Pes. 0
NnaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 0801 SRP0RA 1KMDA-C98. eam B-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMDT-C26-0042 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
o 8 9. 3aBOACKYIO CBapKy MPoM3BOAUTL MOryaBTOMaTOM B CPEe 3aLUMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0042
& 3 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
s| © kayecTBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaTe ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. . ISO 16016. AMypcKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NpUMEeHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— T Romya | e Neroc T Tommee | s
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 42
0 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked = I MPOU3BOLCTBO M. P 1
g o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. FIAM damamGepr E.0 = osos 2001 Banka B-1042 ArVK @ Q
— 15. Ha webl ¢ NonHbiM npoBapom BbinonHuTb Y3 100%, KpOMe OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et AN HUMNTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0042_0_ER.dwg

dopmat A2



Cneundukaums cbopkm/Assembly specification
Mapka |[Her.|Kon. nMHa Macca/Weight, kg Mapka
anPTa 'g'art Qty. Hp;oct:c!fnb I{length, - cTanm MpumevaHue/Notes
Assembly| Ne | wr. rofile mm | WT./unit |obwy./total apku/ass.| Material
B-1044 [5059| 1 |[J160X160X5 | 2659 | 63.371 | 63.371 345-8-0912C
A - A 5125 1 | 120L1 780 | 23.886 | 23.886 C345-5
850 351 90 455 600 25, 90 455 1030 5127 1 | I20L1 780 | 23.886 | 23.886 C345-5
MoKpbITb C
5396 JanbHei CTOPOHbI 5269| 1 [—10x190 190 | 2.834 2.834 345-8-09r2C
MoKpbITH € 27 MOKpbITH C 5275  MokpeiTk ¢
5396  [OafbHein CTOpPOHbI 9275 5274 JanbHei CTOPOHbI AanbHe CTOPOHbI 52701 1 |[—16x190 199 | 4.749 4.749 345-8-09r2C
_ _ - 7 _ . 5273
] \7517257 @. EVjJ [:.41‘ & 5274 14 " 5271 1 |—16x87 199 | 1.835 1.835 345-8-09r2C
= 2l 5278 AN R S o
= =§\—%nr = ' l_r'-lr ————— — ==t I —tr—t—r—t—t— 270 " C i C 5273| 1 |—12x190 190 | 3.401 3.401 345-8-09r2C
R A L L M T ] o ~ o
5269 7:L£ ﬁ::ﬁr i :- -:-534 T | Ir% 1|:—: S ﬁl S 45 50 160 50 45 5274 2 |—16x300 380 | 14.318 | 28.636 (C355-5(215)
D£DI E \ 0949
— =‘565‘9 = ;_‘_"‘_f:: ““““ B = = . = = QOKpblTbc MoKpbITL € 5275| 4 |—10x110 145 | 1.020 4.080 345-8-09r2C
\ - 1 727 | © © 7 1 77 5271 ol NUXHEN CTOPOHbI OnKHEN CTOPOHBI
1\ 5345 5127 | e U fopums o VRS 12 5396 5278| 1 |LC8n 350 | 2467 | 2.467 C346:5
[anbHen CTOPOHbI o —_— +— —
5396 | 5275 \5275 pAN IS T 5345 2 |—10x170 214 | 2.856 | 5.712 C3555(215)
153 242 8523 297 53 92 255 400 145 924 211
T (N / 2018. 022 5396| 3 |C8M 350 | 2.467 | 7.401 03455
MokpbITb C n
HEnCHiCTOHE oKD, € ot MopTLC o059 Macca Hanin. merannaMeight of deposited metal: 0.0% = 0.0 krfkg| 172.258
5345 |
" TpebyeTcs n3rotoBuTh/ Bbibopka meTtanna/
I Assembly quantity Steel specification
I
Mapka Kon-Bo, Macca/Weight, kg M Mapka Macca/
I ohunb
2880 5125 I an-Ta Quantity ERIT =cex FI;rg:‘iIe cTanm Weight,
C E D G 5 = :: g Assembly LuT. assembly total Material kr/kg
| | | ——I | I B-1044 1 172.258 172.258 L 8n C345-5 9.868
153 350 350 92 255 545 924 211 I
I Bcero/Total 172.258 — 10 345-8-0912C 6.914
A 5271 A MoKpPbITL C I
e GrkHei CTOPOH®! I MokpbITh ¢ Cunctema nokpacku / Painting system —10 C355-5(215) 5.712
Poe) I OnXHEN CTOPOHDI
- - Eg Cuctema nokpacku OnucaHve cucTeMbl NOKpacku —12 345-8-09r2C 3.401
LM I o Painting system Description of painting system
S 3] 4ote. 0147 e % % — 16 USC|  6.584
NG B Il Cneumdukaumto cuctembl JIKM npunsTs no Tabnuue A
5269 ™ 7o) | Cucrema NIKM N*1.1, 1.2 nokymeHta AMUR-9000-55S-0006 — 16 C355-5(Z15) 28.636
™ Paint system N°1.1, 1.2 LiseT okpackn - RAL 9006
‘% BanEoR Groposs Coopa nomoct nogaemn o KT 1 ois & oo sammn LR 6030 S 050 " 1 201 C3459 ar.rrz
5 |90 — e [J160X160X5  |3458092C|  63.371
PACK1 KOHCTPYKLMIA NOCMOTPETL NO MOHTaXHbIM CXEMaM 11 3aMe4aHus No Kaxaomy
4 OTB. @ 22 K?JI)LTJ??»( ggg%assso?)%%% Mapku. TEXHUYECKUE YCNOBIUS Ha MOKPACKY BbINOMHEHBI NO JOKYMEHTY
Designation of painting'sylste.m types for assemblies are indicated on erection drawings. Bcero/Total 172.258
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
Il - OCHOBHOE MOKPbITUE 4.64
51 25 :: - LUMHKOHANOoJTHEHHOE NOKpbITNE 01 1
I MoKpbITb C (Ha paccrosHue 25Mm 0T ocv 6onTa, ecrnn He ykasaHo MHOe)
Lh,cl,a;n:ﬂe@ CTOPOHbI . cropo
- C 1BYX CTOPOH
0 5
/‘ Z‘Z' f E‘/j m - C O/1HOI CTOPOHbI
MokpbITL C [ I~
BrnxHen CTOPOHbI I .
1 1
4 o1B. 0 14
435 90 2144 81 (80
C "| E

20t8.0022 50, | 160 | |50

CornacosaHo

5396 MokpbITs C
MokpbITh C p -
H H B - B OnvKHEen CTOPOHbI 5059 / BnmKHen CTOPOHe! F - F %
=ri =T - - N = = 5059
E-E 5059 o| 509 0 o R E 2, 2
5275 — = — |l 527
n 45, 50 160 50 (45 o | 2269 E— 5275‘_ _ 5074 5275 o :qnf |24 lao , o
OKpbITb C ~ © 5274 © © © — | 5059 N OTB.
_ _5%96 | - % A $ 5275 ) $ . ~ =
N \ 9]
MoKpbITL € = ) He kpacue, 5273 T MoKpbITh C @ - = —
S Brken CTopOK:! TONBECTRYHT 110 | 160 | 110 110 160 | 110 -_r aE GrKHei CTOPOHS! \ MokpeiTs ¢
5059 0 5|72 88 S 5278 BnvKHEN CTOPOHbI
5345 15 160 |15 45, 50 160 50 |45
T T
10 160 17
17 Mo
TexHnyeckune TpeboBaHus/ Technical requirements
n 1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
o 2. NsrotoBnexue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. —= | >
FKHEE CTORORE: 3. Csapky Bectn no OCT 14771-76". 2. Manu. acturing lead acc_ording to GOST 231 18_.2012’ SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
M ﬂeTanM TOMNLLMHOWN 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o LeTanu TonwwmHon 3 MM BapuTb kateToM kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Shest No | Total Sheets
- 4. Kateropusi cBapHbIX COEANHEHUIN 2, TUN 5, KDOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Chemical C lex (GCC PP — PIPE RACK DD 44 1
< 5127 5. Matepuan KOHCTpyKumi - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpoluaxT | AMUrgas Lheémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1044 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPLAA 1K A8 eam B-
< 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KND1-C26-0044 CA96o1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBOACKYIO CBapKy NMPOM3BOAUTL MOryaBTOMaTOM B CPE/le 3aLUMTHbIX ra3oB 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer to profection notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0044
& 3 10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment o6 j
5| S kauecTsa Z35 ro FOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality ST ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe %roup Z35 in accordance with GOST 28870-90. ISO 16016. AMypCKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NPMMEHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— e Rorya T e Neroc T Tommee | s y
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHwne KOHTypa LUTPUXOBKM NPUHATL Ha paccTtosHMn 100 Mm oT KpanHero paga 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 Ycrarosku MonuaTunera/Monvnponunenal Cragua | Juct | Jucros
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanenosanue | LLC SPb-Giproshakht [Tn konerp.~ [, i IvHelHbIX Anbda-OnedinHos 44
0 13. O6o3HaueHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked parfoR 2~ — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Koz npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
£ KPOMeE OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Documant No. rm canmmepr £0.| 7 bz Banka B-1044 A\FYK ®
- 15. Ha webl C NonHbIM NpoBapoMm BbinonHuTL Y3[ 100%, KpOMEe OroBOPEHHBbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e o | ermies—| T Al AN HUMWTA3
Homep pesuauu 0 Position Surname Signature Date AO "HWMWrasnepepabotka"

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0044_0_ER.dwg ®opmat A1



CornacosaHo

Cneuncdmkaumsa coopkm/Assembly specification

A-A Mapka | Her.|Kon. nuHa Macca/Weight, kg Mapka
©| p g rt| Qt ﬂpocp_vmb f cTanm Mpumevanne/Notes
©| 18 an-Ta a y. Profile Length, . .
@ O S Assembly] Ne | wr. mm | Wwr./unit |obw./totalmapku/ass| Material
Lo ™
o 2583 | 93 | 89 2595 6> B-1045|5008| 1 |I 30LL1 5360 | 304.546 | 304.546 C3455
S 5154 1 |—10x160 286 | 3.592 3.592 (C355-5(215)
MokpsiTs ¢ 4orp. (95155 P15 onmaecionon MokpeiTs ¢ 5155| 1 |—8x96 268 | 1.595 | 1595 580072
_OnuxHe# CTOPOHE! . anEHeVl CTOpOHbI _OruKHEA CTOPOHSI
/ o - ~fanbHen cTopoHbl. 5341 2 |—12x95 268 | 2.361 4.722 345-8-0912C
/ To) _ N1 \
/ N Lh 9 \E Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 314.455
j‘:::::::::::::::::_::::D__ = iD:::o_:::::::::::::::::‘\_:
_ | l I SN © ‘
8 | 1 8 TpebyeTcs nsrotoBuTh/ BbiGopka meTanna/
)/ N 4 0TB. 022 5008 Assembly quantity Steel specification
5341 N
S \ 5341 Mapka QKon-?_?, Macca/Weight, kg Mpodounb Mapka \I\/Avagcr?{
on-1a uantity —vaprm BCEX Profile cran elgnt,
2538 104 | 76 | 104 2538 | Assembly L. assepmbly total Material kr/kg
o o0} o
il B 6 s B-1045 1 314.455 314.455 —8 345-8-09r2C 1.595
U 2RR “’
Nl Nl N Bcero/Total | 314.455 —10 (C355-5(215) 3.592
Cuctema nokpacku / Painting system —12 345-8-09r2C 4.722
C Cuctema nokpacku OnucaHune cnuctembl NOKpackm T 3011 C345-5 304.546
B = | Painting system Description of painting system 5 Total 314.455
cero/Tota .
| Cneumndwmkaumto cuctembl JIKI npuHsTs no Tabnuue A
Cvcrema JIKM N°1.1, 1.2 [OKyMeHTa AMUR-9000-55S-0006
™ Te) o Paint system N°1.1, 1.2 LiseT okpackun - RAL 9006
P © Q Assembly is full d with pai ificati i i
o 2583 0 182 R 2595 Q Coopea nomocrss rorpauioian ¢ K1 o ol o o Aocrmen, AVIUR. 000 Se 530 "™
AN AN Lo
’ Paint colour - RAL 9006
|_|0KprT3: c 0O6nacTit AK3/OI3 okpacki KOHCTPYKLMIA NOCMOTPETH NO MOHTAXHBIM CXEMaM U 3aMeYaHust Mo Kaxaomy
A HOKprTb c 4 OTB @ 22 AallbHEN CTOPOHbI |_|0KprTb c A K?\/FI)G?Q)K (;)()Tg%asssm&i)%%mapkw. TexHu4eckue YCroBIs Ha NOKPACKY BbIMOMHEHbI N0 JOKYMEHTY
ONVXXHEN CTOPOHBI - T T 5341 BNVXKHEN CTOPOHBI Design-ation;)f pa-inting'systgm types for assemblies are indicated on erection drawings.
5341 = Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
£ I_IoKpb|Tb c 'ﬁ ] : T gAﬁ g - OCHOBHOE MNOoKpbITNE 757
AT FA4
o) [alnbHen CTOPOHBI |Z I <7 % v - LIMHKOHANONHEHHOe NOKpPbITUE 0.07
g |~ : - L{"Dfﬁ (Ha paccrosiHue 25mm 0T ocu 6onTa, €CNn He ykasaHo MHOe)
o) 5154 I Te) 3
° N R | § :: | S 70')% { - C ABYX CTOPOH
| h S
@ Y + I_ A_| [ @ m - C OIHOM CTOPOHBI
<
/| -
\3 0TB. ) 22 5155 / MoKpbITL ¢ 5008 3 0TB. 022 C-C
- B1VKHEN CTOPOHbI MokpbITb C
B . B ONWXXHEN CTOPOHBI
2590 N
[MoKpbITh C
OnuXHen CTOpPOHbI
5154 5341
- 5341
4>| )N 5155 -
B S\ \— |
| 5008 5154,/
C MokpbITb C 5008
ONMXXHEN CTOPOHBI -
110 | 100 110 | 100
TexHun4veckune TpeboBaHus/ Technical requirements , _
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" = —~ | Z
%. g3FOTOBﬂeHI/Ie BeICZB/ICI'I_IQ 1|_40le|- 2:631 18-2012, CI 53-101-98. gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BbinyLeHo Ansi ctpoutenscTea 3naroropckuii M.M]  A6pamos A.C. | dankuHbepr E.®.
. CBapky BeCcTu no 771-76". . Manufacturing lead according to - : 53-101-98. i . -
Bce [eTanu, Kpome OrOBOpeHHbIVI OGBapI/ITb N0 KOHTYPY: 3 Welding should be carried out in accordance with GOST 14771-76 *. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekuii M.M]  A6pamos A.C. | ®ankuHbepr E.®.
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspecifihedhwEld Iegsfsh%uld be rt\alﬁet? kf =I g rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [leTanu TONLLMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAOUNITS Stage {Sheet No | Total Sheets
o 4. Kateropusi cBapHbIX COeANHEHUN 2, TUM 5, KPOME OrOBOPEHHLIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e Amur Chemical Complex (GCC PP — PIPE RACK DD 45 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcTanb fUnPOLLAXT ur gas Chemical Complex ( ) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee jointsk\]/vitg full pe?etrati?cp ﬁhould be perforr?ed usilr&g output 5 B.1045 Pes. 01
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO, SRPORA 1KMO.C98. eam B-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMDT-C26-0045 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
ol © 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘gt'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0045
sl S 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
s| N kayectBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaUTE BBTOPCKAX Mpa
& 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. ISO 16016. AMypckuii razoxummdeckuin komnnekc (MXK)
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — Ve Koyt Thier—Neror T Tommics | T2 y
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | Area No| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 20.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | 77 boosaon NuHeiiHbIx Anbdha-OneduHos 45
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — — MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE="poosaonn TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e boosaoe Ty
2 ﬁ KpOMe OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. L damamGepr E.0 S Eanka B-1045 APV @
= 15. Ha WwBbl C NoNHLIM NpoBapoMm BeinonHuTL Y3[1 100%, KpOME OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Dociraent Rov. S ross— e i Toames | TTa Al AN HUMATA
Howmep pesuauyt 01 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0045_01_ER.dwg
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CornacosaHo

Cneuncdmkaumsa coopkm/Assembly specification

Mapka | Her.|Kon. nuHa Macca/Weight, kg Mapka
3nPTa gart Qty. ﬂpocp_vmb I_ﬂength cTanm Mpumevanne/Notes
A-A Assembly| Ne | wr. Profile mm | WT./unit |obwy./total mapku/ass| Material
o B-1046 5008 1 | I 30LLA1 5360 | 304.546 | 304.546 C345-5
2] N & 5206| 1 |—12x284 370 | 9.899 9.899 (C355-5(215)
e 2642 N7 2642 3 5209| 2 10x95 268 | 1.967 3.934 345-8-09r2C
1 —10x . . -8-
MokpbITb C
2}352(‘:2; %TO ohib BrvkHen CTOPOHI 5341 2 |—12x95 268 | 2.361 4.722 345-8-0912C
b MoKpbITb C C - C
5008 5206 /—52—Oaﬂaﬂbﬂeﬂ CTOPOHbI_ Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 323.101
ﬂ =— = 3 5206
‘ 3 ﬁﬁ_ s % | f TpebyeTcs N3rotoBuTh/ Bri6opka meTanna/
ra N R R e 2 Assembly quantit Steel specification
o | BEUL L o lelisy o 1 o 3| 5341 y quantit P
_6nvKHed CTopoHb! LI 1\l= - o  _BrvkHemn CTOPOHbI ° Mapka éon-?_(t), Macca/Weight, kg Mpocurb Mapka \I\/Avagcr?{
4 oTB. ©) 22 /5209 . 4 o an-Ta uantity . cTanu eight,
2£U9 oTB. V) 22 - MapKu BCEX Profile :
5341 = PP e4 Assembly LT, assembly total Material kr/kg
© SR R SN 3 Bcero/Total | 323.101 — 12 345-8-00r2C 4.722
Q& K SIKX 3 —
112 | 100 Cuctema nokpacku / Painting system —12 (355-5(215) 9.899
C Cucrtema nokpackm OnwncaHune cuctemMbl NOKpacku T 30LA1 C345-5 304.546
Painting system Description of painting system 5 Total 323101
| cero/Tota .
B Cneumndwmkaumto cuctembl JIKI npuHsTs no Tabnuue A
C Cvcrema JIKM N°1.1, 1.2 [OKyMeHTa AMUR-9000-55S-0006
4>| Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
B o Assembly is fully covered with paint | Specification of paint system should be adopted according
= B '“\3 = CHopka NOMHOCTbI0 NokpaLuieHHast ¢ JIKM | to table A of the document AMUR-9000-555-0006
| N| « © B - B Paint colour - RAL 9006
o 2583 ﬁ 92 90 2595 8 EE— 0O6nacTit AK3/OI3 okpacki KOHCTPYKLMIA NOCMOTPETH NO MOHTAXHBIM CXEMaM U 3aMeYaHust Mo Kaxaomy
1 yepTex ompasquon Mapku. TexHu4eckne YCNoBWA Ha NOKPACKy BbINOMHEHbI MO JOKYMEHTY
MokpbITb C gﬁﬁg(ﬂ;; %TO OHBbI égsliJg%at?c?r? ;)sfspsaﬁgggg'system types for assemblies are indicated on erection drawings
I'IOKprTP (o] ONUKHEN CTOPOHBI P Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
AanbHen CTOPOHbI MoKpbITh € 5206
A n 5341 5341 [anbHeil CTOPOHbI A - OCHOBHOE MOKPLITUE 7.74
OKpbITb C |
OnuxHen CTOPOHbI - UMHKOHANOJTHEHHOE NOKpbITHhE 009
- g 5209 (Ha paccrosiHue 25mm 0T ocu 6onTa, €CNn He ykasaHo MHOe)
Tp] 2=l H H ) ] o — —H_ 3
© T\Q4 ; ;ﬁ 7°°>ﬁ 1 - C IBYX CTOPOH
Lo . 1) To) .
u"O) : - gg i f£>ﬁ 5209 m - C OJJHOIA CTOPOHBI
- |
O 4018B.022 - ~ 45206 13 — O 2N
b2l : | | | | A 2y 5008
L= ————— '_l__ — —
\3 oTB. 122 5209/ 5209 0 112 | 100
5008 3 o1B. ) 22
VY Y YT
TexHnyeckune TpebosaHus/ Technical requirements , _
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" = —~ | Z
%. g3FOTOBﬂeHI/Ie BeICl'B/ICI'I_IQ 1|_40le|- 281 18-2012, CI 53-101-98. gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BbinyLeHo Ansi ctpoutenscTea 3naroropckuii M.M]  A6pamos A.C. | dankuHbepr E.®.
. CBapky BeCcTu no 771-76". . Manufacturing lead according to - : 53-101-98. i . -
Bce [eTanu, Kpome OrOBOpeHHbIVI OGBapI/ITb N0 KOHTYPY: 3 Welding should be carried out in accordance with GOST 14771-76 *. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekuii M.M]  A6pamos A.C. | ®ankuHbepr E.®.
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspecifihedhwEld Iegsfsh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [leTanu TONLLMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAOUNITS Stage [Sheet No | Total Sheets
o 4. Kateropusi cBapHbIX COeANHEHUN 2, TUM 5, KPOME OrOBOPEHHLIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e Amur Chemical Complex (GCC PP — PIPE RACK DD 46 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcTanb fUnPOLLAXT ur gas Chemical Complex ( ) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee jointsr\]/vitg full pe?etrati?cp ﬁhould be perforr?ed usilr&g output 5 B.1046 Pes. 01
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO SRP.AA 1. ron. eam b-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD'-C26-0046 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
ol © 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0046
sl S 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
s| N kayectBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaUTE BBTOPCKAX Mpa
& 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. ISO 16016. AMypckuii razoxummdeckuin komnnekc (MXK)
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — T Romya | e Neroc T Tommee | s
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 20.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | 77 boosaon NuHeiiHbIx Anbdha-OneduHos 46
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — — MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE="poosaonn TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e boosaoe Ty
LI KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No_ FUAM damamGepr E.0 S Eanka B-1046 AFYK @
— 15. Ha wB.bl ¢ nonHbIM NnpoeapoM BbiNonHUTL Y3[ 100%, KpoMe OroBOpPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep aoiueta L — — 1l 1)\ HUNMTA3
Document Rev. LomkHocTb | ®amunug, uHuumans | TToanuce Lata . ,
Howmep pesuauyt 01 Position Surname Signature | Date AO "HVIMVirasnepepatoy
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Cneundukaums cbopkm/Assembly specification

'\Qﬁﬂ'f QZI{ KQC;J; n%?g;ﬁ‘gb P;nﬁﬁ’ Macca/Welght, 9 I?:ATZ%K; MNpumeyaHne/Notes
Assembly| Ne | wr. mm | wr./unit |obw./totalmapku/ass.| Material
B-1047 |5072| 1 |1 35LL1 5360 | 349.946 | 349.946 C345-5

5159 1 |—10x160 326 | 4.095 | 4.095 (C355-5(215)

51601 1 |—8x121 310 | 2.325 | 2.325 345-8-09r2C

52101 1 |—12x324 370 | 11.293 | 11.293 C355-5(215)

5211 2 |—10x120 310 | 2.877 | 5.754 345-8-09r2C

5344 4 |—12x121 310 | 3.403 | 13.612 345-8-09r2C

Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 387.025

TpebyeTcs nsrotoBuTb/ BbiGopka meTanna/
Assembly quantity Steel specification
Mapka (I)(on-?ct), Macca/Weight, kg Mpodounb Mapka \l\//lvac_:cr?{
on-ra uantity MapKu BCEX Profile cranv egnt,
Assembly LuT. assembly total Material kr/kg
B-1047 1 387.025 387.025 —8 345-8-09r2C 2.325
Bcero/Total | 387.025 — 10 345-8-0912C 5.754
A-A Cunctema nokpacku / Painting system —10 (355-5(Z15) 4.095
- CucTtema nokpacku OnuncaHne cncTembl NOKPaCcKM —12 345-8-09r2C 13.612
| 2 g ¥© Painting system Description of painting system
(qV] — (q\] ~—
@ 9 2 M N ™ o —12 (C355-5(215) 11.293
1833 g 92 98| 1118 2 95) Sg) 2045 8 Cneumdukaumto cuctembl JIKM npuHaTs no Tabnuue A
o — o™ LO) Cricrema NIKITN°1.1, 1.2 nokymeHta AMUR-9000-55S-0006 I 35111 C345-5 349.946
Paint system N°1.1, 1.2 LiseT okpacku - RAL 9006
5210 5159 Coopa nomoctl nogauemn o KT 1 ois & oF e sammn AUR. 6030 S 0503 " Beero/Total|  387.025
Paint colour - RAL 9006
ol 3 5160 i3 i’%g”ég?é%%%&;mﬁ??Jflﬁ&?&ﬂ?%%%%bH”a"%i:éify“ﬁmn%*ﬁﬁ”eiﬂ.”né"g”f:i‘;%“eﬁiy”" e
| §2J 1,, - — T Design-ation;)fpa-inting'sy.stgm types for assemblies are indicated on erection drawings.
:T.: - - - -——————— —_D — === ;_I_ === - - - = = = _—_= -EI ___________ = _— = — — ‘ 1= Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
4o01tB.022 | | TJ : g 4 o1B. ©) 22 : @ - OCHOBHOE MOKPBITUE 9.68
p / AN \
e / N / \ - LUMHKOHANOoJTHEHHOE NOKpbIThE 01 1
5344 . / 5344 MokpbITb g S / 5344 5072 (Ha paccrosHue 25Mm 0T ocv 6onTa, ecrn He ykasaHo MHOe)
MOKpPbITH C 5211 BrHKHEN CTOPOHI MoKpbITh C
BrIMKHE! CTOPOHbI MoKpbITb C BrnxHen CTOPOHbI g - C IBYX CTOPOH
Erwkrent ETOPOHS! m -C O,CI,HOVI CTOPOHbI
1892 76 1224 76 2092
o o o) 3
cO| ©0 — | 00 ™
—| © ™l © Lo
o) N
— o™
B | E i E MokpbITb C %
C 4>|E GrvKHerR CTOPOHBI MokpeITb C B - B
B | D 8 : D o D 5072 onmxHen CTOPOHbI 5072
4—| | =
0| W — \ 7 /
0 o o ) 7o) o o B D
® ~| ™ — © = _ 2
MoKpbITh C o 1833 ®1 92 | 90 1118 o 182 R 2045 ¥ ] 5344 o
BNYXHEN CTOPOHbI 0 1 [oKpbITH C 5211 0
OKPbITb C MOKpbITH C BnmxHei CTOPOHI o 5159 ]
. GnkHen CTOPOH! 5344 [anbHel CTOPOHSI @ 5160 5210 5344
OKpPbITb C —_
A p,anEHeﬂ CTOpPOHb! lMoKpbITh € 5344 5344 4 oTB. O 22 A /L 5211 S 5210
5 AanbHEN CTOPOHbI < —\ — L I\ N
To) 7 7 MoKpbITb C r o1 Rl co) To) Q'+=
e Z 1 ‘g ,qanEHeﬁ CTOPOHbI ’E4 Il \44:- ; - °°> 5072, 135 125 5072 137 125
13 «© . 401B.022 - :7 :: | © 8 135 | 125 137 | 125
2 4ot 222 || || 5160 ) |
& 3 -1.5211 stso ff [ 8 =
3 | | 5210 ims 3
[MoKpbITb C \ Lo MokpbITb C / N
6nMXHeNn CTOPOHbI 4 ot8. 0 22 BrIMKHEN CTOPOHbI 5160, EOKpb'Tbv c 5072 MoKpbITh €
Y Y Y Y Y Y Y Y Y Y Y Y Y ~ A Gnitxtei CTOpOHb
VY Y Y Y Y Y Y Y Y
45 1745 280 1115 90 2040
TexHnyeckune TpeboBaHus/ Technical requirements — _
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" = "
%. gSFOTOBJ’IeHMG Be(r)'lél)/ICI'I_I(_) 1F‘?C'1I' 231 18-2012, CI153-101-98. gf me object. lead q GOST 23118-2012. SP 53-101-98 01 20.08.2021 IFC - Issued for Construction / BeinywieHo Ansi cTpoutenscTea 3natoropckuii [M.1M]  A6pamos A.C. | dankuHGepr E.®.
. CBapky BecTu no 771-76*. . Manufacturing lead according to - , 53-101-98. ) . "
Bce [ieTanu, Kpome OFOBOpeHHbIVI O6BapVITb N0 KOHTYPY: 3 Welding should be carried out in accordance with GOST 14771-76 *. 0 05.08.2021 IFC - Issued for Construction / BeinyLueHo Ans ctpoutenscTea 3natoropckui M.}  Abpamos A.C. | ®ankuHbepr E.O.
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
[eTtanu TonuwmHon 5-6 mm BapuTb KaTeTom kf=6 mMm; Unspecified weld legs should be taken kf = 8 mm; Rev. Date Purpose for Issue Drawn Checked | Approved
Hetanu TonwuHon 4 Mm BapuTb kateTom kf=4 mm; Parts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm; PP/ PE / LAO UNITS Stage 1Sheet No | Total Sheet
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; 9 £ £ets
m- 4. Kateropus cBapHbIX COEQUHEHWUI 2, TUM 5, KDOME OrOBOPEHHBbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Chemical C lex (GCC PP — PIPE RACK DD 47 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) Tof
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1047 Pes. 01
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD1-C26-0047 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
ol © 9. 3aBOACKYIO CBapKYy NPON3BOAUTL NOMyaBTOMaTOM B CpeAe 3alMTHbIX ra3oB 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0047
el S 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
S| kauyecTsa Z35 no FOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SUTE BBTOPCKIX Npa
& 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe %roup Z35 in accordance with GOST 28870-90. ISO 16016. AMypckuii razoxummdeckuin komnnekc (MXK)
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s y
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroroperi Mn] < fooos.z021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamos AC. | __ A7 froonzn INnHentbix Anbda-OneduHos 47
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="poos a0z TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e ooz A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 ooz Banka B-1047 A\FYK ®
— 15. Ha wB.bl ¢ nonHbIM NpoBapoM BbiNonHUTL Y3[ 100%, KpOMe OroBOPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep foyuetTa L — = Al A\ HUMATA3
Document Rev. LomKHOCTb Oamunus, whaumanel | Iognmcb Larta . .
Homep pesuauu 01 Position Surname Signature Date AO "HWMWrasnepepabor
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B3am. MHB. No

Moan. v pata

05.08.2021

MHB.Nnoan.

1229878
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TexHnyeckune TpeboBaHus/ Technical requirements

1. [JaHHbIN YepTexX CMOTPETbL COBMECTHO C KOMMNIIEKTOM veptexen "AE" obbekTa.
2. NarotoBneHue Bectn no NOCT 23118-2012, CI1 53-101-98.

3. Capky Bectn no NOCT 14771-76".

Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY;

KaTeTbl HEOrOBOPEHHbIX CBAPHbIX LWBOB NPUHATL kf=8 MMm;

[eTtanu TonuwmHon 5-6 mm BapuTb KaTeTom kf=6 mMm;

HeTanu TonwuHon 4 mm BapuTb KateTom kf=4 mwm;

HeTanu TonwuHon 3 mm BapuTb KateTom kf=3 mm.

4. KaTeropusi cBapHbIX COEANHEHUN 2, TUN 5, KPOME OrOBOPEHHbIX.

5. Matepuan koHcTpykumi - no FOCT 27772-2015.

6. CTbikOBble 1 TAaBPOBblE COEAMHEHUSA C NOSIHBIM NPOBaPOM BbINOSMHSATL C
NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE
NnfaHKn cpesaTtb Nocsie CBapKu.

7. MecTto MapkupoBkmM pacnonaraTb Ha pacctoaHum 500 MM OT Kpas anemeHTa.
8. OcTpble KpOMKM CKpyrnuTb R= 2 mm.

9. 3aBOACKYO CBapKy NPOM3BOANTL MNOSTyaBTOMAaTOM B cpefe 3alUTHbIX ra3oB
10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna
kayectBa Z35 no NOCT 28870-90.

11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JONYCKaeTCcs, KpoMe

OrOBOPEHHbIX, C MPUMMEHEHMEM MaTepmanoB cornacHo Tabn. .2 Cl 16.13330.2017.

12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb.

[MonoxeHne KoHTYypa WTPUXOBKN NPUHATL Ha pacctodaHumn 100 Mm OT KpanHero psaa
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX.

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

Bce ykasaHHble pa3mepbl yrroBbIX LWBOB COOTBETCTBYHOT BennymHe "z".

14. Bce WBbI C pas3genkon KpOMOK BbIMOMHSKTCS € NOMAHLIM NPOBapoM,

KPOME OrOBOPEHHbIX.

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

F-F

5133
MokpbITb C
OnvKHEN CTOPOHbI /

——

Cneundukaums cbopkm/Assembly specification

'\Qﬁﬂ'f QZI{ KQC;J; n%?g;ﬁ'gb P;nﬁﬁ’ Macca/Welght, 9 I?:ATZ%K: MNpumeyaHne/Notes

Assembly| Ne | wr. mm | wr./unit |obw./totalmapku/ass.| Material

B-1049(5013| 1 |1 2561 2180 | 55.925 | 55.925 C345-5
5133| 1 |I20LNA 1840 | 56.346 | 56.346 C345-5
5147 1 |—8x60 230 | 0.839 | 0.839 345-8-09r2C
5148 1 |—8x60 230 | 0.845 | 0.845 345-8-09r2C
5165| 1 |—8x60 230 | 0.828 | 0.828 345-8-09r2C
5168| 1 |—18x165 230 | 5.331 5.331 345-8-09r2C
5170 2 |—8x106 150 | 0.985 1.970 345-8-09r2C
5235 1 |—10x175 270 | 2.671 2.671 345-8-09r2C
5241 1 |[—10x201 248 | 2502 | 2.502 345-8-09r2C
5245| 1 |—10x60 232 | 1.066 1.066 345-8-09r2C
5309| 1 |—8x50 265 | 0.772 | 0.772 345-8-09r2C
5310 1 |—8x50 265 | 0.772 | 0.772 345-8-09r2C
5318| 1 |—10x160 234 | 2939 | 2.939 (C355-5(215)
5322\ 1 |—10x175 230 | 3.160 | 3.160 (C355-5(15)
5345\ 1 |—10x170 214 | 2.856 | 2.856 (C355-5(215)
5362| 2 |—10x60 230 | 1.063 | 2.126 345-8-09r2C
5380 1 |—10x60 232 | 1.066 1.066 345-8-09r2C

Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 142.014

TpebyeTcs nsrotoBuTh/ BbiGopka meTanna/
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpodurnb Mapka Macca/
an-Ta Quantity , cTanu Weight,
MapKu BCEX Profile -
Assembly LuT. assembly total Material Kkr/kg
B-1049 1 142.014 142.014 —8 345-8-09r2C 6.026
Bcero/Total 142.014 —10 345-8-09r2C 9.431
Cuctema nokpacku / Painting system —10 (355-5(215) 8.955
Cucrtema nokpacku OnucaHne cuctembl MOKPaCKM — 18 345-8-09r2C 5.331
MoKpbITb C Painting system Description of painting system
_l[ '\ 6nwkHeit CTOPOHbI I 20un C345-5 56.346
Cneuundukaumio cuctemsl JIKIM npuHsaTs no tabnuue A
sads L 2551 s | s
aint system g, BET OKpacku -
A Conpa tamorrsd e TN 1 GO A o e rumnt ANRLG000 S5 008 ™ BeerofTotal| 142014
3unnﬁnuuo>L 30neoAuu Paint colour - RAL 9006
e f 3 tubopums e ey
npedbapumentHo -9000-555- '
pedbapumensHo. é't\eﬂslijgat?gr? OSfSpSzaig(t)igg'sy‘stem types for assemblies are indicated on erection drawings.
5309 5310 Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
5362 5362 - OCHOBHOE MOKPbITHE 4.58
- LUMHKOHANOTHEHHOe NOoKpbIThE 022
5013 (Ha paccrosHre 25Mm 0T ocy BonTa, ecnm He ykasaHo UHOe)
- C ABYX CTOPOH
S|| 97 | 9710 m - C OIHOI CTOPOHI
10 s
MokpbITb C
5380 ONMKXHEN CTOPOHBI 67
o C-C
5235 T ’
5245 i Y
= 5318 5148
5013 00
N = 5147
10 \ nOKprTva
10 _BRvKHEN CTOPOHBI 5322 5013 A\
5241 5165
5|5
10 5|5
10 (s
1. This drawing is to be viewed together with the reference set of drawings "AE" e —
of the object. _ = | ¥
%' \|>/|Vae? duinagcguggnu%dlebaedcaa?'?izlgIOnUgt tl% SS:EL gr?]’g; %\;ﬁl’(]) 162(’)%?_ ?2-7"7011--7968* 0 05.08.2021 IFC - Issued for Construction / BeinyLueHo Ans ctpoutenscTea 3nartoropckuii M.)  A6pamos A.C. | ®ankuHbepr E.O.
All parts except specified one shall be welded along the contour; ' Pes. Aata Ha3sHaueHne Bbinycka PaspaGotan| lMposepun | YTBepaun
gnspecifihethEld Iegsfssh%uld be r’t]alﬁetgl kf =I 3 rgm; dleq kf= 6 Rev. Date Purpose for Issue Drawn Checked | Approved
arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
arts with thickness of 3 mm shall be welded weld le =3 mm. L ; -
4. Category of welded joints 2, type 5, except specifiegd. CeBepcTanb flnPoLLAXT Amur gas Chemical Complex (GCC) DD = of 1 1
5. Material of structures - according to GOST 27772-2015. CalCA
6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1049 Pes. 0
strips (not shown in the drawing), cut off the output strips after welding. aroA. CBPLARA 1 KMA (9% eam bB-
7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KND1-C26-0049 CAgeo1| Rev.

8. Round off sharp edges R =2 mm.
9. Factory welding is carried out by semiautomatic device in a shielding gas
environment
10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality
%roup Z35 in accordance with GOST 28870-90.

1. Adjoining parts without a welded seam is not allowed, except as agreed, using
materials according to table. 2 SP 16.13330.2017.
12. Do not paint the shaded surfaces.
Take the position of the hatch contour at a distance of 100 mm from the extreme
row holes on other sides, except specified.
13. Welding designations according to GOST R ISO 2553-2017, system B.
All specified dimensions of corner welds correspond to the value "z."
14. All groove welds shall be made with full penetration, except specified.
15. Perform 100% UT on welds with full penetration, except specified.

Refer to protection notice
ISO 16016.

Cobniogath ykasaHue o
3aLuMTe aBTOPCKUX NpaB
ISO 16016.

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0049

Subcontractor/Vendor
Cy6noapsiauuk/Moapsaumk

Mam. [Kon.yuy.| Jinct | Nepok. I'lognuce | Lata
Rev. | Area No] Sheet |Doc. No| Signature | Date

Amypckuin razoxmmmyeckmnin komnnekc (MXK)
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CornacosaHo

Cneundukaums cbopkm/Assembly specification

'\Qﬁﬂ'f QZI{ KQC;J; n%?g;ﬁ'gb P;nﬁﬁ’ Macca/Welght, 9 I?:ATZ%K: MNpumeyaHne/Notes

Assembly| Ne | wr. mm | wr./unit |obw./totalmapku/ass.| Material

B-1050(5012| 1 |I 2561 2280 | 58.491 | 58.491 C345-5
5137| 1 |I20LNA 440 | 13.474 | 13.474 C345-5
5146| 1 |—10x160 240 | 3.014 | 3.014 (C355-5(215)
5147 1 |—8x60 230 | 0.839 | 0.839 345-8-09r2C
5148| 1 |—8x60 230 | 0.845 | 0.845 345-8-09r2C
5164| 1 |—10x175 240 | 3.297 | 3.297 (C355-5(15)
5165| 1 |—8x60 230 | 0.828 | 0.828 345-8-09r2C
5166| 1 |—8x60 230 | 0.834 | 0.834 345-8-09r2C
5238| 1 |—10x166 249 | 2125 | 2125 345-8-09r2C
5248| 2 |—10x60 230 | 1.057 | 2114 345-8-09r2C
5345\ 1 |—10x170 214 | 2.856 | 2.856 (C355-5(215)
5348| 1 |—8x50 330 | 0.997 | 0.997 345-8-09r2C
5362| 2 |—10x60 230 | 1.063 | 2.126 345-8-09r2C

Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 91.840

TpebyeTcs nsrotoBuTh/ BbiGopka meTanna/
Assembly quantity Steel specification
l\gapI;a Cll<ogr-1?'(t)’ Macca/Weight, kg Mpodurb I(\:/Ia;pka \I\//Ivaec_:gcr:]a{
n-T vantity —vaprm BCEX Profile Tarn 1gnt,
A i A Assembly LuT. assembly total Material kr/kg
1055 250 975 B-1050 1 91.840 91.840 —8 345-8-0912C 4.343
4 0o1B. ¥ 18 5348 MokpsiTe ¢ Bcero/Total 91.840 — 10 345-8-09r2C 6.365
0137 5360 5248 | 5166 BrukHen CTopoH! 5148 Cwuctema nokpacku / Painting system —10 C355-5(215) 9.167
I — R i - = = — CvicTema nokpacku OnucaHne CMCTeMbI MOKPacKM T 20LU1 C345-5 13.474
—— = = ====-=="="= mma N i Painting system Description of painting system
I~ | 5345 Il 1 5147 I 2561 C345:5 58.491
(o)) — ! d 8 Cneuundukaumio cuctembl JIKIM npuHsaTs no Tabnuue A
5362 5248/ Crictema NKMN°1.1, 1.2 AokymerTa AMUR-9000-555-0006 Bcero/Total 91.840
- 5012 | 5164 5146 Paint system N°1.1, 1.2 LiBeT okpackn - RAL 9006
HOKprTti c |51 65 Assembly is fully covered with paint | Specification of paint system should be adopted according
GrnvKHE CTOPOHbI == CGopka nomnHocTbto nokpatuerHas ¢ JIKM | to table A of the document AMUR-9000-55S-0006
295 636 84| 161 1000 104 et coour._RAL 3000
O6nactn AK3/OI'3 okpackit KOHCTPYKLWIA MOCMOTPETb MO MOHTaXHBIM CXEMaM 1 3aMeyaHns Mo Kaxaomy
vepTex OTI'IpaBOHHOVI Mapku. TexHu4eckne YCNoBWA Ha NOKPACKY BbINONHEHbI N0 AOKYMEHTY
AMUR-9000-55S-0006.
Designation of painting system types for assemblies are indicated on erection drawings.
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
- OCHOBHOE MOKpbITNE 320
- LUMHKOHANOJTHEHHOE NOKpbITUE 009
(Ha paccrosHre 25Mm 0T ocy BonTa, ecnu He ykasaHo UHOe)
E - C ABYX CTOPOH
| 2280 m - C 0JHOW CTOPOHI
255 90 1935
A A
5137
T |_|0KprTbv (o
@_ﬂ_@ ONVXXHEN CTOPOHBI
o
2 | 4018.0 18 AIC E-E
Il B
o ! | 5164
— I MoKpbITL C [NokpbITb € 304UCMUMb 5012
N I 5345 Qﬁlﬁ(ﬁga ((:)TOpOHbI BAMKHEN CTOPOHI Qﬁﬁﬁﬁgﬁ gTOpOHbI BRVXHEN CTOPOHbI MoKkpsiTs © ST B-B
2 oTB. ©) 22 . [ .7 ‘ 1 8 3 ONVKHEN CTOPOHbI - N 5147
= o 1T | I 5348 5165
oo 5248 g 10 = —
8 \ i I ‘o ||40TB. 022 5166
N \ 5362 5248 410 3 for
© 09062 02406 0 I 5345
S 5362 ~ [fo e 63 2| ST L 5147 DI, 10 5164
MoKpPbITH C < < P 10 5148
BrIVKHEN CTOPOHBI 2012 & 2238 5165 —| 5146 5362 5238 [ J
] - 62772
= B = 5012 5146
4>| ~
E 2 o1B. ) 22 5362
45 930 37 123 | 90 910 9 | |55 =T
(N 5012
- | . | 10| 97 | 97 (|10
D C
TexHnyeckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Ceapky Bectn no [OCT 14771-76". 2. Manu. acturing lead aCC.Ording to GOST 231 18_.2012’ SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [eTanu TONLWMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage ]Sheet No | Total Sheets
@ 4. Kateropusi cBapHbIX COeAMHEHW 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical Complex (GCC PP — PIPE RACK DD 50 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output 5 B.1050 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. OROA. SRPOAA 1KMOCR. eam B-
N 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376588.7-SRP-06-1.1-KMD1-C26-0050 CAgeo1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0050
& 3 10. Oet. ¢ npumeyaHuem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment ot '
s S kauyecTsa Z35 no FOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SUTE BBTOPCKIX Npa
& 11. MNpumMbikaHne aeTanen 6e3 CBapHOro LBa He JonycKkaeTcs, KpoMe %roup Z35 in accordance with GOST 28870-90. . ISO 16016. AMypckuii razoxummdeckuin komnnekc (MXK)
= OrOBOPEHHbIX, C MPUMEHeHeM maTepuanos cornacHo tabn. .2 CI1 16.13330.2017. 1. Adjoining parts without a welded seam is not allowed, except as agreed, using — e Rorya T e Neroc T Tommee | s
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHve KOHTYpa LUTPUXOBKM NPUHATL Ha paccToaHun 100 MM OT KpanHero psaaa 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 YcraHosku Monuatunena/lonunponuneHa/ Cragusi | INuct NMucTos
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 50
oo 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked — — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kon npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
BN KpOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. rn oanuntepr E0.| 7 oz Banka B-1050 ryy @
- 15. Ha webl C NonHbIM NpoBapoMm BbinonHuTL Y3[ 100%, KpOMEe OroBOPEHHBbIX. 15. Perform 100% UT on welds with full penetration, except specified. Docirment Koy e ross— e | Tormics | T Al AN HUMWTA3
Howmep pesuaiyt 0 Position Surname Signature | Date AO "HUMWraznepepaGotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0050_0_ER.dwg ®opmat A1



CornacosaHo

Cneuncdmkaumsa coopkm/Assembly specification

Lo o
N~ L0 0
|75 250 & 1055 e Mapka | Det. | kon Ha Macca/Weight, kg Mapka
MOKPbITH C C-C 3nPTa gar{ Qty. Mpocoune I_ﬂength crarm | TMpumedanne/Notes
BAVKHEN CTOPOHBI Assembly| Ne | wr. Profile mm | Wwr./unit |o6uy./total Mapkw/ass| Material
/ 5295 55 6868 55
o 5171 5246 5045 S B-1051(5045| 1 |I 2051 1380 | 29.422 | 29.422 03455
™ T
17,/ = E R 5295 ‘E 5295 5171| 2 |—18x165 182 | 4.211 | 8.422 345-8-0912C
S : ! 4 o1B. ) 22 5171
™ N 51721 2 |—8x118 150 | 1.100 2.200 345-8-09r2C
I\ 5171 + 5246 S
4 o18. £ 18 : ~ 5242| 1 |—10x183 244 | 2193 | 2.193 345-8-09r2C
5295 E 5246| 2 |—10x47 184 | 0.665 1.330 345-8-0912C
35 156 234 955 5172 5295| 2 |—8x118 330 | 2.421 4.842 345-8-09r2C
o — To) o 5171 \4 o1B. ) 22
10 o2 2. = 5172 5364| 1 |—10x163 219 | 1.990 1.990 345-8-0912C
C -— | D - | 5242 5045 Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 50.399
1380
— 1o o TpebyeTcs M3roToBuTh/ BuiGopka MeTannal
o 1912 234 ¢ 955 2 55 Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Moodbunb Mapka Macca/
A 9295 | 595 5045 ﬂngbglg ¢ opo A an-ra | Quantity (—r —ox Fllrf);il o cranu Weight,
- = = AalibHen Ct Hbl 1
‘ / e U N B Assembly L. assembly total Material kr/kg
‘ \ o - — -8
5171 /M 5246 a6 5 /1 7;% B-1051 1 50.399 50.399 8 345-8-09r2C 7.042
_ 10 A BTeN B Total ) —1 45-8-092 51
5171 o % ﬁﬁ D-D cero/Tota 50.399 0 345-8-09r2C 5.513
5295 Cuctema nokpacku / Painting system — 18 345-8-09r2C 8.422
S 2018. 022/
5172 5364 2 01B. 0 22 4 01B. 018 CucTema nokpacku OnncaHne CUCTEMbI MOKPACK I 2061 C345-5 29.422
B , B Painting system Description of painting system
5172 o 5295 = 9%y Plion o7 paining sy Beero/Total|  50.399
5242 o CneumchKaAu’chr&I%Mgaggbégé(gon 6lAH;rrb no Tabnuue A
neTem °q. . [OKyMeHTa - - -
2 OTB. @ 22 8 (F:’a?nte syastj;lzﬁnN’\“l”ﬂ”Zz LiBeT okpacku - RAL 9006
322 37 45 u Coopa nomiocT nogaem o KT ol oo o AU G030 S SS9
o N To)l= 2 OTB. ) 22 Paint colour - RAL 9006
| % 8 % 0O6nacTut AK3/OI"3 okpackit KOHCTPYKLMIA NOCMOTPETH MO MOHTaXHBIM CXeMaM 1 3aMeyaHIst Mo Kaxnomy
o ™ | yeprex ompaBquon Mapku. TexHuyeckue YCNoBWA Ha NOKpPacKy BbINONHEHbI N0 AOKYMEHTY
Lo ézﬂs?%-at?gr? Z)sfssahigggels stem types for assemblies are indicated on erection drawings
C ™ | Tehn%cal conditi%ns fo? pginting g)‘/)tem are indicated in document AMUR—QOOO—SSS—O()%G.
D % - OCHOBHOE MOKpLITHE 1.53
< 952 - - LUIMHKOHAMNOJTHEHHOE NMOKPbITUE 012
(Ha paccrosiHne 25mm OT ocy BonTa, ecnu He ykasaHo MHoe)
MoKkpbITb C _
ONMXXHEWN CTOPOHBI C ABYX CTOPOH
5 m -C OJZI,HOVI CTOPOHbI
51
== « 5045
A
5246
\ 5246
125 |66 234 955
o Lo o
TexHnyeckue TpebosaHusa/ Technical requirements &) 2 o

1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" : —
2. Uarotoenexue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = | | =
3. CBapKy BecTv no OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekui M.M]  A6pamos A.C. | ®ankunbepr E.®
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOpEHHbIX CBaAPHbIX LUBOB NPUHATL Kf=8 MM; All parts except specified one shall be welded along the contour; Pes. Hata Ha3sHayeHue Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspeci;‘ihedhwEld Iegsfssh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 MM BapuTb kKateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o Hetanu TonwwmHon 3 MM BapuTh kateTom kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PPIPE/LAO UNITS Stage |SheetNo | Total Sheets
< 4. Kateropusi cBapHbIX COeANHEHUN 2, TUM 5, KPOME OrOBOPEHHLIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical C lex (GCC PP — PIPE RACK DD 51 1
z 5. MaTtepman KoHCTpyKuui - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCMOSb30BaHMEM BbIBOAHbIX NMaHOK (B YepTeXe He MokasaHbl), BbIBOAHbLIE 6t. Butt(antd thee jointstr\]/vitg fuII_pe?etr?ti?PtﬁhouI? bte qe_rforr?ted usilr&g output Beam BA051 Pes. 0
NnaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 0801 SRP0RA 1KMDA-C98. eam B-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMD-C26-0051 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
o 8 9. 3aBOACKYIO CBapKy MPoM3BOAUTL MOryaBTOMaTOM B CPEe 3aLUMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0051
& 3 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
s| © kayecTBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaTe ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. . ISO 16016. AMypcKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NpUMEeHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— T Romya | e Neroc T Tommee | s
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 51
0 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked = I MPOU3BOLCTBO M. P 1
g o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
2 ﬁ KpOMe OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. L damamGepr E.0 = osos 2001 Eanka B-1051 T{O) Q
— 15. Ha webl ¢ NonHbiM npoBapom BbinonHuTb Y3 100%, KpOMe OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et AN HUMNTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0051_0_ER.dwg
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CornacosaHo

Cneuncdmkaumsa coopkm/Assembly specification

A A-A D-D Macca/Weight, k M
Mapka | Oet.|Kon. nnHa acca/vveignt, kg apka
67, (60, 67 48 42 3699 3nPTa gart Qty. Mpocoune I_ﬂength ctann | Mpumeuanmne/Notes
3699 | 3699 Assembly| Ne | wr. Profile mm | WT./unit |obwy./total mapku/ass| Material
12| 3624 - _ 1 C-1016(5067| 1 |I20LWA 3699 | 113.274 | 113.274 C3455
<t
2 o18. ) 22 MlokpbiTs ¢ ” @ 5202| 1 |—12x170 214 | 3.427 3.427 345-8-0912C
. = I 2758
GmxHen cToporel L\ 5222 1 |—12x186 360 | 6.308 | 6.308 C355-5(215)
MoKpbITE C - 4o018.014 I I
GnixHelh CTOPOHE! I ™ 12638 - 5229| 2 |—10x72 174 | 0.898 1.796 345-8-0912C
I «©
- MoKpbITL € I o & 5230| 2 |—10x72 174 | 0.966 1.932 345-8-0912C
BRVKHEN CTOPOHbI I e
SN 2408 5233| 2 |—10x72 100 | 0.557 | 1.114 345-8-0972C
—— o
! SO . 5233 %Bbmapm Macca wann. metanna/Weight of deposited metal: 0.0% = 0.0 krikg| 127.851
i 1 npeagBapuTenibHO
o
2 e ” 8,058 5| 2229 5230 TpeGyeTcs UaroToBUTS/ Beiopxa MeTanna/
N MRS / 1138 Assembly quantity Steel specification
—— o —f—
h 4o01B8.914 1938 o o Mapka Kon-Bo, Macca/Weight, kg Mpodhurb Mapka Macca/
5067 I © © an-Ta Quantity YETI® —cex Profile ctanu Weight,
M MoKpbITL C ii o 5229 978 Assembly LT, ass e[z)mbly total Material kr/kg
OnKHEN CTOPOHLI 5g) —
! Lw ~N11708 \ 5230 C-1016 1 127.851 127.851 —10 345-8-09r2C 4.842
¥ ] Ty
47| 100, (|47 ! 4o8. 014 S _— 1 5222 Bcero/Total | 127.851 —12 345-8-09r2C 3.427
BblBapuUTb
E 5222 - E I 5233 84 13 MPEABAPUTENBHO Cuctema nokpacku / Painting system — 12 C355-5(215) 6.308
t otB. ¥ 20 5233 } 5230 87 CucTema nokpacku OnwncaHne cUCTeMbl NOKPACKH T 20LL1 C345-5 113.274
= V40U S Painting system Description of painting system
| LI > Bcero/Total 127.851
0E s T ME 2 TR o
=== | | ~ 2 Paint system N°1.1, 1.2 LiseT okpackun - RAL 9006
9229 - N 5067 Assembly is fully covered with paint | Specification of paint system should be adopted according
'Q —? 923 5230 Cbopka nonHocTbio nokpatueHast ¢ J1KI | to table A of the document AMUR-9000-55S-0006
5229 - ' - Paint colour - RAL 9006
B mAn Y g Al B 5067 O6nactn AK3/OT"3 0kpackit KOHCTPYKLMIA NOCMOTPETb MO MOHTEXHbIM CXEMaM 1 3aMEYaHIA N0 KaXEOMY
75273@ ™ — 4epTeXy OTNPABOYHOW MapKu. TeXHUYECKIE YCNIOBMS HA NOKPACKY BbINOMHEHbI N0 AOKYMEHTY
’ V N 0 AMUR-8000-555-0006. o _ .
7 — 2 0 Designation of painting system types for assemblies are indicated on erection drawings.
P 0 5233 \_X; Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
5233 ~ 5202 5202 He kpacuTb, 5202 - OCHOBHOE MOKpbITYE 3.89
| TONbKO FPYHT
- UMHKOHANOJTHEHHOE NOKpbITHhE 01 1
D I__i (Ha paccrosHue 25mm 0T ocu 6onTa, €Crn He ykasaHo MHOe)
A
E o E C [1BYX CTOPOH
B - B £930 &\\\\ - C O[IHOM CTOPOHBbI
5233
om0 5202
5067 5229
5067
Y i d
- |~ ;
o0
5|15 5222
10 194 10
50 50
47 100 47
TexHnyeckune TpebosaHus/ Technical requirements
1. [JaHHbI YepTeX CMOTPETb COBMECTHO C KOMMIEKTOM yYepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" 2 —
2. Wsrotosnenue sectv no FOCT 23118-2012, CM 53-101-98. of the object. = | | =
3. CBapKy BecTn no FOCT 14771-76". 2. Mam‘! acturing lead acc_ording t_O GOST 231 18_.2012’ SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekui M.M]  A6pamos A.C. | ®ankunbepr E.®
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspecifihedhwEld Iegsfsh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [leTanu TONLLMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAOUNITS Stage {Sheet No | Total Sheets
r 4. Kateropusi cBapHbIX COeQMHEHUN 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. . A Chemical Complex (GCC PP — PIPE RACK DD 118 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex ( ) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee jointsr\]/vitg full pe?etrati?cp ﬁhould be perforr?ed usilr&g output Cor 1016 Pes. 0
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO SRP.AA 1. ron. olumn C-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMDT-C28-0118 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
ol © 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0118
el 5 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6
< S (aliecTsa Z35 o rOCT 28%70-90. 10. Parts with note d235 - continuity class goagt(:)ording to GOST 22727-88, quality ST BBTOPGIK Mpas
g . MpumbikaHne getanen 6e3 cBapHOro wea He A4onyckaeTcs, KpoMme group in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — T Romya | e Neroc T Tommee | s AmypcKui rasoxummneckuit komrnekce (FxXK)
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 118
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — o MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No_ FUAM damamGepr E.0 = osos 2001 KonohHa C-1016 AFYK @
- 15. Ha wBbl ¢ nonHbiM npoBapoM BbiNonHUTL Y3 100%, KpOMe OroBOpPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et il AN HUNMTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0118_0_ER.dwg
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A-A A =
MoKpbITL C MokpbiTh ¢ C/| MNokpeite C 5914 MoKpeITL C C B N B
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5218 5219
1186 5216 e 1186
N 0216
' 251 5218
3 J 5216 BN . N 5249
/ N\ /
© 52171 , | 5217 5217, o .
es n 5217, 9 8
I
I 5079 I
I I
I MokpbITb C © © [
I BNUXHEN CTOPOHBI 0 I~ I
I - = I
520 Sy 1B iR — 520 ! 4 otB. Y 14
I |
& I 8 I MoKpbITh C
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TexHnyeckune TpebosaHus/ Technical requirements

1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa.
2. N3rotoBneHue Bectn no NOCT 23118-2012, CI 53-101-98.
3. CBapky Bectn no NOCT 14771-76*.

60

1. This drawing is to be viewed together with the reference set of drawings "AE"

of the object.
2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98.

Cneuncdmkaumsa coopkm/Assembly specification

Maoka | Oet. |Kon. a Macca/Weight, kg Mapka
3,-,PT|; Qaﬁ Qtj;_ ﬂpocp_vmb fl;nZch, - cTanm Mpumevanne/Notes
Assembly| Ne | wr. Profile mm | WT./unit |obwy./total mapku/ass| Material
C-1027|5079| 1 |I20L1 1186 | 36.319 | 36.319 C345-5
5214\ 1 |—20x210 374 | 12.331 | 12.331 (C355-5(Z35)
5216| 2 |—10x90 200 | 1.169 | 2.338 345-8-09r2C
5217 2 |—8x102 200 | 1.086 | 2.172 345-8-09r2C
5218| 2 |—10x30 200 | 0.394 | 0.788 345-8-09r2C
5219| 1 |—10x30 200 | 0.394 | 0.394 345-8-09r2C
5249| 1 |—10x30 200 | 0.394 | 0.394 345-8-09r2C
Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 54.736
TpebyeTcs nsrotoBuTh/ BuiGopka MeTannal
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpocurnb Mapka Macca/
an-ta Quantity - cTanu Weight,
MapKu BCEX Profile .
Assembly L. assembly total Material kr/kg
C-1027 1 54.736 54.736 — 8 345-8-09r2C 2172
Bcero/Total 54.736 —10 345-8-09r2C 3.914
Cuctema nokpacku / Painting system — 20 (355-5(Z35) 12.331
Cunctema nokpacku OnwncaHune cnctemMbl MOKpacKu T 2011 C345-5 36.319
Painting system Description of painting system
Bcero/Total 54.736

Cuctema JIKMN°1.1, 1.2
Paint system N°1.1, 1.2

Assembly is fully covered with paint
Cbopka nonHocTbo nokpaluexHast ¢ JIKM

Cneuudukauuio cuctembl JIKIM npuHsTs no Tabnvue A

nokymeHta AMUR-9000-55S-0006
LiBeT okpacku - RAL 9006

Specification of paint system should be adopted according
to table A of the document AMUR-9000-55S-0006

Paint colour - RAL 9006

O6nactin AK3/OT3 oKkpackit KOHCTPYKLMIA TOCMOTPETb MO MOHTaXHbIM CXEMaM W 3aMeqaHus! Mo KaxaoMy
YepTEXY 0TNPABOYHON MapKi. TEXHUYECKNE YCIIOBMA Ha NOKPACKY BbINONHEHbI MO AOKYMEHTY

AMUR-9000-55S-0006.

Designation of painting system types for assemblies are indicated on erection drawings.
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.

- OCHOBHO€ NOKpbITHE

1.49

- UMHKOHaNonHeHHoe nokpbiTne 006

(Ha paccrosiHne 25mm OT ocy BonTa, ecnu He ykasaHo MHoe)

C [1BYX CTOPOH

m - C 0HON CTOPOHI

—

T

_F

%

Bce [eTanm, Kpome OrOBOpeHHbIVI OGBapI/ITb MO KOHTYPY: 3 Welding should be carried out in accordance with GOST 14771-76 *. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekuii M.M]  A6pamos A.C. | ®ankuHbepr E.®.
KaTeTbl HEOroBOpEHHbIX CBaAPHbIX LUBOB NPUHATL Kf=8 MM; All parts except specified one shall be welded along the contour; Pes. Hata Ha3sHayeHue Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspeci;‘ihedhwEld Iegsfssh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 MM BapuTb kKateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o Hetanu TonwwmHon 3 MM BapuTh kateTom kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PPIPE/LAO UNITS Stage |SheetNo | Total Sheets
,ﬁ 4. Kateropusi cBapHbIX COeQMHEHUN 2, TN 5, KPOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. . A Chemical Complex (GCC PP — PIPE RACK DD 129 1
z 5. MaTtepman KoHCTpyKuui - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt and tee joints with full penetration should be performed using output Pes.
nnaHkM cpes3aTb Nocrie CBapku. strips (not shown in the drawing), cut off the output strips after welding. AGCC.287 AGCC 287-9691-376588.7-SRP-06-1 1-KMD1-C28-0129 Column C-1027 cAg691| Rev. 0
N 7. MecTo MapknpoBku pacnonaraTb Ha pacctosHumM 500 MM OT Kpasi anemeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
ol © 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0129
el 5 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
s| © kayecTBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaTe ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. ISO 16016. AMypcKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NpUMEeHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— T Romya | e Neroc T Tommee | s y
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 129
0 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked = I MPOU3BOLCTBO M. P 1
g o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. FIAM damamGepr E.0 = osos 2001 KononHa C-1027 ArVK @ Q
— 15. Ha webl ¢ NonHbiM npoBapom BbinonHuTb Y3 100%, KpOMe OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et AN HUMNTA3
Howmep pesuauyt 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0129_0_ER.dwg

dopmat A2



CornacosaHo

| A Cneundukaums cbopkm/Assembly specification
| Mapka | deT.|Kon.| nMpoduns  |Amuva Macca/Weight, kg Mapka
67 60 67 A-A an-ta | Part|Qty. E ¢;_| Length, - cTanm MNpumeyaHme/Notes
Assembly| Ne | wr. rotile mm | Wr./unit |obwi./total rapku/ass.| Material
3693 3693 3693
o T C-1035(5010| 1 |1 20LLU1 3693 | 113.090 | 113.090 C345-5
201B.922 || w ~ | 3618 i
/m{_*\\*g e 5132 10 |LC 8N 1197 | 8.438 | 84.380 C345-5
M I
HanbAGH CTOpOHb 5010 | 5222| 1 |—12x186 360 | 6.308 | 6.308 C355:5(215)
- Il
47 100 47 o I o B - B 5229 2 |—10x72 174 | 0.898 1.796 345-8-0912C
Lo
™ &) ” = 52301 2 |[—10x72 174 | 0.966 1.932 345-8-09r2C
i Il ;)27331 I
:: Y 5233| 2 |[—10x72 100 | 0.557 1.114 345-8-0912C
/
. 5209 R 5267| 20 |—8x69 174 | 0.740 | 14.800 5809720
> I — 5010 - :
2178 [ 2178 5343| 1 12x200 214 | 4.032 4.032 (C355-5(215)
[ - : 00 =
S o 5230 y i 5200 o — 5233 Macca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 227.452
~ 2038 L ~ 12038 npeaBapuTensbHO
1973 5230 .~ | IF'/:* o TpebyeTcs M3roToBUTL/ BeiGopka meTanna/
Sl | T 5230 © Assembly quantity Steel specification
==~
§ I 5233 § Mapka (I)(on-?ct), Macca/Weight, kg Mpodounb Mapka \l\//lva(_:cr?{
I 5229 5229 © an-Ta uantity : cTanu eight,
5287 i 5287 5132 3 Assembly . al\sﬂsaeprlévlély ?ggl( Profile Material kr/kg
1738 = 1738 :
5“1(: C-1035 1 227.452 227.452 —8 345-8-0912C 14.800
- 5287 I 5230 m
9287 _ - [FE S RS © Bcero/Total | 227.452 L 8n C345-5 84.380
5132 ~ 5287 5222
5132 —~ 2287 B 5287 - :: B npensaiﬂ?iﬁﬂﬁé Cuctema nokpacku / Painting system —10 345-8-09r2C 4.842
5132 3 ! 3 5233 gy '
5087 I 5087 130 84 Cuctema nokpacku OnucaHne cucTeMbl NOKpacku —12 C355-5(215) 10.340
5287 5287 FE I 5 Painting system Description of painting system
~ 1388 1o o 1388 e 9% P bain™ng =y T 20L1 03455 113.090
Cneumdukaumto cuctembl JIKM npuHsTs no Tabnuue A
5287 N “ ;][_ gw_cTtemathanq:11.1,112.2 ﬂO'?YuMEHTaaKM%i‘ffi%‘sgs"m% T Bcero/Total 227.452
= SN aint system N°1.1, 1. BET OKpackKu -
5132 5287 5132 5287 ! 5287 Assembly is fully covered with paint | Specification of paint system should be adopted according
ﬁ 7 8 FEE I 8 Cbopka nonHocTblo nokpalueHHas ¢ JIKM | to table A of the document AMUR-9000-55S-0006
D19 7 ™ I ™ Paint colour - RAL 9006
5087 5287 :: 5087 O6nactun AK3/OI"3 okpacku KOI-_lISJprKLLVIVI NOCMOTPETb MO MOHTAXHLIM CXeMaM 1 3aMeyaHIs No Kaxaomy
5132 N o220/ qepTe»_( om_paBo_quw Mapku. [exHn4yeckne ycrnoBusa Ha NOKpPaCKy BbIMOMHEHbI N0 AOKYMEHTY
2 2*87* ~ 1038 ~ Il - 5132 1038 égs?;at?gr? osfspsaig?igg'sy.stem types for assemblies are indicated on erection drawings.
— = \—21-] = Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
5287
S L 5287 5 E_”_E_ - OCHOBHOE NOKPbITUE 8.24
5132 1|, g = 5287 -~ I > 5287 = - LMHKOHAMOMHEHHOE NOKPbITHE 0.05
5132 e :: - D (Ha paccTosiHve 25MM 0T oci G0NTa, €CIIM He YKa3aHo 1HOE)
ML
- 5132 5987 I 5287 C - C - C [BYX CTOPOH
I N
5287 ~ T 688 \ N L - 2132 688 5132 | m - C O/1HOI CTOPOHbI
5287 ==
5287 |ﬂ 2281 |
h S |
5132 5087 | 1 | - 5287 |
3 I 3 8 77| 117
C o192 C (1yp) 3 I “ = 5287
(Tun.) I ' 9£0/
2257) 5132 5287 |, | 5287 5132 |
338 N S 338 5287 |
5287 _ |l == T Tl T
I \ >~
- 5287 === D
5287 "o 5132 % A ~ DB % 5087 - 4 5010
N | g 5287, Il 8 = = |
BL 5132 B | |
I | 5287
= 771117 | —
. 0 0 ' || \s010 0 S |
N
T 5343 !
5343 IF 51327
|
A
47 100 47
4 o1B. ) 22 - R
50 50
MoKpbITh C MokpbITh €
[anbHeit CTOPOHbI. _AasnbHei CTOPOHbI 5222 515
—— e 5229 7 :
s o &
5010 T 5010
5343 5230
5233
59 76 59
TexHun4veckue TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNNEKTOM YepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" e —
2. Narotosnenue Bectn no FOCT 23118-2012, CM 53-101-98. of the object. = |
3. Ceapky BecTnt no [OCT 14771-76". 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinywueHo Ans cTpouTensCcTea 3naroropckuii MM|  ABpamos A.C. | dankuHBepr E.®
Bce getanu, Kpome oroBopeHHbIN 06BapuTb N0 KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOPEHHbIX CBApPHbIX LWBOB NPUHATL kf=8 MwMm; All parts except specified one shall be welded along the contour; Pes. Aata Ha3sHaueHne Bbinycka Paspaboran| lMposepun | YTBepaun
ﬂeTanM TONLMNHON 2-6 MM BapuTb KaTeTOI\iélfk£=6 MM; gnspecifihedhwEld Iegsfssh%uld be rtmahet? kf =I 3 rgm; d lea kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwuHon 4 mm Baputb KateTom kf=4 mwm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o LeTanu TonwwmHon 3 MM BapuTb kateToM kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAO UNITS Stage |Sheet No | Total Sheets
m- 4. Kateropusi cBapHbIX COEANHEHUIN 2, TUN 5, KDOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. Qe A Chemical C lex (GCC PP — PIPE RACK DD 137 1
£ 5. MaTepnan KoHCTpyKLMii - no TOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb fiinpowaxs | Amurgas Chemical Complex (GCC) T of
z 6. CTbIKOBbIE 1 TaBPOBbLIE COEAVNHEHMS C MOMHbIM MPOBAPOM BbIMOMHATL C 5. Material of structures - according to GOST 27772-2015. CalCA
& NCNoSib30BaHMEM BbIBOAHBIX MMAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt( and thee jointsr\]/vitg full pe)netrati?cfn ﬁhould be perforr?ed usilrég output Col 1035 Pes. 0
niaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. RO, O RPABA 1KMA.(98. olumn C-
< 7. MecTo MapkMpoBKKW pacnonaraTb Ha paccTosHun 500 MM OT Kpasi anemMeHTa. 7. Iglace the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376588.7-SRP-06-1.1-KMD1-C26-0137 CA96o1 | Rev.
b 8. OcTpble KpOMKM CKpyrnuTb R= 2 mm. 8. Round off sharp edges R =2 mm. ) _
o| 8 9. 3aBoAcKyto cBapKy NMpouM3BOAMTL MofyaBTOMaToOM B Cpefe 3aLUUTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refer (0 Drotecton notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0137
& 3 10. OeT. c npumedanunem Z35 - knacc cnnowHoctn 0 no NOCT 22727-88, rpynna environment o6 j
s| © (auecTsa Z35 o roCT 28870-0. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality ST ABTOPOKIX Npa
& . MpumbikaHne pgetanen 6e3 cBapHOro LWBa He JONYyCKaeTcs, Kpome roup in accordance wit -90. ISO 16016. Y y
= OrOBOPEHHbIX, C NPMMEHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. ?1. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— e Rorya T e Neroc T Tommee | s AmypCKuiA rasoxummieckuit komnnekc (MxXK)
12. 3awTpUXOBaHHbIE NOBEPXHOCTU HE KPacuThb. materials according to table. 2 SP 16.13330.2017. Cy6roapsimavk/Moapsnk Rev. | AreaNo| Sheet |Doc. Nof Signature | Date
MNonoxeHwne KOHTypa LUTPUXOBKM NPUHATL Ha paccTtosHMn 100 Mm oT KpanHero paga 12. Do not paint the shaded surfaces. Name . o e by |3naroropri Mn] =< os.s2021 Ycrarosku MonuaTunera/Monvnponunenal Cragua | Juct | Jucros
OTBEPCTUI C ABYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hauwenosanve | LLC SPb-Giproshakht [T “korcrp. Aopamon AC. | A7 |sosaom TNunenHbIx Anbda-OneduHos 137
0 13. O6o3HaueHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Proee Code Ghocked = — MPOM3BOACTBO M. P 1
= 5 Bce ykasaHHble pa3mepbl YrioBbIX LUBOB COOTBETCTBYIOT BeNuymHe "z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Koz npoexa Head of dept. _[BonkoB AA. FE="[psos a0 TPYBOMPOBOAHAA SCTAKALA Ha 1n.
£l ® 14. Bce WwBbI ¢ pa3genkon KPOMOK BbIMOMHSAOTCA C NOMHbLIM NPOBapoOM, All specified dimensions of corner welds correspond to the value "z." Tag No. oot sesm. |Ayaxo ZLB. e |ososz0m A
£ ﬁ KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. T oanuntepr E0.| 7 oz KonohHa C-1035 rvv ® O
S 15. Ha LWBbI C NOSHBIM NPOBapPOM BbINONHUTE Y3[] 100%, KPOME OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Dociraent Rov. 5 e Rt e BLL e Bt Al AN HIAMATA3
Howmep pesuaiyt Position Surname Signature | Date AO "HlMWirasnepepatota”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0137_0_ER.dwg ®opmat A1



CornacosaHo

A | B B-B Cneuncdmkaumsa coopkm/Assembly specification
Cc-C 3693 Mapka | Oet.[Kon.| [nHa Macca/Weight, kg Mapka
3693 3693 A-A 67,6067 n onra |Part|Qly. | oo™ |l engihf—— cranv | Mpumeanve/Notes
. I Assembly] Ne | wr. mm | Wr./unit [o6wy./totalmapku/ass.| Material
i MoKpbITb € 3693 e
. i AanbHel CTOPOHbI B I C-1036(5010| 1 |1 20LLU1 3693 | 113.090 | 113.090 C345-5
5010 & ~ 3618
I Y I
I NS I o 5156| 2 |—12x72 174 | 1.159 2.318 345-8-0912C
0 0 I 2 0TB. © 22 5010 I 3
oS e I I I — 5157| 2 |—12x174 192 | 3.126 6.252 345-8-09r2C
T ™ 195 !
10, 195 ! i 5301| 1 |—10x160 178 | 2.236 | 2.236 £355-5(215)
" 8 5156 ! 2157
5157 E156 g s157| 52| 90, |52 < 26, 5301 5302| 1 |—8x170 192 | 2.022 | 2.022 345-8-09r2C
5301 .| 5156 E E _ 2188
2188 2188 / PR /,51,57, - 5343| 1 |—12x200 214 | 4.032 4.032 (C355-5(215)
N i = - I N
o o :kh I P ﬁ I ® Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 129.950
% 5156 & 5301 | —— L 2138 1o | S
2006 / ) 2006 ] Rl E T 0 S E =
= - = :Am - 22 i © 2053 - I / 5157 TpebyeTcsa n3rotoBnTb/ Buibopka meTannal
5302/ 8 poo i i A5 =R :: 15302 Assembly quantity Steel specification
4 5302 I ~ g N 5301
5157 o 4018.022 A7 L I 195 © Mapka Kon-Bo, Macca/Weight, kg Mpodomrie Mapka Macca/
© © 5157 ! [ 5157, / 5156 h § an-ta Quantity ET, SCoX Profile cTanu Weight,
S 5010 S - H 5302 / @ :: Assembly L. assembly total Material kr/kg
I i
| 5010 8 s34 I C-1036 2 129.950 | 259.900 —8 345.8.00r2C 4.044
I 09495 I
0 0 I D D I 0 Bcero/Total | 259.900 —10 (C355-5(215) 4472
- T 4&'& 0 Cuctema nokpacku / Painting system — 12 345-8-09r2C 17.140
5343 5343 5343 o Cucrtema nokpackm OnucaHune cucTembl MOKpacku — 12 C355-5(215) 8.064
4._| Painting system Description of painting system
A | I 2001 C345-5 226.180
C B Cvcrema JIKM N°1.1, 1.2 ﬂcgfywé?lﬁgakl\mﬂ%gilgggg%ég(-gono%MHﬂTb " Taﬁ“”ue A Bcero/TotaI 259 900
Paint system N°1.1, 1.2 LiBet okpacku - RAL 9006 i
Assembly is fully covered with paint | Specification of paint system should be adopted according
Cbopka nonHocTbio nokpalueHHas ¢ JIKM| to table A of the document AMUR-9000-55S-0006
Paint colour - RAL 9006
E - E O6nactn AK3/OT"3 0kpackit KOHCTPYKLMIA NOCMOTPETb MO MOHTEXHbIM CXEMaM 1 3aMEYaHIA N0 KaXEOMY
YepTexy 0TNpaBOYHON MapKu. TexHu4eckne YCNoBKA Ha NOKPACKy BbINOMHEHbI MO JOKYMEHTY
SzﬂsliJ%at(i)gr? -osfssé-ig?ig&s stem types for assemblies are indicated on erection drawings
D - D 52 90 52 Tehn(‘ical conditﬁ)nsfo?pginting g)‘/)tem are indicated in documentAMUR-9000-55S-0(?06.
10,59, 76 |59 5301 101, 93 £157 - OCHOBHOE MOKDHITHE 3.97
5343 - - LIMHKOHAMOJTHEHHOE NOKPbITUE 0.09
5302 ;——F (Ha paccTosiHme 25Mm oT ocv 60nTa, €CIM He YKasaHo 1Hoe)
l 3 5010 - 4: o C [1ByX CTOPOH
501 0 < l :| 1 10_3 m -C OAHOIZ CTOPOHbI
- N Q1
[ 35 L#;Q 0 L él
\
4 o1B. V) 22 \" TMoKpbITb C
\ fanbHEeNn CTOPOHbI
5156
TexHun4veckune TpeboBaHus/ Technical requirements
; . ﬂaHHbIVI yepTex CMOTpeTl_bOCC(;I)_II'::NZI%(?I'I:]H8O 2CO|f|02MI'ICJ'II_e|K5T3OI\4I 641e%1ée>|<e17| "AE" obbekTa. 11" 'I;]his grawing is to be viewed together with the reference set of drawings "AE" % %/
. MlarotoBrneHue Bectu no - : -101-98. of the object. . =<7 '
3. CBapKy Bectn no OCT 14771:76*' . 2. Mam‘! acturing lead acc_ordlng t_O GOST 231 18_.2012’ SP 53_101_98; 0 05.08.2021 IFC - Issued for Construction / BeinywieHo ansa ctpoutenscrea 3naroropekuii M.M]  A6pamos A.C. | ®ankuHbepr E.®.
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *.
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
HeTanu TonwmHon 5-6 mm Baputb katetom kf=6 mm; Unspecified weld legs should be taken kf = 8 mm; Rev. Date Purpose for Issue Drawn Checked | Approved
. HeTanm Tonlimion 3 i BapHTe KaTeToM KI=3 i Parts with thickness of 4 mm shall be welded weld leg ki < 4 mim PP /PE /LAO UNITS Stage |Sheet No |Total Sheets
2 4. KaTeropusi cBapHbIX coeanHeHun 2, Tun 5, KpoMe OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical Complex (GCC PP — PIPE RACK DD 138 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex ( ) 1 of 1
§ 6. CTblkOBblE€ M TaBPOBblE COEAMHEHUS C NOSTHLIM NPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. _ Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee Jomtsr\lmtg full pe?etratl?cp ﬁhould be perforr?ed u3||r&g output Cor 1036 Pes. 0
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO SRP.AA 1. ron. olumn C-
N g L\)ﬂeCTO MapKUpPOBKU pacnonlgragb Ha paccTosiHun 500 MM OT Kpasi anemMeHTa. g Elaced‘[h?:f mﬁrkingdat a cIiQistagce of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMDT-€26-0138 CAgeo1 | Rev.
b . OcTpble KPOMKM CKpYrnnTb R= 2 Mm. . Round off sharp edges R =2 mm. ) )
© § 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0138
el 5 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6
< S (aliecTsa Z35 o rOCT 28%70-90. 10. Parts with note d235 - continuity class goagt(:)ording to GOST 22727-88, quality ST BBTOPGIK Mpas
g . MpumbikaHne getanen 6e3 cBapHOro wea He A4onyckaeTcs, KpoMme group in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — T Romya | e Neroc T Tommee | s AmypcKui rasoxummneckuit komrnekce (FxXK)
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 138
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — — MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No_ FUAM damamGepr E.0 = osos 2001 KonohHa C-1036 AFYK @ Q
- 15. Ha wBbl ¢ nonHbiM npoBapoM BbiNonHUTL Y3 100%, KpOMe OroBOpPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre et il AN HUNMTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”

AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0138_0_ER.dwg
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CornacosaHo

<7 . .
A Cneuncdmkaumsa coopkm/Assembly specification
y
| Mapka | Her.|Kon. nuHa Macca/Weight, kg Mapka
67, (60, (67 A-A B-B 3nPTa gart Qty. Mpocpune I_ﬂength cranm | [Mpumeyanue/Notes
Assembly| Ne | wr. Profile mm | WT./unit |obwy./total mapku/ass| Material
MoKpbITH C S S —T1oKpbITb C 3693
ET B TODENE 0] 261 :: T el C-1037|5010| 1 |1 20LLU1 3693 | 113.090 | 113.090 C345-5
NNONLY 5
%_\95 f B 52221 1 |—12x186 360 | 6.308 6.308 (C355-5(215)
I
201B. 022 5010 I 5228| 1 |—10x72 100 | 0.552 0.552 345-8-09r2C
- E— Il
47 100 47 o o) :: — 5010 o 5229| 2 |—10x72 174 | 0.898 1.796 345-8-0912C
~ AP -
— © x | 5028 Lo 5230| 2 |—10x72 174 | 0.966 | 1.932 345-8-0972C
| o N v 5228 5232| 1 |[—10x72 100 | 0.555 | 0.555 345809120
I 5222
5229 = A 5 5343| 1 |—12x200 214 | 4.032 | 4.032 C355-5(Z15)
2243 N i 5230 ©
~ acca Hann. metanna/Weight of deposited metal: 0.0% = 0.0 kr/kg :
2178 | A 2178 M /Weight of deposited metal: 0.0% = 0.0 kr/kg| 128.265
[
o Q 5230 | 5229 5229 5229 2| 9
N T S e I A S 32 2038 TpebyeTtcs N3rotoBuTh/ Bui6opka MeTannal
~ %;‘ Assembly quantity Steel specification
1973 5230 -~ I
[ Lj 5230 o Mapka Kon-Bo, Macca/Weight, kg Mpodhunb Mapka Macca/
I~ 5209 © an-tTa Quantity YETT® Scex Profile cTanm Weight,
I 5232 BbIBApUTH Assembly LT, P bl tal Material kr/kg
I npeaBapuTEnbHO assembly tota
- o I 3|l 84 5232 = C-1037 1 128.265 128.265 —10 345-8-09r2C 4.835
TYP) 5 & ! <
ETI/II'I.)) 2 o I 87 ~ Bcero/Total 128.265 — 12 (C355-5(215) 10.340
Il
CL JC I 5343 Cuctema nokpacku / Painting system I 20U C345-5 113.090
I
0 0 I 5010 Cunctema nokpacku OnucaHune cucTembl MOKpPacKu Bcero/Total 128.265
— . 0 Painting system Description of painting system
AN
5343 ‘_
5343 e KINLA 12| Koames AMURS000 358 00t O 10O A
| Paint system N°1.1, 1.2 LiBeT okpacku - RAL 9006
A Assembly is fully covered with paint | Specification of paint system should be adopted according
| Cbopka nonHocTbio nokpalueHHast ¢ JIKIM | to table A of the document AMUR-9000-55S-0006
Paint colour - RAL 9006
B 0O6nacTut AK3/OI"3 okpackit KOHCTPYKLMIA NOCMOTPETH MO MOHTaXHBIM CXeMaM 1 3aMeyaHIst Mo Kaxnomy
yeprex ompaBquon Mapku. TexHuueckne YCNoBWA Ha NOKpPacKy BbINONHEHbI N0 AOKYMEHTY
AMUR-9000-55S-0006.
E - E Designation of painting system types for assemblies are indicated on erection drawings.
Tehnical conditions for painting sytem are indicated in document AMUR-9000-55S-0006.
C - C 474L 100 4L47 - OCHOBHOE MOKPbITME 3.96
59 76 59 50 50 - UMHKOHANOJTHEHHOE NOKpbITHE 004
4 oTB. ) 22 5343 (Ha pacctosHue 25mm oT ocu 6onTa, ecnn He ykasaHo UHOe)
5222 55 .
o) 5220 % N C [1BYX CTOPOH
I-O _— Al
l\T f m - C O[IHOM CTOPOHBI
y | H
EED -
5010 — L2221 13 5010
/
MoKpbITh ¢ / 5228
_[anbHel CTOPoHbl 5230
TexHun4veckune TpeboBaHus/ Technical requirements
1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" - —
2. Wsrotosnenue sectn no FOCT 23118-2012, CIM 53-101-98. of the object. . = | | =
3. CBapKy Bectn no OCT 14771:76 - . 2. Mam‘! acturing lead acc_ordlng t_O GOST 231 18_.2012’ SP 53_101_98; 0 05.08.2021 IFC - Issued for Construction / BeinywieHo ansa ctpoutenscrea 3naroropekuii M.M]  A6pamos A.C. | ®ankuHbepr E.®.
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *.
KaTeTbl HEOroBOpEHHbIX CBapHbIX LWBOB NPUHSATL kf=8 MMm; All parts except specified one shall be welded along the contour; Pes. Hata HasHaueHve Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspecifihedhwEld Iegsfsh%uld be rt\alﬁet? kf =I 3 rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
9 [leTanu TONLLMHOM 3 MM BapuTb kaTeToM kf=3 MM. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PP/PE/LAOUNITS Stage {Sheet No | Total Sheets
p 4. KaTeropusi cBapHbIX COeANHEHUI 2, TUMN 5, KPOME OroBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. e A Chemical Complex (GCC PP — PIPE RACK DD 139 1
E 5. MaTepuan KoHCTpyKuui - no FTOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex ( ) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6. Butt(and thee jointsr\]/vitg full pe?etrati?cp ﬁhould be perforr?ed usilr&g output Cor 1037 Pes. 0
nnaHKK cpes3aTb Nocre CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 9RO SRP.AA 1. ron. olumn C-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-KMDT-C26-0139 CAgeo1 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
o 8 9. 3aBOACKYIO CBapKy MPoM3BOAUTL MOryaBTOMaTOM B CPEe 3aLUMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘g'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0139
& 3 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6 '
5| S (atiecta Z35 no FOCT 28870-90. 10. Parls with note 235 - continuity class 0 according to GOST 22727-88, quality SaLINTE S6TOPOIK Npas
g . MpumbikaHne getanen 6e3 cBapHOro wea He A4onyckaeTcs, KpoMme group in accordance wit -90. ISO 16016. y y
= OrOBOPEHHbIX, C MpUMeHeHneM MaTepuanos cornacHo tabn. .2 CI 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using — T Romya | e Neroc T Tommee | s AmypcKui rasoxummneckuit komrnekce (FxXK)
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | AreaNo| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O o by |3naroropciui MLV 05.08.2021 YcraHosku MonuaTunenal/Monunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 139
oo 13. O6o3HayeHusi ceapku no FTOCT P UCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked — — MPOM3BOACTBO M. P 1
5 o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
LI KPOME OrOBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No_ FUAM damamGepr E.0 = osos 2001 KonohHa C-1037 AFYK @
- 15. Ha wBbl ¢ nonHbiM npoBapoM BbiNonHUTL Y3 100%, KpOMe OroBOpPEHHbIX. 15. Perform 100% UT on welds with full penetration, except specified. Howep J0iyuenre 5 et il AN HUNMTA3
Howmep pesuauyt Position Surname Signature | Date AO "HViMVirasnepepabotka”
AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0139_0_ER.dwg dopmat A2
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TexHnyeckune TpebosaHus/ Technical requirements

Cneuncdmkaumsa coopkm/Assembly specification

I\gﬁﬂ? gg:{ Ig)tj; n%ﬁ;’,‘gb E;ng:ﬁ, Macca/Welght, < Iz:/lTaaFJ)'lK; Mpumevanne/Notes
Assembly| Ne | wr. mm | Wr./unit [o6wy./totalmapku/ass.| Material
C-1038(5027| 1 |I20L1 3699 | 113.274 | 113.274 C345-5

52021 1 |—12x170 214 | 3.427 | 3427 345-8-09r2C

Macca Hann. meTanna/Weight of deposited metal: 0.0% = 0.0 kr/kg| 116.701

TpebyeTcs nsrotoBuTh/ BbiGopka meTanna/
Assembly quantity Steel specification
Mapka Kon-Bo, Macca/Weight, kg Mpodounb Mapka Macca/
an-ta Quantity - cranu Weight,
MapKu BCEX Profile :
Assembly LuT. assembly total Material kr/kg
C-1038 1 116.701 116.701 —12 345-8-09r2C 3.427
Bcero/Total 116.701 I 2001 C345-5 113.274
Cuctema nokpacku / Painting system Bcero/Total 116.701
Cucrtema nokpackm OnucaHune cucTembl MOKpacku
Painting system Description of painting system
Cneumdwmkaumto cuctembl JIKIM npuHsTs no Tabnuue A
Cvctema JIKM N°1.1, 1.2 0OKyMeHTa AMUR-9000-55S-0006
Paint system N°1.1, 1.2 LiBet okpacku - RAL 9006
Assembly is fully covered with paint | Specification of paint system should be adopted according
Cbopka nonHocTbio nokpatueHast ¢ 1K | to table A of the document AMUR-9000-55S-0006
Paint colour - RAL 9006

0O6nacTit AK3/OI3 okpacki KOHCTPYKLMIA NOCMOTPETH MO MOHTAXHBIM CXEMaM M 3aMeyarust Mo Kaxgomy
YepTeXy OTNPABOYHOW MapKu. TeXHUYECKME YCNIOBMS HA MOKPACKY BbINOMHEHbI N0 AOKYMEHTY
AMUR-9000-55S-0006.

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

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

- OCHOBHO€ NOKpbITHE 3.69
- UMHKOHaNonHeHHoe nokpbiTne 0.01

(Ha paccrosHue 25mm 0T ocu 6onTa, €CIn He ykasaHo MHOe)
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- C OQHOWN CTOPOHI

1. [laHHbIN YepTexX CMOTPETb COBMECTHO C KOMMNIIEKTOM YyepTexen "AE" obbekTa. 1. This drawing is to be viewed together with the reference set of drawings "AE" , —
2. WarotoBnexwue Bectn no FOCT 23118-2012, CIM 53-101-98. of the object. = | | =
3. CBapKy Bectv no FOCT 14771-76°. 2. Manufacturing lead according to GOST 23118-2012, SP 53-101-98. 0 05.08.2021 IFC - Issued for Construction / BeinyLeHo Ans ctpoutenscTea 3naroropekui M.M]  A6pamos A.C. | ®ankunbepr E.®
Bce getanu, Kpome OroBopeHHbIN 00BapuTb NO KOHTYPY; 3. Welding should be carried out in accordance with GOST 14771-76 *. — — — —
KaTeTbl HEOroBOpEHHbIX CBaAPHbIX LUBOB NPUHATL Kf=8 MM; All parts except specified one shall be welded along the contour; Pes. Hata Ha3sHayeHue Bbinycka Paspabotan| Mposepun | YTBepaun
ﬂeTanm TONLWMHOM 2-6 MM BapuTb KaTeTOl\élkar:G MM; llslnspeci;‘ihedhwEld Iegsfssh%uld be rt\alﬁet? kf =I g rgm; d leq kf = 6 Rev. Date Purpose for Issue Drawn Checked | Approved
eTanu TonwmHon 4 Mm BapuTtb kKateTtoM kf=4 mm; arts with thickness of 5-6 mm shall be welded weld leg kf = 6 mm;
o Hetanu TonwwmHon 3 MM BapuTh kateTom kf=3 mMm. Parts with thickness of 4 mm shall be welded weld leg kf = 4 mm; PPIPE/LAO UNITS Stage |SheetNo | Total Sheets
@ 4. KaTeropusi cBapHbIX COeAMHEHWUI 2, TUN 5, KDOME OrOBOPEHHbIX. Parts with thickness of 3 mm shall be welded weld leg kf = 3 mm. . A Chemical Complex (GCC PP — PIPE RACK DD 140 1
z 5. MaTtepman KoHCTpyKuui - no FOCT 27772-2015. 4. Category of welded joints 2, type 5, except specified. CeBepcranb flinpowaxT | AMUrgas Lhémical Lomplex (GCC) 1 of 1
z 6. CTbIKOBblE 1 TaBPOBbIE COEAMHEHMS C NOSTHLIM MPOBaPOM BbINOMHATL C 5. Material of structures - according to GOST 27772-2015. Ca/CA
& MCNONb30BaHNEM BbIBOAHbIX MAHOK (B YepTexe He nokasaHbl), BbIBOAHbIE 6t. Butt(antd thee jointstk\]/vitg fuII_pe?etr?ti?PtﬁhouI? bte qe_rforr?ted usilr&g output Cor 1038 Pes. 0
NnaHKn cpesaTb Nocrie CBapKu. strips (not shown in the drawing), cut off the output strips after welding. 0801 SRP0RA 1KMDA-C98. Olumn C-
N 7. MecTo MapkmpoBKKU pacnonaraTb Ha pacctodaHun 500 MM OT Kpasi anemMeHTa. 7. Place the marking at a distance of 500 mm from the edge of the element. AGCC.287 AGCC 287-9691-376585.7-SRP-06-1.1-MDT-C26-0140 CA9e91 | Rev.
b 8. OcTpble KPOMKM CKpyrnuTb R= 2 Mm. 8. Round off sharp edges R =2 mm. _ ,
ol © 9. 3aBoAcKyto cBapKy MPOV3BOAMTL NOMyaBTOMaTOM B CPpefe 3alMTHbIX ra3os 9. Factory welding is carried out by semiautomatic device in a shielding gas Refe”?sp(rﬂ%‘gt'fg notice AGCC.287-9691-376588.7-SRP-06-1.1-KMD1-C28-0140
el 5 10. OeT. c npumeyanunem Z35 - knacc cnnowwHoctn 0 no NOCT 22727-88, rpynna environment o6
s| © kayecTBa Z35 no MOCT 28870-90. 10. Parts with note Z35 - continuity class 0 according to GOST 22727-88, quality SaTe ABTOPOKIX Npa
5 11. NpumblkaHne getanen 6e3 cBapHOro LWBa He JoMNyCKaeTcs, KpoMe group Z35 in accordance with GOST 28870-90. ISO 16016. AMypcKuii razoxummyeckmii komnnekc (MXK)
= OrOBOPEHHbIX, C NpUMEeHeHeM MaTepuarnos cornacHo Tabn. .2 ClM 16.13330.2017. 11. Adjoining parts without a welded seam is not allowed, except as agreed, using —_—— Ve Koyt Thier—Neror T Tommics | T2 y
12. 3aWwTpuxoBaHHbIE MOBEPXHOCTU HE KPacUuTb. materials according to table. 2 SP 16.13330.2017. Cybroapsiasuk/Toapsam Rev. | Area No| Sheet |Doc. No| Signature | Date
[MonoxeHne KOHTYpa LUTPUXOBKM NPUHATL Ha paccTosHun 100 MM OT KparHero paga 12. Do not paint the shaded surfaces. Name , O by |3naroroperi Mn] < os.s2021 YcraHosku Monuatunenal/lonunponuneta/ Cragusi | Iucr NucTos
OTBEPCTUN C BYX CTOPOH, KPOME OrOBOPEHHbIX. Take the position of the hatch contour at a distance of 100 mm from the extreme Hanmerosare [ LLC SPb-Giproshakht [T kawcrp. Aopamos AC. | __ 77 psosaon NuHeiiHbIx Anbdha-OneduHos 140
0 13. O6o3HayeHus ceapku no FOCT P NCO 2553-2017, cuctema B. row holes on other sides, except specified. Project Coda phecked = I MPOU3BOLCTBO M. P 1
g o'\o Bce ykasaHHble pa3mepbl YrioBbIX LLUBOB COOTBETCTBYHOT BENMYMHE "Z". 13. Welding designations according to GOST R ISO 2553-2017, system B. Kog npoexTa Head of dept. _|BOnkoB [L.A. FE=" szt TPYBONPOBOAHAA SCTAKALA Ha1n.
£l ® 14. Bce wBbI ¢ pa3genkon KpOMOK BbIMOSMHSAKTCA C MOMHbIM NPOBapOM, All specified dimensions of corner welds correspond to the value "z." Tag No. Conor ™ sesm. [ Ayaxo ZLB. e fosos201 Ty
2 ﬁ KpOMe OroBOPEHHbIX. 14. All groove welds shall be made with full penetration, except specified. Document No. L damamGepr E.0 = osos 2001 KonohHa C-1038 AFVK @ O
— 15. Ha WwBbl C NoNHLIM NpoBapoMm BeinonHuTL Y3[1 100%, KpOME OroBOPEHHBIX. 15. Perform 100% UT on welds with full penetration, except specified. Dociraent Rov. S oss— e | Toames T TTa Al AN HUMWTA3
Homep geamamwl 0 Position Surname Signature | Date AO "HViMVirasnepepabotka”
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