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TVARPOZ. 4
M1:2 Zarovy zinek(ponorem)
TL- 1 6 - - —— - 2 P 16-110x175 EN 10 029 S 355 J2G3 1.8 4
PREDPIS PODMINEK SVAROVANI PRO VYROBCE /
/? —— REQUIEREMENTS OF WELDING FOR MANUFACTURER 5 PLO 75x16-2700 EN 10 058 S 355 J2 299 3
'55 SVAR CISLO : / WELD NO.: ALL W2 -
STUPERI JAKOSTI / 17 CEVA pr. 38-87 EN 10 278 S 355 J2C 0.6 175-01050102 2
i QUALITY EVELS ENISO 5817 B B ]
q)b(() TOLERANCE ROUEANES'%JNS/ EN SO 13920 o Iy 18 CEVA pr. 38-80 EN 10 278 S 355 J2C 0.6 175-01050101 1
POSTUP SVAROVANI WPS / , . A7
VL0 e rcecaTon | EN1SO 15609 ves | ves Kust| NAZEV Rozmér POLOTOVAR | MATERIAL |HMOT tislo Poz.
KVALIFIKACE SVARECU /] NOST vykresu
QUALIFICATION OF WELDERS | EN 287-1 YES YES
-/ 7o) METODA SVAROVANI /
N~ WELDING METHOD EN ISO 4063 135 135 é
PRIDAVNY MATERIAL / AWS A-518 |[AWSA-5.18 | [© 2 £ 8
FILLER METAL ER7056 |ER705-6 £ E S 8
(F;I};(st@ELmNG ENISO 14175 M21 M21
ORENi A PASIVACE / v
Y MORENi A PASVACE / | G@ Hmotnost kg 03 Méfitko 1.5
VT EN 970 100% 100% : :
Z e ASME Section Vil Div.1 App.8| 20% Sestava: __ Poz:
120 o L ASME Section VIl Div.1 App.6| - - Vyhot.: < OVARIK NQ rir:')T“: . A3
et = 5 |ur ASME Secfion VIl Div.1,App.12 | - 100% Prezk: Schvalil: FPozn
175 = e SHESecionVilDiv.] AppWsT.uws2 | - Heslo: Datum: 13.07.2023 Sty ‘ Novy v.:
[ — JINE / OTHER , v
TEPELNEZPRACOVAN\’/HEATTREATMENT' NO  NO CEVOVA TYC 1 75-01 0501
SCHVALIL HSI: / APPROVED BY: | )
Typ: Skupina: Listar: 1 List: T 7
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