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Amount Designation [tem Materiol | Weight/Item Base size Remark
L x BxH
1| Welding group DI l 1.0045 1760 kg 3799 x 3038 x 206¢ | P.CELOI1/49-0401.00
1 | Welding group D2 e 1251 kg 3799 x 3038 x 206¢ | PCEDOI1/49-0402.00
1 | Welding group D3 3 994 kq 4160 x 2200 x 2050 |P.CEDO11/49-0403.00
1| Welding group D4 4 982 kg 4157 x 2200 x 2050 | P.CEDO011/49-0404.00
1| Welding group D5 9 1810 kg 4149 x 2711 x 2070 | P.CED.011/49-0405.00
1 | Welding group D6 6 1890 kg 4900 x 2450 x 1941 | P.CED.011/49-0406.00
1 | Welding group D7/ 7 c139 kg 4900 x 2650 x 1941 | P.CED.011/49-0407.00
1 | Welding group D8 8 1693 kg 4089 x 2729 x 2444 |PCEDO11/49-0408,00
1 | Welding group D9 9 1694 kg 4106 x 2729 x 2444 |PCED.011/49-0409.00
1| Welding group D10 10 1834 kg €938 x 2938 x 1090 | P.CEU.011/49-0410.00
1| Welding group DIl 1 1578 kg 4100 x 2030 x 2//1 | PCED.011/49-0411.00
1| Welding group DI 12 1575 kg 4100 x 2030 x 2771 | P.CED.O1L/49-0412,00
1| Welding group DI3 13 1592 kg 4273 x 2173 x 2800 | P.CED.011/49-0413.00
1| Welding group D14 14 1553 kg 4225 x 2173 x 2800 | P.CEL.011/49-0414.00
1| Welding group DIS 19 1163 kg 4103 x 2070 x 1800 | P.CED.011/49-0415.00
1 | Welding group DIS 16 1139 kg 4100 x 2070 x 1800 | P.CED.011/49-0416.00

Notes

. Monufacturing 1 pcs
2. G - Gas Tight

DATE NAME PROJECT-No.
MANUFACTURING & INSTALLATION INSTRUCTIONS ¢ IF THERE ARE NO OTHER STATEMENTS > DESIGNED | 26.03.20°5 RM P CED 011 . MT
- The welder nmust ke certified according to EN 287 - part 1, CHECKED
- Weld seam classification in accordance with EN ISO 5817 - toble 1, assessment group C. TITLE FINEST
= All weld seams to be carried out in accordance with the instructions of the h tont of this drawing i PROJECTION ‘ SOLUTIONS
filler’s manufacturer in respect to the properties of the base material. ‘ teucomt GT 0 f ?ﬁ‘wmg IS our L METHODE D\/@PV‘QW
- All weld seams to be carried out to fit to the sheet metal thickness. ‘{?of Egrguc?na?rjgfge yg‘iver‘wg tor%cmggfgce?icgf @
- All butt-welds must be melt-through ‘ o o ‘ \5[ ! PM-Technologies GmbH
— All flanges to ke welded in-place as the hole pattern shown on the drowing. Wtwtthoudttoug Wtﬁmtg QWW it ‘f tmot third CQLCM@K ‘V@SS@L g
- All inside laid weld seams to ke ground to a smooth transition to base metal BQS% Anooc%cp ‘cCanteroorfy vae k;e Jadigdauy ond orifice A-8200 Gleiscorf
(undercuts to be avoided. ‘ ALL DIMENSIONS ‘
- Overall weld dimensional tolerances in accordance with EN ISO 13920 prosecuted. IUNT&EIMNEDTTEERDS‘ Cememtowm& DDRA SA NGUQQSS@ 1“
takel 1t tolerance class A, table 2 tolerance class A and ‘ :
takel 3 tolerance class E PM-Technologies GmbH SCALE WEIGHT MATERIAL DRAWING-No,
1130 24106 kg 10045, 1.0425, 14841 P CED011/49-0400.00
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