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GENERAL NOTE

1-Surface roghness for all plate\g/and for holes and threads.%

2-Heat Treatment (Remove Tensile Stress) is performed after welding.

3-Break all machined sharp edges by : 1x45°. 15
4-Thermal cut geometrical specification and tolerances ACC. to ISO 9013-432&/
5-General tolerances for welded constructions Acc. to DIN EN ISO 13920-BE
5-Dynamic balancing at : 1300 R.P.M Acc. to I1SO 1940 G "6.3"

7- All fillet weld : MT100%

8-only final machining process must be after stree relive.

9-only final machining and execute the hole must be after welding assembly.

6 ROUND HEAD RIVET 24 ST DIN 124-18x40
5 FLANGE 1 1.0558 (G300) HoHEE
4 BELT 16 1.4301 (1)E)S)CrNi18— P
3 BLADE 16 | 14301 (1)85)CrNi18- ek
2 UPPER PLATE 1 | 14301 (I)E)S)C”\”ls' *rex
1 BOTTOM PLATE 1 | 14301 %5)&”‘18' Kok
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GENERAL NOTE

7- All fillet weld : MT100%

1-Surface roghness for all plate‘Q/and for holes and threads.%

2-Heat Treatment (Remove Tensile Stress) is performed after welding.

3-Break all machined sharp edges by : 1x45°. 125
4-Thermal cut geometrical specification and tolerances ACC. to ISO 9013-432.\/
5-General tolerances for welded constructions Acc. to DIN EN ISO 13920-BE
5-Dynamic balancing at : 1300 R.P.M Acc. to I1SO 1940 G "6.3"

8-only final machining process must be after stree relive.
9-only final machining and execute the hole must be after welding assembly.

6 ROUND HEAD RIVET 24 ST DIN 124-18x40

5 FLANGE 1 1.0558 (G300) HAkx

4 BELT 12 1.4301 (]-)BS)CrNi18— ok ok

3 BLADE 12 1.4301 (1)E)S)CrNi18— fkok ok

2 UPPER PLATE 1 | 1430t (1)85)(:”\”18‘ whnn

1| BoTTompiatE | 1 | 14301 (l)i)s)c”\”ls' whnn
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