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pc 1
Text Box
نقشه سارایه با نقشه ساخت متفاوت است براساس دفترچه ساخته شود.



SECTION B-B
( 1 : 5.5 )

VIEW A

SECTION D-D
( 1 : 5 )

SECTION C-C
( 1 : 5 )

SECTION F-F
( 1 : 3.5 )

DETAIL Y
( 1 : 10 )

DETAIL X
( 1 : 4 )

SECTION G-G
( 1 : 2 )

SECTION E-E
( 1 : 4.5 )

-DIN 30154.6 kg0.8 kgSTDSPAL 3006 PP DPAL-AS M W126110
-DIN 976-12 kg0.5 kg8.8STUD BOLT- M20×200-B4109
-DIN 1250.1 kg0 kgFStSPRING LOCK WASHER A 218108
-DIN 9341.1 kg0.1 kg8HEXGON NUT M2016107
-DIN 9330.5 kg0.1 kg8.8HEXAGON HEAD SCREW M16  x 504106
-DIN 1250 kg0 kgFStSPRING LOCK WASHER A 174105
-DIN 940.2 kg0.1 kgStSPLIT PIN 10×1402104
-DIN 931-135.1 kg1.1 kg8.8HEXAGON HEAD SCREW M30 x 15032103
-DIN 9347.6 kg0.2 kg8HEXGON NUT M3032102
-DIN 125-11.7 kg0.1 kgFStSPRING LOCK WASHER B 3132101
-BM61843.1519 kg19 kgSEE DRAWBASE PLATE1315

3803050037BM61843.143.4 kg3.4 kgSEE DRAWPIPE1314
3803050038BM61843.137 kg7 kgSEE DRAWPIPE1313

-BM61843.12408.6 kg408.6 kgSEE DRAWHOLDER1312
-BM61843.110.2 kg0.1 kgSEE DRAWRING OF Ø180×Ø112×52311
-BM61843.1028.8 kg28.8 kgSEE DRAWAXLE OF Ø110×3891310
-BM61843.091.4 kg0.7 kgSEE DRAWPLATE OF 160×40×152309
-BM61843.0827.1 kg27.1 kgSEE DRAWAXLE OF Ø130×2651308
-BM61843.07409 kg409 kgSEE DRAWPLATE OF 2655×260×1001307
-BM61843.0665.4 kg32.7 kgSEE DRAWMACHINED PART OF 560×289×502306
-BM61843.0549.7 kg24.8 kgSEE DRAWMACHINED PART OF 560×239×502305

3040140274BM61843.04284.5 kg142.3 kgSEE DRAWPLATE OF 988×946×50 FOR LADLE SM22304
3040140273BM61843.03827.1 kg206.8 kgSEE DRAWPLATE OF 1716×513×50 FOR LADLE SM24303

-BM61843.0216.1 kg8.1 kgSEE DRAWBUSH2302
-BM61843.0119486.8 kg19486.8 kgSEE DRAWLADLE BODY1301
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DESIGN AND NDT CRITERIA 
FOR WELDMENT 
CLASSIFICATION  

n.ES15013.Rev.2

 

 
P 1/2 

Date:19.06.2015 

 OBJECT 

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and 
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired 
pressure vessels”. 

 This specification also states the acceptance criteria for each type of welding.  
 

 STANDARD REFERENCES 

The following standards have been taken like a guideline for the configuration of this Design criteria. 
 

STANDARD TITLE 

AWS D14.4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying 

AWS A3.0 
Standard Welding Terms and Definitions Including Terms for Adhesive Bonding, 
Brazing, Soldering, Thermal Cutting and Thermal Spraying 

EN ISO 5817 
Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding 
excluded) - Quality levels for imperfections 

 

 DEFINITION OF WELDING CLASS 

 
PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints 
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are 
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy 
for the redistribution of stress into another member. 

 

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet 
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of 
the system or a hazard to personnel would not be experienced. 

 

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and 
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a 
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action 
and/or low stressed miscellaneous applications. 

 

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary 
structural members. 
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 NDT APPLICATION PER WELDING CLASS 

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define 
stricter levels depending of the Equipment or even specific joints. 

 
Primary Weld  PW  MT  UT (*)  VT  REMARKS 

Class I  PW1  100%  100%  100% Referred at control plan and drawing  

Class II  PW2  100%  10%  100% Referred at control plan and drawing 

(*) Only at CJP joints. 

Secundary Weld  SW  MT  UT  VT 

Class III  SW1  50%  __  100% All joints which are not indicated as PW, will be considered 
SW Class IV  SW2  __  100%

MT can be substituted by PT. 

UT can be substituted by RT. 

 

 ACCEPTANCE CRITERIA PER WELDING CLASS 

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter 
levels depending of the Equipment or even specific joints. 

  
Primary Weld  PW  Acceptance Criteria according EN ISO 5817 

Class I  PW1  Level B 

Class II  PW2  Level C 

Secondary Weld  SW 

Class III  SW1 
Level D 

Class IV  SW2 

 

 



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT
EMPLOYER: IRAN ALLOY STEEL CO.
CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations
VT DT PT MT UT RT

EDGES - - - - - -

WELDS
(For Structures)

Butt welds - - - - - -
Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -
WELDS

(For Piping Systems)
Butt welds - - - - - -

Fillet (socket) welds - - - - - -
CASTING CLASS

A B C D
FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3
COATING Hard chromium 

plating
Chrome oxide 

coating Coating powders Zinc 
galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔
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DETAIL Z
( 1 : 8 )

DETAIL  
( 1 : 3 )

DETAIL Y
( 1 : 2.5 )

SECTION A-A
( 1 : 6.5 )

SECTION B-B
( 1 : 6 )

SECTION D-D
( 1 : 9 )

SECTION C-C
( 1 : 8 )

SECTION E-E
( 1 : 6 )

DETAIL X
( 1 : 8 )

DETAIL   
( 1 : 6 )

DETAIL W
( 1 : 6 )

DETAIL   
( 1 : 4 )

SECTION O-O
( 1 : 13 )

DETAIL Q
( 1 : 7 )

DETAIL O
( 1 : 7 )

--15.8 kg15.8 kgP265GHPLATE                                                      THK.=30147
-DIN 30151.1 kg0.2 kgSt 37-2SPAL 4S M W2646
--309.9 kg309.9 kgP265GHPLATE 2449×410                                     THK.=40145
--21 kg21 kgP265GHPLATE 460×205                                       THK.=30144
--39.8 kg39.8 kgP265GHPLATE 564×300                                       THK.=30143
--5.2 kg5.2 kgP265GHPLATE 583×300                                       THK.=30142
--50.4 kg50.4 kgP265GHPLATE 713×300                                       THK.=30141
 -115.5 kg57.8 kgP265GHPLATE                                                      THK.=80240
--10.4 kg10.4 kgP265GHPLATE 300×220                                       THK.=20139
--46.5 kg46.5 kgP265GHPLATE 460×440                                       THK.=30138
--142.6 kg35.6 kgP265GHPLATE 460×340                                       THK.=30437
--109.2 kg54.6 kgP265GHPLATE 470×370                                       THK.=40236
--51.4 kg51.4 kgP265GHPLATE 460×485                                       THK.=30135
--99.3 kg24.8 kgP265GHPLATE 460×240                                       THK.=30434
--73.9 kg73.9 kgP265GHPLATE                                                      THK.=30133
--15.8 kg15.8 kgP265GHPLATE                                                      THK.=30132
--13 kg6.5 kgP265GHPLATE231
--195.1 kg24.4 kgP265GHPLATE 306×262                                       THK.=40830
--309.7 kg309.7 kgP265GHPLATE 2449×410                                     THK.=40129
 -150.2 kg75.1 kgP265GHPLATE 750×330                                       THK.=40228
--9.7 kg9.7 kgP265GHPLATE 595×104                                       THK.=20127
--90.9 kg90.9 kgP265GHPLATE 1287×300                                     THK.=30126
--71.3 kg71.3 kgP265GHPLATE 1009×300                                     THK.=30125
--12.4 kg12.4 kgP265GHPLATE 400×200                                       THK.=20124
--18.9 kg18.9 kgP265GHPLATE 300×268                                       THK.=30123
--24.2 kg24.2 kgP265GHBENT PLATE                                           THK.=20122
--350 kg350 kgP265GHPLATE OF 7435×300                               THK.=20121
--34.9 kg34.9 kgP265GHPLATE 494×300                                       THK.=30120
--41.1 kg41.1 kgP265GHPLATE                                                      THK.=40119
--48 kg24 kgP265GHPLATE                                                      THK.=40218
--38.7 kg19.4 kgP265GHPLATE                                                      THK.=20217
--53.1 kg53.1 kgP265GHPLATE                                                      THK.=20116
--93.5 kg93.5 kgP265GHPLATE                                                      THK.=40115
--2760.9 kg2760.9 kgP265GHCAP OF 3210×300                                   THK.=40114
--559.9 kg279.9 kgP265GHPLATE                                                      THK.=100213
--200.6 kg25.1 kgP265GHPLATE                                                      THK.=40812
--24.7 kg24.7 kgP265GHPLATE 349×300                                       THK.=30111
--256.1 kg42.7 kgP265GHPLATE 1000×220                                     THK.=25610
--62.6 kg2 kgP265GHPLATE                                                      THK.=25319
--364.6 kg91.1 kgP265GHPLATE 750×400                                       THK.=4048
--310.8 kg77.7 kgP265GHPLATE 1000×403                                     THK.=2547
--1213.7 kg303.4 kgP265GHPLATE                                                      THK.=10046
--2885.6 kg721.4 kgP265GHPLATE                                                      THK.=10045
--226.2 kg113.1 kgSt 52-3AXLE OF Ø495×89524
--277.6 kg138.8 kgP265GHPLATE                                                      THK.=2523
--665.6 kg665.6 kgP265GHPLATE                                                      THK.=6012
--7070.1 kg7070.1 kgP265GHPLATE OF 9911×3608                             THK.=2511
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NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
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DESIGN AND NDT CRITERIA 
FOR WELDMENT 
CLASSIFICATION 

n.ES15013.Rev.2

�
P�1/2�

Date:19.06.2015�

� OBJECT

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and 
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired 
pressure vessels”. 

 This specification also states the acceptance criteria for each type of welding.  

� STANDARD REFERENCES 

The following standards have been taken like a guideline for the configuration of this Design criteria. 

STANDARD TITLE

AWS D14.4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying 

AWS A3.0 Standard Welding Terms and Definitions Including Terms for Adhesive Bonding, 
Brazing, Soldering, Thermal Cutting and Thermal Spraying 

EN ISO 5817 Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding 
excluded) - Quality levels for imperfections 

� DEFINITION OF WELDING CLASS 

PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints 
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are 
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy 
for the redistribution of stress into another member. 

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet 
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of 
the system or a hazard to personnel would not be experienced. 

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and 
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a 
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action 
and/or low stressed miscellaneous applications. 

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary 
structural members. 



DESIGN AND NDT CRITERIA 
FOR WELDMENT 
CLASSIFICATION 

n.ES15013.Rev.2

�
P�2/2�

Date:19.06.2015�

� NDT APPLICATION PER WELDING CLASS 

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define 
stricter levels depending of the Equipment or even specific joints. 

Primary�Weld� PW� MT� UT�(*)� VT� REMARKS�
Class�I� PW1� 100%� 100%� 100% Referred�at�control�plan�and�drawing��
Class�II� PW2� 100%� 10%� 100% Referred�at�control�plan�and�drawing�
(*)�Only�at�CJP�joints.�
Secundary�Weld� SW� MT� UT� VT�
Class�III� SW1� 50%� __� 100% All�joints�which�are�not�indicated�as�PW,�will�be�considered�

SWClass�IV� SW2� __� 100%
MT can be substituted by PT. 

UT can be substituted by RT. 

� ACCEPTANCE CRITERIA PER WELDING CLASS 

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter 
levels depending of the Equipment or even specific joints. 

Primary�Weld� PW� Acceptance�Criteria�according�EN�ISO�5817
Class�I� PW1� Level�B�
Class�II� PW2� Level�C�
Secondary�Weld� SW�
Class�III� SW1�

Level�D
Class�IV� SW2�
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بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔

✔
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بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 

 �������	
��


TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.03
PLATE OF 1716×513×50 
FOR LADEL SM2 

3040140273

-



�
�

��������	
�����
������
��������


���	�����
����
�		��
����	
���


�����������
������
�����
����
���


: ������� 	
��


	��
 ��
 ������
������� �� ���� ���
��	��
 ��!"
��#$
%&���'#� ()�*�� )���(

1

��*-� %�#� ������ 2
 ��
 �
�.�/ &��0 1.��"� �23 ���/� - � 3

&��%��4"� - &��/ �$5/� 4
) &��/ �
 &�)"������( 5 



--206.8 kg206.8 kgP265GHPLATE                                                        THK.=501303
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/07/25

IS
O

 1
28

PLATE OF 1716×513×50 FOR LADLE SM2 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

F.PARSAMOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

3040140273

TOTAL MASS: 206.8 kg

MD8103M1207002001303

SP10423-GE11-M0100-SD002-07-003

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.03

3803050039

REF CODE -

1 : 8

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1403/12/20

APPROVED BY: 1403/12/20

ORDER NO. SH157457

M.ANDISHMAND 1403/12/20

R1720 R1392.5
3

4
6×

 T
HRU.

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND 
   TOLERANCES ACC. TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC
   COLOR ACC.

Cutting Line
See Note 212.5

Holes

,
12.5

(                                                           )

TO BE MARKED

R1645

10°=  =

12.5

1716=  =

51
3

10°

10° 10°

10°



 

 CHEMICAL COMPOSITION 

& 

EQUIVALENT MATERIALS 

 

 

 
 

 

 

0

0.1

0.2

0.3

0.4

0.5

0.6

0.7

0.8

0.9

1

C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 

 �������	
��


TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.04
PLATE OF 988×946×50  
FOR LADEL SM2 

3040140274

-
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--142.3 kg142.3 kgP265GHPLATE                                                        THK.=501304
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/07/25

IS
O

 1
28

PLATE OF 988×946×50 FOR LADLE SM2 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

F.PARSAMOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

3040140274

TOTAL MASS: 142.3 kg

MD8103M1207002001304

SP10423-GE11-M0100-SD002-07-004

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.04

3803050039

REF CODE -

1 : 8

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1403/12/20

APPROVED BY: 1403/12/20

ORDER NO. SH157458

M.ANDISHMAND 1403/12/20

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND 
   TOLERANCES ACC. TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC
   COLOR ACC.

R1392.5

R1645

344×

1173

R1645

R1392.5
R1720

344×  THRU.

5°
10° TYP.

60°

TO BE MARKED

Cutting Line
See Note 212.5

Holes

,
12.5

(                                                           )

R1720

5°

10
° T

YP.

988

60°

12.5



 

 CHEMICAL COMPOSITION 

& 

EQUIVALENT MATERIALS 
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0.5

0.6

0.7

0.8

0.9

1

C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 

 �������	
��


TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.05
MACHINED PART OF 
560×239×50 

-

-
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SECTION A-A

A

A

--3.2 kg3.2 kgP265GHMACHINED PART OF 560×239×501305
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5
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6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/08/07

IS
O

 1
28

MACHINED PART OF 560×239×50 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/08/09

-

TOTAL MASS: 24.8 kg

MD8103M1207002001305

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.05

3803050039

REF CODE -

1 : 3.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454

5×
45

° T
YP

.

2×45° TYP.

1

50
 T

YP
.

3.2

400=  =

560=  =

475=  =

50

�222×

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND
   TOLERANCES ACC. TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC
   COLOR ACC.

12.5
,
3.2

(                 ,                                                              )

130R 0.0
0.5

+
+

3.
2

3.
2

R240

23
9

TO BE MARKED

R280

CUTTING LINE
SEE NOTE 212.5

12.5

12.5

HOLES

,
12.5

3.2
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C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 

 �������	
��


TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.06
MACHINED PART OF 
560×289×50 

-

-
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SECTION A-A

A

A

--32.7 kg32.7 kgP265GHMACHINED PART OF 560×289×501306
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/08/07

IS
O

 1
28

MACHINED PART OF 560×289×50 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/08/09

-

TOTAL MASS: 32.7 kg

MD8103M1207002001306

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.06

3803050039

REF CODE -

1 : 4

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/04/09

APPROVED BY: 1404/04/09

ORDER NO. SH157454

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND
   TOLERANCES ACC. TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC 
  COLOR ACC.

5×
45

° T
YP

.

1

R280

R240

50
 T

YP
.

50
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 =

475=  =

560=  =

�222×

3.2

400=  =

3.
2

3.
2

28
9

3.212.5
(                 ,                                                                 )

TO BE MARKED

50

2×45° TYP.

CUTTING LINE
SEE NOTE 212.5
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+
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,
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C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.07
 
PLATE OF 2655×260×100

-

-
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SECTION A-A

--409 kg409 kgP265GHPLATE OF 2655×260×1001307
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A

A

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1404/04/09

IS
O

 1
28

PLATE OF 2655×260×100 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1404/04/09

-

TOTAL MASS: 409.0 kg

MD8103M1207002001307

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.07

3803050039

REF CODE -

1 : 5.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND
   TOLERANCES ACC.TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC 
  COLOR ACC.

R130

130� H8 (- 0.00
0.06+ ) THRU.110� H8 (- 0.00

0.05+ ) THRU.
R13

0

R130
R35

20
20

13
0

20
0

2355

2655

TO BE MARKED

3.23.2

(          ,                                      )
3.2

12.5

CUTTING LINE
SEE NOTE 212.5
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C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔
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IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.08
 
AXLE OF Ø130×265
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--27.1 kg27.1 kgCk 45AXLE OF Ø130×2651308
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1
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8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/08/06

IS
O

 1
28

AXLE OF Ø130×265 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/08/08

-

TOTAL MASS: 27.1 kg

MD8103M1207002001308

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.08

3803050039

REF CODE -

1 : 1.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454
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5×45°

NOTE:
1-HEAT TREATMENT : NORMALIZE
2-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
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%

ELEMENTS

CROSS REFERENCE CHART

B.S.

080M46

GOST

45

DIN

Ck45

EN

1.1191

UNI

C45N

JIS

S45C

AISI

1045

BOHLER

V945

GB

45

Group: Quenched and tempered steels 

 

 

 

 

  

 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.5 0.4 1 0.05 0.05      
Min 0.42 0.1 0.6 0.025 0.015      

 



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.09
 
PLATE OF 160×40×15
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--0.7 kg0.7 kgP265GHPLATE                                                   THK.=151309
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A
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D D
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1
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EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/08/06

IS
O

 1
28

PLATE OF 160×40×15 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/08/08

-

TOTAL MASS: 0.7 kg

MD8103M1207002001309

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.09

3803050039

REF CODE -

1.5 : 1

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454

160=  =

40
= 

 =

120=  =

�172×  THRU.

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND
   TOLERANCES ACC.TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC 
  COLOR ACC.

12.5

TO BE MARKED

CUTTING LINE
SEE NOTE 212.512.5

(                                        )
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1

C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.10
 
AXLE OF Ø110×389

-

-
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--28.8 kg28.8 kgCk 45PIN1310
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS
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EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/08/07
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O

 1
28

AXLE OF Ø110×389 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/08/09

-

TOTAL MASS: 28.8 kg

MD8103M1207002001310

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.10

3803050039

REF CODE -

1 : 2

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454
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NOTE:
1-HEAT TREATMENT : NORMALIZE
2-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°

3.2

36.75 (36.75)
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ELEMENTS

CROSS REFERENCE CHART

B.S.

080M46

GOST

45

DIN

Ck45

EN

1.1191

UNI

C45N

JIS

S45C

AISI

1045

BOHLER

V945

GB

45

Group: Quenched and tempered steels 

 

 

 

 

  

 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.5 0.4 1 0.05 0.05      
Min 0.42 0.1 0.6 0.025 0.015      

 



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.11
 
RING OF Ø180×Ø112×5
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--0.1 kg0.1 kgP265GHRING OF Ø180×Ø112×51311
IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/11/21

IS
O

 1
28

RING OF Ø180×Ø112×5 DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

M.ANDISHMAND

F.PARSA MOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A4

1403/11/21

-

TOTAL MASS: 0.1 kg

MD8103M1207002001311

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.11

3803050039

REF CODE -

1 : 1.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1403/11/21

APPROVED BY: 1403/11/21

ORDER NO. SH157454

18
0

� �
11

2

5

TO BE MAEKED

CUTTING LINE
SEE NOTE 212.5

(                                    )

NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND
   TOLERANCES ACC.TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN
   ROUGHNESS     MUST BE PAINTED REF. TO DANIELI
   STANDARD NO. 2.8.302 CYCLE  K , INORGANIC ZINC 
  COLOR ACC.

12.5



 

 CHEMICAL COMPOSITION 
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EQUIVALENT MATERIALS 
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1

C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.12
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DETAIL Z
( 1 : 4 )

DETAIL Y
( 1.5 : 1 )

DETAIL Y
( 0,29 : 1 )

--6.9 kg6.9 kgCk 45WELDED PIN Ø70                                    L=242.517
--25.5 kg12.8 kgP265GHPLATE 200×200                                        THK.=4526
--2 kg1 kgP265GHBUSH Ø200                                               THK.=4525
--14.7 kg7.4 kgCk 45WELDED PIN Ø70                                    L=24524
--155.6 kg155.6 kgP265GHRIGHT BENT PLATE                               THK.=4513
--48.3 kg48.3 kgCk 45WELDED PIN Ø140                                  L=24512
--155.6 kg155.6 kgP265GHLEFT  BENT PLATE                                THK.=4511

IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

Z

Y

Y

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/07/03

IS
O

 1
28

HOLDER DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

SH.ASADOLLAHI

M.ANDISHMAND

S.FALLAH

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A3

1403/07/05

-

TOTAL MASS: 408.6 kg

MD8103M1207002001312

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.12

3803050039

REF CODE -

1 : 7

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH157454NOTE:
1-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
2-THERMAL CUT GEOMETRICAL SPECIFICATION AND TOLERANCES ACC. TO ISO 9013 -432
3-ALL EXTERNAL  SURFACES CONTAIN ROUGHNESS     MUST BE PAINTED REF. TO DANIELI STANDARD 
   NO. 2.8.302 CYCLE  K , INORGANIC ZINC COLOR ACC.
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DESIGN AND NDT CRITERIA 
FOR WELDMENT 
CLASSIFICATION  

n.ES15013.Rev.2

 

 
P 1/2 

Date:19.06.2015 

 OBJECT 

This specification defines the Design and Non Destructive Test (NDT) criteria for Structure, Equipments and 
Machinery weldments, designed by Sarralle Engineering department, others not covered in “EN 13445 Unfired 
pressure vessels”. 

 This specification also states the acceptance criteria for each type of welding.  
 

 STANDARD REFERENCES 

The following standards have been taken like a guideline for the configuration of this Design criteria. 
 

STANDARD TITLE 

AWS D14.4 Specification for Welded Joints in Machinery and Equipment Thermal Spraying 

AWS A3.0 
Standard Welding Terms and Definitions Including Terms for Adhesive Bonding, 
Brazing, Soldering, Thermal Cutting and Thermal Spraying 

EN ISO 5817 
Welding - Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding 
excluded) - Quality levels for imperfections 

 

 DEFINITION OF WELDING CLASS 

 
PRIMARY WELD 1 (PW1): This covers complete and partial penetration weld joints. These weld joints 
apply where failure would cause a loss of the system and/or be hazardous to personnel. PW1 weld joints are 
highly stressed (dynamic and cyclic loading) and characterized as a single point of failure with no redundancy 
for the redistribution of stress into another member. 

 

PRIMARY WELD 2 (PW2): This covers both complete and partial penetration groove weld joints and fillet 
weld joints. These weld joints apply where failure would reduce the overall efficiency of a system but loss of 
the system or a hazard to personnel would not be experienced. 

 

SECONDARY WELD 1 (SW1): This covers both complete and partial penetration groove weld joints and 
fillet weld joints. These weld joints apply where failure would not affect the efficiency of a system nor create a 
hazard to personnel. SW1 weld joints are connections of secondary members not subject to dynamic action 
and/or low stressed miscellaneous applications. 

 

SECONDARY WELD 2 (SW2): This covers weld joints applicable to welding reinforcing steel to primary 
structural members. 



 

 

DESIGN AND NDT CRITERIA 
FOR WELDMENT 
CLASSIFICATION  

n.ES15013.Rev.2

 

 
P 2/2 

Date:19.06.2015 

 

 NDT APPLICATION PER WELDING CLASS 

The NDT application criterias stated in this section are the minimum ones. The Design Engineer could define 
stricter levels depending of the Equipment or even specific joints. 

 
Primary Weld  PW  MT  UT (*)  VT  REMARKS 

Class I  PW1  100%  100%  100% Referred at control plan and drawing  

Class II  PW2  100%  10%  100% Referred at control plan and drawing 

(*) Only at CJP joints. 

Secundary Weld  SW  MT  UT  VT 

Class III  SW1  50%  __  100% All joints which are not indicated as PW, will be considered 
SW Class IV  SW2  __  100%

MT can be substituted by PT. 

UT can be substituted by RT. 

 

 ACCEPTANCE CRITERIA PER WELDING CLASS 

The acceptance criteria stated in this section are the minimum ones. The Design Engineer could define stricter 
levels depending of the Equipment or even specific joints. 

  
Primary Weld  PW  Acceptance Criteria according EN ISO 5817 

Class I  PW1  Level B 

Class II  PW2  Level C 

Secondary Weld  SW 

Class III  SW1 
Level D 

Class IV  SW2 

 

 



 

 CHEMICAL COMPOSITION 
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C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

MAX MAX 

MAX 

MAX 

CROSS REFERENCE CHART

B.S.

P265GH

GOST

20K

DIN

P265GH

EN

1.0425

UNI

Fe410KW

JIS

SG298

ASTM

A285Grae 
C

BOHLER

-

GB

-

Group: Steels for pressure purposes 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.28  0.9 0.03 0.03      
Min           



 

 CHEMICAL COMPOSITION 
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EQUIVALENT MATERIALS 
 

 

 

 
 

 

 

0

0,2

0,4

0,6

0,8

1

1,2

C Si Mn P S Cr Mo Ni V W

%

ELEMENTS

CROSS REFERENCE CHART

B.S.

080M46

GOST

45

DIN

Ck45

EN

1.1191

UNI

C45N

JIS

S45C

AISI

1045

BOHLER

V945

GB

45

Group: Quenched and tempered steels 

 

 

 

 

  

 

 

 

 

 

ELEMENT ( % ) C Si Mn P S Cr Mo Ni V W 
Max 0.5 0.4 1 0.05 0.05      
Min 0.42 0.1 0.6 0.025 0.015      

 



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.13
 
PIPE 

3803050038

-
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DETAIL Z
( 1 : 1.5 )

DETAIL Y
( 1 : 1.5 )

 DIN 26160 kg0 kgSt 37.0REDUCER 2-K-26.9×1.6-21.3×1.6 W17
 DIN 24480 kg0 kgSt 37.0SEAMLESS PIPE 26.9×2                                             L=4016
 DIN 26050.1 kg0 kgSt 37.0ELBOW 1-90-3-26.9×1.6S35
 DIN 24483.1 kg3.1 kgSt 37.0SEAMLESS PIPE 26.9×214
 DIN24480.5 kg0.5 kgSt 37.0SEAMLESS PIPE 26.9×2                                            L=37113
 DIN24480.4 kg0.4 kgSt 37.0SEAMLESS PIPE 26.9×2                                            L=29312
 DIN 24482.9 kg2.9 kgSt 37.0SEAMLESS PIPE 26.9×2                                            L=234211

IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

Z

Y

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/12/21

IS
O

 1
28

PIPE DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

M.ANDISHMAND

F.PARSA MOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
EN

ER
AL

 T
O

LE
R

AN
CE

S

A3

1403/12/21

3803050038

TOTAL MASS: 7,0 kg

MD8103M1207002001313

SP10423-GE11-M0100-SD002-07-001

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.13

3803050039

REF CODE -

1 : 13

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH160867
NOTE:
1-WELDING SYMBOLS ACC. TO AWS A2.4
2-ALL WELD MUST BE SEAL AND WATERIGHT.
3-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
4-WASH INSIDE PIPE VERY CAREFULLY MAKING SURE ALL DIRTY PART ARE ELIMINATED.
5-ALL EXTERNAL  SURFACES CONTAIN ROUGHNESS     MUST BE PAINTED REF. TO DANIELI STANDARD
  NO. 2.8.302 CYCLE K , INORGANIC ZINC COLOR.

R1647

40
0

34

1

90°

5

TO BE MARKED

1 TYP.

20
32

2400
400

1647

  TEST DURATION.........................1HOUR

WORKING PRESSURE.................12bar

ALL WELDINGS MUST BE WATERTIGHT

 TEST PRESSURE.........................18bar

G 1/2ISO 228 -

6 13

40

G 3/4ISO 228 -

13

3

2

7



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.14
 
PIPE

3803050037

-
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DETAIL Z
( 1 : 1 )

DETAIL Y
( 1 : 1 )

 DIN 24480 kg0 kgSt 37.0SEAMLESS PIPE 26.9×2                                         L=4016
 DIN 26160 kg0 kgSt 37.0REDUCER 2-K-26.9×1.6-21.3×1.6 W15
 DIN 26050.1 kg0 kgSt 37.0ELBOW 1-90-3-26.9×1.6S24
 DIN 24480.5 kg0.5 kgSt 37.0SEAMLESS PIPE 26.9×2                                         L=37113
 DIN 24480.4 kg0.4 kgSt 37.0SEAMLESS PIPE 26.9×2                                         L=29312
 DIN 24482.4 kg2.4 kgSt 37.0SEAMLESS PIPE 26.9×2                                         L=199211

IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

Z

Y

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1403/12/21

IS
O

 1
28

PIPE DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

M.ANDISHMAND

F.PARSA MOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
EN

ER
AL

 T
O

LE
R

AN
CE

S

A3

1403/12/21

3803050037

TOTAL MASS: 3,4 kg

MD8103M1207002001314

SP10423-GE11-M0100-SD002-07-001

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.14

3803050039

REF CODE -

1 : 4.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/12

APPROVED BY: 1404/05/12

ORDER NO. SH160866

40
0

40
0

13

40
38

6

5

2

�26.9

2

41

ISO 228 - G1/2

TO BE MARKED

2050

G 3/4ISO 228 - 

13

3

NOTE:
1-WELDING SYMBOLS ACC. TO AWS A2.4
2-BREAK ALL MACHINED SHARP EDGES BY:0.5×45°
3-WASH INSIDE PIPE VERY CAREFULLY MAKING SURE ALL DIRTY PART ARE ELIMINATED.
4-ALL EXTERNAL  SURFACES CONTAIN ROUGHNESS     MUST BE PAINTED REF. TO DANIELI STANDARD 
   NO. 2.8.302 CYCLE K , INORGANIC ZINC COLOR.

1 TYP.

  TEST DURATION.........................1HOUR

WORKING PRESSURE.................12bar

ALL WELDINGS MUST BE WATERTIGHT

  TEST PRESSURE.........................18bar



 
 

بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔



EMPLOYER: 

IRAN ALLOY STEEL CO. 

TECHNICAL SPECIFICATION 

DOCUMENT 

CONTRACTOR: 

ISATIS MATIN TARH CO. 

 �������	
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TITLE : 

IASCO CODE : 

REF CODE: 

BM61843.15
 
BASE PLATE

-

-
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SECTION A-A

SECTION B-B

DETAIL Z
( 1 : 1.5 )

DETAIL X
( 1 : 2 )

SECTION D-D

DETAIL Y
( 1 : 1.5 )

SECTION C-C

DETAIL W
( 1 : 2 )

-----WELDING TEST TOOL(1)6
-----BOLT SET(1)5
--0.1 kg0.1 kg20NiCrMo2-2PIN24
--0 kg0 kgSTAINLESS STEELPARALLEL PIN DIN 7-Ø6 m6×2883

3040050541ED991480.5 kg0.1 kgSt 52-3STUD ( 80×65×37 )42
--18.3 kg18.3 kgH II 17155PLATE ( 650×650×57 )11

IASCo CodeREMARKTOT. WEIGHTWEIGHTMATERIALDESCRIPTIONQTYPOS

A

A

BB

Z

X

D

D

Y

C

C

W

A A

B B

C C

D D

E E

F F

1

1

2

2

3

3

4

4

5

5

6

6

7

7

8

8

EXPLANATORY NOTES :

REF DRAWING NO.

DRAWING NO.

SCALE: SIZE:

1404/05/13

IS
O

 1
28

BASE PLATE DOC. NO.

M.ZARE

ASSEMBLY CODE

IASCO CODE

REV: SHEET:0 1 /1 

TITLE:

M.ANDISHMAND

M.ANDISHMAND

F.PARSA MOGHADAM

WELDING ISO 13920-BE.

ISO 2768-V

ISO 8062-CT10

ISO 2768-MK

SHEET METAL

CASTING

MACHINING

G
E

N
E

R
A

L
 T

O
LE

R
A

N
C

E
S

A2

1404/05/13

-

TOTAL MASS: 19.0 kg

MD8103M1207002001315

SP10423-GE11-M0100-SD002-07-001-0

ISATIS 
 MATIN 

 TARH
TECHNICAL & ENGINEERING CO.

BM61843.15

3803050039

REF CODE -

1 : 3.5

DRAWN BY:

1st. CHECK BY:

2nd. CHECK BY: 1404/05/13

APPROVED BY: 1404/05/13

ORDER NO. SH

MAX 13 MAX 11

PROCEDURE FOR TESTING WELDS ON STUDS:
 
THIS PROCEDURE IS TO BE USED ON EACH OF THE FOUR STUDS ON EACH LADLE BOTTOM RING.
 
AFTER THE STUDS HAVE BEEN WELDED TO THE LADLE BOTTOM RING AND HAVE BEEN VISUALLY INSPECTED AND
APPROVED BY A QUALIFIED WELD INSPECTOR, USE THE FOLLOWING PROCEDURE TO TEST FOR WELD STRENGHT.
 
1. CLEAN ALL DEBRIS FROM THE SURFACE OF THE LADLE BOTTOM RING AND WELDING TEST TOOL (ITEM 005)
TO ENSURE THERE IS NOTHING THAT WILL KEEP THE TEST FIXTURE FROM RESTING SQUARELY
ON THE LADLE BOTTOM RING.
 
2. APPLY A SMALL AMOUNT OF L-P #310 ANTI-SEIZE (VESUVIUS PART No.3AZ0000990) TO THE THREADS OF
THE M24 HEX HEAD CAP SCREW SUPPLIED IN THE BOLT SET (ITEM 4).PLACE THE SCREW INTO THE STUD.
 
3. THE SCREW MUST BE SEATED AS FAR BACK AGAINST THE STUD AS POSSIBLE (SEE DETAIL D).
IF THE SCREW IS NOT SEATED CORRECTLY, THE STUD CAN BE DAMAGED DURING THE TEST.
 
4. INSTALL THE WELDING TEST TOOL OVER THE STUD WITH THE SCREW M24 PASSING THROUGH
THE 31mm DIAMETER HOLE IN THE WELDING TEST TOOL.
 
5. AFTER INSTALLING THE WELDING TEST TOOL, MAKE SURE THAT THE SCREW M24 IS SEATED FIRMLY
AGAINST THE BACK OF THE STUD.
 
6. INSTALL THE SUPPLIED M24 HEX NUT, AVOID GETTING ANTI-SEIZE ON THE FACE OF THE NUT, OR WELDING TEST TOOL.
HAND TIGHTEN THE M24 NUT. USING A TORQUE WRENCH, TIGHTEN THE M24 HEX NUT TO 500NM. WAIT FOR 15 SECONDS.
 
7. LOOSEN AND REMOVE THE M24 HEX NUT. REMOVE THE WELDING TEST TOOL AND THE M24 SCREW.
 
8. VISUALLY INSPECT THE WELD AND STUD FOR DEFORMATION AND/OR CRACKING.
 
9. PERFORM A DYE-PENETRANT, MAGNETIC PARTICLE, ULTRASONIC OR RADIOGRAPHIC TEST TO CHECK
FOR CRACKING IN THE WELD AND STUD.
 
10. IF CRACKS ARE FOUND IN THE STUD OR IN THE WELDS, REMOVE THE STUD FROM THE LADLE BOTTOM RING AND
WELD A NEW EXTERNAL STUD TO THE LADLE BOTTOM RING. REPEAT EXTERNAL MOUNTING BLOCK TEST PROCEDURE.
 
IT IS RECOMMENDED THAT A PERIODIC INSPECTION OF THE EXTERNAL STUD BLOCKS AND WELDS BE PERFORMED.
 
WELDING RECOMMENDATIONS:
 
ALL WELDING AND STRESS RELIEVING IS TO BE DONE PER AISE TECHNICAL REPORT No.9 AND ASME BOILER AND
PRESSURE VESSEL CODE SECTION Vlll, DIVISION 1.
 
ALL WELDINGS SHALL BE PERFORMED BY QUALIFIED WELDERS AND ALL WELDING DOCUMENTATION (WPS, PQR, WPQ, ETC.)
SHALL PREPARED IN ACCORDANCE WITH APPROPRIATE STANDARDS.
 
ALL WELD SHALL BE INSPECTED BY A QUALIFIED WELD INSPECTOR.
 
WELD SIZE PER STATE OF THE ART (TYPICAL VALUE ON THIS DRAWING FOR REFERENCE ONLY). PREHEAT WELDING AREA
TO  93° C  TO  149<MOD-DEG> C  [200° F  TO  300° F]. USE STRAIGHT PASSES (DO NOT WAVE ELECTRONIC) USE E70XX LOW HYDROGEN
RODS OR EQUIVALENT. ALTERNATE PASSES SIDE TO SIDE ON THE MOUNT TO MINIMIZE STRESS AND DISTORTION.
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بازرسي فني :
 

TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

W (Witness) . حضور و مشاهده بازرس كارفرما حين انجام فرآيند ضروري است يا بازرسي بايد به طور كامل توسط بازرس كارفرما صورت گيرد :
R (Review) : بازبيني مداركQC  دارد.سازنده و كنترل رندم كفايت 
H (Hold) گيرد.تدابير و هماهنگي لازم صورت  ": ادامه توليد بايد با اجازه بازرس كارفرما باشد لذا جهت جلو گيري از وقفه در توليد ،قبلا 

TEST CODE DESCRIPTION OF TEST STD TEST INSPECTION 
TYPE

REQUIRED 
TEST

- Analyze of Material Report of a valid 
laboratory/co. R �

58 Visual and dimensional check Draw& specif. R �
- Fit up DANIELI 2.8.114

DANIELI 2.8.115 H �
40 Non-destructive examinations "NDT" 

(collecting) on welding’s
DANIELI 2.8.114
DANIELI 2.8.115 R  See Table 1 �

30,41,42,43,44 Non-destructive examinations "NDT" 
(collecting) on castings

DANIELI 2.8.004
DANIELI 2.8.005
DANIELI 2.8.017

R  See Table 1 �

03,04,17,31 Non-destructive examinations "NDT" 
(collecting) on forgings and rolled bars

DANIELI 2.8.001
DANIELI 2.8.009 R  See Table 1 �

- Tensile test ISO 6892 R �
12 Metallographic structure DANIELI 2.8.004

DANIELI 2.8.017 R �
05,06,13,14,16 Heat treatment cycle DANIELI 2.8.300 R See Table 2 �

11 Hardness measurement DANIELI 2.8.101 R �
23 Surface hardening depth measurement ISO 3754 R �
- Coating Report of a valid 

laboratory/co. R See Table 3 �
- Thick. measurement of coatings DANIELI 2.8.304

DANIELI 2.8.305 R �
57 Balancing DANIELI 2.4.102

DANIELI 2.8.105 R �
25 Pressure leak test & proof test DANIELI 2.8.102 R �
55 Surface Protection Inspection, Painting DANIELI 2.8.302 R �
- Packing for shipment DANIELI 2.8.002 H -

TABLE 1
% Non-destructive examinations

VT DT PT MT UT RT

EDGES - - - - - -

WELDS

(For Structures)

Butt welds - - - - - -

Fillet welds and/or partial penetration welds - - - - - -

Fillet welds with full penetration - - - - - -

WELDS

(For Piping Systems)

Butt welds - - - - - -

Fillet (socket) welds - - - - - -

CASTING
CLASS

A B C D

FORGING - - - -

TABLE 2
hardening 

&
tempering

Annealing Normalizing Quenching Tempering Induction
hardening Nitrating Carburizing Stress 

relieving
- � � � � � � �

TABLE 3

COATING Hard chromium 
plating

Chrome oxide 
coating Coating powders Zinc 

galvanizing Phosphating

REQUIRED TEST

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

REQUIREMENT INSTRUMENTS

� Caliper - Pitch 
gauge

- Micrometer - Depth 
gauge

- Bore gauge - R gauge

- Gauge 
blocks - Compass

- Protractor - Digital 
indicator

- Meter - 

Gear 
tooth 

Vernier 
caliper

Special instruments

✔

✔

✔

✔

✔

✔

✔



TECHNICAL SPECIFICAION DOCUMENT

EMPLOYER: IRAN ALLOY STEEL CO.

CONTRACTOR: ISATIS MATIN TARH CO.

بسته بندي و انبار داري :
بدون بسته بندي بانديلحمل به صورت  يا پالت چوبي پايه  كارتن جعبه چوبي صندوق چوبي

- - - - - -

: شرايط محافظت از سطوح قطعه
روغن يا گريس شوند .آغشته به  سطوح ماشين كاري تلرانسي

سطوح ماشين كاري تلرانسي با پلاستيك ضربه گير محافظت شوند .

نكات انبارداري :
دور از تابش مستقيم نور باشد .

نگهداري در انبار رو باز بلا مانع مي باشد .
قطعه شكستني مي باشد .

دور از رطوبت نگهداري شود .
.هاي مجاز قابل حمل مي باشدجهت جابجايي فقط از مكان 

.ورودي و خروجي لوله ها با درپوش بسته باشد

توضيحات :

✔

✔

✔
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COMPLET LADLE ASSEMBLY 100 TON SM2

TITLE COMPLET LADLE ASSEMBLY 100 TON SM2

PART NO -

REVISION -

DESIGNER S.JAFARI

ENGINEER

NOTES

THE INFORMATION AND/OR MATERIAL IN THIS
DOCUMENT IS THE PROPERTY OF AND RESTRICTED
INFORMATION AND/OR MATERIAL OF THE AUTHOR.
THIS INFORMATION MAY NOT BE USED,
REPRODUCED, PUBLISHED OR DISCLOSED TO
OTHERS WITHOUT WRITTEN AUTHORIZATION. IT IS TO
BE USED ONLY FOR MANUFACTURING ITEMS
SPECIFIED WITHIN THE DOCUMENT.


	FINAL
	3D-Assembly.3.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.01
	BM61843.02
	3D-Part61.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.03
	3D-Part20.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.04
	3D-Part6.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.05
	3D-art14.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.06
	3D-Part15.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.07
	3D-Part9.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.08
	3D-Part56.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.09
	3D-Part57.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.10
	3D-Part53.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.11
	3D-Part55.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.12
	3D-Assembly1.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.13
	3D-Assembly5.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.14
	3D-Assembly6.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	BM61843.15
	3D-Part101.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	3D-Assembly.3.pdf
	Local Disk
	C:\Users\paul.tweedlie.ANARK\Desktop\temp\New Text Document.txt



	Logo1: 
	goToPreviousView: 
	ImageButton0: 
	ImageButton1: 
	ImageButton2: 
	ImageButton3: 
	goToNextView: 


