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SECTION A-A 
SCALE 1 : 3
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SECTION B-B 
SCALE 1 : 3
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SECTION c-c 
SCALE 1 : 5

Pos 2

Pos 1

Assembly

ITEM NO. PART NUMBER Material DESCRIPTION QTY.
1 Shaft CK45 90    L=134 1
2 Coupling CK45 Plate282*185 Thk=19 2
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of Grate Cooler - Line 1

QB = Quality Butt weld























اه تام
WELDING PROCEDURE SPECIFICATION (WPS)

PRH-GEFL122

Rev:00

Drawing no:GEFL 122

Department kiln

Manual (*) Automatic(

Item no:

Semi Auto. ()

(WPS) No.:

PQR No.: N/A

Welding Process: GTAW

BASE METAL

Specification :

Stainless steel AISI 309

POSITION

Position Of Groove: N/A Fillet: Yes

Vertical Progression : Up (*) Down

FILLER METALS

Specification: ER309

JOINT DETAILS SCHEME

Single Pass

5mm

PETECH

تاعطق سوکعم یسدنهم ناروآ نف
PARTS REVERSE ENGINEERING TECHNOLOGISTS

AWS Classification: AWS A5.9

Manufacture: ANY

SHIELDING

Electrode-Flux(Class):N/A
Gas Composition:Argon 99.99%

Gas Cup Size :8 mm

PREHEAT

Preheat Temp.: Remove moisture

Interpass Temp.: 150 degree C (max)

Technical note:All required tools for cleaning and clamps shall be stainless
steel.

QUALIFIED RANGE

leg of weld:5 mm

wall thickness: more than 10mm

allowed welding Position:ALL
TECHNIQUE

Cleaning: Grinding /W.Brushing/H.Tools (see above technical note)

Stringer/Weave Bead :low wide range weave

POST WELD HEAT TREATMENT

Temperature:N/A
Preheat and interpass temprature Control: Temple stick

Multi-Pass Or Single Pass (per side) :single

Back Gouge :N/A
Time:N/A Sticke Out :10-15 mm

Tungesten Electrrode (Type/Size) :2% thoriated/2 mm

Filler Metals Shielding
Pass

No.
Process Flux

Electrical Parameter
Gas

Class Dia. (mm)
Trade

Name
Class

Trade

Name
Type

Flow

L/min

Type &

Polarity

current

Range

Travel Speed
cm/min

Voltage

all GTAW ER309 1.6 ESAB
Argon

99.99%
15 DCEN 120-180 22-24 8-12

Remarks:Interpass temprature shall be measured on the minimum of 50mm away from welding edges.

Prepared by

Name

Date

Sign.

Reviewed by

Name

Date

Sign.

Approved by

Name

Date

Sign.



A
-A

A

A

BB

B
-B

C

C

K
ILN

-1&2

A
LL S

U
R

FA
C

E
S SH

O
U

LD
 B

E M
A

C
H

IN
ED

 W
ITH

                     C
O

N
D

ITIO
N

M
AX

. TO
LE

R
A

N
C

E  IS +- 0.01

B
U

R
N

ER
B

U
R

N
E

R
 H

E
AD

F.L.S
H

.ZO
M

O
R

R
O

D
I

H
.ZO

M
O

R
R

O
D

I

86-02-17
86-02-17

1/2.5
M

. B. N
O

ZAR
87-11-12










	Middle coupling for Screw Conveyor 540.PDF
	Sheet1
	Drawing View2
	Drawing View3
	Section View A-A
	Drawing View8
	Drawing View9
	Section View B-B
	Drawing View15
	Drawing View16
	Section View c-c


	نقشه 1 ترسيمي شاتون 001 مياني گريت كولر (1).PDF
	Sheet1
	Drawing View1
	Drawing View2
	Drawing View3
	Section View A-A
	Drawing View5
	Detail View A (1 : 2)
	Detail View B (1 : 1)


	نقشه 2 ترسيمي شاتون 002 مياني گريت كولر (2).PDF
	Sheet1
	Drawing View4
	Drawing View5
	Drawing View6
	Section View A-A
	Detail View A (1 : 1)


	نقشه 3 ترسيمي شاتون 003 مياني  گريت كولر (3).PDF
	Sheet1
	Drawing View2
	Drawing View3



