A — P-05 EMBED RING, PLAN (1 OFF, DUPLEX 1.4462 t20) - SCALE 1:5 PARTS ON THIS SHEET

MARK ITEM QTY MATERIAL kg EA
P-05 Embed ring OD940 / ID560 x 20 1 Duplex 1.4462 69.65
P-06 Stud M16 x 400 headed, h_ef 250 6+6 CRC-V 1.4529 0.75
P-07a Guide dowel @16 h9 x 180, 30° lead 2 Duplex 1.4462 0.27
P-07b Jacking screw M20 x 60 + pad 25 x 25 X 6 3 CRC-V 1.4529 0.15
P-05T Setting template @940 / 560 x 3, flange pattern 1 316L 1.4404 =9

1. Duplex 1.4462 t20, EN 10204 3.1. OD/ID laser or plasma cut then machined; 6x @17 stud holes, 2x @16 H7 dowel bores reamed, all in ONE set-up from the AZ 0
scribe. Position @0.5 |top face|axis| for the studs, @0.2 for the dowels.

2. Studs locked through the ring with nuts both sides BEFORE casting; dowels pressed in; pads welded on top (WPS-02). The ring is then a rigid cage: the pattern
cannot move in the pour.

3. CAST FLUSH with the pad top at z —450 +1, level 0.5 across any two pads. Survey the six stud tops and the two dowels after the pour and BEFORE the flange ships:
the stack tolerance is +2.9 against the 24 x 30 slots (SH12 T22).

4. P-05T SETTING TEMPLATE: 316L t3 laser-cut with the FLANGE pattern (6 slots 24 x 30 on PCD 800, 2 dowel holes). It must drop freely over all studs and dowels —
the trial-fit gate for the flange. Keep it; it is the record of the pattern.

5. Stud projection 150 above the ring top; TRIM after the final 90 N-m torque to leave 60-100 clear above the lock nut (SH07).

6. Mark P-05 on the underside near AZ 0; studs A1-A6 in AZ_STUD order. Ring mass 69.7 kg: two-person or mechanical lift.

25°
— J_ AZ 0 = FLOW RUN
| | C — P-06 STUD (6 + 6) 1:5 (2) 1:2.5 E — P-07b PAD + SCREW (3) 1:1
| | 17 AJF SOCKET
1 PAD WELDED WPS-02
\ \ M16 x 110 THREAD
TRIM AFTER TORQUE
| |, 30— P-05-69.65kg
_,I_l.‘_ | < arts3d/P-05.step)
255 =
P16 ho Q
PCD 800 — A1-A6 AT 60°, FIRST 25°
B-B — ALIGNED SECTION THROUGH A STUD, A DOWEL AND A PAD - SCALE 1:2.5
AL-A6 = STUD HOLES @17 - D = DOWEL BORES @16 H7 (PCD 720, AZ 65 / 245) - ] = JACKING PADS 25 x 25 x 6 (PCD 700, AZ 30 / 150 / 270) 040 x 12
REV DATE DESCRIPTION BY
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