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SVETSNING AV ROSTFRIA STAL
SVETSBESTAMMELSE

WELDING OF STAINLESS STEEL
WELDING SPECIFICATION

A ANYLS SH0408 |[MM-ClIL]

ThAs

1 TILLAMPNING

Denna svetsbestimmelse gdller vid svetsning
av rostfria stdl, d& sd foreskrivits pd svets-
ritning. ) :

2 BEHORIGHET

Svetsning fir utfdras endast av f&retag, som
har av Arbetarskyddsstyrelsen utfdrdad licens
f8r konstruktion, tillverkning och kontroll av
svetsade tryckkdrl s k pannsvetsnormer eller
har behdrighet enligt FMV-A norm St 015.

3  SVETSPLAN

Innan produktionssvetsningen pdbdrjas skall.
svetsplan, om sddan .f8reskrivs pd svetsritning,
ha uppgjorts. '

4 KONTROLLINSTRUKTION

Innan produktionssvetsningen pdb8rjas skall kon-
trollinstruktion, om sddan fdreskrivs p3d svets-
ritning, ha uppgjorts.

5 TILLSATSMATERIAL

Elektroder skall fdrvaras sd att de 4r torra vid
anvidndningen.

6 SVETSNING

vid svetsningen skall fogytorna vara rena och
torra.

vid TIG- och MIG-svetsning skall dir si ir mdj-
ligt skyddsgas tillfdras rotsidan, sid att denna
ej blir oxiderad.

Svetsplatsen bdr vara uppvdrmd under den kalla
drstiden. Materialets temperatur omkring svets-
stdllet far vid svetsningen ej understiga vad
som anges p3 standard f8r material eller vad
som matesialtillverkaren rekommenderar, dock
ldgst 0 “C.

Fogytor skall 6verallt vara sd j¥mna och fogarna
s8 jimnbreda som m8jligt. Sprickor och andra de-
fekter 1 fogytor, som kan bed8mas pdverka svets-
ens kvalitet menligt, skall avligsnas efter fog-
beredningen.

7 KONTROLL

Om ej annat anges pd svetsritning utfdrs kon-
troll enligt Bofors standard V9-3.

1 appLICATION

This welding specification applies to welding of .
stainless steel when specified in a welding drawing. :

q

2 AUTHORIZATION

Welding may only be performed by companies holding !
by the National Board of Industrial Safety issued
licence for design, manufacture and inspection of
welded pressure vessels, the so called standards

for boiler welding or have authorization in accor-
dance with FMV-A standard St 015.

3 WELDING SCHEDULE

Before production welding commences a welding sche-
dule shall, provided such a schedule is specified-

"in the welding drawing, have been made.

4 INSPECTION INSTRUCTION

Before production welding commences an inspection
instruction shall, provided such an instruction is
specified in the welding drawing, have been made.

5 ACCESSORIES

Electrodes shall be stored so that they are dry when
used.

6 WELDING
At welding joint surface are to be clean and dry.

At TIG- and MIG-welding shall where so is possible
protective gas be added to the root side, so that
this not will be oxidized.

The welding location should be heated during the col¢
season, The temperature of the material around the
welding spot may when welding is performed not be
lower than stated in standard for the material or
recommended by manufacturer of the material, though
not lower than 0 °c.

Joint surfaces shall in all places be as even as
possible and the width of the joint as even as pos-
sible. Cracks and other defects in surfaces of joint:
which may be considered to have adverse effect on the
quality of the weld shall be removed following the
preparation of the joint. ’

7 INSPECTION

If not otherwise stated in the welding drawing in-
spections is to be carried out in accordance with
Bofors standard Vv9-3.
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8 6 10s |113 12y |151 185 |205 '
b 8 114 ]125 (152|186 |206|232
10 {126 153|187 |207|233|267
E4 12 127 |1s5u {188 |208|234|268 |308 ;
5 14 155|189 [209]235{269 (307 |350
r 16 . : 156 190 |210|236|270 [308 |351|399
20 192 |212|238|272 [310 |3s3|uo1l|usu
= 25 . 214 |2u0|27u 312 |355|403|u56"
10 = 30 247|276 |31 |3s57|4os|uss | 512 [615
Oz 35 278 |316 [359|uw07|u60 |514 |617
o 40 280 (318 |361|u09|{us2 | 516 |619
N D Y5 320 |3s3full|ust |s518 |621|670
N 50 322 |365|u13{use {520 |623|672 [719
U] i 55 367{u15|ue8 |522 |625]674 |721
1
an© 60 369|u17{u70 |s2u |627|676 |723|787
3 65 q y19|u72 |526 [629|678 | 725|769
70 - u20|{u73 | 527 |630]|679 [726]770
P 75 421 |u7u |s28 |631]|680 [727]|771
72 80 : y22{u7e | 529 |632|681 |728]772
o aQ y77 | 531 |63u|683 |730)774
& o 100 479 | 533 (636|685 | 732|776
v 5 110 535 | 638|687 |734/778
AP 120 : 537 |euo|s89 |736]780
7 Z 130 539 |su2|691 | 738|782
v @ 140 sul |suu|693 [7u0|78Y
)J; Q 150 AUG| 635 |7u2|786
o 2 160 ! 6u7|696 | 7u3|787
n 180 649|638 |7u5|789
m 200 700 |7u7]791
W - -
_p; rl'-I:| Rekommenderade passningar Recommended fits
r o E9 fér spelpassning E9 for clearance fit
m J57 fér greppassning y . JS7 for interference fit
D
Bendnmning Cylindrisk pinne Denomination: Parallel pin
\ﬁf Artikelnummer 10 277 dimensionsnummer Article nuiber 10 277 dimencions number
. , .

Beteckning Nu=-13-dxL Designation  Nu-13-dxL
Exempel: N4-13-0,6x2 ; Example: N4%-13-0,6x2
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Metod Y4-36-2 anvidnds ndr korrosionsskydd ford-
ras. ) N

/Beldggningen &r vattenfrinstdtande och frik-

tionskoefficienten 1l3g varfdr beldggningen i
vissa fall kan tjina som sm8rjmedel. Sintring
utfdrs vid relativt 1l3g temperatur.

FORBEHANDL ING

M&lningsmetoden skall kombineras med ndgon av
nedanstdende fdrbehandlingar.

Séél “eeeesssss Bldstring till minst noggrann-
hetsgrad Sa 2,5 enligt W4-51

Aluminium ..... Kromatering enligt Y052
Magnesium ..... Kromatering enligt Y081

F8rbehandlingsmetoden skall alltid anges i
tillverkningsunderlaget.

-~

INGAENDE FARGSKIKT
Non-stick och sjdlvsmérjande plast, W7-39-1.

METODBETECKNINGAR. FARGER

Metodbeteckning Fdrg
Method designation Paint
Y4-36-1 W7-39-1, 1 skikt
coat
Y4-36-2 W7-39-1, 2 skikt
. coats

I tillyerkninqsunderlaget skall anges f&rbe-
handling och mdlningsmetod.

Exempel. Ytbehandling: Bldstring Sa 2,5
Y4-36-1

Ytbehandling: Kromatering Y081
Y4-36-2
Sintrad vid 230 °C i
50 minuter

UTFORANDE

Appliceras genom sprutning pad ytor fria frén
fdroreningar sdsom olja, fett och smutspartik-
lar. '

vid piliggning av tvd skikt skall f&rsta skik-
tet efter ca 20 minuters lufttorkning sintras
vid 150 °C under 15 minuter.

vid piliggning av ett skikt eller sista skikt
vid flerskiktspdliggning skall sintring efter
20 minuters lufttorkning utfdras vid 265 ©C
under 40 minuter.

Material som ej tdl 265 ©C kan om s& anges pa
ritning sintras vid 230 ©C under 50 minuter.

,,B_, Bofors standard Y4-36
: : Datu.n/Date Dok.nr/Dac. No. ‘
V= 1977-05-15 38 006 303
m N Uttirded av/issued by Utgdva/lssue Sida/Page
Ib 1 | FAT 1/Bo Eriksson 1 ) 1 (2)
.-E Aagomns + STANDARD + BOXE00 .« $-69020 ¢ BOFORS o -SWEDEN ¢ EFTERTRYCK UTAN SKRIFTLIGT MEDGIVANDE roa‘uuos . copymam‘i
@ &1 |nonsTick o - ¢ D SELF
mo CH SJALVSMURJANDE BELAGGNING NON-STICK AND SELFLUBRICATING TREATMENT
}g UGNSTORKANDE ! STOVING C
Cx ' '
M
t’o)
TJ;i Anvinds p3 detaljer av stil, aluminium och mag- Used for parts of stéeL, aluminium and magnesihm}
IJ:Z nesium, som utsidtts f8r ringa korrosionspakin- subjected to small corrosion stresses and/or mode-
(¢) o ningar och/eller miattlig n&tning. rate wear.
F:]> Metod Y4-36-1 rekommenderas ndr "non-stick" - Method Y4-36-1 is, recommended when "non-stick" (no”
0 (inga dmnen klibbar fast vid ytan) - egenskaper substances sticking to the surface) qualities are
o dnskas. desired. . : S

. e
Method Y4-36-2 is used when corrosion protection’is
required. . .

‘The coating is water-repellant and the friction
coefficient low, therefore, the coating may in cer<
tain cases serve as.a lubricant. The sintering isg,
carried out at a relatively low temperature. N
i -
PRE-TREATMENT o ’
The painting method is to be combined with one of
the pre-treatments described below.
Steel ....cccn. Blastinglto, at least, accuracy
degree Sa 2.5 acc. to W4-51

Aluminium ..... Chromatiﬁg acc. to Y052
Magnesium ..... Chromating acc. to Y081

The method of pre-treatment is always to be stated
in the manufacturing documentation.

PAINT COATING USED
Non-stick and self-lubricating plastics, W7-39-1.

METHOD DESIGNATIONS, PAINT

Pre-treatment and painting method shall be stated in
the manufacturing documentation.

Example.' Surface treatment: Blasting sa &,5
C : Y4-36-1
Surface treatment: Chromating Y081
Y4-36-2
Sintered at 230 ©C for
50 minutes

PROCEDURE X

To be applied by spraying on surfaces free from
impurities such as oil, fat and dirt particles.
When two coat are applied the first coat shall,

after air drying for approx. 20 minutes, be sintered
at 150 °c for 15 minutes.

*A single coat or the final coat of a multicoat appli

cation shall, after air drying for 20 minutes, be
sintered at 265 ©C for 40 minutes.

Material which does not sustain 265 ©C may be sub- _
jected to sintering at 230 °C for 50 minutes, pro- i
vided this is stated on the drawing.

b
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TEKNISKA FORDRINGAR

Allmant

Mdlningsfirgen skall vara pdlagd i jimntjocka
skikt utan rynkbildningar, rinningar, blisor
eller andra defekter och ha en jdmn glans.

Skikttjocklekar
25 uym nom, 15 um min
Metod Y4-36-2 «+.... 45 *5 uym nom, 35 um min

OVRIGA FORDRINGAR

De angivna metoderna skall dessutom uppfylla
alla hdr icke upprdknade krav pa kuldr, densi-
tet etc, som dr upptagna i avsnittet "Tekniska
data" pa standarden f&r tdckfdrgen.

TECHNICAL REQUIREMENTS

General

The paint coating is to be applied in layers of
even thickness without wrinkles, runs, blisters or
other defects and is to have an even gloss.

Coating thicknesses
Method Y4-36-1 15 um min
Method Y4-36-2 ..... 45 um %5 um nom, 35 um min

25 um nom,

OTHER REQUIREMENTS

In addition, the methods stated are to comply with
requirements for colour, density, etc which, alt-
hough not mentioned in this Standard are included
under the heading "Technical data" in the Standard
for the finishing paint. -

S
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