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PV FR: Specification for welding of electric power tower
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3.1 BRHE(EA AR R

311 R TRAHIUE, BEIE X XGRS Sm/s I ST AR B IR e 240 22 e g, XU
I 2m/s B AR R

3.1.2 AHRHBIERT 90%, ZE 1Ll

3.1.3 XF Q235 4M, MELREMKT-10CH; X Q345 X, MERIRE(RT 0°CHY; XFF Q420 441,
WESIR AR T 5°CHY, W ZUR T A it o

3.1.4 MESEHIL— e EUER, DA T A o INFR TV INAR RS B L CRlE [RRTI E EE SR 45 4% DL/T819
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JEJT TSR . QR AR, W N B AHE E H AT .

3.2.3 MEIFHRITRAI R & n IR . S0eE .. W RIE. ZeniE. (CREHuER. £
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3.3 IRmEE
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3.3.4 JRAREPOICIH TR, AMEHEME. BRI SR S, A4k LI R,
3.3.5 SEAMENIEEERT, B Ao AR A A A R A R B 2R VR RE A T BEA 2 [ (AR
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M X A
(e HEMIR)
IR S AIRIPIE (GMAW) | ZERNIE22ETIIE (FCAW) | 1BITIE (SAW) BT ZIEmEBR
et R (e k=) Pk
SRS BB STIEALE K Q2358 (10mm) MW IERESL (FCAW-G)
GPQROO1 2
B FirE (G EEVEHE 3mm 20mm)
SEARL BRI, STIEATE 1 Q2358 (10mm+25mm) AR Sk (FCAW-G)
GPQR0O02 2
B FirE (B BV 3mm 50mm)
SPARL ORERR . STAERALE Y Q345 (20mm) MRSk (FCAW-G) 4 TVFw (7825 JEFEVE H Smm™40mm, 78 26 &40 =
GPQR0O03 2
600mm)
SEARL REE. STIEATE 1 Q3458 (20mm+25mm) AR L (FCAW-G)
GPQRO04 2
B FirE (BB VEHE 3mm 50mm)
SR E 1Y Q3458 (20mm) AR XTEERESL (SAW)
GPQR0O05 2
ST e (B2 EEEVEE 3mm 40mm, 78 2645 4415 FE =600mm)
T HE AR SL [ 52 1 Q3458 (D 140mmXbmm) A RSk (GMAW-CO2 ) GPQRO06 2
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G TVEE (B 2% )E A VG 3mm™ 10mm, 78 2 & 4275 F = 140mm, <<600mm)

T e 1R 3L [ 22 1 Q3458 (@ 140mmX5mm) X EEEE3L (GMAW-Ar)

G TVEE (B 2% )E VG 3mm 10mm, 78 3 & 4275 FH = 140mm, <<600mm)

GPQROO7

T HERE R L [ 22 1 Q3458 (D 140mmX6mm) Ak (FCAW-G)
B TiEE (EEEEE 3nm 10mm, 758

pizen

B2V E = 140mm, <<600mm)

GPQROOS

10

SRR AL E 1 Q4208 (20mm) BRRHERE S (FCAW-G)

(78 2% B VG 3mm™40mm, 78 35 & 4270 F =600mm)

GPQRO09

11

R B ) Q420B (20mm+25mm) #7423k (FCAW-G)

(78 35 )5 Y5 FE 3mm™ 50mm)

GPQRO10

12

SERAT B ) Q4208 (20mm) B HEESL (SAW)

(7835 RV 3mm™ 40mm, 78 55 & 42 Y0 =600mm)

GPQRO11

13

B e 4534 [ 52 1 Q4208 ( D 299mmX8mm) & %Sk (GMAW-CO02)

(FBEEEVGE 3mm 16mm, 78 &% & 4270 =299mm, <600mm)

GPQRO12

14

TR RS [ E 1 Q4208 (D 299mmX8mm) X i3k (GMAW-Ar)

(FBEEEVGE 3mm 16mm, 78 &% & 4270 =299mm, <600mm)

GPQRO13

BT HERE R L [ FE 1 Q4208 ( D 299mmX8mm) ik (FCAW-G)

(75 &% ) VG 3mm™ 16mm, 78 55 & 12 Y0 =299mm, <<600mm)

GPQRO14
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REAEAT B 1) Q235B+Q345B (10mm+25mm) AR+ 783k (FCAW-G)
15 GPQRO15 4
(7B 35 5 V6 3mm™50mm)
REJEAT B ) Q235B+Q420B (10mm+25mm) AR+ 73k (FCAW-G)
16 GPQRO16 4
(78 735 )R V5 [ 3mm™50mm)
R EAT B 1 Q345B+Q420B (20mm+25mm) #x - 4:3k  (FCAW-G)
17 GPQRO17 4
(78 35 5 V5 3mm™ 50mm)
SEAEAT B I Q420B+Q345B (20mm) B HEEHESL (FCAW-G)
18 GPQRO18 4
(78 o5 )5 P VU R 3mm™40mm, 78 75 54270 B =600mm)
SEEAT B Y Q420B+Q345B (20mm) AR  (SAW)
19 GPQRO19 4
(78 7% )5 FEYE [l 3mm™40mm, 78 75 & 1% Y0l =600mm)
R R S [ E 19 Q420B+Q345B (@ 299mmX8mm) NSk (GMAW-C02 )
20 GPQRO20 4
(5 75 )2 FEVE [ 3mm™ 16mm, 78 735 & 4270 H =299mm, <<600mm)
A T Wt 45 Sk [H] 52 1Y Q420B+Q345B (D 299mmX8mm) 5 XSk (GMAW-AT)
21 GPQRO21 4
(75 &% )5 VG 3mm™ 16mm, 78 75 & 12 Y0 =299mm, <<600mm)
T TSk [ 2 1Y Q420B+Q345B (@ 299mmX8mm) A XSk (FCAW-G)
22 GPQR0O22 4
(75 &% VG 3mm™ 16mm, 78 75 12 Y0 =299mm, <<600mm)
23 STARALE I Q2358 (10mm) AR NiHERESL (FCAW-G) GPQRO23 4
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(75 75 )5 FE Y5 [ 3mm™20mm)

SRS E Y Q3458 (20mm) ARAHERESL (FCAW-G)

(F8 55 )5 FE Y5 [ 3mm”™20mm)

24 GPQR0O24
(7B &5 2 VG 3mm™20mm)
TP B ) Q4208 (20mm) BROGHERESL (FCAW-G)
25 GPQRO25
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Mf & B
(e MEMR)
JRIEH B A SR RIPIE (GMAW) BETZEEmBEEF
FP5 TEWER S BERA JEJZ /mm 1R PRI PRI E pEE (A ek kA
1 201811001 Q2358 6 ER50-6 C02 SRS TR Q235B; 8 1.5-12 X
2 201811002 Q2358 14 ER50-6 CO2 S LRSF TR Q235B; 810.5728 X
3 201811003 Q235B 30 ER50-6 CO2 S ARIF TR Q235B; 6 22.5760 Hof 4%
7 201811007 Q3458 6 ER50-6 C02 SRS TR Q345B; 8 1.5-12 X
8 201811008 Q345B 14 ER50-6 CO2 S ARIE TR Q345B; 6 10.5728 Xt %
9 201811009 Q3458 30 ER50-6 CO2 S PRSR TR Q345B; 822.5760 X
13 201811013 Q420B 8 ER55-D2 CO2 S ARIE TR Q235B; 61.5-12 Hof 4%
14 201811014 Q420B 14 ER55-D2 CO2 S ARIE TR Q235B; & 10.5728 Xt %
15 201811015 Q420B 32 FR55-D2 CO2 S PRSF TR Q235B; 824764 X
25 201811025 0235 55 Q345 6 ER50-6 CO2 S ARIF TR Q235 5 Q345; §1.5-12 Xof 4%
Q235 5 Q345;
26 201811026 0235 5 Q345 14 ER50-6 CO2 S AR AR 510, 0 X
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Q235 5 Q345;
27 201811027 Q235 5 Q345 30 ER50-6 C02 S ARIE TR POE:Z
§22.5760
28 201811028 Q235 5 Q420 6 ER50-6 02 S ARIE PR 0235 5 Q420; §1.5-12 POE:Z
Q235 5 Q420;
29 201811029 Q235 5 Q420 14 ER50-6 C02 SARIE IR wof 4
§10.5728
Q235 5 Q420;
30 201811030 Q235 5 Q420 30 ER50-6 C02 S ARIE IR wof
§22.5760
31 201811031 Q345 5 Q420 6 ER50-6 C02 S ARIE PR 0345 5 Q420; 8 1.5-12 POE:Z
Q345 5 Q420;
32 201811032 Q345 5 Q420 14 ER50-6 CO2 S ARIE IR R Fof 432
§10.5728
Q345 5 Q420;
33 201811033 0345 5 Q420 30 ER50-6 02 S ARIE IR R wof
8§ 22. 5760
34 201811034 Q235B 6 ER50-6 CO2 S ARIE PR Q235B; & 1.5-12 b
35 201811035 Q235B 14 ER50-6 CO2 S ARIE PR Q235B; & 10.5728 +EE
36 201811036 02358 30 ER50-6 02 S ARIE P Q235B; §22.5760 +5 8
37 201811037 Q235 5 Q345 6 ER50-6 CO2 S ARIE PR 0235 5 Q345; §1.5-12 b
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Q235 5 Q345;

38 201811038 Q235 55 Q345 14 ER50-6 C02 S AF1E P +5 8
§10.5728
Q235 5 Q345;

39 201811039 Q235 55 Q345 30 ER50-6 C02 S AR5 P +58
§22.5760

40 201811040 Q235 5 Q420 6 ER50-6 CO2 S ARIE PR 0235 5 Q420; §1.5-12 b
Q235 5 Q420;

41 201811041 Q235 5 Q420 14 ER50-6 CO2 S ARME IR +F
§10.5728
Q235 5 Q420;

42 201811042 Q235 5 Q420 30 ER50-6 CO2 S ARME IR +7
§22.5760

43 201811043 Q345B 6 ER50-6 CO2 S ARIE P Q235B; & 1.5-12 +5 8

44 201811044 Q345B 14 ER50-6 CO2 ARG PR Q235B; & 10.5728 +E

45 201811045 Q345B 30 ER50-6 CO2 S ARIE P Q235B; §22.5760 +58

46 201811046 Q345 5 Q420 6 ER50-6 CO2 S ARIE PR 0345 5 Q420; 6 1.5-12 +58
Q345 5 Q420;

47 201811047 Q345 5 Q420 14 ER50-6 C02 S AF15 P +5 8
§10.5728
Q345 5 Q420;

48 201811048 Q345 5 Q420 30 ER50-6 C02 S AR5 P +5 8
§22.5760
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49 201811049 Q420B 6 ER55-D2 02 S ARIE P Q235B; & 1.5-12 +5 8
50 201811050 Q420B 14 ER55-D2 CO2 S ARIE PR Q235B; & 10.5728 +rE
51 201811051 Q420B 32 ER55-D2 CO2 S ARIE PR Q235B: 624764 AR
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