English to Russian

POWER SUPPLY CONNECTION

The machine is equipped with a connecting cable and earthed schuko
plug for connection to AC 230 V ~ 50 Hz.

Make sure the schuko plug is always accessible to unplug the machine
from the mains.

The electrical power system must be designed according to VDE 0100.

It is recommend to not connect in any case the machine with
extension cords multiple power sockets, etc to avoid overheating
which are sources of potential fire hazard.

To increase security VDE, in the directive DIN VDE 0100 in section

739, it is recommended to install a circuit breaker (RCD) with a

tripping current of 30 mA (DIN VDE 0664).

If a differential circuit breaker is used, make sure it is type A, according
to DIN VDE 0664 and current sensitive buttons.

The rating plate provides information on rated current absorption and
relating protection. Compare these data with the power supply...

MNOAK/IIOYEHHUE K CUCTEME JJIEKTPOIIUTAHUSA

[Tpubop ocHalIeH COETUHHUTENBHBIM KabeleM M 3a3eMJICHHOW BHIIKOM
[lyko nig moakiatoueHus k cetu nepemenHoro toka 230 B ~ 50 I'm.
Bunka lllyko qomkHa ObITh BCerJa JOCTYITHA JUTsl OTKIIFOUEHUS TprbOopa
OT JJIEKTPUUYECKOI CeTH.

CucreMa 2JIEKTPONUTAHMS JIOJDKHA OBITH pa3paboTaHa B COOTBETCTBUU C
VDE 0100.

Bo u30e:kanue meperpeBa HU B KOeM Cjydae He PeKOMEHIyeTcsl
NOJKJIKYATh NPUOOP YIVIMHUTEIEM K HECKOJbLKHM PO3eTKaM H T.II.,
KOTOpble TMPEICTABJIAIT €000 HCTOYHHUKH NOTEHUHAJIbHOM
MOKAPHOM OMACHOCTH.

st moBeimenust 6e3omacioctn VDE B mgupexktuBe DIN VDE 0100 B

pazmene 739  pekoMmMeHAyeTCcs ~ YCTAaHOBUTH  aBTOMATHYECKHUU
BeikiTr04arenb (RCD) ¢ Tokom otkimouenus 30 MA (DIN VDE 0664).
Ecimmn UCIIOJIB3YETCS Qg depeHranbHbIH ABTOMAaTUYECKHUU

BBIKJIFOYATENIb, TO OH IOJDKEH OBITh THIa «A», corimacHo DIN VDE
0664, 1 ©MEeTh TOKOYYBCTBUTEIILHBIC KHOITKH.

Ha Tabnuuke noymkHa ObITh yKa3aHa HH(OpPMAIHsi O HOMUHAJIBLHOM TOKE
MIOTJIONICHUS. M COOTBETCTBYIOMICH 3armmre. CpaBHUTE ITH JIaHHBIC C
HUMEIOIITUMCS 3JICKTPOITUTAHUEM. . .

This standard specifies the welding, heat treatment, Nondestructive
Testing (NDT), Charpy impact testing and hardness testing requirements
for welding pipelines and equipment. It covers both onshore and offshore
pipelines, including shop and field fabrication, repairs, and modification.

B sTOoM crammapre mpuBeneHbl TpeOOBaHUS K CBapkKe, TEPMHYECKOM
00paboTKe, Hepa3pylaIIeMy KOHTPOJIO, UCIBITAHUSM Ha YyIapHYIO
Bsi3kocTh 1o Illapnu W wucHbITaHWSM Ha TPOYHOCTH JUIS CBapKH
TpyOoInpoBoJjoB U  obOopyaoBanusa. OH  pacnpocTpaHsercs Ha
Ha3eMHBIC/TIOA3EMHBIE W TOJBOJTHBIE TPYyOONPOBOABI W BKIIOYACT
3aBOJICKOE€ W TIOJIEBO€ HM3TOTOBJICHWE, PEMOHTHBIE paboOTBl |
MOJIEPHU3AIHIO.

The variations in light intensity for a measurement path should be kept at
a minimum, since lower light increase the measurement noise. Always try
to maintain the intensities achieved during the initial installation of the
system, which should correspond to the maximum obtainable levels. The
light intensity readings may vary from light meter to light meter.
Therefore, always try to use the same light meter for all measurements, or
make comparisons between the light meters and translate the achieved
light intensity to a standard scale.

W3meHeHuss WHTEHCUBHOCTH CBETa B JUANla30HE HM3MEPEHUHN TOJKHBI
OBITh CBEJEHBl K MUHHUMYMY, TaK KaK KOHTPAaCTHBIM CBET YBEIMYMBAET
moMexu Ipu  u3MepeHuu. Bceerma  crapaiitech  IOAAEPKUBATH
MHTEHCHBHOCTh, IIOJIY4YEHHYIO BO BpEMS IE€PBOHAYAIBHON YCTAaHOBKH
CHUCTEMBI, KOTOpas JOJDKHA COOTBETCTBOBAaTbh MAaKCUMyMYy I10Jy4aeMbIX
ypoBHell. [lokazaHus MHTEHCHBHOCTH CBeTa Ha pa3HbIX (QoTomMeTpax
MOT'YT BapbUpOBaThCs. [10aTOMY M1 BCeX U3MEPEHUN BCEra CTapanuTech
M0JIb30BATHCS OJTHUM U TeM K€ (OTOMETPOM HJIM CPAaBHUBAITE MOKa3aHUS
Ha pa3HbIX (OTOMETpax W NEepPeBOJUTE IOIYYEHHYI0 WHTEHCHBHOCTb
CBETAa K CTAHJIAPTHOM IIIKaJIE.




The analyser reports a light level value for each measurement of a gas
concentration. The light level is a value from 0 to 100 %, where 0 %
corresponds to no light and 100 % to “full” light.

AHaJII/I3aTOp BbLAACT 3HAUYCHHUC YPOBHA OCBCIICHHOCTU IIPpU KaAXIOM
MU3MEPEHNN KOHILICHTPALMH ra3a. ¥ POBEHb OCBEIIEHHOCTH — 3TO 3HAYCHHUE
or 0 mo 100%, roe 0% coorBercTBYeT OTCyTcTBHIO cBera, a 100% —
«TIOJTHOMY) CBETY.

The fire main diameters shall be hydraulically analysed to ensure that
under any fire condition the maximum velocity expected in any section of
the fire main shall not exceed 3.5 m/sec.

The fire main network round each process and offsite plot shall be
provided with adequate isolation valves to ensure that sections of fire
main can be isolated for maintenance whilst still enabling a minimum
quantity of firewater to be available to any plot. There shouldn’t be any
blind spot for the firewater coverage. The isolation valves shall be placed
as follows:

. No more than 300 meters of pipe supplying hydrants, monitors or
deluge valves shall be removed from service at one time for maintenance
or repair.

Four way hydrants shall be providedin process and tankage area,and two-
way units in administration areas and shall be “dry type”.The hydrant
outlets shall be fitted with hose couplings to match the units used in the
area and on the adjacent sites.

The hydrants shall be spaced at about 60 metres apart in process/storage
areas and no more than 90 metres apart in administration areas.

Monitor shall be “dry type”. Monitor shall be designed as such that can be
rotate to 360° water projection with no blockage from adjacent equipment
to the fire hazards.

Water only manual monitors shall be located round the process areas
fitted with an inlet ball valve and spray/jet water nozzle rated for a
minimum of 1800 I/min capacity at 7 bar g inlet pressure. Monitorsshall
be located to cover all high-risk areas, e.g. critical pumps. The monitor
performance shall produce a jet of at least 35 metres and the monitors

JuameTpsl MmoxapHOM MarucTpaiu AODKHBI ObITh IPOBEPEHBI MyTEM
TUAPABIMYECKUX UCTIBITAHUH C [IEIbI0 00eCIeYeHUs TOT0, YTO MIPH JIF000M
CJIOHOCTH T0Kapa MakCUMallbHas CKOPOCTh B JIF00OI 4acTu mokapHOH
MarucTpaiu He MPEeBBICUT 3,5 m/c.

Bokpyr  kaxIoro - BHYTPUIUIOIIAQJAOYHOIO M  BHEIJIOLIAJ0YHOIO
IPOM3BOJICTBEHHOTO YYacTKa JOJDKHA OBITh YCTPOCHA CETh IMOXKapHBIX
MarucTpajieid, o0eclieYeHHbIX COOTBETCTBYIOIICH 3allOpHOW apMaTypoi,
MO3BOJIAIOIIEH HM30JIMPOBATh YYAaCTKU IOKapHOW MarucTpaiu i
BBITIOJTHEHUST TEXOOCTYXKMBaHUS; TPU OTOM JIOJDKEH OOECreunBaThCs
MUHUMAJIbHBI 00bEM BOJbI, JOCTATOYHBIA /I TOXKAPOTYLICHUS Ha
mo0oM yyacTke. He 10KHO OBITh HEOCTYIHBIX MECT ISl TIOJJaYH BOIBI
IpU MOXKAPOTYIICHUU. 3allOpPHYI0 apMarypy ClieyeT YyCTaHaBIUBaTh
CJIEAYIOIIUM 00pa3oM:

. JlivHa TpyO, MOAAlOMIMX BOJMY Ha TMOXApHBIE THAPAHTHI, HE
nomwkHa npeBbimare 300 M; TpU  TEXOOCTYXKMBAaHMM W PEMOHTE
THIPOMOHUTOPHBIE YCTAHOBKHM WJIM JIPEHUYEPHbIC KJIAMaHbl OJIKHBI
BBIBOJIUTHCS U3 IKCIUIyaTal[uy OJHOBPEMEHHO.

B mpou3BOACTBEHHBIX 30HAaX M HAa TEPPUTOPUM OAKOBOTO XO3KCTBA
JIOJDKHBI  YCTAHABIMBATHCS UYETHIPEXXOJIOBBIE TMOXKApHBIE THUIAPAHTHI, B
aIMUHUCTPATUBHBIX MOMEIICHUSIX — JIBYXXOJOBBIE€ THAPAHTHI «CYXOIO
TUMa». BBIXOHBIE OTBEPCTHUS JOJKHBI UMETh COCTMHUTENIbHBIEC PYKaBHBIC
TOJIOBKH, COOTBETCTBYIOIUE OOOPYIOBAaHUIO, MPUMEHIEMOMY B JaHHON
30HE M Ha IPUJIETAIOIINX YYacTKaXx.

B nmpou3BOACTBEHHBIX U CKJIAICKUX 30HAX TMIPAHTHI CIEAYET pa3MeliaTh
¢ 1maroM okoJio 60 M; B aIMUHUCTPAaTUBHBIX 30HaX — He 6osee 90 M.
['upoMOHUTOPHAS YCTaHOBKA JIOJDKHA OBITH «CyXoro Tuma». OHa J0KHA
MMETh BO3MOXKHOCTb ITOBOPAYMUBATHCS ISl pa30pbI3rMBaHus BoAbI Ha 360°
U He OJOKHpPOBAThCS COCEIHUM OOOpyIOBaHHMEM OT JOCTyMa K
M0’KapOOTaCHBIM OOBEKTaM.

Bokpyr mnpou3BOACTBEHHBIX 30H JOJDKHBI YCTaHABIMBATHCA TOJIBKO
py4YHBbIE THAPOMOHUTOPHBIE YCTAHOBKH, OCHAIIICHHBIE HA BXOJIE MIAPOBBIM
KJIamaHOM U pa3OpbI3rUBaTelieM BOJbI C MUHUMAIBHOW pPAacYETHOU
npou3BoauTENbHOCTRIO 1800 n/MWH TIpu maBieHWM Ha BXoae 7 Oap.
['uApOMOHUTOPHBIE YCTAHOBKHM JIOJDKHBI YCTAaHABIMBATBhCS NJIsi OXBara




themselves shall be located between 15 and 30 metres from the risk being
covered where possible.

BCEX 30H I[IOBBIIIEHHOIO pPHCKa, HAamp., Yy BaXXKHEHIIMX HACOCOB.
['mapoMOHUTOPHAs yCTaHOBKA JOJIKHA OBITH CIIOCOOHA BbIJABaTh CTPYIO
HE MeHee 35 M; T'MIPOMOHUTOpPHBIE YCTaHOBKH, IO BO3MOYKHOCTH,
JIOJKHBI YCTaHABIUBATHCS HA pacCcTOSHUM 15-30 M OT OXBaThIBAEMBIX 30H
pHCKa.

Russian to English

Bo3ayxooOMeH B MOMENICHHSX KyXHH M pecTopaHa, BapoO4HOTO IIeXa,
MIPaueyHON C 30HaMU TEXHOJOTHYECKHX BBIOPOCOB M M30BITKOM TeIUIa U
napa  oOecreYnBaeTcs oTnenbHOM  BeHTycraHoBkoii AHU ¢
IUTACTUHYATBIM ~ PEKYyNepaTopoM,  KOHTPOJEM UM PEryJupoBKOMN
TEMIIEPATypbl U OTHOCHUTEIbHOM BIAXKHOCTH BO3JyXa IPUTOKA MU
KOHTPOJIEM OTHOCHUTEIHHON BIAXKHOCTH BO3AyXa BeIOpoca. M306bITounyI0
TEMIIEpPATypy BO3]lyXa IOMEIIEHNUs KyXHU HCIIOJIb30BATh JJIsl [OJ0IpeBa
MIPUTOYHOI'O BO3JAyXa B IoMenieHusix pecropana. Jpurarenu AHU nHa
CTOPOHE MPUTOKA U BBITSXKKU 000pPYJOBaTh YaCTOTHBIMU PETYJIATOPAMHU.
Kontpomnep AHU pacnonoxutrs B mkady ynpaeineHus. OH JODKEH
o0ecreYnTh aBTOMATHUYECKOE YIPABJICHUE arperaroM M BO3MOXKHOCTh
HACTPOMKHU KaK CO BCTPOCHHOTO AMCILIES, TaK U C KOMIIbIOTEPA CUCTEMBbI
BMS. Arperar AHU o0ecnieunTh 3amiuTod TEIUIOOOMEHHHUKOB OT
pa3MopaxuBaHUsI.

HeoOxonuMbie 00beMBI BO3ayXa Ui pacueTa CHUCTEMbl BEHTHIISAIMU
JIAaHHOM 30HBI U BbIOOpPa npou3BoauTeabHOCTH AHU B3sTh 13:

- IepeiaBaeMbIX cTaHaapToB roctuHuisl Hilton;

- TEXHOJIOTUYECKOI0 ITPOEKTa KYXHH U 30HBI pa3fiaul pecTopaHa.

Han paspmaueid, BapoyHOM 30HOM, 30HAaMH MOWKM Ha BBITSKHBIC
BO3/yX03a00pbI YCTaHOBUTH KHUPOYJIaBIMBAIOIINE GUIBTPBHI.
Bo3nyxoBoibl B JAaHHBIX 30HAaX OCHAaCTUTh JIFOUKAMHM JUISL  MX
NIEPUOANYECKON OYUCTKH OT >KMpa. B BBITSKHBIX BO3AYXOBOJAX Hal
BapOYHBIMU TIOBEPXHOCTSIMH YCTAaHOBUTH TEMIIEpATypHbIE [0XKApHBIE
JaTYNKM U JIOKAJbHBIE IIOPOLIKOBBIE CHCTEMBI I0XKAPOTYIIECHHUS,
IIPEIOTBPALIAIOIINE TOPEHHUE JKUPAa M PacHpOCTPAHEHHE IIJIAMEHHM II0
BO3JTyXOBOJIaM.

Ventilation in the kitchen and restaurant, cooking, laundry premises with
areas of technological emissions, excess heat and steam is provided by a
separate ventilation unit AHU with a plate heat exchanger, control and
regulation of temperature and relative humidity of supply air and control
of relative humidity of exhaust air. Excess air temperature in the kitchen
shall be used for heating supply air in the restaurant. The AHU motors on
the side of supply and exhaust shall be equipped with frequency
regulators. The AHU controller shall be placed in a control cabinet. It
should provide automatic control of the unit and an option to tune it both
from the built-in display and from a computer of the BMS system. Heat
exchangers of the AHU unit shall be provided with protection from
defrosting.

Required volume of air for calculating the ventilation system in a specific
area and selecting the AHU output shall be taken from:

- Hilton hotel’s standards, which are being handed over;

- a technological design of the kitchen and restaurant delivery area.

Grease filters shall be installed on exhaust air intakes over the delivery,
cooking and washing areas. Air ducts in these areas shall be equipped
with hatches for their periodic cleaning from grease. In the exhaust air
ducts over the cooking surfaces, temperature sensors and local fire powder
fire extinguishing systems, preventing grease burning and flame spreading
along the air ducts, shall be installed.

3aroToBKM KOMIIPECCOPHbIX JUCKOB

3aroToBKH JTUCKOB KOMIIPECCOPOB BBICOKOI'O JaBIICHUS
ra3onepeKavymBalOIINX  arperaroB, Ta30TYpOMHHBIX  TPUBOJIOB W
ycTaHoBOK u3 crutaBoB 1o OCT.

IIITamMoBaHHBIE 3arOTOBKH THTAHOBBEIX AUCKOB M3 ciiaBa XXX m XXX
MOCTABIISIOTCS B TEPMUYECKH M MEXaHHMYECKH 00pabOTaHHOM COCTOSIHUU

Workpieces for compressor disks

Workpieces for disks in high pressure compressors for gas-compressor
units, gas-turbine engines and plants are [fabricated] of alloys under OST
(industry standards).

Stamped workpieces for titanium disks of XXX and XXX alloys are
supplied thermally and mechanically treated, after their passing




¢ JIOM-KOHTpOJIEM TOBEPXHOCTH, Y 3-KOHTPOJIEM U KOHTPOJIEM MaKpo- U
MUKPOCTPYKTYpPBI Ha TEMILIETE.

[lItaMnioBaHHBIE 3arOTOBKM THUTAHOBBIX JAWCKOB HW3TOTABIIMBAIOTCS U3
KOBAHOTI'0 MPYTKa C XMMUYECKUM COCTaBOM M0 XX XX.

luminescent control of surfaces, ultrasonic control and control of macro-
and microstructure on template.

The stamped workpieces for titanium disks are fabricated from

forged bars with chemical composition under XXXX.

MexaHu3Mm mpolecca BBITECHEHHS He(pTH U3 TUIACTOB  BOJHBIM
MaJIOKOHIIEHTPUPOBAHHBIM PACTBOPOM MOBEPXHOCTHO-AKTUBHBIX BEIIECTB
(ITAB) ocHOoBaH Ha TOM, YTO IpPU 3TOM CHH)KAETCS IOBEPXHOCTHOE
HaTSOKEHHE MexAy HedThI0O U BOJAOW U YBEIUYMBAETCA KpPaeBOM Yroi
cmaunBaHud. Ciie10BaTeIbHO, HATSKEHUE CMauylBaHUsl yMEHbIIAETCS B 8-
10 pas.

[Tpomecc pa3paboTku HE(DTSIHBIX MECTOPOKICHUI MPU 3aBOJHEHUU WX
BoAHBIMU pacTBopamu [IAB ocymecTBusiercs ¢ MHUHUMaJbHBIMU
U3MEHEHUSMHU B TEXHOJIOTUU U CUCTEME Pa3MEIIEHUS CKBaXKHH.
JloGaBnenue k 3akaunaemoii Boje 0,05-0,1 % ITAB He Bieder 3a coboit
HEOO0XOIMMOCTH CYIIECTBEHHOTO M3MEHEHUS JIaBJICHUS, TEMITOB HJIH
00BbeMOB HarHeTaHus Bobl. OOBEMBI 3aKaUMBAEMBIX B TJIACTHI BOJAHBIX
pactBopoB ITAB nomxHbl ObITE O0NBIIMMU (HE MEeHEE 2-3 00BEMOB TIOP
He(TSIHOM 3aIeKH).

The mechanism of a process to displace oil from layers by low-
concentration aqueous solution of surface-active substances (surfactants)
is based on the fact that here the surface tension between oil and water
reduces and the contact angle of wetting increases. Therefore, the wetting
tension reduces by 8-10 times.

The process of developing oil fields by their waterflooding with surfactant
solutions is performed with minimal changes in technology and a system
of wells placement.

The adding of 0.05-0.1% surfactants to the injected water does not entail
the need for significant changes in pressure, rates or volumes of water
injection. The volumes of aqueous solutions of surfactants to be injected
into layers shall be large (not less than 2 to 3 pore volumes of the oil
deposit).

TemnepaTypy W BpeMsi NpPOKaJKU 3JEKTPOIAOB C OCHOBHBIM BHJIOM
HOKPBITUS OIpPENeNAI0T O PEKOMEHJALMM 3aBOoja u3roroBurens. B
cllydae OTCYTCTBHUS PEKOMEHJAIM 3aBoja, HEOOXOJUMO MPOU3BECTU
IIPOKAJIKY JIEKTPOJOB C OCHOBHBIM BHJIOM IOKPBITHS IIEPE] CBAPKOM IIPH
temreparype 350-380 OC B Teuenue 1-2 yac.

CyMmMapHas JAJMHa y4YacTKOB IlIBa C HEIOMYCTHUMBIMU JAedeKTaMu He
NobkHA TmpeBbliaTh 372 MM. Ilpu Hamumuumu aegexkToB cyMMapHON
JIIMHON 6osiee 372 MM CTBIK JOJDKEH OBbITh BBIpE3aH.

JlinHa ydacTka BBIIUIM(OBKH JIOJKHA MPEBBIIIATh (PAKTUUYECKYIO JITHHY
Hapy>XHOTO WINM BHyTpeHHero aedekra He MmeHee, yeM Ha 30 MM B
KaXJyl0 cTOpoHy. ['nmyOmHa BBIIUIM(OBAHHOTO y4yacTKa JOJDKHA OBITh
Oosble r1yOuHBI 3aneranus Aedexra Ha BeauuuHy ot 1,0 10 2,0 Mm.

B npomecce cBapku < cienyer  KOHTPOJIMPOBATH — MEKCIOWHYIO
TeMIeparypy. B cilydae ocTeIBaHMsI 30HBI CBapKH CJIEIyET BBIIIOJIHHUTH
CONYTCTBYIOIINI MOJOTPEB.

Jlo  Havana  BBINOJHEHUS  PEMOHTAa  CBapKoW  OCYILECTBUTH
MpeBAPUTENbHBIN  MOJOTPEB  BBIOOPKU JAEPEKTHOrO  ydyacTKa Ji0
TEMIIEPATYPBHI, YKa3aHHOU B paszzaene «lIpenBapuTenbHbIil TOJOTPEBY.
3amep TeMIiepaTyphl MOJ0TPEBa BEIOOPKH AePEKTHOTO ydacTKa CBApHOTO
COEIMHEHUS OCYILIECTBIISTh KOHTaKTHBIM TEPMOMETPOM

The temperature and time necessary for baking electrodes with the main
type of coating is determined on the manufacturer’s recommendation. In
the absence of the manufacturer’s recommendation, the baking of
electrodes with the main type of coating before welding shall be done at
temperature 350-380°C during 1-2 hours.

The total length of the weld sections with unacceptable defects shall not
exceed 372 mm. When defects have total length over 372 mm, the joint
shall be cut out.

Length of the cut-out section shall be greater than the actual length of the
external or internal defect not less than 30 mm in each direction. Depth of
the cut-out section shall be 1.0 to 2.0 mm greater than the defect depth.
During the welding process, interlayer temperature shall be controlled.
When the welding area cools, concurrent heating shall be performed.

Prior to repair by welding, a sample of the defective section shall be
preheated to the temperature indicated in Section “Preheating”.

Heating temperature of a defective section in the weld joint shall be
measured by a contact thermometer immediately before repairing the




HEMOCPEJICTBEHHO Tepe] BHITOJHEHHEM PEMOHTA Je(EKTHOTO yJ4acTKa.
BrInoTHUTE HaIIaBKy PEMOHTHOTO BaJIMKa B MECTax IOAPE30B WIIH
HEJOCTATOYHOTO TEPEKPBITUS KPOMOK OOTUIIOBOYHOTO CJIOS  IIIBa
3JIEKTPOJIAMHU C OCHOBHBIM BUJIOM MOKPBITHS O 3,2 MM.

[Tocne oxoHuUaHHsSI PEMOHTHBIX paboT mpousBecTH MOBTOpHBIH 100%
paguorpadUueCKuii U yIbTPa3BYKOBOH KOHTPOJIb OTPEMOHTHPOBAHHOTO
y4acTKa CBAPHOTO COCIMHECHHSI.

defective section.

A repair roller shall be built up in places of undercutting or insufficient
overlapping of capping pass edges of the weld by using electrodes with
the main type of coating @ 3.2 mm.

After the repair, a repaired section of the weld joint shall be subject to
100% radiographic and ultrasonic testing.




