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	1. Flange bolting requirements shall be as indicated in the piping materials specification.

	
	2. Flange tightening shall be carried out in accordance with an approved method or procedure, for example refer
    to AS2129. Bolt torques for equipment, valves and lined piping shall be in accordance with the relevant standard
    or supplier’s recommendations.

	
	3. Flanged connection shall be tightened sequentially diagonally opposite in clockwise or anticlockwise order so that an
    even gasket seating results. Bolts are to be numbered in the field.

	
	4. Bolts are to be prepared as per manufactures recommendation.

	
	5. Sets are to be tensioned as per excerpt “Bolt torques as a percentage of final bolt torque” from SS-M198, below. 

	
	6. At the end of the first sequence of hand tightening the joint shall be inspected to ensure that the flange 
   faces are parallel and no gap exists between the flange faces and the gasket.

	
	7. Pipe flanges connected to running equipment shall be parallel to within 1mm / 200mm measured across
    any diameter. (as per AS3892 Section 6.3.2)

	
	8. All flanged joints shall be presented to the running equipment unbolted for feeler gauge inspection by the Rio Tinto 
    company representative before final bolting to prove their alignment.

	
	9. On all bolted and stud-bolted connections the bolts and nuts shall be coated in an approved anti seize compound.

	
	10. All bolted connections shall use bolting in accordance with the pipe specification data sheets.
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	Test Equipment (Torque Wrench / Hytorc I.D Number)
	Serial No.
	Calibration Due Date
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Bolt torques as a percentage of final bolt torque

. . Plastic Pipe Plastic Pipe
Pipe Type Ferrous Pipe
12 bolts or less 16 bolts or more
1st sequence Hand tight Hand tight Hand tight
2nd Sequence Tighten to 50% Tighten to 30% Tighten to 25%
3rd Sequence Tighten to 80% Tighten to 60% Tighten to 50%
4th Sequence Tighten to 100% Tighten to 100% Tighten to 75%

5th Sequence

Tighten to 100%
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