
 



 



















 UHDE-STANDARD  
UN 

5222-02 
Part 3 (M)  

Complementary material 

HOLD DOWN GRID 
 Page 1 of 2 

 [Modified On: 29/08/2008] 
 

© 2008 UHDE INDIA  Technical Discipline: MQ 

 

1 Standard requirements for design/ construction 
In the case of upwards stream flow, the force by weight of the grid in corroded condition must exceed by at 
least 50 % of the pressure loss of the packing less force by weight of the packing.  
 
If the weight force of the hold-down grid is too low, increase thickness of the flat steel members or provide 
fixing arrangement for the hold-down grid. 
 

1.1 Materials 
Wire mesh packing: Corrosion-resistant steel (e.g. SS 304) 
Support grid and connecting elements: see technical specification of vessel 
 
 

 

Figure 1. 
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Free cross section of wire mesh packing (acc. to DIN ISO 4783-1): 

• for 0.5 mm wire diameter = 69 % 

• for 0.63 mm wire diameter = 64 % 

 

 

Reference Standards 

DIN ISO 4783-1 : 1996-10         Industrial wire screens and woven cloth; Guide to the choice of aperture 

                                              size and wire diameter combinations; Generalities 
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