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SR EEEEREEX XX i
T DESIGN DATA 'A;Jl[) MANUFACTURE SPECIFICATIONS
SHELL SIDE TUBE SIDE Wb, W, Ab, WUME ASHE SECM' V.1, 2029 ED
Ry o MPa [ L28/FN. ) 02/, CODE FOR DESIGN, TEMA CLASSR" 10th EDITION
ThER MANUF ,INSP AND ACC.

%‘% o MPa | 1.26 0.7 /

KA /1) U
QWB_SLRL(IN/OUDM Pa 1.05 0.36 v S?A%P YES
R . CE
DESION Tcui. . C 204 250 40: M*AT‘R*‘(INO NO

ﬁﬁ( ) . ¥
gpmno;:;é;.(m/our) C | 183/186 | 225/200 snz%o#w pomeer MM #25.4x2

M, C ~10 =10 Jvee oF Hiar EXCHANGER BKU
SARIT T /| MR Wik
AVER.METAL TEMP, HiR TK%EJ;TUBE;IEU"{?:INT Wolding +adhesive expansion
FLUID ' WATER/STEAM HpSO4  ruee 0. ICKNESS/LENGTH 25.4/2/6126
ARRE [y fiR%E  [MERA REPEAAEN WPS
ﬂgﬁm PERTY Non-Lethol | Non-Lethol JWELONG PROC.SPfi:. AS PER WPS

IN/OUT 3
%!%”‘NS_T{M)M Kg/m*| 0876 | 1647 e %”; Lz,im SA-516 Gr.7ON
3

A m| 46 | 93 g g fﬂ';ﬁ‘? oo SA-240 310
NU. OF PASSES 1 2 R < {00t e SA-266 Gr.2N
:0"::2%% mm| 32 13| = = i,gm SA-266 GrIN/SA-240 3103

3 ;
zmms t:gr (S{lELL)HEAD) 1 1 o wt’a! SA-249 TP310S
m‘g pressue_ MPa | 1.638 0.919 v%ﬁom KN/m’ 0.35
e s | No %{gﬁgﬂm 7(0.15¢)
¢ |
LEAK*TgSE PRESSURE MPa / / HE?TEJ?SURFACE m’ 997

p ikt

m} I No No MATERM;%KNESS OF INSULATION HOT/100
VR N N 5T | 50
LOW TEMPERATURE IMPACT TEST ROUGHNESS OF CUT SURF, WITHOUT DR
RALER  §
HEAT TREATMENT (S.R.) No No ?MPTY kg 39579

= w?ccfm Full-RT | Full-RT . gggmnc kg 75000

= B&

= s Full-RT E:z:—s: it i”:%ﬂ?k kq 90500

'R ) -—

W S cmco;vc Full-MT_ 53 = smpmgg;wcncm kg 39579

: D
o cnpoorp | Full=MT | Full-PT fﬁ?uﬁ%oms.s kg /
% A E R GENERAL REQUIREMENTS

WAy
FLLER ROD TYPE WPS
“i-:kﬁﬁﬂﬂgfw illtlgﬁ}%}:nmm
PERPENDICUAR BE SHEET & SHELL AXIS ALLOWABLE PERPENDICULARITY:1.Omm
$OREMAR RN
ORIENATION OF NOZZLE & NANEPLATE According to his chart

& % % Nozzle Schedule
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After forming the elliptical head, thickness testing shall be carried out, which shall not be less than the minimum thickness requirement

the head indicated on the drawing. MT or PT testing shall be conductedfor all transition sections of the formed head before welding aft
forming and before hydrostatic testing after heat treatment to determine whether there are defects

5.7 ERMAKEEAT 75mmiv&#F 100%UTAR

Tubesheet and forging with wall thickness 75 mm and greater shall be 100% ultrasonically tested

6.E %% /TEST

6.1 EABRRY , FAKHKALRHR.

All temporary attachments shall be removed before hydrostatic testing.
6.2 AERBHEFRCRREEAFEE , REAGAREE RS LT hilPikE

The hydrostatic test shall be witnessed and record with using 2 pen recorder (temperature and pressure). These record charts shall be
submitted to seller for review/approval

6.5 AERBEK T LR S—H

askets used for testing shall be same as service gasket
&z&m, BEBMECSARAS2-007 AR AR A BHAE SE B RIS, BRETREL X107 std.cm’ /s.
Before Hydrotest,HRS Boilers shall be subjected to helium leak testing per MECS, Inc. Specification 432-007.the acceptable rate
of leak shall be 1x107"std.cm® /s.

6.5 SENRERMBAMREARS , RRE A AN bor(C)Z4, WASAH, REFRAH0.2bar(C), ABLINARE.

Air and soapy water tests shall be performed on nozzle reinforcement pads by applying 1 bar(q) air for 5 minutes, subsequently reduce to
0.2 bar(g) before applying soap solution.

6.6 KERBKARMECS 412-003#47T REATB AL B AR BALHTFAE/NF25ppm

Hydrostatic testing shall be performed in accordance with MECS, Inc. Specification 412-003.the test water shall contain less than 25 ppm
chloride of austentic stainless.

6.7 AERBZE , ABNZANK, EBRATATE.
Immediately following hydrostatic test, vessel shall be drained completely and internal surface including all pockets shall be dried.
6.SKERBE  FEABA LM TRAMIAE FHANAAMARE T TEAIEH.

Pickling and passivation treatment shall be performed after hydrostatic test for the internal side and parts of stainless steel parts and
passivation film shall be checked by "blue point method”, no blue is 9c¢€Ptable,

203 (B mesT
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