/6/ESZNIN  AunoD Jadwa

DESIGN DATA SHELL TUBE
- DESIGN PRESSURE P.S.L.G. 180 150
20-0" OAL +-— VACUUM PRESSURE P.SIG.| N/A N/A
N TEST PRESSURE P.SLG. 234 195
A DESIGN_TEMP. Deg . 290 200
. » o . MDMT Deg. F. 0 10
6 5/16 13 15/16 A CORROSION ALLOWANGE 0 o
61/7., A L5 1% ° e S RI=2) o
2. RADIOGRAPHY - %
A ( V)NS. A ANNUUR DISTRBUTCR 518 HEAT TREAT REQUIRED NO NO
I A (24" 0.D.) ; ESTIMATED WEIGHTS, LBS.
F.S. (@ §1 a A [oRY: 4100 BUNDLE: 2200 WET: 5950 OPERATING: 4750
P s SPECIFICATIONS
8 X WELDED LONG BAFFLE ASME Code Section VIl Div 1, 2010 Ed, (Stamp: Yes).
]--f I J__ s N TEMA Class R; National Board Registration is required.
t Design Reviewed For Compliance With The Requirements of UG—120(d).
LNAME PLATE = ; Exempt From Impact Testing Per UG~20(f), UCS—66(a)(c), Fig. UCS—66
=] (NS S| & Note (c), and UCS—67.
. o j MATERIAL
1—-_ I‘x" I_,YTI— CHANNEL: SA-312TP304L
o :L_ 3 POS. ELEV. 5054 1/4" (HK1065 SHELL: SA-312TP304L
B = = A poSS. ELEV. 502-0 174" szossg Al TUBESHEETS:  SA—240-304L
Fs. (T @ 3* BAFFLES: SA—240-304L
" DINS.| . . - & TUBES: SA-213TP304L
| 44 . 11-0 , (51 Us) 1" 0DX  0.001" (AVE) X 16'-0" Ls.
(2) 15/16" ROUND HOLES. _ELEVATION VIEW AD 15/18" X 11/2° 16, 51073 TUBE PITCH 1 1/4” > SURFACE 437 S0. FT
A\ FOR 3/4” ANCHOR BOLTS — SA-325 FOR 3/4” ANCHOR BOLTS — SA-325 GENERAL_NOTES
17-0" BY OTHERS BY OTHERS ALL BOLT HOLES TO STRADDLE NATURAL CENTER LINES.
T0 REMOVE BUNDLE 5/8 11—THD TAPED HOLE FOR GASKETS: 1/8" THK 304L STN STL DBL JCKT'D
FIELD INSTALLED GROUNDING LUG GRAPHITE FILLED & GRAPHITE COATED
LEFT SUPPORT RIGHT SUPPORT (2-SETS SPARES REQD.)
LOADS AT BASE OF SUPPORT LOADS AT BASE OF SUPPORT A\ {INSULATION: SHELL SIDE 3" METAL GUARD (BY OTHERS)
/3\ | VERT. LOAD : 5206.53 LBF & VERT. LOAD :  3436.33 LBF STRENGTH WELD TUBES TO TUBESHEET PER UW-20 (c or d)
@ 7 | TRANSVERSE  363.11 L6F /| TRANSYERSE -~ 38311 LeF SHELL SIDE DESIGNED FOR WET H2S PER UOP 4.11 PARG 4.7
LONGITUDINAL: _ 1605.86 LBF LONGITUDINAL: __ 897.78 LBF
A\ |PANT: SADDLE SUPPORT SURFACES TO BE SOLVENT CLEANED PER SSPC—SPI.
o STIE SCREDULE SANDBLAST SADDLE SUPPORTS SURFACES PER SSPC-SP10 (PROFILE 1-2 MILS)
N SCHEDUL PRIMER: ONE (1) COAT CARBOLINE CARBOZINC 859 (2-3 MILS DFT)
A 317 o MK1Q}__ DESCRIPTION PROCESS | AUXILIARIES INTERM.: ONE (1) COAT CARBOLINE CARBOGUARD 890 (46 MILS DFT)
) Sil11e” S004RF WN _|INLET FINISH: ONE (1) COAT CARBOLINE CARBOTHANE 134HG (2-3 MILS DFT)
?12 : i_ .:,go :E w: &TE'}U (8-12 MILS TOTAL D.F.T.)(LIGHT GREY (RAL 7035)
. T2 1]4" 150#RF_WN__|OUTLET CUSTOMER:  SOUTHERN COMPANY SERVICES
:f A vV 11 2: 300#RF LWN [VENT W/ BLIND FLG. A REQ. NO.: MC213
L f A D1tz 3004RF_LWN _[DRAN __|W/ BLIND FLG. PO.NO;  MPC17901
2001 R Certified Final for Construction MEM NO:  HX1065/2065
b 3 0 SERVCE:  AGR FLASH GAS COOLER
] ~ . H Doo o7 207
— g ay.J“-U_ Date:Ateg: 30,2047 SHIP T0:  KEMPER_COUNTY, MS
1
~ A |9/13/12|REV. SURFACE/FABSCD nn/éfﬁ ASSEMBLY AND SPECIFICATIONS FOR
A 7/10/12| REV. PER FABSCO DD/SF TWO 17-192 AFU
/A |2/14/12{REV, PER FABSCO  DD/SF WL BY
A |vav/12|REV. PER CUST, MK-UP DD/SF IS F absco
2" — DATE — e
A 8/30/11| REV, PER CUST. MK-UP KS/DD 3 9311 SHELL & TUBE, LLC
A\ [7726/1REVISED & REDRAWN AC/DGD KD, BY TWEND. REV.
A VEW A-A A SECTION B-B NO.| DATE REVISIONS SR $11-10279-7/8—1 6
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o CUSTOMER REQUIREMENTS .
1) NOTIFY CUSTOMER AT LEAST 10 DAYS IN ADVANCE OF ANY SCHEDULED TEST,
WITH VERBAL CONFIRMATION BEFORE THE HOLD POINT IS SCHEDULED TO OCCUR.

2) SUPPLIER IS REQUIRED TO PROVIDE A MINMUM FIVE (5) DAY ADVANCE NOTICE
PRIOR TO WHEN THE WITNESS POINT IS SCHEDULED T0 OCCUR.

3) THE FLATNESS TOLERANCE (MAXIMUM DEVIATION FROM A PLANE)
ON PERIPHERAL GASKET CONTACT SURFACES SHALL BE +1/32”.
USE OF A STRAIGHT EDGE TO DETERMINE FLATNESS TOLERANCE IS ACCEPTABLE.

4) GRTH FLANGE FLATNESS TOLERANCE SHALL BE MEASURED AFTER THE FLANGE
FINAL WELDED.  FLATNESS TOLERANCE ON TUBESHEET GASKET SURFACES SHALL
BE MEASURED AFTER TUBE-TO-TUBESHEET JOINTS ARE ROLLED OR WELDED.

5) THE INTERPASS TEMPERATURE FOR AUST. STN. STL SHALL NOT EXCEED 350TF.

6) TEMPORARY ATTACHMENTS AND ARC STRIKES SHALL BE REMOVED, AND THE AREA
CONDITIONED, NONDESTRUCTIVELY EXAMINED MAGNETIC PARTICLE EXAMINATION (MT) OR DYE

PENETRANT EXAMINATION F'T%,[ IN ADDITION TO VISUAL EXAMINATION, TO ENSURE NO
CRACKS HAVE BEEN GENERATED.

7) PLUG SHELL INSIDE DIAMETER WATH A METAL TEMPLATE
CONSISTING OF THO DISCS (EACH HAVING A DIAMETER
EQUAL TO THE DIAMETER OF THE BAFFLES) RIGIDLY

MOUNTED PERPENDICULAR TO A SHAFT, AND SPACED
18" APART.

8) WELD JOINT SURFACES AND A MINIMUM OF 17 ON THE
INTERNAL AND EXTERNAL SURFACES OF THE ADJACENT
BASE METAL SHALL BE CLEAN AND FREE OF PAINT, OIL,
DIRT, SCALE, OXIDES, AND OTHER FOREIGN MATTER.

A 8) ALL LIFTING LUG WELDS ARE TO BE MT. OR P.T. OVIR
THE ENTIRE WELD SURFACE.

10) STAMPING TO BE DONE WITH "LOW STRESS” STAWPS.

11) SUPPORT PADS ARE TO BE AR AND
SOAP TESTED WITH 15 P.S1G. AR PRESSURE. PLUG TEST HOLES
WITH STIFF GREASE AFTER HYDROTEST.
12) THE P.0. No., TEM No., SHIPPING WT., TO BE STENCILED ON THE
SIDE OF THE SHELL IN 3 HIGH LETTERS.
13) SEAL WELD ALL ATTACHMENTS,

14) WHEN PREHEAT IS REQUIRED FOR WELDING, IT SHALL APPLY ALSO TO
ELECTRIC ARC CUTTING, FLAME CUTTING, TACK WELDING, AND BACK GOUGING.

15) FOR CLEANING ST. STL, USE ALUMINUM OXIDE OR SILICON CARBIDE

GRINDING WHEELS AND/OR STN. STL. BRUSHES NOT PREVIOUSLY USED ON
CARBON OR LOW ALLOY STEEL

16) PRECAUTION SHALL BE TAKEN TO AVOID CONTAMINATION ON STANLESS STEEL.
DURING FABRICATION.

17) NOZZIE WELDS SHALL BE SPOT X-RAYED OR U.T. WHEN POSSIBLE.
NOZZLE WELD SHALL BE M.T. OR P.T. AS A MIN. REQUIREMENT.

18) CHEMICAL ANALYSIS OF ALL WELDS ON SHELL & CHANNEL SHALL
BE TAKEN AS FOLLOWS TO REPRESENT BOTH MANUAL AND AUTOMATIC WELD:

~ EACH COMPLETED CYUNDER, HEAD, NOZZLE WELD SHALL
BE ANALYZED.

~ TESTING TO BE DONE ON INSIDE SURFACE

~ ANALYSIS SHALL INCLUDE EACH SOURCE OF DEPOSTED
WELD MATERAL (WRE REEL, BOX OF WELD RODS)

~ CHECK FOR Cr, Ni C, Nb (Cb), Mo, V, WHERE APPLCABLE

19) FERRITE DETERMINATION OF STAINLESS STEEL PRESSURE PARTS
ARE REQ'D AS FOLLOWS:
— FERRITED NUMBER 70 BE BETWEEN 3.0 T0 8.
— READINGS SHALL BE TAKEN FROM AT LEAST TWO (2) LOCATIONS
FROM EACH NOZZLE GIRTH WELD, VESSEL WELD SEAM & OTHER

STRENGTH WELDS. AT LEAST SIX (6) READINGS SHALL BE TAKEN
AT EACH LOCATION.

A 20) PMJ. 1S TO BE IN ACCORDANCE WITH KBR SPECIFICATION 2-1TS-US—BO-M&U.

21) FLANGE BOLTING SHALL BE TIGHTENED WITH A TORQUE WRENCH
TO A VALUE OF 50,000 P.S.. STRESS IN STUDS.

22) BACK CHIPPED WELDS, WELDING GROOVE AND PLATE FDGES SHALL
BE MT. OR P.T. PRIOR TO WELDING ON THE REVERSE SIDE.

23) LIQUID PENETRANT MATERIALS SHALL BE FREE OF HALOGENS {CHLORIDES)
ZINC, SULFUR AND OTHER MATERIALS DETREMENTAL TO AUSTENETIC
STAINLESS STEEL.

24) MAXIMUM HORIZONTAL OR VERTICAL DEFLECTION OF MACHINED FACES
OF NOZZLES FROM THE DESIGN PLANE SHALL BE 1/2 DEGREE OR
1/32", WHICHEVER IS GREATER.

25) EXPOSED THREADS OF BOLTS SHALL BE COATED WITH RUST VETO
342 RUST PREVENTATIVE, TO PREVENT CORROSION DURING
TESTING, SHIPPING, AND STORAGE

B Bb>

) NDT REQUIREMENTS
SHELL: 100% (RT~4) RADIOGRAPH.

FRONT CHANNEL: 100% RADIOGRAPH,

AFTER WELDING LONG BAFFLE TO SHELL, M. FULL LENGTH OF WELD.
RADIOGRAPH FILM SHALL BE FINE GRAN, HIGH DEFINTION, HIGH CONTRAST
FILM (KODAK TYPE AA, EQUVALENT OR BETTER). FILM DENSTY SHALL

BE WITHIN A RANGE OF 2.0 TO 35 AS DETERMINED BY FILM DENSITY
SPECIMENS OR BY CALIBRATED DENSTTOMETER.

e STANDARD SHOP PRACTICES ____

1) ALL BOLT HOLES TO STRADDLE NATURAL CENTER LINES.

2) GRND INSIDE WELDS FLUSH IN BTM. 1/3 OF SHELL

3) GRIND INSIDE WELDS SMOOTH WITH CHANNELS,

4) MATCH MARK ALL COMPONENTS FOR PROPER FIT UP.

5) INSTALL SHIPPING COVERS ON ALL NOZZLES FOR SHIPMENT.

7) VESSEL SHALL BE CLEANED INSIDE AND OUTSIDE OF WELD SPLATTER
DIRT, WELD ROD, AND OTHER FOREIGN DEBRS.

8) MAN DIMENSIONS ARE 70 BE HELD WITHIN TEMA TOLERANCE.

STANDARD HYDROTEST REQUIREMENTS,

1) HYDROTEST CHARTS REQUIRED.

2) HYDROTEST TO BE HELD FOR ONE (1) HOUR (MI).

3) HYDROTEST WATER TEMPERATURE TO BE AT LEAST 50°F. (MIN)

4) HYDROTEST WATER TO HAVE A CHLORIDE CONTENT OF 50ppm (MAX.),
AND THE pH CONTROLLED BETWEEN 6 AND 9.

5) AFTER HYDROTEST, THE EXCHANGER TO BE DRANED AND DRIED

ANY REMANING WATER IS TO BE REMOVED BY BLOWING WARM AR
AT 120 F (MAX)
SPECIAL PAINT REQUIREMENTS,

1) ALL STANLESS STEEL MATERIAL SHALL BE PROTECTED FROM BLASTING,
OVERSPRAY, AND COATING.

2) TEMS SUCH AS CHAINS, HOOKS, TONGS, METAL BARS, NARROW STRAPS,
SHALL NOT BE ALLOWED TO COME IN CONTACT W/ PAINTED SURFACES.

JOB NOTES
DWN. BY
—_+ | Flabsco
PO, O: WECITL /2 |7/10/12|REV. PER FABSCO DGD/A2=" s SHELL & TUBE, LLC
SERVICE: AGR FLASH GAS COOLER A 8/30/11{ REV. PER CUST. MK-UP KS/DD CKD, BY DWENL. REV
REQN. NO.: MC213 NO. | BATE REVISIONS DGD S11-10279-7/8-1A 2
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COVER NOTES:

29 7/8°
1) MACHINE AL COVER SURFACES TO 250 RMS 3 151 - _— @ésmg GASKET FACING AFTER ALL
EXCEPT GASKET SURFACES ARE 125 — 250u IN Ra. - -3 15/1 .
2) ALL COVER PASS PLATE GROOVE WIDTHS TO * 2 * FOR FLANGE DETALS SEE DWG. 12
BE 3/8" WIDE. .=
3) AL COVER PASS PLATE GROOVE JUNCTIONS W |E oy 111[;7 LUG PER DWG. 0
TO BE NOTCHED ~ 3/8” AT 45 Deg. J|E =
/ °9 SiE =lg (NS) & (FS)
T ATE e ;
138 =+ 3 w 21/
/ &) 3 2 ATV Ls v
X UFT LUG PER DWG. ~ @ -
~{h-5/18 10 - ] 4
4 e 3/16" ‘J — =]
i 7 || |
=]

T—% =t —— = : 3= %
CERE A ATy T -
EEEE E B, o o =

| | s

1 | |

; o i - Lk 0 m—t
ale] el | ! :

R SIS : //7L 3 : E
~ o o o el ~| o
- - & ’I/ g | - ='?
= eme N R 3
A} LT T -
" NS |
DRILL 20 - 1" ROUND
HOLES. (CHORD= 3.2460" ) —
180 L__'l
B4A :
CHANNEL-COVER DETALL ) . |2 A < | ks
e|E B8 A21/7= =
Bi= ST
o|3 S8~
T —l ) =
Ll =l
180
NOTES: CHANNEL_SIDE VIEW CHANNEL END VIEW
1) ALL WELDING TO BE IN ACCORDANCE W/ PROCEDURES ON DWG. —WM. i
2) ALL BOLT HOLES TO STRADDLE CENTER LINES. TWO-REQD.
3) FOR WELD AND BEVEL DETAILS SEE DWG. 13 FRONT CHANNEL DETA]LS
4) GRIND ALL INSIDE WELDS SMOOTH.
5) 100% RADIOGRAPHY. DWN. BYDS F -l
DATE ——— S
P.0. NO.: MPC17901 SHELL & TU-BE LLC
. 4- 7-11
ITEM NO.. HX1085/2065 A\ [s/30u[REV. PER CUST. IK-UP KS/TD e 5 ——f5vem : =
SERVICE: AGR FLASH GAS COOLER ) NI -
REQN. NO.: MC213 ND.| DATE REVISIONS DGD $11-10279-7/8~2 1
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17-3 15/16"

3 15/16"_] 16'~5 3/8° -
EE LONG BAFFLE WELD ®
ols STARTING 2” FROM GIRTH FLANGE CIRC. SEAM, CUT 8” LONG SLOTS bt

0 ® 713 (1) 2" APART ON HORIZ. CENTERLINE THE LENGTH OF LONG BAFFLE
- g PER VIEW "A-A”. (M. GROOVE EDGES). =
z AFTER SLOTS ARE WELDED IN, GOUGE OUT SHELL CYL IN BETWEEN |k
- WELDS & FINISH WELDING CYLINDER TO LONG BAFFLE 2|
i (MT. FINISHED WELD). S
. o=
Ll | = [TF -
“le
I i
AU 5
= s 3/16°
T~k ——~———+ —L . MN.
| S A
] \
| -
% Uy ] 1L — Frene PLTE g I . ————_—————:—_——i:J—L
= &=nsy | | —— === - i =
: 3 8 WELDED LONG K
| g r=\ | 2 WELDEL ,___7
J__;_ _______ -]-
bl X 5
3
Jllkey L= L L
[
o
A 5 SECTION VIEW "A-A"
SHELL_END VIEW wjz (2 ?
NOTES: SE = ,
1) ALL WELDING TO BE IN ACCORDANCE W/ PROCEDURES ON DWG. —WM. ] 10"
2) ALL BOLT HOLES SHALL STRADDLE CENTER LINES. Sy SHELL SIDE VIEW
3) FOR WELD AND BEVEL DETALLS SEE DWG. 13 .
4) GRIND ALL INSIDE WELDS FLUSH, EXCEPT HEAD SEAMS SMOOTH. TWI-REQ'D,
5) 100% RADIOGRAPHY (RT—4). SHELL DETAILS
6) FOR VAPOR BELT DETAIL, SEE DWG. 3A.
7) FOR FLANGE DETAILS, SEE DWG. 12. DWN. BYDS F b
. ADSCO
P.0. NO.: MPC17901 N A i e i —_— —
TEM NO.. HX1065/2065 : 4- 7-11 SHELL & TUBE, LILC
SERVICE: AGR FLASH GAS COOLER | A\ |8/30/11|REV. PER CUST. MK-UP  KS/DD __|mpmav IEND. : RV,
L REQ'N. NO. MC213 NO. | DATE REVISIONS DED $11-10279-7/8-3 2




17 1/2

o :S 16 1{4' o
> ©
e o I
o -
= ©
g A £ x @ [ — e
3= -
2 SPACES AT RN
41/4 =8 1/2" 3 S T’“"[
(TP) %~ o . N a8
! 1/2 6 7/8
! e T o)
]
: HC— f .
| % | o 8 =
! nC_—_— 5 ! Zl 2 Ly
! i i = 4
i nC— ¥ sl °| 3
JE I N I o
| =T o 3| =
} { > I ~ Q o
| p— as o o
! —— I
!
]
(2) DVIDER K /N
! PLATE L NI ' }
>; . 1/4"
b (9) S ]
180 | = 1/8"
. i~ 2 -
END VIEW ~
1.1/8" -
RAD. . 30
(TYP) TYP. 4 PLACES
= 5/8 TWO—-REQ’D.
NOTES: SLOT_DETAIL VAPOR BELT DETAIL

1) ALL WELDING SHALL BE IN ACCORDANCE WITH PROCEDURES: ON DWG —WM.

/6/ESZNIN  AunoD Jadwa

2) FOR WELD AND BEVEL DETAILS, SEE DWG. -13.

3) 100% RADIOGRAPHY.

(12) REQ'D

P.0. NO.: MPC17901
ITEM NO.: HX1065/2065

SERVICE: AGR FLASH GAS COOLER

REQ'N. NO.. MC213

DWN. BY
Dc

8/30/11

REV. PER CUST. MK-UP  KS/TD

DATE

Fabsco

s | SHELL & TUBE, LLC

CKD, BY DWG. NO.

DATE

REVISIONS

DGD

$11-10279-7/8-3A

REV,
1
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~|=3/16"

DRILL & TAP 11/16” DP. FOR
(2)- 3/4” DIA (1o THD) PULLBOLTS.
DO NOT DRILL
PLUG WITH

180

CHANNEL SIDE

DRILL & TAP

11/16” DEEP FOR 12 —1/2" DIA.

TE RODS ON SHELL SIDE OF
# 19 TUBESHEET. _DO NOT DRILL THRU!
__(SEE TUBE LAYOUT FOR LOCATIONS.)

g Z
(=4 =
% : %0 — —
|| | ©
3 >
2= =
iy g
(9 -
SHELL SIDE
wEy 3 2XR =P
”m = =
. o» Z 7]
PN T
= ;gg
® = wv
S & L 54
2'8 E2§
1
3/32" RAD. TUBESIDE J | .
Oﬁw —_ 1ol ROLL AREA SRV

P.0. NO.: MPC17901

ITEM NO.: HX1065/2065
SERVICE: AGR FLASH GAS COOLER
REQ'N. NO.: MC213

_TUBE HOLE GROOVING DETAL

STRENGTH WELD THE TUBE TO 'IUBESHEEI'

PER WELD PROCEDURE ON DWG.

A

270

1/2" @ 45 (TYP.SHELLSIDE ONLY)

NOTES:

1) MACHINE ALL SURFACES TO 250 RMS,
EXCEPT GASKET SURFACES ARE
125 —~ 250u IN Ra.

2) ALL PASS PLATE GROOVE WIDTHS SHALL
BE 3/8" WIDE.

3) ALL PASS PLATE GROOVE: JUNCTIONS
SHALL BE NOTCHED 3/8" AT 45 Deg.
EXCEMPT AS NOTED.

TUBESHEET DETAILS
VN, BY
> Fabsco
/A [8/30/1] ReV. PER CUST. k-0 KS/ Ty PKD.41;Y7_“ DVG.»ELHELL & TUBE, LLTREV.
NO.| DATE REVISIONS DGD S11-10279-7/8~4 1
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11/2" —

IE RODS. PASS LANE GAP
}QZRE%& ToTAL cA 0 A c /@) () LB (17 x /8 THK) (1)
E
|
25| 25
l
SAY %
TUBE DISTRIBUTION
| | oo /18 NOTES:
C I | 13/16° 1) DRILL AND REAM TUBE HOLES IN
< TUBESHEETS TO  1.0100" +- 0.0020" DIA.
%ﬁ%”% FOR 51 — 17 0.D. U~TUBES.
“”4"’4’ TOTAL HOLES = 102
”Qﬁ&’“" 2) TUBE PITCH = 1 1/4” ROT. TRANGLE. (30°)
<> V’Q".‘D’"‘" 3) NUMBER OF PASSES = 4
<> <@ 4) SEE DRAWING 4
> <45
”’&”’04 FOR TUBE GROOVING DETALS.
[><] K< K] 5) BAFFLE OD. = 17 3/16" /A
N AT
k) =K 6) OTL = 16 15/16"
> b" > P.0. NO.: MOC17901
S ] TEM NO.: HX1065,/2065
SERVICE: AGR FLASH GAS COOLER
i REQ'N. NO.: MC213
l TUBE LAYOUT
D DWN. BY
oF aF s | Flabsco
180 A\ |9/13/12{REV BOD AS BUILT*/FABSCO nn/% D“TE4_7_“ SHEIL & m T1C
VIEW LOOKING AT SHELL SIDE OF NO. 19  TUBESHEET A\ |oalRev. PER CusT. Me-bp__ ks/ CKD. BY__— [DVGNG. REV.
: NO.| DATE REVISIONS DGD $11-10279-7/8-5 2
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f\g—\

)
Q= 72\
1 — \ =— SHELL STDE
172" ROLL AREA 1/8*

N

NOTE: TUBES TO PROJECT 1/8° + 1/16”
PRIOR TO WELDING.

PROCEDURE FOR STRENGTH WELDING TUBES

1.

2.
3
4

CHAMFER ALL TUBE HOLES 3/32°RADIUS ON TUBESIDE,
CLEAN ALL TUBES AND TUBE HOLES WITH NAPHTHA.
LIGHTLY EXPAND TUBES TO METAL CONTACT.

WELD TUBES TO TUBESHEET WITH A TWO (2> PASS
WELD USING: 1-189

DO NOT BURN END OF TUBES.

AFTER ALL TUBES HAVE BEEN WELDED AND PRIOR TO ROLLING,
CHECK EACH TUBE WELD WITH DYE PENETRANT TEST.

AFTER STRENGTH WELD TEST, EXPAND TUBES TO PROPER
AMOUNT STARTING 1/2” BEHIND STRENGTH WELD.

AFTER ALL TUBES HAVE BEEN ROLLED, CHECK EACH

TUBE WELD WITH DYE PENETRANT TEST.

AIR AND SOAP TEST TUBE WELDS WITH 15 PSIG AIR
PRESSURE ON SHELLSIDE.

A

P, NI : MPCI7901

ITEM NO. ¢ HX 1065/2065

SERVICE : AGR FLASH GAS COOLER
REQ'N NO. + MC213

STRENGTH WELD DETAIL

DWN, BY

! Fabsco

8/31/2011 | SHELL & TUBE, LLC
A\ | wam | apoED DETAL DVG. KS/DDTS  [menpe e D BV
NO.| DATE REVISIONS m\\ £al) S11-10279-7/8-4A l 1
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ROW | NO.OF BEND BEND BEND STRAIGHT cut DEVELOPED
TUBES | RapIUS DIAMETER LENGTH LENGTH LENGTH LENGTH CUT LENGTH ;
Al Jry 3 U4 3/4" 16-0" 16-2" 324 3/4 STRAIGHT LENGTH
B | 10 |25/& 5 1/4" -8 1/4” 16'-0" 16'-3 1/8" -8 1/4
c [ 8 [311/8 7 3/8" 0-11 5/8" 16-0" 16'-4 3/16° 3211 5/8° o8
b | 8 |43 91/2" -2 15/16" 160" 16'=5 1/4” 33-2 15/16" G2
E |8 [57 TS 1'-6 1/2" 16-0° 16'-6 3/8" 33-6 1/2"
F | 6 |[615/16 13 7/8" 1'-9 13/16" 16-0" 167 7/16" 33-9 13/16° = — —
TOTAL NO. REQUIRED: 51
SIZE: " 0D X 0917 AVG
MATERIAL: SA-213TP304L
MAXIMUM OUT-OF-ROUNDNESS OF TUBES AT
U-BENDS NOT TO EXCEED 10%.
QUANTITIES SHOWN ARE FOR
ONE SET OF U-TUBES,
2 -SET REQ'D. TOTAL
P.0. NO: MPC17901
TEM NO.: HX1065,/2065
SERVICE: AGR FLASH GAS COOLER
REQ'N. NO.: MC213
TUBE BENDING SCHEDULE
DWN. BY
= | Flabsco
4- 7-11 SHELL & TUBE, LLC
CKD. BY DWG.NO. REV,
NO.| DATE REVISIONS $11-10279-7/8-6 0
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15'-11 7/8" FACE TUBESHEET TO BEND TANGENT

15 5/8"

1 3/8"_. 11 SPACES AT 15 3/4" = 14'-5 1/4" 1 5/8°
_______ F_—"__IT_"__—H_"_'_“_IT___'___H___'___H——
I | 1] i | H —
- ] ] ] ] ] —
1 L U L L U —
I | | I :t —
______ LL______IL_._.___IJ______JJ_______JI__._-_.__JI___
55:: PLAN VIEW
w
B¢ [z
of ] = A A 3 A A
ez c L
[ p— —
gn: j— —
= ——
a8 — ] | | L | | i | 1 1 I ——]
o } jr———
2 =
=] — —— )
5g — =
L
3

_L"Z; AB

cD EF cD EF cD EF cD EF cD EF cD

STRENGTH ELEVATION VIEW
WELD X . ———————— (4) SEAL BARS
—1/8 +1/16 P.0. NO.: MPC17901
1/16 TUBE PROJECTION MEM NO.: HX1065/2065
SERVICE: AGR FLASH GAS COOLER
REQ'N. NO.: MC213
TWO — REQD.
BUNDLE DETAILS
NOTES DWN, BY
1) FOR SECTION AND VIEW DETAILS SEE DWG. —8 __ oS F absco
2) SEAL BARS TO PROJECT 17 PAST FIRST & LAST BAFFLES. — e
) ROUND OUTER CORNERS TO 1/2" RADIUS. 4 7-11 SHELL & TUBE, LLC
WELD TO EACH BAFFLE. A\ |s/3m|REV. PER FABSCD S&T  Ks/ KD, BY DWGND. REV.
NO.| DATE REVISIONS 1GD S11-10279-7/8-7 1

1/2° 0.0. TE RODS

®

REQ'D. A"

10 | 1510 7/8”

2 | -7 18"

Q)

5

|
3

r

3/4” 0.D. SPACER TUBING

REQ'D. "B’
98 15 1/2°
22 31 1/4

OEEEEEE
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A\ 29/16° . :, A
_ 29/16% A\ s 12
? 4 4387 0 43
438 |- 1/2" @ 45° (IYP)
| - 4 3/4 ! T
| [ N
¢ I c = '
N 10
E B PN
O, I O j O O i
| |
Yl | | . A A
* e : : 2 *
| ! olE
= o! Ke) REe o, 5
) 270 e =G 270—r—B————B =1 . 0 S
= A | | 22 g ©
= | | = B
= | | ™~ A:
| | |
| |
| ! B B
O o) O O
D D _I\‘
7/16 2 1/8’[ NOTCH TOP & BOTTOM I A 9 9/1 8" NOTCH TOP & BOTIOM
l | SEE DETAL — SEE DETAL
) () | (%)
180 180
VIEW 7Z OF BAFFLES - __L VIEW 77 OF BAFFLES
1/4” THK. . 1/4” THK.
5 —REQD. CUT FEFF /50 De\ 12 A _5  -ReaD. cut mBB
6 —REQD. CUT CCDD NOTCH DETALL
1) DRILL TUBE HOLES IN BAFFLES 1 1/32" DIA. & DEBURR. o
2) DRILL TIE ROD HOLES 9/16" DIA. -
SEE TUBE LAYOUT FOR LOCATION. BAFFLE DETAILS
3) RADIUS ALL CORNERS ON BAFFLE CUTS. —
3k 4) CHECK SHELL 1.D. BEFORE MACHINING BAFFLE 0.D. A - B b
9/13/12|REV BO.DAS BUILT/FABSCO DDAZYS F A SCO
5) MACHINE 0.D. OF BAFFLES TO 250 RMS. A ol ey reR T ARCL .
NO.: MPC17901 4~ 7-11 SHELL & TUBE, LLC
gEEM N 0 co0LER A\ |srav/m|REV. PER CUST. M-0P_ KkSBD |5 WENT, IREV_
REQD NO MC213 NO. [ DATE REVISIONS DGD S11-10279-7/8-8
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122

SHELL CENTER LINES

1/4” NPT, WEEP
HOLE. PLUG
WITH HEAVY
GREASE.

19 3/4"

2° RADIUS (TYP).
/- 1/4 SEAL WELD ALL SUPPORTS.
1/47 SEAL WELD SUPPORT PAD
q

TO SHELL.

T %ngF/§

1/2" ]
le—2" S
: o = —— =11 —
| i 3
" 51/8° 3/8
» o Lt DRILL & TAP FOR
| YA ® . x B 105/ (1-TD
° . /87(
| t - 3 HOLE IN SUP'T. X"
] I  — Iy ONLY & PLUG.
Lse ol 18 ()
6" 6"

F 1

3

ONE REQUIRED MARKED *'X™ W/ (2 )15/16” ROUND HOLES.
ONE REQUIRED MARKED "Y' W/ (2 )15/16" X 1 1/2" LG. SLOTS.
A\ For 3/4” ANCHOR BOLTS, SA-325 (BY OTHERS)

P.0. NO.: MPC17901
ITEM NO.: HX1065/2065

SERVICE: AGR FLASH GAS COOLER
REQ'N. NO.: MC213
/ WO — REQ'D.
SUPPORT DETAILS
DWN. BY
| Fabsco
SECTION "A-A” 4~ 7-11 SHELL & TUBE, LLC
A\ |s/30/m|REV. PER CUST. MK-UP_ KSAD |37 TVENT REV,
NO. [ DATE REVISIONS DGD $11-10279-7/8-9 1
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* TO BE ASSIGNED AT TIME OF SHIPMENT

o MATERIAL: 18-8 STN, STL(16 GA)

8 1,47 4 1/2" > \@)
NAT'L . ¥
A | —BAR 37 x /4% x 4 1/2% LG | BD |
1/8* CERTIFIED BY
RAD
(e1) 368, FABSCO SHELL & TUBE, LLC
PLANT *, SAPULPA, OKLAHOMA
Jo o MAWP MAWT
3 CENTER LINE A RIr 3| sHEW | 180 | pst aT| 290 | °F.
— — - — MAEWP MAWT
@ SHELL | N/A |pstaT| W | oF.
o o CYLINDER _ MDMT MAWP
( A ) A SHELL [ 10 ] F. AT 180 ] pst
MAWP MAWT
PLATE 1/4” THK TYP
TUBES | 150 | pst aT| 200 | o F.
MAEWP MAWT
TUBES | N/A | pst At N/A | °F.
NAME PLATE BRACKET DETAIL A AREA MDMT MAWP
(ONE> REQUIRED XXX TUBES | 10 | °F. AT| 150 | pst | | A
SERIAL NUMBER YEAR BUILT ITEM/TAG NUMBER
3 | S11-10279-% 1HEEE X A
1 e 1 120 3/8" | TEST PRESSURE (SHOPXSHELL- 234 P.SI : TUBES- 195 P.SL |
l SERVICE: AGR FLASH GAS COOLER P.0O. NO.: MPC17901
172 8 | 3
‘I RADIUS EDGES o) ©;
— i x SERIAL NO. A xx _1TEM No. A\ xxx _AREA
1727 | S11-10279-7 HX1065 130
/ \ — S11-10279-8 HX2065 230
Q—J g ]
S N
¥ o (e2) A
(]
<
TWO-REQ'D.
L LIFT LUG DETAIL w/
| /2" @ HOLE NAME PLATE & BRACKET
DWN. BY
A\ |1/10/12| REV. PER FABSCO _DED/ £ aC F abSCO
P.0. NO: MPC17901 » DATE — o
LIFTING L UG DETAIL PO NO:MPCIZ90L /A |1/20/12| REV. PER CUST. MK-UP___DD/SF it SHELL & TUBE, 1IC
2-REQUIRED SERVICE: AGR FLASH GAS COOLER A 8/30/11] REV. PER CUST. MK—-UP KS/DD CKD. BY DWG. NO. REV
REQ'N. NO: MC213 NO. | DATE REVISIONS DGD S11-10279-7/8-10 ] 3
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19 3/16" 0.
18 1/8" 10.

19 3/16" O.0.
18 1/8" 1.

f

P
W/

(1)-REQUIRED.
CHANNEL COVER GASKET.
1/8" 304L STN. STL. DBL. JKTD.
FLEXIBLE GRAPHITE FILLED, WITH
1/64" THK. GRAPHITE FACING ON

BOTH SIDES.

(1)-REQUIRED.
CHANNEL GASKET.
1/8" 304L STN. STL. DBL. JKTD.
FLEXIBLE GRAPHITE FILLED, WITH
1/64” THK. GRAPHITE FACING ON
BOTH SIDES.

TWO - REQ'D.
GASKET DETAILS
DWN. M’D F >
£.0. NO.: MCP17901 SATE 5 ab . SCO
I R e G e L U T
VICE: H L CKD. BY DWGND. REV.
e No: ez NO.| Date REVISIONS ‘,1»"9{9@ S11-10279-7/8-11 0

19 3/16" 0.

18 1/8" ID.

_17.1/2" 1D,

(1)-REQUIRED.

SHELL GASKET.
1/8" 304L STN. STL. DBL. JKTD.
FLEXIBLE GRAPHITE FILLED, WITH
1/64" THK. GRAPHITE FACING ON
BOTH SIDES.

NOTES:

1) QUANTITIES SHOWN FOR ONE SET
( 6)-SET REQUIRED TOTAL.

(1) SET TO BE BE USED IN EACH

EXCHANGER (2)
(4) SETS TO BE

MARKED WITH P.0. & ITEM

NO. & SHIPPED
2) ALL RADI TO BE

L 17 1/2° |

|-

TR

5/16

(1)-REQUIRED.
LONG BAFFLE GROOVE GASKET
1/8" THK. FLEXIBLE GRAPHITE

SETS TOTAL.
BOXED AND

WITH EXCHANGER.
1/4"
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3 15/16" 18 3 15/16” SRRy, 3 15/16”
oo B N L} - - » »
+ u:o 11/, 2 11/16" | |, PRE-MACHINE "T u:, 1TA/4 2 M/16" | |, PRE-MACHINE g '.; 1/4 .2 11/16
§ é | FINAL-MACHINE g g Ll FINAL-MACHINE g g
€77 DRLL ( 20) €70 DRIL ( 20) £ DRLL ( 20)
£S5 1" DIA. HOLES £ 5 1" DIA. HOLES E55 1" DIA. HOLES
EQ. SPACED EQ. SPACED EQ. SPACED
| (CHORD=3.2460") I (CHORD= 3.2460") | (CHORD= 3.2460")
7/ S N -l \ K7/ S R ey 1 ] L7/ S /
RADIUS —\] - i o RADIUS —\ -T-— i o RADIUS —\| - o
_____ o e e (=] I o
\ | T \ | = \ o
5.7 deg. — | | I _® 5.7 deg. | | ] _ 5.7 deg. —| | @)
O O DO —
Z 2| Zz 2| F 2
Pl | Pl 1 =
s s 1 s 1
e s e s Vs s
o ~ o glal | o = 2y |2 = ol gl &
35 3. 350
[=] o o
g £/ £/
2 2 2
i _ 1 .
T T T
2 GIRTH FLANGE (TWO)REQ'D. 43 GIRTH FLANGE (TWO)REQ'D. 47 GIRTH FLANGE (TWO)REQ'D.
NOTES: TWO ~ REQ'D.
1) MACHINE ALL SURFACES TO 250 RMS GIRTH FLANGES
EXCEPT GASKET SURFACES MACHINE TO 125u IN Re. TN, BY
2) ALL BOLT HOLES TO STRADDLE NATURAL CENTER LINES. b0, N MCP17901 s F absco
3) * FINAL MACHINE FACING AFTER FINAL WELDING. 0. NO.: TATE —— —
) ITEM NO.: HX1065/2065 + 71 | SHELL & TUBE, LLC
SERVICE: AGR FLASH GAS COOLER CKD. BY DWG.ND. REV.,
REQ'N. NO.: MC213 NO.| DATE REVISIONS & $11-10279-7/8-12 0
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70°

45°

1/16”

—

3/

17

NOZZKE STUB 1D. 'BEVEL

¥ 1 1/2" = 1610” 1D.
ol " = 2067° 1D
x% ’ = 5.046” LD,
X% ’ = 6065" 1D,

TUBESHEET-T0-
CYLINDER WELD DETAIL

YLINDER-TO-TUBESHEET

1/16" GAP —==

GAP
/4
Y
J_ N 2
|t 7 2
T I
s el Le L INNN ~—1/16’ 1/4
GAP Ly o Ve LAND
VAPOR BELT CYL RING FLANGE WELD-NECK FLANGE ' —
J| \350PT/U6- 936D 2 & TH/BS | X ! [
167 \(7-“37, —1/8" LA —J & T
i " LAND ¥ PASS PLATE WELD SHALL BE
. FULL PENETRATION FOR
17167 GAP — _— > 2’ (MINIMUM) FROM FACE OF
" — 70 T FLANGE. REMAINDER TO BE
) < ; e afl 3/8” FILLET BOTH SIDES
0 2] 1/8" MIN. GAP (TYP) ™ A
CYLINDERS-TO-TUBESHEETS SLIP-ON FLANGE PASS PLATE WELD
C| oy == {8 o Sip TesT
35y IS8 25 PSI 7% B :
{ *
/8 12
Gap * A |
1 .
= e vy ca| V8 BH ﬁﬁ\ 1/16” GAP

N
e

N

FRONT CHANNEL BEVELS

16’-5 3/8° PIPE

SHELL BEVELS

P.0. NO: MCP17901
ITEM ND.: HX1065/2065

NOZZLE WITH PAD PIPE COUPLING ZZLE STUB SHIPPING/TESTING COVE|

1 l/4'] .

, 2 * 12

Pl Mi;:ﬂé aE: o

Al N =t 1/4” e ' 7/8° DI HBCE FOR 3/ mtibr (LG,
o TUBE SHEET-T0- 13755 Ta BLE PR 1" 1o Pibe L
CYLINDER VELD DETAIL PASSPLATE-TO-TUBESHEET|  ngzzLe wITHOUT PAD SADDLE-ON CONNECTION _BLIND CPLG. '
? ¥
1'-10”

SERVICE: AGR FLASH GAS COOLER

VAPOR BELT REQ'N: MC213
GENERAL NOTES:
D ALL VELDING SHALL BE IN ACCORDANCE WITH ASME CODE (SECTION IX). WELD & BEVEL DETAILS
A\* @ ALL FILLET WELDS SHALL BE 3/8°, UNLESS NOTED OTHERWISE. DV, BY
3 LIFTING LUGS SHALL HAVE A 3/8" CONTINUDUS FILLET WELD, UNLESS NOTED OTHERWISE. e AC I ; abSCO
A\ # FOR LONG BAFFLE WELD DETAIL, SEE DWG. -3 4/74/11 SHELL & TUBE, LLC
A\ |8/30/m[REV. PER CUST, M-UP KSARD femv—— e, 2 REV
NO.| DATE REVISIONS DGD S11-10279-7/8-13 l 1



MK.NO. |QUAN. DESCRIPTION MATERIAL SUPPLIER ;g' DUE
21 /\| 102]TUBES 1" 0.D.X 0.0910 THK avg  PER BEND SCHEDULE SA—-213TP304L
A\ FORGED RING MATERIAL
2 M| 2 [Ffc225/8 0DX 17 1/2° LDX 3 15/16" THK  (f) SA—~965—F304L
3 Al 2 |rfc225/8" 00X 17 1/2° 1DX 3 15/16" THK  (f) SA—-965—F304L
7 A 2 |Ffc 22 5/8" 00x 17 1/2° 1D.X 3 15/16" THK  (f) SA—-965—F304L
AN TUBESHEETS & COVERS
19 /\| 2 |TUBESHEET 19 1/8" 0..X 1 3/8" THK ) SA—240—304L
1 /Al 2 [cowr 22 5/8" 0.D.X 1 3/4" THK (n  |sa—240-304L
/\ BAFFLES
22 /\| 24 | BAFFLES PER DWG. -8 SA—240—304L
228 /\] 2 | PL 17 3/8" X 1/4" X 16'=3" LG LONG BAF. SA—240—304L
/\ HEADS
18 /NI 2 [elup Hp. 18" 0.D.X 3/16"  THK(min) W/2" SF SA—240—304L
98 /\| 4 [VAPOR BELT END PLATE: 24"0.D. X 18 1/8” LD. X 3/4" THK. SA—240-304L
/\ CYLINDERS
9 /\| 2 |sMms.rrE 18" X(0.2500" Sch10 )X 16'=5 3/8"  LG. SA—312TP304L
o /\| 2 |smis.riPE 24" X(0.2500" Sch10 )X 1'—4 1/4" LG. |SA—312TP304L
4 /\| 2 |sMLs.PIPE 18" X(0.2500" Sch10 )X 1'=10"  LG. SA-312TP304L
/\ NOTES:
N\ 1) ALL WELD BEVELS PER WELD & BEVEL DETAIL DWG ATTACHED.
AN 2) ALL FORMED HEADS TO BE IN ACCORDANCE WITH UCS—79.
AN 3) ALL COLD FORMED PRESSURE PARTS, INCLUDING BUT NOT
AN LIMITED TO CYLINDERS & HEADS, TO BE CERTIFIED AS
AN REQ'D. BY ASME SECTION VIIl, DIV. 1, para. UG=79(c).
A\ 4) 125-250u IN RaFINSH ON GASKET SURFACES.
A\ 5) QUANITIES SHOWN ARE FOR TWO EXCHANGERS.
CUSTOMER: SOUTHERN COMPANY GENERATION
P.0. NO.. MPC17901 REQ'N. NO.: MC213
ITEM NO.: HX1065/2065  SERVICES: AGR FLASH GAS COOLER
DWN. BYDS F
absco
4/12/11 SHELL & TUBE, LLC
A\ |8/30/m[REV. PER CUST. MK-UP  KS/ZR)  fovp By SVERD, RV
NO.| DATE REVISIONS DGD S11-10279-7/8-14 1

Kemper County MM233797



MK.NO. |QUAN. DESCRIPTION MATERIAL SUPPLIER z.c?.- DUE
A\ ANSI FLANGES
71 /\| 2 |asmE 6" — 300 # RF WN W/ ( SchXH BORE) (4) | sA—182F304L
72 A 2 | ASME 8" —- 300 # RF WN W/ ( SchXH BORE) (4) | SA-182F304L
81 A 2 | ASME 4" - 150 # RF WN W/ ( SchSTD BORE) (4) | SA—182F304L
82 /\| 2 |asmE 4 - 150 # RF WN W/ ( SchSTD BORE) (4) |sa-182F304L
714 /\| 2 | sms.PiPE 8" X(0.4320" SchXH )X 5 1/2" LG. SA-312TP304L
72AA 2 | SMLS.PIPE 8" X(0.5000" SchXH )X 5 1/2" LG. SA=312TP304L
81a/\| 2 | sms.Pipe 4° X(0.2370" SchSTD )X 7" LG. SA-312TP304L
82a /\| 2 | smLs.PipE 4" X(0.2370" SchSTD )X 7" LG. SA-312TP304L
83 /\|] 2|2 — 300 # RF LWN X 9" LG. (4) |sa-182F304L
8aa/\| 2 |2 — 300 # RF BLD FLG. (4) |SA—182F304L
8e /\| 2 ]2 - 300 # RF LWN X 9" LG. (4) | sA—182F304L
san /\| 2 |2 — 300 # RF BLD FLG. (4) | SA-182F304L
A
AN
A
A
A
AN 2"—-300§ BLIND FLANGE MATERIAL
94 A 4 |.175" THK. 304L STN. STL. SPIRAL WOUND STYLE "CG"
/\| 16 | WiITH 304L OUTER COMP. RING.
95 /\| 32 [5/8" @ (11 = THD) STUDS X 8 1/2" LG. SA—193-87
96 /\| 64 | 5/8" (11 — THD) HEX NUTS. SA—194—2H
A
A
AN
A
A
AN
AN
AN
JAY
AN
AN
JAN
AN
AN
AN
A
AN
AN
AN
AN
AN
AN
A
AN
A
AN
A
SEE DWG. —14 FOR NOTES. CUSTOMER: SOUTHERN COMPANY GENERATION
P.0. NO.: MPC17901 REQ'N.: MC213
ITEM NOQ.: HX1065/2065 SERVICE: AGR FLASH GAS COOLER
BILL OF MATERIAL
DWN. BY
s | FFabsco
DATE ———— —— —
5/ 2/11 SHELL & TUBE, LLC
CKD. BY DWGNGD. REV.
NO. | DpatE REVISIONS $11-10279-7/8-15 0

Kemper County MM233797




MK.NO. [QUAN. DESCRIPTION MATERIAL SUPPLIER zg' DUE
AN BOLTING & GASKETS
40 /\| 2 |Lor oF caskers PER DWG. -11
41 /\| 40 [7/8" ROUND X 9-THREAD STUDS X 7"  LG. 1&2 SA—19387
42 /\| 40 |7/8" ROUND X 9-THREAD STUDS X 9  LG. 3&7 SA—19387
43 /\| 160 [ 7/8" HEAVY HEX NUTS 9—THREAD SA—194—2H
A
/\ MISC. MATERIAL
60 /\| 2 |sTD. NAME PLATE STN.STL.
61 /\| 2 [sTD. NAME PL BRKT . PER DWG. —10 SA—240-304L
62 /\| 6 |sTD. LFTING LUGS PER DWG. —10 SA—240—304L
23 /\|377 |F1. 1/2° o.0. TE RODS 304L STN. STL.
238 /\| 48 | 1/2" HEAVY HEX TIE ROD NUTS 304L STN. STL.
235 /\| 377 | FT. 3/4"  0.0. SPACER TUBING 304L STN. STL.
225 /| 8 | SEAL BARS 1” X 3/8” THK. X 14'=5 1/2° 304L STN. STL.
100/\|] 4 | PULL BOLT PLUGS: 3/4” ¢ (10-THD.) X 3" LG. 304L STN. STL.
oc/\| 4 | DIVIDER PLATES: 2 3/4" X 1/4” THK. X 1'—4" LG. SA—240—304L
50 /\|] 2 |PASS PLATES 8 1/2” X 1/4" THK X 29 7/8" LG. SA—240-304L
51 /\| 2 |Pass PLATES 17 3/8" X 1/4" THK X 29 7/8" LG.. SA—240-304L
AN
A
N\ SUPPORT MATERIAL
120/\|] 4 [ PLATE 10" X 3/8" THK X 23 1/4" LG, SA—240~304L
121/\| 4 |PATE 16" X 3/8" THK X 14 1/2" LG. SA-516-70
122 /\| 4 | PLATE 6" X 3/8" THK X 16 LG. SA-516—70
123/\] 4 |PLATE 5 1/8” X 3/8" THK X 10"  LG. SA—516-70
124/\| 2 |5/8” # (11 - THD) MACH. BOLT X 2 1/2" LG. C'ST.
ﬁ W/ (2) WASHERS & (1) HEX. NUT EACH.
A
A
/\ NOZZLE COVER MATERIAL
130/A] 2 |PL 15" 0.0. X 3/8” THK. W/(12) 9/16" DIA. HOLES C.—STL.
A EQUALLY SPACED ON 13" B.C. (8"-3004)
131 /2] 2 [casker 12 1/2" 0.D. X 1/2" THK. (8"-3008) SOLID RUBBER
132 /A] 12 | 1/2" HEX HD. ALL=THD. BOLTS X 3 1/2" LG. W/(1) HEX NUT C.—STL.
/A AND (2) FLAT WASHERS EACH (8"—3004)
133/A] 2 [PL. 12 1/2" 0.0. X 3/8" THK. W/ (12) 9/16" DIA. HOLES C.STL.
N\ EQUALLY SPACED ON 10 5/8" B.C. (6"-3004)
134 /A] 2 |GASKET 10 1/8" 0.D. X 1/2" THK. (6"—3004) SOLID RUBBER
135 /A 12 | 1/2” HEX HD. ALL-THD. BOLT X 3 1/2" LG. W/(1) HEX NUT C.—STL.
(N AND (2) FLAT WASHERS EACH (6"-3004)
136 /A] 4 |ASME 4" - 150 # RF BUND FLANGE SA—105
137/A| 4 |cAskET 7" 0.D. X 1/2" THK. (4"—1504) SOUD RUBBER
138 /A| 16 | 1/2" HEX HD. ALL-THD. BOLTS X 4" LG. W/(1) HEX NUT C.—STL.
A AND (2) FLAT WASHERS EACH (4" 1504)
A
A
A
A
/\ PAINT PER DWG.—1A

P.O. NO.: MPC17901

CUSTOMER: SOUTHERN COMPANY GENERATION

REQ'N. NO.: MC213

ITEM NO.: HX1065/2065 SERVICE: AGR FLASH GAS COOLER
BILL OF MATERIAL
DWN. BY
/3 19/13/12|REv. PER FABSCO DD/ s Fabsco
/A [7/5/12 [REV. PER FABSCO  KS/DD DATSE/ 2/11 SHELL & TUBE TLC
3

A\ |5/2/12 |REV. PER FABSCO _ DGD/SF __|eioosv—Towena. V.
ND. TATE REVISIONS DGD $11-10279~7/8-16 3

Kemper County MM233797
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(TYP) TYP

A
ayp»
1
2
TYP> TYP)
MK. | PROC. # A P.0. NO: MPC17901
OIEE ITEM NO.: HX1085/2065
SERVICE: AGR FLASH GAS COOLER
(@)] F132 TUBE—TO— REQ'N. NO.: MC213
@) T-189 TUBESHEET WELD
(4) WELD MAP
@ DWN. BY
O] n _~| FFabsco
10/27/1|REV, PER CUST. REQUEST KS@ 4/4/11 SHELL & TUBE, LLC
A\ [8/30/1[REV. PER CUST. MK-UP__ Ks/DD OBV TR A
NO. | DATE REVISIONS DGD S11-10279-7/8-WM | 2






