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00 1. GENERAL NOTES : DES'GN DATA
" A | 11 ALL DIMENSIONS ARE IN INCHES /(MM), UNLESS OTHERWISE SPECIFIED. , , _
+ w 12 THE BOLT HOLES OF THE NOZZLE AND GIRTH FLANGES SHALL ALWAYS STRADDLE THE PRINCIPAL CENTER LINE OF THE VESSEL OR THEIR PARALLEL LINES. DESIGN CODE : ASME Section VIII, Div. 1, Edition 2021 + NB REGISTRATION +U STAMP
+ Y 13 FOR NOZZLES LOCATED ON THE SHELL, PROJECTIONS ARE GIVEN FROM THE EQUIPMENT CENTER LINE TO FLANGE FACE AND FOR NOZZLES DESCRIPTION UNITS
e LOCATED ON HEADS, PROJECTIONS ARE SHOWN FROM HEAD TL TO FLANGE FACE, UNLESS OTHERWISE SHOWN .
L FLANGE DVENSIONS FOR NOZZLES LPTO 24" SHALL BE AS PER ASHE BIGS OPERATING PRESSURE psi (q) 100 PSl(g) @ 100 Deg F
/\ ORIENTATION| 15 GASKET SEATING SURFACE OF BUDY FLANGE/NOZZLE FLANGE SHALL HAVE FINISH OF RA 125- 250 MCRO-INCH FOR SPWD GASKETS ( REFER BI6.5 PARA. 6..53 OPERATING TEMPERATURE F 100 J
NN IATN 16 NOZZLE NECKS UP TO NPS 12 SHOULD BE FROM SEAMLESS PIPE. NOZZLE GRATER THAN NPS 12 SHOULD BE FABRICATED FROM PLATE. DESIGN PRESSURE (INT/EXT) psilg) 150 / NONE
17 INSIDE CORNERS OF NOZZLE NECKS SHALL BE ROUNDED OFF TO A RADIUS OF 1/8" (3 M¥) UNLESS OTHERWISE SHOWN. ALL OTHER SHARP CORNERS SHALL BE ROUNDED OFF TO A SUTABLE RADILS. DESIGN TEMPERATURE (INT/EXT) °F 500/ NONE
@ @ A 1.8 UNLESS OTHERWISE SPECIFIED ALL NOZZLES SHALL BE FLUSH WITH THE INSIDE SURFACE. MDMT AT MAWP o 32 AT 170 pei(q]
19 STUDS BOLTS AND NUTS UP TO1”  DIAMETER SHALL BE THREADED AS PER UNC 2A/2B. ABOVE 1" FASTENERS SHALL BE 8 UN 2A/28. psilg
| ) | ) | 110 STUDS SHALL BE THREADED TO FULL LENGTH. HYDROTEST PRESSURE (SHOP) UG-99(c)| psi (g) [kg/cm2(g)l| 370.5 [26.04] REF. NOTE NO. 7
| 10 10 | 111 STUDS SHALL EXTEND A MINIMUM OF 8 MM BEYOND EACH NUT. :
| [254] [254] | 112 STUD BOLTS SHALL BE PROVIDED WITH TWO HEAVY SERIES HEXAGONAL NUTS, HYDROTEST PRESSURE (SITE) UG-99(b) | psi (g) 221
21 ELLIPSOIDAL DISHED END | | 113 UNCOATED BOLTS AND NUTS SHALL BE COATED WITH A SUTABLE THREAD LUBRICANT TO PREVENT CORROSION DURING TRANSPORTATION AND STORAGE. THE LUBRICANT SHALL [ MAWP (INT ) psilg) 170
. = T -y T BE EASILY REMOVABLE WITH MNERAL SPIRITS OR A SOLVENT. MAWP (EXT] silal N/A —
0.472" [12] THK. (NOM), & : 114 NECESSARY CARE TO BE TAKEN DURING HANDLING WELDING AND FABRICATION OF VESSEL TO AVOID SCRATCHES PIN HOLES, BLOW HOLES, BENT MARK FROM INSIDE/QUTSIDE OF VESSEL. : pstig
0.394" [10] THK (MIN.) \ \ 115 PADS OF INTERNAL & EXTERNAL ATTACHMENT SHALL HAVE ROUNDED CORNERS OF M. RADIUS 125] MM MAPnNc psi (g 285
AFTER FORMING ‘ ‘ 116 PRESSURE RELIEF DEVICES ARE NOT IN PRAJ SCOPE OF SUPPLY. DESIGN FOR OVER PRESSURE PROTECTION AS PER UG-125 IS IN CLIENT SCOPE CORROSION ALLOWANCE (INT) inch/ (mm) 1/8" [3.175mm] /2
‘ ‘ 117 MANWAY M OF NPS 24 (~554 mm ID) CAN BE USED AS INSPECTION OPENING AS PER UG-46(al RADIOGRAPHY RT-4 (REFER NOTE NO. &)
| | ~.__ LIFTING LUGS 118 NOZZLE D OF SIZE NPS 2 CAN BE USED AS DRAIN AS PER UG-25 NDT DPT/MPT VES REFER NOTE NO. S
= 2 Nos. @180° APART 119 TOLERANCES SHALL BE IN ACCORDANCE WITH ASME SEC VIl DIV.1 AND AS PER FIG 2 OF SPECIFICATION ABKM-PP-000-50801-A_0 ' '
LIFTING LUGS ‘ ‘ Tl ' 120 FLANGE RAT@ING WERE REVISED TO #600 TO MEET UG-4L{b) REQUIREMENTS . JOINT EFFICIENCY (SHELL / DISH END) 085710
L - == 121 DELETED. PWHT NO
2 Nos. @180° APART\ g 8 = : |
@ N ﬁf iF . 2 MATERIAL PFHT YES FOR TOP DISHEND (REFER TABLE-1)
| &[us ! 2.1 ALL PRESSURE BEARING COMPONENTS SHALL CONFORM TO ASME SECTION Il PART A (ED.2021) AND SUPPLIED WITH TEST CERTIFICATE ACCORDING
i Q=Z ‘ TOEN 1020431/ 32, AS PER SPEC-ENG-MQ042. IMPACT TEST NO, REFER NOTE 2.5
‘ ) 2.2 ALL CARBON STEEL PLATE AND FORGING MATERIAL SHOULD BE IN NORMALIZED CONDITION, INSULATION THK / TYPE (BY OTHERS)]inch/ (mm) N.A.
‘ ITL ‘ 2.3 PLATE HAVING THICKNESS 12MM AND ABOVE SHALL BE UL TRASONICALLY EXAMINED IN ACCORDANCE WITH SA-578. FIRE PROOFING FOR SUPPORT NA
o * S AL \ 2.4 ALL FORGINGS SHALL BE EXAMINED UL TRASONICALLY IN ACCORDANCE WITH SA-388 PROCESS FLUD PLANT AR 3.
BC2 ! WL 2.5 PLATES, PIPES & FITTINGS ARE EXEMPTED FROM IMPACT AS PER UG-20 (f). FLANGES ARE EXEMPTED FROM IMPACT TESTED AS PER UCS-66 (c), FITTINGS ARE
‘ = - | 180° EXEMPTED FROM IMPACT TEST AS PER UCS-66 (al. FASTENERS ARE EXEMPTED FROM IMPACT TEST AS PER NOTE (c) OF FIG-UCS-66 PROCESS FLUID SPECIFIC GRAVITY -
i I ‘ 3 §'1VXLELL\3IET§§G SHALL BE CARRIED OUT AS PER APPROVED WELD PROCEDURE. ADDITIONAL LOADINGS AS PER UG-22 ahedl N
v | Y- VIEW FROM ‘A A 32 ALL SHELL AND HEAD JONTS SHALL BE FULL PENETRATION WELDS WITH BACK CHPPING TO SOUND METAL AND RE WELDED FROM OTHER SIDE. NB REGISTRATION VES
| NOZZLE ORIENTATION VIEW FOR THOSE JOINTS WHICH ARE INACCESSIBLE FOR BACK CHIPPING, THE ROOT RUN SHALL BE CARRIED QUT BY GTAW WELD.. VESSEL IN SOUR WATER SERVICE NO
S 33 ALL NOZZLE TO SHELL WELDS SHALL BE 100% PENETRATION GROOVE WELDS.
L ‘ 3.4 WELDING OF VESSEL INTERNALS ATTACHED TO A PRESSURE BOUNDARY COMPONENT SHALL BE CONTINUOUS ON ALL SURFACES TO ELIMNATE CORROSION POCKETS. SERVICE (LETHAL OR NON LETHAL) NON LETHAL
- ‘ 35 THE SKIRT ATTACHMENT WELD SHALL HAVE COMPLETE FUSION FOR THE ENTIRE LENGTH OF THE WELD AND SHALL BE FREE FROM UNDERCUT, OVERLAP, OR ABRUPT RIDGES OR VALLEYS. | INSPECTION AUTHORITY Al / TPI
‘ 36 ALL TACK WELDS SHALL BE DONE BY QUALIFIED WELDER ONLY. T
S U’ DES 0
# . . 9 — = | 37 TEMPORARY ATTACHMENTS SHALL BE REMOVED FLUSH WITH THE VESSEL SHELL AND NONDESTRUCTIVELY EXAMNED (1., MAGNETIC PARTICLE EXAMNATION (MT) OR DYE PENETRANT. ASME STAMPING YES WITH 'U" DESIGNATOR H
! HELL 1D 3 0394 38 ALL TEMPORARY ATTACHMENTS SHALL BE REMOVED BEFORE HYDROSTATIC TESTING FABRICATED lbs/ (Kg.) 2166 / 983 /2\
Hi (914 4] [10] THK 39 ALL SURFACES DAMAGED DURNG FABRICATION SHALL BE TREATED FOR RESTORNG THCKNESS AS PER UW-42. EMPTY Ibs/ (Kg) 2166 7 983 /o
ORIENTATION| 310 ALL WELDS, BOTH PRESSURE CONTAINNG AND WELDS TO PRESSURE PARTS, SHALL HAVE A SMOOTH CONTOUR: SMOOTH MEANS THAT THE CONTOUR OF WELD '
‘ INTERNAL <= =" | MUST MERGE SMOOTHLY INTQ THE BASE METAL WITHNO SHARP CHANGE INMETAL SURFACE. THERE SHALL BE NO SHARP RIDGES OR HOLLOWS. OPERATING lbs/ [Kg.) 2969 / 1347 /2\
RUNG 311 AL L-SEAM /C-SEAM WELDING SHALL BE PREFERABLY BE CARRIED OUT USING SAW ONLY. SMAW/GTAW CAN BE EMPLOYED ONLY IF SAW IS NOT FEASIBLE. SHOP HYDROTEST bs/ (Kg.) 5253/ 2383 O\
\ ;} - ANYWAY SMAW / GTAW WELDING OR REPAIR SHALL BE CARRIED OUT USING WEAVING TECHNIQUE WITH SMOOTH FINISH AND WITHOUT ANY DISCONTINUITIES PEAK
% )y AND VALLEYS, FIELD HYDROTEST Ibs/ (Kg.) 5253/ 2383 9\
! 655 8] _ 3.12 ALL WELDS SHALL BE SUFFICIENTLY CLEANED AND FREE OF SCALE OR PAINT BEFORE PRESSURE TESTING TO PERMIT PROPER SHIPPING Ibs/ (Kg.) 2166 /983 /9\
0. ' - 5 EXAMINATION FOR DEFECTS. ERECTION lbs/ (Kg. 2166 /983 /2\ ]
= = 3.13 PLATE LAYOUTS SHALL BE ARRANGED SO THAT LONGITUDINAL AND CIRCUMFERENTIAL WELD SEAMS CLEAR ALL NOZZLES, MANWAYS, 9.
| T * AND THEIR REINFORCING PADS BY 2 INCHES (50 MM) MINIMUM, MEASURED FROM WELD EDGE TO WELD EDGE.. WHEN INTERFERENCES ARE WIND SPEED 101 MPH RISK CATEGORY - Il
‘ 066 8] @ I = UNAVOIDABLE ON A SEAM JOINT, GROUND FLUSH WELD JOINT AND CARRY OUT 100% RADIOGRAPHIC EXAMINATION OF DESIGN CODE ASCE-7-2016 EXPOSURE CATEGORY-C
‘ =5 THE WELD JOINTS FOR A MINIMUM LENGTH OF TWICE THE OVERLAPPED LENGTH.
! = ‘ 22 § 3.14 DELETED SEISMIC DESIGN CODE ASCE 7-2016 SITE CLASS '1M2F;ORTANEE FACTOR ;5216 S
H % — = o 3.15 LONGITUDINAL SEAM OFFSET SHALL BE THE GREATER OF FIVE TIMES THE PLATE THICKNESS OR 150 MM (6 IN). D R=30 ' ' 0869
D EL+3'-0" — =) 3.16 ALL SUPPORT RINGS & INTERNAL ATTACHMENTS ARE TO BE FULLY SEAL WELDED ON TOP & BOTTOM . NO STITCH WELDING ALLOWED.
L ir-—1
= j 614 ] 2 S 4. RADIOGRAPHIC EXAMINATION : NOZZLE SCHEDULE G
fl - ! —t— = L = - .1 NDE OF WELDS SHALL BE PERFORMED AS PER APPROVED QUALITY PLAN. 5R0] FPD
ie 't = |/ ) y_3 T = = 4.2 FOR PRESSURE PARTS BASE MATERIAL :- NOZZLE | SIZE THK. / SCH. ASME B16.5 FROMG | 0D INCH (mm) x SERVICE REMARK
H LL%%# 635 8] ‘ ®/ ALL LONG SEAMS AND CIR. SEAMS IN THE SHELL SHALL BE SPOT RADIOGRAPHED AS PER UW 11 (b). NO. |NPS/@N)|  INGH (mm) TYPE - FACING | RATING /T/LQ THK. INCH (mim)
EL+2'-5" (I ———— P in|= .
566 B O e e ( l G226 35/64" [776] DISHED END TO SHELL JONT SHOULD BE ADDITIONALLY SPOT RADIOGRAPHED TO MEET REQUREMENTS OF UW-(al(5)(. A 2(50) 10.653" l16.6) LWN-RF 600 CL | SEEDRG |- VAPOUR INLET REFER NOTE 1.20
1l * H ‘ ‘ | (OPERATING) ALL NOZZLE PIPE TO FLANGE JOINTS THAT EXCEEDS NPS 10 OR 1-1/8" (29) WALL THICKNESS SHALL BE SPOT RADIOGRAPHED B 2(50)  ]0.653" (16.6) LWN-RF 600 CL | SEEDRG |- VAPOUR QUTLET REFER NOTE 1.20
il | ;\ CG=2-1 1137 801 LONG SEAMS OF PLATE FABRICATED NOZZLES SHALL BE FULLY RADIOGRAPHED D 2(50)  [SCH. 160 WN-RF 600 CL | SEE DRG | 8.67"(220) x 0.393"(10) | DRAIN REFER NOTE 1.20
: : g:ERMgr;IrYB]OTTOM oFTL 4.3 AUTOMATED ULTRASONIC TESTING CAN BE PERFORMIN LIEU le RT AS PER UW-51. P 2(50)  10.653" (16.6) LWN-RF 600 CL | SEE DRG | -- PRESSURE GAUGE REFER NOTE 1.20
Lﬁlzg @ 44 ALL SR NOZZLE TO SHELL / DISHED END JOINT SHOULD BE 100% ULTRASONICALLY TESTED v 7500 0653 (16.6) LWNRF 600 L |SEEDRG | VENT REFER NOTE 1.200—
‘ 5. PENETRANT TEST/MPT PT/MPT SHALL BE AS PER APPROVED QAP+ THE FOLLOWING SHALL BE EXAMINED BY THE PT/MPT METHOD. 2 W 20500 ]0.653" (16.6) LWN-RF 600 CL | SEEDRG | -- PRESSURE RELIEF VALVE _|REFER NOTE 1.20
‘ NAME PLATE — — 5.1 ROOT RUN, BACK CHIP AND FINAL RUN OF WELDS ( WHERE BACK CHIP IS APPLICABLE , PT/MPT AFTER ROOT RUN IS NOT NECESSARY ; HOWEVER M 24 (600) 10.393" (10) WN-RF 150 CL | SEE DRG | 36.76"(935) x 0.393"(10) | MANWAY W/ BLIND & DAVIT |-
| L +2-5 17/32" 270° — — 90° PT/MPT WILL BE PERFORMED AFTER BACK CHPPING )
‘ ~750] 2 A P 5.2 QUTSIDE AND INSIDE SURFACES OF DISHED END STRAIGHT FACE & KNUCKLE ZONE AFTER COLD FORMING. # DELETED
L | 5.3 ALL NOZZLE TO SHELL WELDS SHALL BE DP OR MP CHECKED AT ROOT RUN AND FINAL WELD.
= - - 5.4 ALL WELDING EDGES SHALL BE CHECKED BY MP EXAMNATION FOR DETECTION OF CRACKS, LAMNATIONS OR SEGREGATIONS.
‘ = = 55 ALL LIFTING ATTACHMENT WELDS SHALL BE CRACK DETECTED USING DYE PENETRANT INSPECTION (DP). A SEPARATE TEST CERTIFICATE FOR LIFTING LUG E
} ! \ ATTACHVENTS WELDS SHALL BE SHIPPED WITH EQUIPMENT
! ‘ 6. AR TEST:
‘ . 6.1 REINFORCING PAD ATTACHMENT WELDS AND ACCESSIBLE SURFACES OF INSIDE NOZZLE TO VESSEL WALL WELDS SHALL BE TESTED FOR THE ABSENCE OF LEAKS WITH A GAUGE
| : Sl PRESSURE OF 15 PSIG (100 KPA) DRY AIR OR NITROGEN AND BUBBLE FORMING SOLUTION. THIS TEST SHALL BE PERFORMED BEFORE THE FINAL HYDROSTATIC TEST REFERENCE PRAJ DRAWING /DOCUMENTS:-
_ Bz
o | ORKING POIT WP N s =2 . NAME PLATE 6.2T :ELBEE S|g SE#I;%IXING PADS SHALL BE PLUGGED WITH ROOM TEMPERATURE VULCANIZING (RTV) SILICONE SEALER OR RUST PREVENTATIVE GREASE THAT IS COMPATIBLE WITH DESCRIPTIONS DRAWING/DOCUMENT N1 CLIENT DOCUMENT NO.
+ BC1 ‘ == SIS - ¢ 7 TESTING - ' MECHANICAL DESIGN CALCULATIONS FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-CAL-0003 --
Y W.L ‘ | *© _*_ “71HYDRO TEST WILL BE CARRIED OUT IN HORIZONTAL POSITION AT SHOP. FABRICATION DETAILS DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS E-23020-ME-782-WFD-0003 --
B.T.L S - i EL-0 7.2 HYDROTEST SHOULD BE CARRIED OUT AS PER UG-99(C). MANHOLE DETAILS DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-WFD-0005 - =
i (0] 7.3 MNIMUM METAL TEMPERATURE DURING HYDROTEST SHALL BE AT LEAST 30 DEG F (17 DEG () ABOVE THE MNIMUM DESIGN METAL TEMPERATURE OF THE VESSEL. WELD MAP DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS F-23020-ME-T782-WEL-0003 -
1AL EOIG OV DT TG S P YU ORI N AESSTEST BRSSO LATEOTAL MG 08501 LAY A8 03 1 LIS LTS [ e LA 06|
! | 76 FOR CS EQUIPMENTS , WATER USED FOR THE HYDROTESTING WOULD BE POTABLE QUALITY (LESS THAN 200 PPM) THE TEST PRESSURE SHALL BE HELD FOR A MNIMUM ASME NAME PLATE DETAIL DRAWING FOR 13-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FIL TERS) £-23020-E-82-NPD-0003-SHT-2 OF 2 -
'| 4 Nos. ANGLE LEG SUPPORT 180° PERIOD OF ONE HOUR TRANSPORTATION DETAIL DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-TSD-0003 -
| / 3 1'%3.9%1/2" THK ANGLE 7.7 AFTER COMPLETION OF THE HYDROSTATIC TEST, THE VESSEL SHALL BE DRAINED, DRIED INCLUDING DRYING INTERNALS, AND CLOSED AS QUICKLY AS PRACTICABLE. TOLERANCE DETAIL DRAWING E-23020-ME-000-TOL-0001 -
y (80x80x12 THK ANGLE] VIEW FROM 'B-'B' 7.8 AFTER COMPLETION OF ALL TESTING AND INSPECTION, THE TEST WATER SHALL BE COMPLETELY REMOVED BY DRAINING AND MOPPING, OR ALL
2:1ELLIPSOIDAL DISHED END ! XoUX NOZZLE ORIENTATION VIEW WETTED SURFACES SHALL BE FLUSHED WITH COLD CONDENSATE OR DEMNERALIZED WATER, E
0.394" [10] THK. (NOM) & ! T 7.9 TEMPORARY (S PLATE BLIND FLANGES SHALL BE USED FOR NOZZLES FLANGES DURING HYDROTEST WITH ORIGINAL SIZE BOLTSNUTS 8 WASHER.
0334 [8.5] THK (MINJ) 3 _ o 710 TEST GASKETS SHALL BE OF THE SAME TYPE AND MATERIAL AS THE SERVICE GASKETS.
AFTER EORMING - ; = g 711 IN ANY CASE HYDROTEST PRESSURE SHOULD NOT EXCEED 384 PSI (g) (27 KG/CM2(g)). MATERIAL OF CONSTRUCTION
i EL_1-4" 5 5 7,12 WELDING, BURNING OR GRINDING, INCLUDING COSMETIC GRINDING OF PRESSURE RETAINING WELDS, SHALL NOT BE PERFORMED ON VESSELS THAT HAVE BEEN PRESSURE TESTED
| 14064 @ = ", . UNLESS APPROVED BY PURCHASER. THIS INCLUDES BUT SHALL NOT BE LIMTED TO WELDS FOR SHIPPING ATTACHMENTS, REFRACTORY OR INSULATION CLIPS, STIFFENERS, COMPONENTS MATERIALS COMPONENTS MATERIALS
| s SPIDERS, OR GRINDING FOR SURFACE PREPARATION. MAIN SHELL SA-516 GR.70 FITTINGS SA 234 Gr. WPB
‘ = S Z3.13S LI-E ;:Tégg; EPK/_IE_ISS’E‘L ;n;/ZLlh _EIS_:ENCCI.;FANED IN ACCORDANCE WITH SECTION 4.6.1.2 OF ABKM-PP-000-50801-A DISHED END A1 GRT0 LG SUPPORT & BASE PLATE A Gr 10
" an a . ;
! 2-2 2 ORIENTATION| s SURFACE SHALL BE CLEAN % FREE FROM RUST,OIL DRT SCALE,OXDES AND OTHER FOREIGN MATERIAL DETRIMENTAL T0 WELDING SKIRT SHELL _ SA-516 GR 70 LIFTING LUG / TAILING LUG _| SA 516 Gr. 70 -
[660.4] = 8.2 NO SURFACE SHALL BE PAINTED BEFORE COMPLETION OF THE INSPECTION NDE AND HYDROTEST. NOZZLE PIPE UPTO 12" NPS (DN300) | SA 106 Gr B GROUND LUG AISI 304
‘ > 83 ALL TEMPORARY SHIPPING COMPONENTS, INCLUDING BOLTING, COVERS, CLIPS, SUPPORTS, BRACES, ETC., SHALL BE PAINTED BRIGHT ORANGE OR BRIGHT NOZZLE PIPE ABOVE 12" NPS (DN300)| SA-516 GR.70 BRACKET FOR NAME PLATE | SA 516 Gr. 70
& Nos ‘ safALlLN?\lﬁlggl-FlﬁflLLg? g/iflz[rjdEENDT gtIJCTA/I?;EFF? iPRFE’RPg\\//?I; ILhiIThII}IEPiLEIE[éDURE % BELOW TABLE, REVISE AS PER APPENDIX A, TABLE A-1, ABKM-PP-000-500520-A, FOR OPERATING NOZZLE FLANGE/BLIND [EXTERNAL) | SA-109 NAME PLATE AlS1 508
CROUND LUG | PO T e AN DU ATED SUREACE ' ' ' ' NOZZLE FLANGE (INTERNAL) NA. ANCHOR BOLTS (BY OTHERS) ASTM F155L4 GR.36
ST o T ERETE e TTOnT STUD/NUT FOR NOZZLE FLANGES (EXT) | SA-193-B7/SA-19L-2H  |EXT. ATTACHMENTS SA-516 GR. 70
% ‘ —¢ / — TAGNO | EXTERNAL SURFACE | ppepapaTion |PAINT SYSTEM (OFT) Coat (DFT) (OFT) FINAL SHADE | FINAL DFT | |BOLTS/NUTS (INT.) NONE L5 THK. SPIRAL WOUND SS316 WITH
- ‘ - — ) = INTERNAL WELDED ATTACHMENT SA-516 GR.70 GRAPHITE FILLEDWITH SS 316 INNER &
= ° o INORGANIC ZINC | HIGH BUILD EPOXY | POLYURETHANE GASKET (EXTERNAL)
‘ N s | %0 (D) 19-D-782 CS VESSEL & ggpfo 1 (25-4 MILS) | (4-6 MILS) (2-3 MILS) (“GHT GRE)Y (2;5513325‘1’"; REMOVABLE INTERNALS NONE OUTER RING D
‘ 2 -D- - : RAL 7035)  |(8.5-13 mils
[ H i H | ,,7,,7,,7,,#,,7,,7,,7,, [ H i H | — ! L | LEG SUPPORT) (65-100pm] (100-150pm) (50-75pm] MANWAY DAVIT SA 106 GR. B
\ ;] o DENTFICATON & MARKING MANWAY DAVIT EYE BOLT IS 2062 £250 BR LADDER RUNG (INTERNAL) | SA-516 GR.70
| 9.1 THE TANGENT LINE SHALL BE PUNCH-MARKED INSIDE AND OUTSIDE OF THE VESSEL AT 0, 90, 180, AND 270 ANGLE POSITION PONTS.
: 9.2 DELETED /9\
» b o) ASBULT
ELEVATION WEIGHT IN Lbs SHALL BE PAINTED AT 2 LOCATIONS DIAMETRICALLY OPPOSITE AND ADJACENT TO THE (.G MARK, AS BUILT
4 Nos. ‘ 9.4 ALL VESSELS USING A POSITIVE PRESSURE INERT INTERNAL ATMOSPHERE SHALL HAVE THE FOLLOWING NOTICE PAINTED ON TWO SIDES OF THE SHELL AND ||
INSULATION COVERING, IF PRESENT, IN THREE-INCH (75MM) HIGH LETTERS VISIBLE IN THE SHIPPING POSITION FROM GRADE. “CAUTION - UNDER INERT
GROUNDING LUG (75MM) N
X ‘ X ATMOSPHERE - DO NOT OPEN WITHOUT PROPER PRECAUTIONS” | | | 3&% | . |
’ /8 10. SHIPPING: Mo % pe
_ MARKING DATA ON VESSEL o N ‘ b 10.1 PREPARATION FOR SHIPPING SHALL BE IN ACCORDANCE WITH AP SPECIFICATIONS 4WGN - 10001,
HOLD LIST - /3\ MARKING LETTER SIZE -75mm (3") P - = NEN 10.2 ALL VESSEL OPENINGS SHALL BE CLOSED AND SEALED IMMEDIATELY AFTER COMPLETION OF CLEANING AND DRYING s ISSUED FOR AS BUILT - oM SR SHR 02-01-2023
% — = . 10.3 VESSELS SHALL BE NITROGEN PURGED, FILLED AND HAVE BLIND FLANGES, SERVICE GASKETS, AND FULL 3 REVISED AS MARKED -- GM SRM SMR 31-10-2022
AIR PRODUCTS PURCHASE ORDER 04449 L NOS. #117/6L"[632] HOLE ON BASE BOLTING ON ALL NOZZLES. SPARE DRY NITROGEN BOTTLE SHOULD BE PROVIDED FOR OVERSEA TRANSPORTATION. ) REVISED AS MARKED — oM SRM R 19-09-2022
AIR PRODUCTS PROJECT NUMBER :-EN207124)/3\ | : 10.4 VESSEL SHOULD BE SHRINK WRAPPED FOR SHPMENT OVER OCEAN AND LAND.
ITEM TAG NUMBER:- 19-D-782 180° PLATE EQUI-SPACED OFF-CRS 105 ALL PARTS TO BE PROTECTED FROM DAMAGE AND CORROSION DURING STORAGE AT SITE FOR A POSSIBLE MAXIMUM TIME OF 12 MONTHS. 1 ISSED FOR COMMENTS -- GM SRM SMR 11/08/2022 |C
SHIPPING WEIGHT:- 2166 Ibs /2\ ON B.C.D. 2'-10 13/16" [884.4] FOR ®1" 10.6 SPARE GASKETS AND BUILDING HARDWARE SHALL BE WRAPPED IN A WATERTIGHT BARRIER MATERIAL AND ENCLOSED IN PLYWOOD CONTAINERS. 0 ISSUED FOR APPROVAL _ pp SRM/SMR| BK 13-07-2022
N EMPTY C.G. 27 17/32" [301mm] VIEW FROM 'C-'C’ ANCHOR BOLT (BY OTHERS) 10.7 MACHINED SURFACES, FLANGE FACES, THREADED SURFACES, AND OTHER FINISHED OR DELICATE PARTS SHALL BE WELL-GREASED AND PROTECTED AGAINST
Vi /\ NOZZLE ORIENTATION VIEW RUSTING AND DAMAGE DURING SHIPMENT. REV. NO. DESCRIPTION ZONE NO. DRAWN| CHKD. | APPD. DATE
C ) 10.8 THE OPENING IN THE SKIRT SHALL BE PROVIDED WITH TEMPORARY PIPE GUIDE OR SPIDER (WOOD “CHOCK") TO LOCATE THE PIPING DURING SHIPMENT.
PERMANENT “SPIDER’ S ARE PROHIBITED. REVISIONS
BOLTING TORQUE TABLE Forces [Ibf] Moments [ftIbf] 10.9 EQUIPMENT ERECTION SHALL BE CONDUCTED IN SUCH A MANNER THAT THE LOADS IN THE LUG WEAK AXIS ARE MNIMAL, WITH A MAXIMUM OUT OF PLANE MANUFACTURING ADDRESS -
RECOMMENDED Nozzle N NPS SLING ANGLE OF 3 DEGREES. A SPREADER BEAM OR A TWO-CRANE LIFT CAN BE USED DURING ERECTION TO SATISFY THIS REQUIREMENT PRAJ INDUSTRIES LTD. SEZ UNIT
ozzie o FR [FC | FL | MC | ML | MT | RUODEETED /2\ ' » -
- PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE, AS M E
TAG NO | NOZZLE |NPS/(DN) | BOLT SIZE x NO.| TORQUE [N-m] AP 2 720 | 540 | 720 | 240 | 310 350 | 71.SPARES: GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA =
— - - B.DV W ) 500 20 | 120 | 200 | 310 Jop | ™M ALLBLIND FLANGED NOZZLES INCLUDING MANWAY'S SHALL BE PROVIDED WITH 10% FASTENERS PER SIZE (MN. 2 SETS) AND 2NOS. GASKETS PERNOZZLE. MANUFACTURER'S SERIAL NUMBER -
19-D-782 M 247 (600) | 1+1/4"UN8 x 20 1080 /2\ E-23020-19-D-782 (QTY - 1 No.)
FOUNDATION LOAD DATA A.’R £ -
' : B
MAX.NOZZLE LOADS ARE AT SHELL-NOZZLE JUNCTION ?J'IAI\\ISDED ON ASD SESTTS mooucm L
: P.O. NO. :
CONDITION e 0RCE (16 [MOMENT (fF.1b] | FORCE (Ib)[MOMENT (FF to] (EJSEI’:’.IEIIENT OWNER : X\%gE’LRDOEDTJECﬁgYMiﬁTﬁ“Ag?S;ING LLC 4505704449
REFERENCE AIR PRODUCTS DOCUMENT AND SPECIFICATION LIST OF TECHNICAL DELIVERY DOCUMENT (TDC) REFERENCE STANDARD AND CODE EMPTY 62 233 223 838 @ PROJECT WORLD ENERGY RENEWABLES PROJECT PROJECT DOC. NO.

R E o N OPERATING 672 233 223 838 : EN207124-PRAJ-9V3-00053
ABKM-L-21T-ATTC ATTACHMENT "C" ENGINEERING DOCUMENTS AND NOTES TDC NO. ASME SCTION VI DIVISION-1 EDITION 2021 A PROJECT LOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV.NO
ABKM-PP-000-50801-A | DESIGN AND FABRICATION SPECIFICATION FOR VESSELS ASME | E-23020-ME-00-TDC-0001(SA-516 Gr.70) ASME BOILER & PRESSURE VESSEL CODE HYDROTEST| 62 233 N.A. N.A. b

CODE SECTION V||| DIVISIONS 1 AND 2. E-23020-ME-00-TDC-0101 (SA—105) SECIIPART A &D EDITION 2021 K THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND = —

MAX. VERTICAL LOAD ON ONE LEG (Wt+Wind)=6111b  /2\

ABKM-PP-000-500005-A | DESIGN OF LIFTING COMPONENTS FOR MECHANICAL EQUIPMENT | £_23020-ME-00-TDC-0301 (SA-106 GrB) PIPE FLANGES AND FLANGED FITTINGS UP TO 24 NPS | ASME B 16.5 EDITION 2017 — SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM
A8KM-PP-000-500550-A | WELDING/NDE REQUIREMENTS FOR EQUIPMENT E-23020-ME-00-TDC-0401(SA-234 WPB) WELDED AND SEAMLESS WROUGHT CS PIPE ASME B 36.10 M EDITION 2018 MAX. VERTICAL LOAD ON ONE LEG (Wt+Seismic)=1050 (b /2 PRAJ INDUSTRIES LTD. ra
ABKM-PP-000-400002-A | STRUCTURAL DATA FOR MECHANICAL EQUIPMENT E-23020-ME-00-TDC-0501(SA-193 Gr.B7) STUD,BOLTS ASME B 18.2.1 HEAVY SERIES ED.2012 “PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
A8KM-PP-000-200001-A | PLANT SITE DATA SHEET E-23020-ME-00-TDC-0511 (SA-194 Gr.2H) NUTS ASME B 18.2.2 HEAVY SERIES ED.2015 TABLE-1 PFHT CYCLE FOR DISHED END DRAWING SIZE -
igm_x—ggg_:gg:ig_i Eill_N\/TX\II\I[ISZING E-23020-ME-00-TDC-0603 (SPLW GASKET SS316) tJUN'\IlFIIAE'\IIJDII\LIJE\II-éSTEHRREE\/'JA\JHFFSEQE))S ASME B 11 ED. 2019 LOADING TEMPERATURE (MAX) | 300°C TITLE : N :
SPEC-ENG-MQ0&2 MATERIAL CERTIFICATION AND RETESTING REQUIREMENTS FACTORY-MADE WROUGHT BUTTWELDING FITTNGS | ASME B 16.9 EDITION 2018 RATE OF HEATING (MAX.) 100°C/Hr AFTER 300°C GENERAL ARRANGEMENT DRAWING FOR A
SPEC-ENG-DOCO0 SUPPLIER DESIGNED, SHOP-FABRICATED PRESSURE EQUIPMENT METALLIC GASKETS FOR PIPE FLANGES ASME B 16.20 EDITION 2017 SOAKING TEMPERATURE 610°C +/- 10°C 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING EILTERS | SCALE PIL JOB CODE
LWEQ-1051 WELDING OF HYCO PLANT EQUIPMENT SOAKING TIME (MIN.) 65 MINUTES NTS E-23020

SHIPMENT AND PACKING SPECIFICATION FOR EQUIPMENT o o
LWGN-10001 RATE OF COOLING (MAX.) 100°C/Hr UPTO 300°C SHEET

AND MATERIALS BEING EXPORTED DIRECTLY BY VENDORS DWG. NO. E-23020-ME-782-GAD-0003 T or 1 | REV. 23] 4]

16 15 14 13 12 11 10 /N 9 | 8 7 6 5 4 | 3 | 2 | 1
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16 | 15 14 13 12 | 11 | 10 /N 9 | 8 4 3 1
g ‘ ts tw 1/6L"-1/16" W/é[[ang]éQ” f/é\l,\T]?I-:élLvESNPT NOTES :-
2:1 ELLIPSOIDAL DISHED END S S5 | DISH/SHELL INSIDE e ) EQUISPACED 1) ALL DIMENSIONS ARE IN INCHES /(MM), UNLESS OTHERWISE SPECIFIED
0.472" [12] THK. INOML & o 50°£5 2[5 N W et b 2) THIS DRAWING TO BE READ IN CONJUNCTION WITH
" e = NS fw : a) G.A. DRAWING NO : E-23020-ME-782-GAD-0003
0.393" [10] THK (MIN.) \ | = > gl VENT HOLES
AFTER FORMING m | < ] ) 2 SHELL ?% FQUISPACED 3) GIVEN BILL OF MATERIAL IS FOR 1 NO. EQUIPMENT ONLY & TOTAL EQUIPMENT QTY IS 1 No.
| nw i m 4 . N 4) FILLET WELD SHALL BE 1/4"[6] mm (MINIMUM) UNLESS OTHERWISE SPECIFIED.
‘ MR il H 5/6L"-5/37" e SHELL 7
1L ‘ CHIP BACK TO 6Lt /30" ; (2-4] - INSIDE
ey SOUND METAL =" ] e £ ] =
}_,/ Wi ‘ THEN REWELD DETAIL 'W6' S 4 ] R3 N
DETAIL "W1' = ~
WA | —_— TYP. ELBOW TO NOZZLE PIPE o ARy
" WL | TYP.CIR. SEAM & LONG SEAM WELDING DETAIL ts = SHELL/ DISHED END THICKNESS ‘|7 fe = SHELL/ DISHED END THICKNESS &
}\ | WELD JOINT FOR SHELL - fn = NECK THICKNESS 2= = NECKTTHICKNESS 5
/, ‘ A (FP.W / BACK CHIP & WELD) :\‘f ts = SHELL/ DISHED END THICKNESS
| :, i _' (F.P.W / BACK CHIP & WELD) @ tn = NECK THICKNESS
2| : | NOZZLE| NOZ. SIZE &
77"%”77L DISH GUTSIDE A \ i NOZZLE No. |NOZSZE | - - o, | NpsON | 18 tn 1 tw | twl (FP.W / BACK CHIP & WELD)
I N —-- »/\7 3= | [05-7] _| NPS/DN 0 o 93937 0344710393 04727 0.393" NOZZLE| NOZ. SIZE[ n
T \ M o , | AP 5o | 03%37| 08937| 0393 (10 (8741 0] | (121 | (o) NO. | NPS/DN
‘ Do (= ' [10] [16.6] | [10]
. o = | A Mo | 26" 1600]
\ - \ K VTS ! BV W 2 150] 0.472"| 0.653" | 0393" - - - - - - -
- o | | v | & A (21| liesl | o) RS PNy S e S o
‘ - = |- 5/64"-5/32" INSIDE Q|- A\ -
‘ o e = — AN e DETAIL "W4' - DETAIL "W5'
9 = |9 SOUND METAL N 3 — DETAIL "W5 DETAL Wo.
= e DETAIL'W2'  THEN REWELD DETAL'W3' = REF. FIG. UW-16.1(c) REF. FIG. UW-16.1(c) REF. FIG. UW-16.1(c)
| TYP. "C-SEAM WELD JOINT TYP. WELDING DETAIL OF NOZZLE TYP. NOZZLE / LWNRF TO SHELL & TYP. NOZZLE PIPE TO SHELL TYP. NOZZLE PIPE TO SHELL
! DISHED END WELD DETAIL WELDING DETAIL (WITH R.F. PAD A
' . ‘ FOR SHELL TO DISHED END NECK TO WNRF FLANGE WELDING DETAIL (WITH R.F. PAD) ( ai )
39" 36"
[10] THK {914 4] SHELL ID ‘ .
i | , 10" [254] g
" FROM VESSEL C.L. 3
| - orJ|OVE[§2[E1L e T , — érf E[Ségaglc - Ws' = 203 |WASHER L [EA 5206426 | WASHER-ASTM FA36-TYPE 1-ASME PCC-1-1+1/4 — s, 0501
\ T T T T v - | A= 202 |MSTUD NUT 2 [SET [5141141 | STUD-ZNW-SAT93BT4194-2H-1+1/4"UNEX200L 1]sTD. 0501/051
‘ M ! —|- T : L5 201 |MGASKET 2 [EA [ 5209808 | GSKT-RN-SPLW-SS316-GRPH-T45-NPS 24-#150 1]STD. 0603
. 2 [a'g
i | | s ‘ S g E ‘ =] = SPARE BILL OF MATERIAL
K . ! 0| — < <= — | _ x
) | k ‘ N~ == 1 /. \ v B s
] @ ™ \ % fgL wa' ‘ =15 ola w @ «Hiii 1L N we , = M |DRFPAD 1 |EA |5071388 |PLATE-SA 516GR70-T10-TDC 220 x 64 x 10 | 2.73|CUT TOSUIT | 0001
| ' i ‘_—' - —_— MmN ' ! S A S | B
W ‘ qm ‘ =z | & - ‘ i N - = 10 |DNOZZLE FLANGE 1 |EA |5217124 | FLG-WNRF-SA105-B16.5-600%-NPS2-SCH 160 42| ASMEB-165 | 0101
] _ : (@) N [ ! I
| 22 Ré: ‘ —|E T “lE W4 ‘ Wa — = % ‘_/ %j\ 8 109 | D NOZZLE PIPE 06 [M |5197603 |PIPE-SMLS-BE-SA106M-GRB-50DN-SCHI60-TDC 6.7|cUT TOSUIT [ 0301
m — ™~ N [
2.1 ELLIPSQOIDAL DISHED END / <= \ N /% @ "We' @ 21 9n W3 108 |ELBOW D 1 EA 5165322 |ELBOW-SML-BE-LR-90D-A234-WPB-NPS2-5160 1.6/ STD. 0401
0.393" [10] THK. (NOM.). & - ' (660.4] 107 | D NOZZLE PIPE 0150 M |5197603 | PIPE-SMLS-BE-SA106M-GRB-50DN-SCHI60-TDC 17|cuT TO SUT | 0301
0.334" [8.5] THK (MIN.) 106 [LWNRF FLANGEFORA &P 2 [EA |5217125 |FLG-LWNRF-SA105-NPS2-600%-T16.6-260LG 17|/ CQUT TOSUT [ 0101
AFTER FORMING 105 [LWNRF FLANGE NOZZLE V |1 EA |5217130 |FLG-LWNRF-SA105-NPS2-6004-T16.6-330 LG 10[ STB. 0101
DETAIL OF SHELL & DISHED END DETAIL OF NOZZLE'W' 4\ DETAIL OF NOZZLE 'B' DETAIL OF NOZZLE *V' DETAIL OF NOZZLE ‘A’ & 'P' DETAIL OF NOZZLE ‘D' 104 | LWNRF FLANGE B 1 |EA [5217129 |FLG-LWNRF-SA105-NPS2-6004-T16.6-285 LG 9.2|STD. 0101
103/1\| LWNRF FLANGE NOZZLEW |1 |EA 5217130 |FLG-LWNRF-SA105-NPS2-600%-T16.6-330 LG 10| STD. 0101
8" 102/9\| DELETED e |- _
- ‘ [200] ‘ e 101/0\| DELETED -l - - |- -
- i T A 311 2.
H 0.394"[10] 2 Nos. 1/4" NPT — | [25] SV pe S SHACKLES G-2160 19 [M MANHOLE 1 |EA [615201 | MANHOLE-CS-600DN-#150-DAVIT 1|REF.DRAWING| N/A
TELL TALE HOLES = ‘s D | STOCK NO. 1021256
N\ ‘ i — /@7/075// - WORKING LOAD ~ 7 (TONS) 18 |MRFPAD 1 |EA |5071388 |PLATE-SA 516GR70-T10-TDC /3\[o35x 61010 | LLBRING 0001
=
/ SHELL T0 DISH WELD SEAM | w | = 17 | ANGLE CLOSER PLATE L |EA |5071388 |PLATE-SA 516GR70-T10-TDC 170 x 100 x 10 | 53| CuT TO SUIT| 0001
‘ SHALL BE GROUND FLUSH AT | } = ‘ == \\ 16 |NAME PLATE - ASME 1 |EA |5020959 |NAME-PLATES-AISI304-ASME 1|-- N/A
| LEG SUPPORT RF PAD AREA ; | Sl ; TN 15 |NAME PLATE - MFG 1 |EA [5005393 |NAME-PLATE-AISI30L 1[-- N/A
| y J | { SE @/ 777777777 . . 1 |NAME PLATE BKT, 1 |EA |5159589 |PLATE-SA516GRT0-T6-TDC 400x270x6 |  51/CUT TO SUIT| 0001
Lol I LA an ! Ol o
o \Q ) \ S : [gé? S92 S 13 |NAME PLATE BKT. 1 |EA |5159589 |PLATE-SAS16GRT0-T6-TDC L00X 75 %6 14| CUT TO SUIT| 0001
: ——T o NE STOR 121\ | LUG SUPPORT PLATE 2 |EA |5071388 |PLATE-SA 516GR70-T10-TDC 220x35x10 | 12|CUT TO SUIT| 0001
| -~ f ; 5] 5 I il e - 1 /4\|LIFTING LUG PLATE 2 |EA |5007251 |PLATE-SA516GR70-T16 490x 220 x 16 |  27|CUT TO SUIT [N/A
0 —_— NE TYPp DELETED A 10 /4\| RF PAD LIFTING LUG 2 |EA |5071388 |PLATE-SA 516GR70-T10-TDC 320x 170 x 10 | 86| CUT TO SUIT| 0001
3 i x o ‘ 09 | LADBER RUNG 1 |EA 5071355 |PLATE-SASIEGRT0-T24-TDC_ /A\ 1000 x 26 x 24 | 34L)CUT TO SUIT | 0001
= | 0393101 S i 1 08 | GROUNDING LUG L |EA |5034291 |PLATE-AISI304-T6 150 x 65 x 6 2| cut 1o SuIT|N/A
~ ! .
§ 039310) I Tla \ 1-05/8" . 07 |BASE PLATE L |EA |5007251 |PLATE-SA516GR70-T16 175 % 115 x 16 | 15.2| CUT TO SUIT|N/A
= i = = [320] = m= 06 |FAB. LEGANGLEPLATE |4  |EA [5159592 |PLATE-SAS16GR70-T12-TDC 1150 x 80 x 12 | 34.8|CUT TO SUIT| 0001
3 S @ 0.630" 0.394" @ 2 Nos. 1/4"[6] NPT 05 |FAB.LEGANGLEPLATE |4  |EA [5159592 |PLATE-SAS16GR70-T12-TDC 1150 x 80 x 12 | 34.8|CUT TO SUIT| 0001
== | 6] THiK 10T THK VENT HOLE 04 |RFPADFORLEGSUPP. |4 |EA [5071388 |PLATE-SA 516GR70-T10-TDC 270x200x10 | 17| cuT T SUIT| 0001
£\ ! ELEVATION 03 |DISHEND BOTTOM 1 |EA |662218 |SAS16 GR70-DISHEND-2IELLIPTICAL-T10  |BLANK #1150 | 815|CONF. TO MFG. | 0001
S| !
A 7|2 | =n= LIFTING LUG DETAIL /4\  SIDEVIEW 02 |DISHEND TOP 1 |ea |674140 |DISH-21 ELLIPTICAL-SA 516 Gr.70-T12  |BLANK #1150 | 97.8|CONE. TO MFG. | 0001
alPN = :
= Zm ‘ 01 |MAIN SHELL 1 |EA |5071388 |PLATE-SA 516GR70-T10-TDC 2906 x 1129 %10 |394.2{CUT TO SUIT | 0001
\ SRNO DESCRIPTION QTY | UOM | MAT.CODE MATL. DESC SIZE(MM)  [WTIKG| REMARKS |TDC
+ i BILL GF MATERIAL
B i m GRAB RUNG [()6]23T6HK@ SALES ORDER Ne. ITEM No. MATERIAL No.
CROUNDING LUG 30002756 30 9006936
@ JH[ wlel /NP
e . !
VIEW 'B-B' |
A\ I - ! L
—® = | |
& A 3 |
- [ T — [ ] | "AS BU”_T"
] | !
A= ELEVATION (o7) VIEW “AA" |
DETAIL OF LEG SUPPORT AT & CORNERS
A | £ S T |- 5/64"(21 ]/ Tve
s 51/8" 7 ‘ | vz b %
2| [130] [178] | \ m|= 3 ISSUED FOR AS BUILT - GM SRM SMR 02-01-2023
o 12| ] A N A 2 REVISED AS MARKED -- GM SRM SMR 31-10-2022
i [38.1] T T e 1 REVISED AS MARKED -- GM SRM SMR 19-09-2022
- [ ] } 0 ISSUED FOR APPRGVAL -- GM SRM SMR 11-08-2022
=3 %; . 2 REV. NO, DESCRIPTION ZONE NO. DRAWN| CHKD. | APPD. DATE
: = - [457)= T L CORNERS REVISIONS
0.236" [6) THK| £\ 2 i 5/61*" TP MANUFACTURING ADDRESS :-
N5 SIDE VIEW ELEVATION wial PRAJ INDUSTRIES LTD. SEZ UNIT-I,
@ - - Is A PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE, AS M E
5/32"[4] . GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA =
TYP. GROUNDING LUG DETAIL /4\ TYP. MANHOLE GRAB RUNG DETAIL /¢, TYP. MANHOLE ELEVATION MANUFACTURER'S SERIAL NUMBER :-
(LUG SHALL NOT BE PAINTED) GRAB RUNG DETAIL NAME PLATE BRACKET DETAIL /3\ E-23020-19-D-782 (QTY -1 No.)
AIR _/.
PRODUCTS =
CLIENT . WORLD ENERGY PARAMOUNT P.O.NO.:
EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC SRIAh N
PROJECT . WORLD ENERGY RENEWABLES PROJECT EN20T 124 PRALG3.00056
PROJECTLOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV NO.
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND =
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM A(
PRAJ INDUSTRIES LTD. ra
“PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
‘ DRAWING SIZE :
TITLE : ‘
= a1
FABRICATION DETAIL DRAWING FOR
SCALE PIL JOB CODE
19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS
NTS E-23020
SHEET
DWG.NO. |  E-23020-ME-782-WFD-0003 Tor 1 | REV.|#2]1]2]3]
16 15 14 13 12 11 10 /N 9 | 8 7 6 4 | 3 | 1
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| 4

3

2

9/16"
[1L] THK

@ 93 15/16"
00
157 |

13/64"[5]

NOTES :-

1) ALL DIMENSIONS ARE IN INCHES (mm), UNLESS OTHERWISE SPECIFIED. ALL METRIC UNITS ARE FOR
REFERENCE ONLY AND SHALL NOT BE INTERPRETED AS A PRECISE CONVERSIGN.
2) THIS DRAWING IS TO BE READ IN CONJUNCTION WITH
a) GENERAL ASSEMBLY OF DWG. NO. E-23020-ME-782-GAD-0002
b) FABRICATION DETAIL OF DWG. NG. E-23020-ME-782-WFD-0002

|
5/32" 1411/ —-p \ FN 3) FOR DAVIT ORIENTATION REFER RESPECTIVE G.A. DRAWING.
N . L) TOTAL QTY :- 1 Nos.
/%‘777 . . .|| 5) GIVEN BILL OF MATERIAL FOR ONE EQUIPMENT ONLY, AND BILL OF MATERIALS
=+ MEREIE I = |  AREINMMDUE TO PRAJ PROGRAM.
o —p 1/4"(6] . 6) THE GASKET SEATING SURFACES OF NOZZLE FLANGES SHALL HAVE A FINISH OF
e L AN 1/4"16] % 3 L N P | A | I | RA 125-250 MICRO-INCHE FOR SPWD GASKET.
_ s|= ] 6] THK T
= e W|E gy @
= -2 GeT), | | . T IS
B t S L ; ? i =5 - 20/} | WASHER 4 |EA  |5206426 | WASHER-ASTMFA36-TYPE 1-ASME PCC-1-1+1/k —~  |sm. 0501
= + : / i ! i 20;/]\ M STUB NUT 2 SET | 5141141 | STUB-2NW-SA193B78194-2H-1+1/4"UNBX200L 1 STD. 050170511
: g | pmzepe=—]
-— [ 77~ § § HOLE®U7N/DA[\§\2T] T ‘ @ - 12" 1121 \ ] 20@;4 GASKET 2 EA 5209808 | GSKT-RN-SPLW-55316-GRPH-T4.5-NPS 243150 1 STD. 0603
nE 5| ‘ LE T DRAIN HOLE 2= SPARE BILL OF MATERIAL
1 13/64"[5] ‘ Sz & 11 13/64"[5]
VIEW FROM - Y. /65l | = 18 [SUPPORTPLATE |1 |EA |S5071387 | PLATE-SA S16GR70-T8-TDC 5x75x8 | 16 |UTTOSUT 0001
o e e|F 18 |COLLERPLATE |1 |EA |5185328 | PLATE-SAS16GR70-T14-TDC 100x62x1| 05 |RNG 0001
STANDARD ‘ NE 17 |SLEEEVEENDPLATE |1 |EA 5159589 | PLATE-SAS16GRT0-To-TDC 62x12x6 | 01 |RNG 0001
F WASHER 0 | : ! 16 |BRASSWASHER |1 |EA |5209810 | WASHER-BRASS-0D100-ID70-T 0.2 |Sm N/A
| — /.- | = ¥ 15 |GREASENIPPLE |2 [EA |503510| GREASE NIPPLE-NPT-AISI30-1/4" 1[50 N/A
05 i ‘ - 1 |DAVITARMSUPPORT |1 |EA |5185328 | PLATE-SAS16GR70-T14-TDC 100x62x1| 05 |RNG N/A
‘ 13/64"[5) [7 13 |END PLATE 1 |EA |5159589 | PLATE-SAS16GRT0-T6-TDC L3x6 01 |CRE N/A
ELEVATION SIDE VIEW e | @mos. /4" MNPT HOLE 12 | SLEEVE PIPE 03 M [5005618 | PPE-SMLS-BE-SAIGH-GRB-65DN-SCHk0 26 |QTTOSUT | N/A
21 ROLE FOR GREASE NIPPLE, GREASE FITTING SHALL 14y | Sieve supp.PLATE (1 [EA (5071399 [PLATE-SASIBGR0-T24-TOC /5. |20hxSox 24 2. [(WTTosuT |00t
@ er e DETAIL OF DAVIT ARM orPRTALLED TR PR 10 [DAVITARMPPE |13 |M |5147028 PIPE-SMLS-PE-SA106-GRB-NPS2-SCHISD W4 |crtosur o301
(451 THK. FOR RF. PAD & WELDING DETAIL SECTION ‘P-P' DETAIL OF DAVIT ARM SUPPORT PIPE - PSRRI ARB-TSE -
REF. BRAWING NO. - 09 | SPLIT PIN 1 |EA [5012771 | SPLIT-PIN-AISI304-D6X50 1|STD N/A
| E-23020-ME-782-WFD-0003
| 08 |EYEBOLT 1 | SET | 5209809 | EYEBOLT-NN-IS2062E508R-EYEDIAGD-3/6X245 ERN N/A
P315/16" 92 1/16" 9315/ o~ I—
. il 00l P315/16" B 00l 07 |EYEBOLTSUPPORT |1 |EA (5071399 | PLATE-SASIGGRTO-T24-TDC /2. [350x 26 x 24f 1.2 }{UrTOSUT 000t
5= -+ M = 02 1/" 100l e - ©|E | e 06 [BARFORHANDLE |2 |EA 5071399 | PLATE-SAS16GRT0-T24-TDC /2\ |300x 24 x 24| 2.2 plcurTosur | o001
A =N : - % " Q} E ) ) ; : EAAAANANANANAANAAAA NN NN N SN
@ H(T'i[;)L)E T = [6ZIHOLE Z|= % == ‘ ‘ (2] HOLE = [63]HOLE 05A| WASHER 40 [EA |5206426| WASHER-AST F436-TYPE 1-ASHE PLC-1-1+1/4 - |sm 0501
o J{ - |‘ ] N :::‘:: . — 05 |STUDNUT WASHER |20  [EA | 5141141 | STUD-2NW-SMS3BTR194-2H-1+1/4"UNEX20D 10 [STD B0
| | f | 04 [BLNDFLANGE |1 [EA |5195876 | FLG-BLRF-SA105-Bl6 S#150-NPS24-TOC 196 |ASMEB-165 | 0101
! =|x DETAIL OF SR. NO. 14 DETAIL OF SR. NO. 16 DETAIL OF SR. NO. 17 DETAIL OF SR. NO. 18 |93 [M GASKET 1 EA 5209808 GSKT-RN-SPLW-SS316-GRPH-T4.5-NPS 24-#150 1| STD 0603
‘ f = DAVIT ARM SUPPORT BRASS WEAR RING SLEEVE END PLATE COLLER PLATE 02 [MFLANGE 1 EA | 5217132 | FLG-WNRF-SA105-B16.5-1504-NPS24-10THK 118 [ASMEB-165 | 0101
S| & 01 [MNECK 1 |EA |5071388 | PLATE-SASI6GRT0-T10-TDC 1885x300x 10| 445 |CUTTOSUT | 0001
- SRNO|  DESCRIPTION | QTY | UOM | MAT.CODE MATL. DESC SIZE (MM) |WT (KG)| REMARKS | TDC
] BILL OF MATERIAL
Sl SALES ORDER No. ITEM No. MATERIAL No.
2= 65\57 e : 30002756 30 9006936
MANHOLE DETAIL - M ; 0/ — |
FOR DAVIT ORIENTATION & PROJECTION REFER = | >
RESPECTIVE G.A. DRAWING BACK CHIP & G — " "
REWELD 5/64" 105/32" 7 J "AS BUILT"
o 33 ({e|P 2704 4
7 T 80] S 21/64"
- R 51 |
- DETAIL OF 'W2'
6 LONG SEAM WELD JOINT ] r=
| Ri N‘gégo FOR NOZZLE NECK DETAIL OF 'W1' 2| ISSUDE FOR AS BUILT - aM SRM | SMR | 02-01-2023
. i | . L n 1 ISSUED FOR APPROVAL — GM SRM [ SMR | 19-09-2022
;/olﬁ[sﬁpsL]|?%|5 e 2z — =5 0 | ISSUED FOR APPROVAL - M SRM_ | SMR | 11-08-202
@ 96,50 | | S ] REV. NO. DESCRIPTION ZONE NO. DRAWN | CHKD. | APPD. | DATE
i REVISIONS
‘ MANUFACTURING ADDRESS :-
‘ PRAJ INDUSTRIES LTD. SEZ UNIT-],
e | N - - PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE,
A= =5 1172 \ GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA ASME
1 E|Z gy TYP 138] MANUFACTURER'S SERIAL NUMBER : —
oEls Lz 25764110 -23020-19-D- -1 No.
|2k ol DETAIL OF SR. NO. 11 ( 7 )
i =27 DETAIL OF HANDLE SLEEVE SUPP. PLATE PRE Duég ’ A
& CLIENT . WORLD ENERGY PARAMOUNT PO.NO.
= EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC SROJECT DOC NG
PROJECT - WORLD ENERGY RENEWABLES PROJECT EN207124-PRAJ-9V3-00051
/2\ PROJECT LOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV. NO. :
ol THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND ~—
1 < |2 SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM
~ PRAJ INDUSTRIES LTD. P ra
“PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
K TITLE : DRAWING SIZE :
(O iy
5 gé MANHOLE DETAILS DRAWING FOR
VEW'R-R /2 240 s 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS Sﬁfr\sLE Sk JSZE;DE
DETAIL OF EYE BOLT -
DETAIL OF EYE BOLT SUPPORT SHEET
DWG. NO. E-23020-ME-782-WFD-0005 REV. [g]r]2] |
1 OF 1
10 | 9 8 | 7 6 | 5 4 | 3 | 2 1
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RUBBER PAD LIFTING POINT() NOTES :-
/A\ LIFTING POINT @ﬁ BELOW LASHING HFTNG PONTE /4 A USE RUBBER PAD PAD BELOW THE BELT AT THE TIME OF LIFTING OF RECEIVER 1 "7\ 1yNENGIONS ARE ININCH / [m], UNLESS OTHERWISE SPECIFIED.
- b jﬁﬂl 77777777777 > STATIC LIFTING LOAD 12) SIZE/MOC & QTY. ELEVATION OF WIRE ROPE, TURN BUCKLE & CLAMPS TO BE DECIDED BY MFG. IN
STATIC LIFTING LOAD Ui a1 @;; ] N 1250 Ib D CONSULTATION WITH TRANSPORTATION CONTRACTOR.
501 4\ N RUBBER PAD R I e 5 s i i/ A I 13) ALL TELLTALE HOLES SHALL BE PLUGGED WITH SILICONE SUITABLE WATER-TIGHT SILICATE MATERIAL.
AN\ SCBBERFAU. e L0 o 14) ALL SHARP CORNERS TO BE ROUNDED OFF.
v):  BELOW LASHING ! T D e on 15) FILLET WELD SHALL BE 6mm (MINIMUM) UNLESS OTHERWISE SPECIFIED.
. / _ T 16) TOTAL EQUIPMENT QTY = 01No
A —> i \;a/ SR 17) EQUIPMENT SHALL BE SUITABLY TIED TO TRAILER DURING TRANSPORT.
= \ frieffmssomsmmssmmsramed e 18) EACH SHIPPING PACKAGE SHALL CONTAIN 2 LISTS OF CONTENTS, ONE INSIDE AND ONE OUTSIDE THE PACKAGE. ITEM NO
P - ) AND PURCHASE ORDER NO SHALL BE MENTIONED ON PACKAGE.
7 W I H 19) ERECTION & COMMISSIONING SPARES SHALL BE PACKED SEPARATELY AND LABELED RESPECTIVELY. LIST SHALL BE
| | il i PROVIDED ON THE OUTSIDE OF PACKAGE.
| } ‘ } 110) OTHER NOTES REFER GA DRAWING NO: E-23020-ME-782-GAD-0003
; \ I 111) THE LASHING BELTS SHALL BE PROVIDE WITH RUBBER PADS TO AVOID ANY DAMAGE TO PAINT DURING TRANSPORTATION.
A\ @ ! ‘ i 2. SHIPPING ;
1 ‘ i 21) DELETED./1\ A
: Ll 2.2) PREPARATION FOR SHIPPING SHALL BE IN ACCORDANCE WITH AP SPECIFICATIONS 4WGN - 10001,
! ‘ I 2.3) DELETED.
7777777 g | 2.4) DELETED.
! ) 255) 2.5) PRESSURIZED SHIPPING: VESSELS SHALL BE PRESSURIZED WITH 0.34 bar g (5 psig) OF DRY, OIL-FREE AIR OR NITROGEN .
%% OPENINGS SHALL BE SUITABLY COVERED AND SEALED TO HOLD THE SHIPPING PRESSURE AND TO PREVENT THE ENTRANCE OF DIRT OR
g OTHER FOREIGN MATERIAL DURING SHIPMENT BY THE FOLLOWING METHODS: FLANGED OPENINGS SHALL BE SEALED USING A TEMPORARY
S S ! METAL PLATE SHIPPING BLIND THAT SHALL BE FULLY BOLTED IN CONJUNCTION WITH SERVICE GASKETS.
| 260 EQUIPMENT THAT HAS BEEN PRESSURIZED FOR SHIPPING SHALL CARRY A WARNING NOTICE AT EACH BLINDED CONNECTION CLEARLY
! INDICATING THAT THE UNIT IS PRESSURIZED WITH EITHER AIR OR NITROGEN.
. 2.7) DRY, OIL FREE AIR OR NITROGEN MEANS; IT HAS A DEW POINT OF -40 DEG C (-40 DEG F) OR LOWER (WHICH IS CLASS 2 HUMIDITY AND
—f(f ‘ WATER LEVEL TO ISO 8573-1) AND A TOTAL OIL CONTENT {AEROSOL, LIQUID,VAPOUR) <5mg/m3, WHICH IS CLASS & TOTAL OIL CONTENT TO
| LEG SUPPORT IS0 8573-1.
‘ i 28) A DIAPHRAGM-TYPE PRESSURE GAUGE WITH FULL SCALE READING OF 1bar g (15 psig) SHALL BE PROVIDED TO MONITOR THE PURGE
/ X T PRESSURE. A PRESSURIZATION CONNECTION (WITH SELF-SEALING OR MANUAL VALVE) SHALL BE PROVIDED.
HOSE PIPE N Wi = 2.9) ALL TEMPORARY SHIPPING PLUGS, METAL OR PLYWO0OD COVER PLATES AND BOLTING SHALL BE PAINTED
NIPPLE S - +L HL S = — - LUMINOUS YELL RAL 1026 OR SIMILAR.
/E,f T\ PRESSURE GAUGE| SR . S I 5 N N L 210} FOR NITROGEN PURGING REFER SOP NO. PIL-KSEZ-MD-NF-01 /1\
] = = L T 3) ACCELERATION FACTORS CONSIDERED FOR TRANSPORTATION - LONGITUDINAL ACCELERATION 15 g; TRANSVERSE
, & 2 R 1 ACCELERATION + 15 g ; VERTICAL ACCELERATION + 2 .
‘ S i 5 - 4)  ALL EQUIPMENT WEIGHING OVER 16,000 kg (17.5 SHORT TONS) SHALL BE WEIGHED PRIOR TO SHIPMENT.
LASHING BELT \ SADDLE ME'= £ SADDLE 4 5)  EQUIPMENT WEIGHT SHALL BE VERIFIED BEFORE TRANSPORT THE WEIGHT OF EQUIPMENT SHALL BE DETERMINED TO WITHIN £2% OR BETTER
TIE TO EQUIPMENT <UPPORT 2 218 SupPORT | SIE 70 FQUIPMENT ACCURACY. THIS SHALL BE CALCULATION (USING ACTUAL THICKNESS ) OR BY THE USE CALIBRATED LOAD CELL ON THE CORNERS OF THE
TO TRAILER (TYP) NE D= EQUIPMENT. OTHER METHOD THAT RESULT IN THE SAME ACCURACY ARE ACCEPTABLE. WHEN PROVIDING VERIFIED WEIGHTS THE VENDORS
SE SEQ TO TRAILER {TYP) WILL PROVIDE EQUIPMENT CALIBRATION VERIFICATION AND OR SCALE ACCURACY INFORMATION. A
A s o= 6) AL VESSEL OPENINGS SHALL BE CLOSED AND SEALED IMVEDIATELY AFTER COMPLETION OF CLEANING AND DRYING.
—> ) , VAN , . 7) AL VESSELS USING A POSITIVE PRESSURE INERT INTERNAL ATMOSPHERE SHALL HAVE THE FOLLOWING NOTICE PAINTED ON TWO SIDES
855/64 4'-03/16 1-261/64 OF THE SHELL AND INSULATION COVERING, IF PRESENT, IN THREE-INCH (75MM) HIGH LETTERS VISIBLE IN THE SHIPPING POSITION FROM
[225] [1224] 380 GRADE “CAUTION -UNDER INERT ATMOSPHERE - DO NOT OPEN WITHOUT PROPER PRECAUTIONS” A
, . 8) (DELETED)
I 'é Z’;é]“ )3, TOTALWT kg ~B1)/2\
317 |GUSSET PLATE-IIA| 4 | EA |5007417 | PLATE-IS2062-E250-BR-T10 110 x 100 x 10 4 CUT TOSUIT| NA.
ELEVATION 2
—_— 36 [JONTPLATE /Q\ | & [EA [S007417 |PLATE-IS2062-E250-BR-T10 170x 160 x 10 L4|CUT TO SUIT|NA.
315 | GUSSET PLATE-Q) & | EA |5007417 | PLATE-IS2062-E250-BR-T10 150 x 150 x 10 | 48| CUT TO SUIT| NA.
o BASE PLATE JOINT PLATE 12} X
59 27/37" 60°+5 314 | GUSSET PLATE 4 [EA |5007417 | PLATE-IS2062-E250-BR-T10 161x 120 x 10 6| CUT TO SUIT| NA.
(1596] WIDTH | h | |38 |BASEPLATE 2 |EA [5007417 |PLATE-IS2062-E250-BR-T10 855x 170 x 10 | 316]CUT TO SUIT|N.A.
6[11/ 1]6” [ K\ j% 312 | WEB PLATE 2 |EA 5007417 |PLATE-IS2062-E250-BR-T10 835x329x 10| 432[CUT TO SUIT|NA.
170 0 jt
45 W <\ \ | [31 |WEARPLATE 2 |EA 5007417 |PLATE-IS2062-E250-BR-T10 M00x170x 10|  29.4| CUT TO SUIT| NA.
Vi, o \ ELEVATION /2\
Rogy \ ‘ = 310 |RESTINGRUBBER | 2 [EA |5023756 |NATURAL RUBBER SHEET THK-SMM 1090 x 170 x5 | 14.6| CUT TO SUIT| N.A.
1 0.39"(10) THK ‘ N TYP. DETAIL OF "X2
HOSE PIPE A ‘ ’ Q- 309 | BARREL NIPPLE 1 |EA |CODE | BARREL-NIPPLE-NPT-AISI304-1/4IN-S40-100L —|s. NA.
NIPPLE ' ‘ == ! 308 | NEEDLE VALVE 1 [EA |CODE  |NEEDLE-VALVE-SS304-1/L"-NPT (F —|s. NA.
Y1 & = ]
PRESSURE GAUGE ! TYP 8%32(2» g I 307 [LASHING LUG & |EA [5007417 |PLATE-IS2062-E250-BR-T10 150x100x10 | 48[ CUT TOSUT|NA
- = %: ﬁ =="== —@ 306 |HALF COUPLING 1 |EA [CODE  |H-CPLNG-BSP-AISI304-1/4IN —|sm. NA.
N , , L \o.196"(5 B 305 |PRESSURE GAUGE | 1 |EA |CODE  |PRESSURE-GAUGE —|sm. NA.
o | T R =
<z - 921/32" | 921/32" X' 0.196"(5) N Pgy = 304 |COVERABDPV | 5 [EA |50074%8 |PLATE-IS2062-E250-BR-T12 165 x 12 10.05| CIRCLE NA.
@ w A (P :®\T§ 2 R T 303 |COVER W 1 [EA |5007418 | PLATE-IS2062-E250-BR-T12 1| 165 x 12 2| cReLE NA
— - ~™ - - -DR- X AL
ELEVATION - = 5 33/64" = 2'-8 /8" [835] = 5 33/4
[140] 29 2132 (659 [140] T 302 |GASKET ABDPV | 5 [EA |5217589 | GSK-SPLW-SS316-IR+0R-GRPH-T4.5-NPS2-6004 —-| ASME B-16.20{ 0603
Y 313 /\ - : /o 3= i 301 | GASKET W 1| EA |5217589 | GSK-SPLW-SS316-IR+OR-GRPH-T4.5-NPS2-6004 /1 1| ASME B-16.20] 0603
g5 @ 3-8 1” [135) 22\ A i SRNO|  DESCRIPTION | QTY | UOM| MAT.CODE MATL. DESC SIZE (MM} [WT (KGI| REMARKS | TDC
/ = 2 o160 : BILL OF MATERIAL
s . VIEW FROM - "Y1 MBI o | 3= SALES ORDER No. ITEM No. MATERIAL No.
- A @ [150] N
312 039" S — 30002756 30 9006936
. [135] = [75] (TYP) = [75] 3 ISSUED FOR AS BUILT -- GM SRM SMR 02-01-2023
A= ” vaniy 0.1.96"(5) 2 REVISED AS MARKED - GM SRM SMR 17-11-2022
R = | | ‘ Iz 1 ISSUED FOR APPROVAL - GM SRM SMR 19-09-2022
VIEW FROM "A-'A ‘ | | | . op 0 ISSUED FOR APPROVAL - GM SRM SMR 11-08-2022
A ! A\ - | REV. NO. DESCRIPTION ZONE NO. DRAWN | CHKD. | APPD. DATE
50 Sl T REVISIONS
AN 00 _| q© 2= N MANUFACTURING ADDRESS :-
-/ 6V / T \ PRAJ INDUSTRIES LTD. SEZ UNIT-,
/ Iy VIEW FROM T-T J PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE,
N | = /A s GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA ASME
| ‘ = DETAIL FOR SADDLE SUPPORT %§ MANUFACTURER'S SERIAL NUMBER :- —
ol T e T3 DETAIL OF /2\ E-23020-19-D-782 (QTY -1 No.)
5 i) Tig 5 GUSSET PLATE-I AIR 7.
N A 7
19731 | | - o115 $29/31" " " PRODUC’S
T , 0 } - -
o 1] 929/31 10 THK DETAL OF "AS BUILT" CLIENT . WORLD ENERGY PARAMOUNT PONO.
? (23] LEIAL UF EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC SROJECT DOC NGO
DETAIL OF HOSE PIPENIPPLE | LASHING LUG DETAIL PRESSURE GAUGE PROJECT . WORLD ENERGY RENEWABLES PROJECT ENDOT124-PRALOV3-00067
RUBBER PAD PROJECT LOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV. NO. :
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND =
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM
PRAJ INDUSTRIES LTD. pra
WEAR PLATE EQPT. FABRICATED WT. =~ 2166 [983] Ib [kg] OVERALL SIZE OF EQUIPMENT- “PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
TOTAL WT. FOR SUPPORT = ~ 330 [150] Ib [kg] WITHOUT INSULATION: TITLE : DRAWING SIZE :
e pLATE GROSS WT = ~ 2166 [983] + 330 [150] LENGTH ~11-261/64" [3428] TRANSPORTATION DETAIL DRAWING FOR O = A2
= ~ 2496 [1133] b [kg] A\ | | WIDTH_~5-2 27/32" [1596] 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | SCALE | PIL JOB CODE
ELEVATION HEIGHT ~4'99/32" [1455] NTS £.23020
‘w1 SHEET
TYP. DETAIL OF 'X1 DWG. NO. E-23020-ME-782-TSD-0003 1 oF 1| REV. [e]r]2]3]
10 | 9 8 7 6 | 5 4 | 3 | 2 1
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NOTES :-
1) ALL DIMENSIONS ARE IN INCH/(MM) UNLESS OTHERWISE SPECIFIED.
2) TEXT ON THE NAME PLATE SHALL BE INDENTED BY ETCHING. AND LETTER SHALL BE BLACK COLOUR
e MIN. CHARACTER SIZE SHALL BE 0.1575"[4 mm] & DEPTH OF INDENTATION SHALL BE
200] MIN. 0.01"[0.25mm]. (e.g.- Pressure | —=g
“ " 3) MATERIAL OF CONSTRUCTION OF NAME PLATE - AISI304
o e b 2337 L) REFER G.A. DRAWING NUMBER : E-23020-ME-782-GAD-0003
e a0l 373 B 5) NAME PLATE THICKNESS 0.0788" [2mm].
3|8 1] (2] 2N 6) TOTAL QTY.- 01 No.
I A : 7)%%YEAR OF BUILT SHALL CORRESPOND TO THE DATE OF APPLYING “CODE STAMP"
&23 é \@ S AND SHALL BE HARD PUNCHED PHYSICALLY.
e / = elm 8) LETTERS SHALL BE AS FOLLOWS -
&= 2w PRAJ INDUSTRIES LTD. : TREBUCHET MS.
pra PRAJ INDUSTRIES LIMITED’ INDIA N OTHERS : ARIAL NARROW (EXCEPT “LOGO", WHICH WILL BE AS PER PRAJ NORMS)
ACERE = 9) NAME PLATE SHALL BE RIVETED TO BRACKET.
DESIGNED BY PRAJINDUSTRIES LIMITED, INDIA_| = B 10) ACTUAL DATE SHALL BE PUNCHED (ENGRAVING OR HARD STAMPING)
MANUFACTURED FOR | AR PRODUCTS MANUFACTURINGLLC | = N[z AFTER HYDRO TESTING IN DD-MM-YYYY FORMAT & MUST BE CLEARLY LEGIBLE.
~ PROJECT NAME [ WORLD ENERGY RENEWABLES PROJECT) RS =" 11) INSPECTION STAMP SHALL BE HARD PUNCH AFTER OBTAINING APPROVAL FROM Al.
g = EQUIPMENT NAME | PLANT AIR RECEIVER FOR SELF CLEANING FILTERS) =y s
EQUIPMENT TAG NO. [19-D-782 | = T .1
MANUFACTURER SERIAL NO. E-23020-19-D-782 | S S
_ YEAR BUILT EX | S e =
5= | [CODES|” [[2F o, &
<= DESIGN PRESSURE (INT./EXT.) psi(g) | 150 / NONE | ASME = 2
DESIGN TEMPERATURE('NT/EXT) °F ’ 500 / NONE ‘ SEC. VII| D|V1, l3 §§ "AS BU”_T" ASME
e TEST PRESSURE (SHOP) psi(g) ;{370_5 . } EDITION 2021 “I® ———— s
(231{TYP) DATE OF TEST 28-12-20223 2\ _
CORROSION ALLOWANCE in [1/8" | INPECTONSTAWP_[[ =2 ]
RADIOGRAPHY |RT4 | N BE i
HEAT TREATMENT NO | g~
; CAPACITY ft* | 49.48 | RGP
_Ro/3z L LS/ LS : Mo | P -
R TYP. FLUID | PLANT AR A\ | / = A= 2 |ISSUED FOR AS BUILT GM  |SRM SMR  |02-01-2023
TOTAL WEIGHT EMPTY Ibs 2166 A\ /S\:ﬁ N 1 ISSUED FOR APPROVAL GM  |SRM SMR  |19-09-2022
i 3= 0 ISSUED FOR APPORVAL GM  [SRM SMR | 11-08-2022
< N M . REV. NO. DESCRIPTION DRAWN | CHKD. | APPD. DATE
< N3\ 213/32" 13/16" 9/32"
fe1 [30] 7 DUAIR I; .
CLIENT : WORLD ENERGY PARAMOUNT PONO.
EQUIPMENT OWNER: AR PRODUCTS MANUFACTURING LLC |00
PROJECT : WORLD ENERGY RENEWABLES PROJECT | EN207124-PRAJ-9V3-00054
PROJECT LOCATION: WORLD ENERGY, PARAMOUNT , CA, USA [CLIENT REV. NO.
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND ?
MFG NAME PLATE DETAI LS SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM A
PRAJ INDUSTRIES LTD. p ra l
“PRAJ TOWER", Bhumkar Chowk, Hinjewadi, Pune-411 057. (INDIA)
TITLE: NAME PLATE DETAIL DRAWING FOR @G DRG. PAPER SIZE.
19.0-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS AS
SCALE PIL JOB CODE
NTS E-23020
DWG.NO. |E-23020-ME-782-NPD-0003 | ST 1 REV.
8 7 6 5 | 4 | 3 | 2 1
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8 7 6 5 4 3 | 2 1
NOTES -
1) ALL DIMENSIONS ARE IN INCH/(MM) UNLESS OTHERWISE SPECIFIED.
2) TEXT ON THE NAME PLATE SHALL BE INDENTED BY ETCHING. AND LETTER SHALL BE BLACK COLOUR
3) MIN. CHARACTER SIZE SHALL BE 0.1575"[4 mm] & DEPTH OF INDENTATION SHALL BE
MIN. 0.01"[0.25mm]. (e.q.- Pressured=is
c L) MATERIAL OF CONSTRUCTION OF NAME PLATE - AISI304
5) ASME CERTIFICATION SYMBOL STAMP TO BE PUNCHED AFTER OBTAINING
SPACE FOR AUTHORIZATION FROM Al AND IN HIS PRESENCE.
NATIONAL BOARD NUMBER 8 11/16" 6) REFER G.A. DRAWING NUMBER : E-23020-ME-782-GAD-0003
G501 7) NAME PLATE THICKNESS 0.0788" [2mm].
e 39/16" 8) TOTAL QTY.- 01NO.
\B STAMP BRE [90] _ 9)%*YEAR OF BUILT SHALL CORRESPOND TO THE DATE OF APPLYING “CODE STAMP”
| “ssreuncED ' 55/16" iz AND SHALL BE HARD PUNCHED PHYSICALLY.
1135] e 10) NATIONAL BOARD SYMBOL SHALL BE HARD PUNCH AFTER OBTAINING APPROVAL FROM Al
=1 11) NATIONAL BOARD SR. NO. TO BE ALLOCATED BY MANAGER QAC. AND SHALL BE
N N HARD PUNCHED USING LETTERS OF AT LEAST 0.236" [6MM] HEIGHT.
\ ] Ll 12) LETTERS SHALL BE AS FOLLOWS :-
- N 1/16" sl RlE e PRAJINDUSTRIES LTD. : TREBUCHET MS.
5 é ) [18] A € %E OTHERS : ARIAL NARROW
AOSEEPST?MFE) e ) s Certifiedby ___
TO BE PUNCHE ™~ M
I . .+ PRAJ Industries Limited, SEZ Unit - | 2 4
& = 13/16" e | N §§ z_
- (20] (20] 1 70 : t 5000F ************* s S
psi(g) o
iy S U Maximum allowable working pressure (internal) -
r?\ c:::\o § (o] H ey N “.J:-\‘ " "
3= o . oy — ; —
e Minimum design metal temperature Y
[ 1200 N I
C E-23020-19-D-782 SN
Manufacturer's serial number—y S
Year built < kE L1 [I¥] [ [
gE 2 ISSUED FOR AS BUILT GM SRM SMR 02-01-2023
; 1 ISSUED FOR APPROVAL GM SRM SMR 19-09-2022
0 ISSUED FOR APPORVAL GM SRM SMR 11-08-2022
REV. NO. DESCRIPTION DRAWN | CHKD. | APPD. DATE
B
AR /.
%
PRODUCTS L
CLIENT : WORLD ENERGY PARAMOUNT AL
EQUIPMENT OWNER: AIR PRODUCTS MANUFACTURING LLC :
ASME NAME PLATE DETAIL PROJECT . WORLD ENERGY RENEWABLES PROJECT | Choor stoe R 6V3-00054
] PROJECT LOCATION: WORLD ENERGY, PARAMOUNT , CA, USA [GLIENT REV. NO.
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND <=
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM A
PRAJ INDUSTRIES LTD. p ra "
“PRAJ TOWER", Bhumkar Chowk, Hinjewadi, Pune-411 057. (INDIA)
TITLE : NAME PLATE DETAIL DRAWING FOR @G PRO. PATER SIZE:
A 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS
SCALE PIL JOB CODE
NTS E-23020
SHEET
DWG. NO. |E-23020-ME-782-NPD-0003 | ,°oF' | REV.
8 7 6 5 | 4 3 | 2 1
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16 | 15 14 13 12 11 10 /N 9 8 7 6 5 4 3 | 1
o 1. GENERAL NOTES : DES'GN DATA
" A 0 11 ALL DIMENSIONS ARE IN INCHES /(MM), UNLESS GTHERWISE SPECIFIED. . _ _
* ! 1.2 THE BOLT HOLES OF THE NOZZLE AND GIRTH FLANGES SHALL ALWAYS STRADDLE THE PRINCIPAL CENTER LINE OF THE VESSEL OR THEIR PARALLEL LINES. DESIGN CODE : ASME Section VIII, Div. 1, Edition 2021 + NB REGISTRATION + U STAMP
_*_ v 13 FOR NOZZLES LOCATED ON THE SHELL, PROJECTIONS ARE GIVEN FROM THE EQUIPMENT CENTER LINE TO FLANGE FACE AND FOR NOZZLES DESCRIPTION UNITS
B e T raD T TOFLANGE FACE, UNLESS QTFERMISE SHOWN OPERATING PRESSURE psi (g) 100 PSlig) @ 100 DegF
J /\ ORIENTATION| 15 GASKET SEATING SURFACE OF BADY FLANGE/NOZZLE FLANGE SHALL HAVE FINISH OF RA 125- 250 MCRO-INCH FOR SPWD GASKETS ( REFER BI6S PARA. 6.4.53) OPERATING TEMPERATURE °F 100 J
RERTATRN 16 NOZZLE NECKS UP TG NPS 12 SHOULD BE FROM SEAMLESS PIPE. NOZZLE GRATER THAN NPS 12 SHOULD BE FABRICATED FROM PLATE. DESIGN PRESSURE (INT/EXT) psi (q) 150 / NONE
17 INGIDE CORNERS OF NOZZLE NECKS SHALL BE ROUNDED GFF TO A RADIUS OF 1/8" (3MM] UNLESS OTHERWISE SHOWN. ALL OTHER SHARP CORNERS SHALL BE ROUNDED OFF T A SUITABLE RADIUS DESIGN TEMPERATURE (INT/EXT) oF 500/ NONE
@ @ /A 1.8 UNLESS OTHERWISE SPECIFIED ALL NOZZLES SHALL BE FLUSH WITH THE INSIDE SURFACE. MDMT AT MAWP o 32 AT 170 pei (q]
19 STUDS BOLTS ANDNUTS UP T0.1” DIAMETER SHALL BE THREADED AS PER UNC 2A/2B. ABOVE 1" FASTENERS SHALL BE 8 UN 2A/2B. psiig
| ) | ) | 110 STUDS SHALL BE THREADED TG FULL LENGTH. HYDROTEST PRESSURE (SHOP) UG-99(c)| psi (g) [kg/cm2(g)l| 370.5 [26.04] REF. NGTE NG. 7
| 10 10 | 111 STUBS SHALL EXTEND A MINIMUM GF 8 MM BEYOND EACH NUT. ,
| [254] [25L] | 112 STUD BOLTS SHALL BE PROVIDED WITH TWG HEAVY SERIES HEXAGONAL NUTS., HYDROTEST PRESSURE (SITE) UG-99(b) | psi(g) 221
21 ELLIPSOIDAL DISHED END | | 113 UNCGATED BOLTS AND NUTS SHALL BE COATED WITH A SUTABLE THREAD LUBRICANT TO PREVENT CORROSION DURING TRANSPORTATION AND STORAGE. THE LUBRICANT SHALL | MAWP (INT.) psi(g) 170
] " i M O i BE EASILY REMOVABLE WITHPMINERAL SPIRITS OR A SOLVENT, MAWP (EXT.) silg) N/A B
0.472" [12] THK. (NOM.), & : : 11 NECESSARY CARE O BE TAKEN DURNG HANDLING, WELDING AND FABRICATION OF VESSEL TG AVOID SCRATCHES,PIN HOLES, BLOW HOLES, BENT MARK FROM INSIDE/QUTSIDE OF VESSEL. : pstig
0.394" [10] THK (MIN.) \ \ 115 PADS OF INTERNAL & EXTERNAL ATTACHMENT SHALL HAVE ROUNDED CORNERS OF M. RADIUS 125] MM MAPnC psi (g) 285
AFTER FORMING ‘ ‘ 116 PRESSURE RELIEF DEVICES ARE NOT IN PRAJ SCOPE OF SUPPLY. DESIGN FOR GVER PRESSURE PROTECTION AS PER UG-125 1S IN CLIENT SCOPE CORROSION ALLOWANCE (INT) inch/ (mm) 1/8" [3.175mm] /2
‘ ‘ 117 MANWAY M OF NPS 24 (~554 mm IB) CAN BE USED AS INSPECTION OPENING AS PER UG-46(a) RADIOGRAPHY RT-4 (REFER NOTE NO. 4)
| | LIFTING LUGS 118 NOZZLE D OF SIZE NPS 2 CAN BE USED AS DRAIN AS PER UG-25 NDT DPT/MPT VES REFER NOTE NG &
s 2 Nos. @180° APART 119 TOLERANCES SHALL BE IN ACCORDANCE WITH ASME SEC VIl DIV.1 AND AS PER FIG 2 OF SPECIFICATION ABKM-PP-000-50801-A_0 . '
LIFTING LUGS ‘ ‘ BE ' 120 FLANGE RATING WERE REVISED TO #600 TO MEET UG-4L(b) REQUIREMENTS . JOINT EFFICIENCY (SHELL / DISH END) 085710
| 2 Nos. @180° APART ™ P S = 121DELETED. PWHT NO
@ Nl o T 2 MATERIAL PFHT YES FOR TOP DISHEND (REFER TABLE-1)
o 21 ALL PRESSURE BEARING COMPONENTS SHALL CONFORM TO ASME SECTION Il PART A (ED:2021) AND SUPPLIED WITH TEST CERTIFICATE ACCORDING
i ‘ Qz TOEN 1020431/ 32, AS PER SPEC-ENG-MQ042 IMPACT TEST NQ, REFER NOTE 2.5
‘ a1l 2.2 ALL CARBON STEEL PLATE AND FORGING MATERIAL SHOULD BE IN NORMALIZED CONDITION. INSULATION THK / TYPE (BY OTHERS)| inch/ (mm) NA.
w 23 PLATE HAVING THICKNESS 12MM AND ABOVE SHALL BE ULTRASONICALLY EXAMINED IN ACCORDANCE WITH SA-578. FIRE PROGFING FOR SUPPORT NA
N * s TTL 24 ALL FORGINGS SHALL BE EXAMINED ULTRASONICALLY IN ACCORDANCE WITH SA-388 PROCESS FLUID PLANT AR /3.
BC2 ! WL 25 PLATES, PIPES & FITTINGS ARE EXEMPTED FROM IMPACT AS PER UG-20 (f). FLANGES ARE EXEMPTED FROM IMPACT TESTED AS PER UCS-66 (c], FITTINGS ARE
‘ = - 180° EXEMPTED FROM IMPACT TEST AS PER UCS-66 (a). FASTENERS ARE EXEMPTED FROM IMPACT TEST AS PER NOTE (c) OF FIG-UCS-66 PROCESS FLUID SPECIFIC GRAVITY -
N i I | 3 :;.1VXII.ELL3IETECJI;;\IG SHALL BE CARRIED QUT AS PER APPROVED WELD PROCEDURE ADDITIONAL LOADINGS AS PER UG-22 AR N
v | Y- VIEW FROM 'A-'A 32 ALL SHELL AND HEAD JONTS SHALL BE FULL PENETRATION WELDS WITH BACK CHPPING TG SOUND METAL AND RE WELDED FROM OTHER SIE. NB REGISTRATION VES
| NOZZLE ORIENTATION VIEW FOR THOSE JOINTS WHICH ARE INACCESSIBLE FOR BACK CHIPPING, THE ROOT RUN SHALL BE CARRIED QUT BY GTAW WELD.. VESSEL IN SOUR WATER SERVICE NG
S 33 ALL NOZZLE TO SHELL WELDS SHALL BE 100% PENETRATION GROOVE WELDS.
L ‘ 3 WELDING OF VESSEL INTERNALS ATTACHED TO A PRESSURE BOUNDARY COMPONENT SHALL BE CONTINUOUS ON ALL SURFACES TO ELIMNATE CORROSION POCKETS SERVICE (LETHAL OR NON LETHAL) NON LETHAL
- ‘ 35 THE SKIRT ATTACHMENT WELD SHALL HAVE COMPLETE FUSION FOR THE ENTIRE LENGTH OF THE WELD AND SHALL BE FREE FROM UNDERCUT, OVERLAP, OR ABRUPT RIDGES OR VALLEYS. | INSPECTION AUTHORITY Al / TPI
w 36 ALL TACK WELDS SHALL BE DONE BY QUALIFIED WELDER ONLY. o
S U’ BES 0
H # . . — 37 TEMPORARY ATTACHVENTS SHALL BE REMOVED FLUSH WITH THE VESSEL SHELL AND NONDESTRUCTIVELY EXAMNED [LE, MAGNETIC PARTICLE EXAMNATION (47) R DYE PENETRANT, | -2 S TAMPING YES WITH U DESIGNATOR H
! HELL 1D 3 0.39% 38 ALL TEMPORARY ATTACHVENTS SHALL BE REMOVED BEFORE HYDROSTATIC TESTING FABRICATED Ibs/ (Kg.) 2166 / 983 9\
Hi (914 4] [10] THK 39 ALL SURFACES DAMAGED DURNG FABRICATION SHALL BE TREATED FOR RESTORNG THCKNESS AS PER UW-42. EMPTY bs/ (Kg) 2166 7 983 /o
ORIENTATION| 310 ALL WELDS, BOTH PRESSURE CONTAINNG AND WELDS TO PRESSURE PARTS, SHALL HAVE A SMOGTH CONTOUR. SMOOTH MEANS THAT THE CONTOUR OF WELD '
‘ INTERNAL S =" MUST MERGE SMOOTHLY INTQ THE BASE METAL WITHNO SHARP CHANGE INMETAL SURFACE. THERE SHALL BE NO SHARP RIDGES OR HOLLOWS, OPERATING lbs/ (Kg.) 2969 /1347 /2\
RUNG 311 AL L-SEAM /C-SEAMWELDING SHALL BE PREFERABLY BE CARRIED QUT USING SAW ONLY. SMAW/GTAW CAN BE EMPLOYED ONLY IF SAW IS NOT FEASIBLE. SHOP HYDRGTEST bs/ (Kg.) 5253/ 2383 O\
\ ,;} - ANYWAY SMAW / GTAW WELDING OR REPAIR SHALL BE CARRIED OUT USING WEAVING TECHNQUE WITH SMOOTH FINISH AND WITHOUT ANY DISCONTINUITIES PEAK
% )y ADVALLEYS, FIELD HYDROTEST Ibs/ (Kg.) 5253/ 2383 9\
! 685 8] _ 312 ALL WELDS SHALL BE SUFFICIENTLY CLEANED AND FREE OF SCALE OR PAINT BEFORE PRESSURE TESTING TO PERMIT PROPER SHIPPING lbs/ (Kg.) 2166 /983 /9\
] 0. ' - 5 EXAMNATION FOR DEFECTS. ERECTION lbs/ (Kg. 2166 / 983 /2\ ]
= 2 313 PLATE LAYOUTS SHALL BE ARRANGED SG THAT LONGITUBINAL AND CIRCUMFERENTIAL WELD SEAMS CLEAR ALL NOZZLES, MANWAYS, g
| T * AND THEIR REINFORCING PADS BY 2 INCHES (50 MM) MINIMUM, MEASURED FROM WELD EDGE TO WELD EDGE.. WHEN INTERFERENCES ARE WIND SPEED 101 MPH RISK CATEGORY - Il
‘ f0ee 5] @ P = UNAVOIDABLE ON A SEAM JOINT, GROUND FLUSH WELD JOINT AND CARRY OUT 100% RADIOGRAPHIC EXAMINATION GF DESIGN CODE ASCE-7-2016 EXPOSURE CATEGORY-C
‘ =h THE WELD JOINTS FOR A MINIMUM LENGTH OF TWICE THE OVERLAPPED LENGTH.
! = ‘ 2 e § 3.14 DELETED SEISMIC DESIGN CODE ASCE 7-2016 SITE CLASS QMZF;ORTANCE FALTOR 1521 ¢ ST
H —WL— — = o 3.15 LONGITUDINAL SEAM OFFSET SHALL BE THE GREATER OF FIVE TIMES THE PLATE THICKNESS OR 150 MM (6 IN). D R=3.0 : : 0.869
=== EL+3'-0" — = 316 ALL SUPPORT RINGS & INTERNAL ATTACHMENTS ARE TO BE FULLY SEAL WELDED ON TGP & BOTTGOM . NO STITCH WELDING ALLOWED.
L ir-—1
G = ] T (915 4] &S & 4. RADIOGRAPHIC EXAVINATION : NOZZLE SCHEDULE G
fl -1 | —t— = L = - 1 NDE OF WELDS SHALL BE PERFORMED AS PER APPROVED QUALITY PLAN, 5R0J ~F D
i e i = % J y_3 T = = 4.2 FOR PRESSURE PARTS BASE MATERIAL i~ NOZZLE | SIZE THK./ SCH. ASME B16.5 FROMG | 0D INCH (mm) x SERVICE REMARK
H LL%%# 655 8] ‘ ©/& ALL LONG SEAMS AND CIR. SEAMS IN THE SHELL SHALL BE SPOT RADIOGRAPHED AS PER UW 11 (b). NO. |NPS/ON)|  INGH (mm) TYPE - FACING | RATING /T/LQ THK, INCH ()
EL+2'-5" i ——— O in|= .
7564 B e ( l (G226 35/64" [776] DISHED END TG SHELL JONT SHOULD BE ADDITIONALLY SPOT RADIOGRAPHED TG MEET REGUREMENTS OF UW-(al5)(o. A 21500 10,653 Gi6.) LWN-RF 600CL | SEE DRG |- VAPOUR INLET REFER NOTE 1.20
(R4 H ‘ ‘ @ERA“NG) ALL NOZZLE PIPE TO FLANGE JOINTS THAT EXCEEDS NPS 10 OR 1-1/8" (29) WALL THICKNESS SHALL BE SPGT RADIOGRAPHED B 2(50)  ]0.653" (16.6) LWN-RF 600 CL | SEEDRG|- VAPOUR QUTLET REFER NOTE 1.20
il | ;\ CG=2-111/37 T80l LONG SEAMS OF PLATE FABRICATED NOZZLES SHALL BE FULLY RADIOGRAPHED D 2(50) | SCH. 160 WN-RF 600 CL | SEE DRG | 8.67"(220) x 0.393"(10) | DRAIN REFER NOTE 1.20
T ; ; (FEgopr/TlQoTT oM OF TL -3 AUTOMATED ULTRASONIC TESTING CAN BE PERFORMIN LIEU OF RT AS PER UW-51 P 2(50) 0653 (16.6) LWN-RF 600 CL | SEE DRG] -- PRESSURE GAUGE REFER NOTE 1.20
- L 4: ) @ 44 ALL SRNOZZLE TO SHELL / DISHED END JOINT SHOULD BE 100% ULTRASONICALLY TESTED v 2500 l0ess (6] LWNRF 00l T<EEDRG I VENT REFER NOTE 1.20—
| 5. PENETRANT TEST /MPT PT/MPT SHALL BE AS PER APPROVED QAP THE FOLLOWING SHALL BE EXAMNED BY THE PT/MPT METHOD. 2\ W 2(50) ]0.653" (16.6) LWN-RF 600 CL | SEE DRG|-- PRESSURE RELIEF VALVE _|REFER NOTE 1.20
‘ NAME PLATE — — 51RO0T RUN, BACK CHIP AND FINAL RUN OF WELDS { WHERE BACK CHIP IS APPLICABLE , PT/MPT AFTER ROGT RUN IS NOT NECESSARY ; HOWEVER M 24 (600) ]0.393" (10) WN-RF 150 CL | SEE DRG | 36.76"(935) x 0.393"(10) | MANWAY W/ BLIND & DAVIT |-
| FL+2'-5 17/32" 270° — — 90° PT/MPT WILL BE PERFORMED AFTER BACK CHIPPING )
‘ ~T750] 2 A P 5.2 QUTSIDE AND INSIDE SURFACES OF DISHED END STRAIGHT FACE & KNUCKLE ZONE AFTER COLD FORMING. # DELETED
L | 53 ALL NOZZLE TO SHELL WELDS SHALL BE DP OR MP CHECKED AT ROOT RUN AND FINAL WELD.
= - L 5.4 ALL WELDING EDGES SHALL BE CHECKED BY MP EXAMNATION FOR DETECTION OF CRACKS, LAMNATIONS OR SEGREGATIONS.
E ‘ = = 55 ALL LIFTING ATTACHMENT WELDS SHALL BE CRACK DETECTED USING DYE PENETRANT INSPECTION (DPI). A SEPARATE TEST CERTIFICATE FOR LIFTING LUG E
) ‘ \ ATTACHVENTS WELDS SHALL BE SHIPPED WITH EQUIPMENT
X 6. AR TEST:
‘ . 6.1 REINFORCING PAD ATTACHMENT WELDS AND ACCESSIBLE SURFACES OF INSIDE NOZZLE TG VESSEL WALL WELDS SHALL BE TESTED FOR THE ABSENCE OF LEAKS WITH A GAUGE
| : & PRESSURE OF 15 PSIG (100 KPA) DRY AR OR NTROGEN AND BUBBLE FORMING SOLUTION. THIS TEST SHALL BE PERFORMED BEFORE THE FINAL HYDROSTATIC TEST REFERENCE PRAJ DRAWING /DOCUMENTS:-
_ Al
o | ORKING POIT 2 N s =3 . NAME PLATE 6.2T :(E)IgiAs Slél SETNEFngcLlNG PADS SHALL BE PLUGGED WITH ROOM TEMPERATURE VULCANIZING (RTV) SILICONE SEALER OR RUST PREVENTATIVE GREASE THAT IS COMPATIBLE WITH DESCRIPTIONS CRAWING/DOCUMENT NG CLIENT BOCUMENT NO.
* BC1 ‘ == TS - ¢ 7 TESTING - ' MECHANICAL DESIGN CALCULATIONS FOR 19-D-782 PLANT AR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-CAL-0003 -
X WL Ly ® _*_ 71 HYDRO TEST WILL BE CARRIED OUT IN HORIZONTAL PGSITION AT SHOP. FABRICATION DETAILS BRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS E-23020-ME-782-WFD-0003 --
> BTL - - ! EL -0 7.2 HYDROTEST SHOULD BE CARRIED OUT AS PER UG-99(C). MANHOLE DETAILS DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-WFD-0005 - =
i (0] 7.3 MNIMUM METAL TEMPERATURE DURING HYDROTEST SHALL BE AT LEAST 30 DEG F (17 BEG () ABOVE THE MNIMUM DESIGN METAL TEMPERATURE OF THE VESSEL. WELD MAP BRAWING FOR 19-B-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS F-23020-ME-T782-WEL-0003 -
! ;g Qé#&ﬂ&ﬁ%gﬁfﬁ g? rFngRsTsESRTEIN%?TéLsLT%:E%Piﬁ;YT;ﬁécsszanﬂQSAiEEEkLYLBBEEFgEERrEETIE':;TTISLEZEiSszUERmiTpﬁRox|MATELY e ot TevperaTuge, | PANUFACTURER'S NAME PLATE DETAIL DRAWING FOR 19-D-762 PLANT AR RECEIVER FOR SELF CLEANNG FILTERS | E-J3020-ME-ToZ-NPD-0003-SHT-1 OF -
‘ |40 76 FOR CS EQUIPMENTS , WATER USED FOR THE. HYDROTESTING WOULD BE PTABLE QUALITY (LESS THAN 200 PPM) THE TEST PRESSURE SHALL BE HELD FOR A MNIMUM ASME NAME PLATE DETAIL DRAWING FOR 13-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS)E-73020-HE-762-HPD-0003-SHT-2 0F 2 -
\ '| 4 Nos. ANGLE LEG SUPPGRT 180 PERIOD OF ONE HOUR TRANSPORTATION DETAIL DRAWING FOR 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | E-23020-ME-782-T5B-0003 -
‘ | / 31%31°x1/2" THK ANGLE 7.7 AFTER COMPLETION OF THE HYDROSTATIC TEST, THE VESSEL SHALL BE DRAINED, DRIED INCLUDING DRYING INTERNALS, AND CLOSED AS QUICKLY AS PRACTICABLE. TOLERANCE DETAIL DRAWING E-23020-ME-000-TOL-0001 -
| y (80x80x12 THK ANGLE] VIEW FROM 'B-'B' 7.8 AFTER COMPLETION OF ALL TESTING AND INSPECTION, THE TEST WATER SHALL BE COMPLETELY REMOVED BY DRAINING AND MOPPING, OR ALL
E 2:1 ELLIPSOIDAL DISHED END ‘ ! XGUX NOZZLE ORIENTATION VIEW WETTED SURFACES SHALL BE FLUSHED WITH COLD CONDENSATE OR DEMNERALIZED WATER E
0.394" [10] THK. INOM)_ & ‘ ! = 7.9 TEMPORARY (S PLATE BLIND FLANGES SHALL BE USED FOR NOZZLES FLANGES DURING HYDROTEST WITH ORIGINAL SIZE BOLTSNUTS & WASHER.
033L" (8.5] THK MIN.)" 3 _ o 710 TEST GASKETS SHALL BE OF THE SAME TYPE AND MATERIAL AS THE SERVICE GASKETS,
AFTER EORMING - \\§ ! = & 711N ANY CASE HYDROTEST PRESSURE SHOULD NGT EXCEED 384 PS (g) (27 KG/CM2(g)). MATERIAL OF CONSTRUCTION
N i EL_1-4" 5 5 .12 WELDING, BURNING OR GRINDING, INCLUDING COSMETIC GRINDING OF PRESSURE RETAINING WELDS, SHALL NOT BE PERFORMED ON VESSELS THAT HAVE BEEN PRESSURE TESTED
‘ R ! “1506.4] @ o 750 UNLESS APPROVED BY PURCHASER. THS INCLUDES BUT SHALL NOT BE LIMTED TG WELDS FOR SHIPPING ATTACHMENTS, REFRACTORY OR INSULATION CLIPS, STIFFENERS, COMPONENTS MATERIALS COMPONENTS MATERIALS
\ | e SPIDERS, OR GRINDING FOR SURFACE PREPARATION. MAIN SHELL SA-516 GR.70 FITTINGS SA 234 Gr. WPB
‘ = S 13.13S LI-'E ILI\ATCEEIgRR(I)EFPm/_IE_ISOSEL &SI;:L"I:F?:ENC(I;FANED IN ACCORDANCE WITH SECTION 4.6.12 OF A8KM-PP-000-50801-A DISHED END SAZS16 GRT0 LG SUPPORT & BASE PLATE CASTEGr 70
1 " o - -
- ! 2-2 2 ORIENTATION| g SURFACE SHALL BE CLEAN & FREE FROM RUST,0IL DT SCALE,OXDES AND OTHER FOREIGN MATERAL DETRIMENTAL TG WELDING SKIRT SHELL _ SA-516 GR 70 LIFTING LUG / TAILING LUG _| SA 516 Gr. 70 -
(660.4] —= 8.2 NO SURFACE SHALL BE PAINTED BEFORE COMPLETION OF THE INSPECTION NDE AND HYDROTEST. NOZZLE PIPE UPTG 12" NPS (DN300) | SA 106 Gr.B GROUND LUG AISI 304
\ > 83 ALL TEMPORARY SHIPPING COMPONENTS, INCLUDING BOLTING, COVERS, CLIPS, SUPPORTS, BRACES, ETC., SHALL BE PAINTED BRIGHT GRANGE OR BRIGHT NOZZLE PIPE ABOVE 12" NPS (BN300)| SA-516 GR.70 BRACKET FOR NAME PLATE | SA 516 Gr. 70
i Nos ‘ YELLOW TG FACILITATE IBENTIFICATION FOR REMOVAL IN THE FIELD. NOZZLE FLANGE/BLIND (EXTERNAL] | SA-105 NAME PLATE AISI 30k
- 8. PAINTING SHALL BE CARRIED QUT AS PER APPROVED PAINT PROCEDURE & BELOW TABLE, REVISE AS PER APPENDIX A, TABLE A-1, ABKM-PP-000-500520-A, FOR OPERATING
CROUND LUG | PERATURE A0 S ATED SUACE NOZZLE FLANGE (INTERNAL) 2.:.193 R — ANCHOR BOLTS (BY OTHERS) ASTM F155L GR.36
TG o T NTERDITE =R STUD/NUT FOR NOZZLE FLANGES (EXT.) -193- 194~ EXT. ATTACHMENTS SA-516 GR. 70
o ‘ N / — TAGNO | EXTERNAL SURFACE | prepapaTion | PAINT SYSTEM (OFT) Coat (OFT) (OFT) FINAL SHADE | FINAL BFT | |BOLTS/NUTS (INT.) NONE L5 THK. SPIRAL WOUND SS316 WITH
-l ‘ - — ) = INTERNAL WELDED ATTACHMENT SA-516 GR.70 GRAPHITE FILLEDWITH SS 316 INNER &
Z o o INORGANIC ZINC | HIGH BUILD EPOXY | POLYURETHANE GASKET (EXTERNAL)
D ‘ A= 2t { 90", D) I (VESSEL & §§pfo 1 (25-4 MILS) | (46 MILS) (2-3 MLS) (“GHT GRE]Y (28155' 13325.‘:"} REMOVABLE INTERNALS NONE OUTER RING D
! S -D- - : RAL 7035)  |(8.5-13 mils
[ H i H | ,,7,,7,,7,,#,,7,,7,,7,, [ H i H | — ! L | LEG SUPPGRT) (65-100pm) (100-150pm] (50-75pm) MANWAY DAVIT SA 106 GR. B
\ = o DENTFICATONE VARIGG MANWAY DAVIT EYE BOLT IS 2062 £250 BR LADDER RUNG (INTERNAL) | SA-516 GR.70
! 9.1 THE TANGENT LINE SHALL BE PUNCH-MARKED INSIDE AND GUTSIDE OF THE VESSEL AT 0, 90, 180, AND 270 ANGLE PGSITION PONTS,
9.2 DELETED
93 ALL VESSELS SHAL AVE THER CENTERS OF GRAVITY (EVPT Y CONDITION AS PER GA DRAWG] MARKED. THE LET TERS (G AND SHPPING ) /A\ " "
ELEVATION WEIGHT N lbs SHALL BE PAINTED AT 2 LOCATIONS DIAMETRICALLY QPPQSITE AND AQJACENT TO THE (.G MARK, AS BUILT
4 Nos. 97 ALL VESSELS USING A POSITIVE PRESSURE INERT INTERNAL ATMOSPHERE SHALL HAVE THE FOLLOWING NGTICE PAINTED ON TWG SIDES OF THE SHELL AND ||
GROUNDING LUG INSULATION COVERING, IF PRESENT, IN THREE-INCH (75MM) HIGH LETTERS VISIBLE IN THE SHIPPING POSITION FROM GRADE. “CAUTION - UNDER INERT N
X X ATMOSPHERE - DO NOT GPEN WITHOUT PROPER PRECAUTIONS” : = .
' g /A 10.SHIPPING: D] [ ¥ [
HOLD LIST - MARKING DATA ON VESSEL 8 N . | 10.1 PREPARATION FOR SHIPPING SHALL BE IN ACCORDANCE WITH AP SPECIFICATIONS LWGN - 10001, L ISSUED FOR AS BUILT - oM SRM R 02-01-2023
N A MARKING LETTER SIZE -75mm (3") ¥ o o P, 10.2 ALL VESSEL OPENINGS SHALL BE CLOSED AND SEALED IMMEDIATELY AFTER COMPLETION OF CLEANING AND DRYING.
. / - . 10.3 VESSELS SHALL BE NITROGEN PURGED, FILLED AND HAVE BLIND FLANGES, SERVICE GASKETS, AND FULL 3 REVISED AS MARKED - GM SRM SMR 31-10-2022
AIR PRODUCTS PURCHASE ORDER NO. :- 4505704449 L NOS. 8117/6L"[$32] HOLE ON BASE BOLTING ON ALL NOZZLES. SPARE DRY NITROGEN BOTTLE SHOULD BE PROVIDED FOR OVERSEA TRANSPORTATION. 7 REVISED AS MARKED — oM SRM MR 19-09-2022
AIR PRODUCTS PROJECT NUMBER :- EN207122 : 104 VESSEL SHOULD BE SHRINK WRAPPED FOR SHIPMENT OVER OCEAN AND LAND,
C ITEM TAG NUMBER:- 19-D-782 180° PLATE EQUI-SPACED OFF-CRS 10.5 ALL PARTS TO BE PROTECTED FROM DAMAGE AND CORROSION DURING STORAGE AT SITE FOR A POSSIBLE MAXIMUM TIME GF 12 MONTHS. 1 ISSED FOR COMMENTS -- aM SRM SMR 11/08/2022 | C
SHIPPING WEIGHT:- 2166 Ibs A ON B.C.D. 2'-10 13/16" [88L.L] FOR 91" 10.6 SPARE GASKETS AND BUILDING HARDWARE SHALL BE WRAPPED IN A WATERTIGHT BARRIER MATERIAL AND ENCLOSED IN PLYWGOGD CONTAINERS. 0 ISSUED FOR APPROVAL - PP SRM/SMR| BK 13-07-2022
/o EMPTY C.G. - 2-717/32" [801mm] VIEW FROM 'C-'C' ANCHOR BOLT (BY OTHERS) 10.7 MACHINED SURFACES, FLANGE FACES, THREADED SURFACES, AND OTHER FINISHED OR DELICATE PARTS SHALL BE WELL-GREASED AND PROTECTED AGAINST
65000000000000000000000 7 /2\ NOZZLE ORIENTATION VIEW RUSTING AND DAMAGE DURING SHIPMENT. REV. NO| DESCRIPTION ZONE NO. DRAWN| CHKD. | APPD. DATE
108 THE OPENING IN THE SKIRT SHALL BE PROVIDED WITH TEMPORARY PIPE GUIDE OR SPIDER (WOOD “CHOCK") TG LOCATE THE PIPING DURING SHIPMENT.
PERMANENT “SPDER’ S ARE PROHBITED. REVISIONS
BOLTING TORQUE TABLE 10.9 EQUIPMENT ERECTION SHALL BE CONDUCTED IN SUCH A MANNER THAT THE LOADS IN THE LUG WEAK AXIS ARE MNIMAL, WITH A MAXIMUM GUT OF PLANE MANUFACTURING ADDRESS -
Forces [lbf] Moments [ft-Ibf] SLING ANGLE OF 3 DEGREES. A SPREADER BEAM OR A TWO-CRANE LIFT CAN BE USED DURING ERECTION TO SATISFY THIS REQUIREMENT '
RECOMMENDED Nozzle No | NPS o PRAJ INDUSTRIES LTD. SEZ UNIT-I,
— FR|FC | FL | MC | ML | MT | ZDIEEED PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE, AS ME T
TAG NO | NOZZLE |NPS/(DN) | BOLT SIZE x NO.| TORQUE [N-m] A P 21720 | 540 | 720 | 240 |310 | 350 | 11.SPARES: GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA =
111 ALL BLIND FLANGED NOZZLES INCLUDING MANWAYS SHALL BE PROVIDED WITH 10% FASTENERS PER SIZE (MIN. 2 SETS) AND 2 NGS. GASKETS PER NOZZLE. ' .
19-D-782 | M | 247 (600) | 1+1/4"UN8 x 20 1080 /2.BOVM |2 00 | sk0 | 720 [2k0 | 310|392 Eﬂéggggﬁg?gigg ?(E)FTu\?I: Tlr{ll\gB)ER '
AN 2 NDRA \Jﬂ-\"ANj' AIR Y/
FOUNDATION LOAD DATA , 4 v
8 PRODUCTS 2= B
MAX.NOZZLE LOADS ARE AT SHELL-NOZZLE JUNCTION ?J)IAI\\ISDED ON ASD AR :
P.O.NO.:
CONDITION 2 o2 e (15) [MOMENT (71 1b) | FORCE (18] MOMENT (¢t 1o} o ESSINPTMENT OUNER XYS?E%%%%?@YMZ‘&TJ@QS?SJ.NG Lo S 05Y04449
REFERENCE AIR PRODUCTS DOCUMENT AND SPECIFICATION LIST OF TECHNICAL DELIVERY DOCUMENT (TDC) REFERENCE STANDARD AND CODE EMPTY 62 233 223 838 O\ [ witnessed [ ] Monitored [£] Reviewed PROJECT . WORLD ENERGY RENEWABLES PROJECT PROJECT DOC. NO.
ABKM-4-217-ATTC ATTACHMENT 'C' ENGINEERING DOCUMENTS AND NOTES TDC NO. ASME SCTION VIl DIVISION-1 EDITION 2021 OPERATING | 62 233 223 838 /2\ Neme: Dinesh Patel — PROJECTLOCATION - WORLD ENERGY. PARAMOUNT . CA. USA EN207124-PRAJ-9V3-00053
ASKM-PP-000-50801A | DESIGN AND FABRICATION SPECIFICATION FOR VESSELS ASME | E-23020-ME-00-TDC-0001 [SA-516 Gr.10) ASME BOILER & PRESSURE VESSEL CODE , HYDROTEST| 62 233 NA. NA. e 1110112025 : ’ il CLIENT REV. NO.
| CGODE SECTION V||| DIVISIONS 1 AND 2. E-23020-ME-00-TDC-0101 (SA—105] SECIIPART A &D EDITION 2021 K - THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND —
MAX. VERTICAL LOAD ON ONE LEG (Wt+Wind)=611 lb .
A8KM-PP-000-500005-A | DESIGN OF LIFTING COMPONENTS FOR MECHANICAL EQUIPMENT E-23020-ME-00-TDC-0301 (SA-106 Gr.B) PIPE FLANGES AND FLANGED FITTINGS UP TG 24 NPS | ASME B 16.5 EDITION 2017 MAX VERTICAL LOAD ON ONE LEG (Wi-SeiemicloT090 10 ; SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM
A8KM-PP-000-500550-A | WELDING/NDE REQUIREMENTS FOR EGUIPMENT E-23020-ME-00-TDC-0401 (SA-234 WPB) WELDED AND SEAMLESS WROUGHT CS PIPE ASME B 36.10 M EDITION 2018 ' ToesmO® 2 _ ofee Anmedabad PRAJ INDUSTRIES LTD. ra
A8KM-PP-000-400002-A | STRUCTURAL DATA FOR MECHANICAL EQUIPMENT E-23020-ME-00-TDC-0501 (SA-193 Gr.B7) STUD,BOLTS ASME B 18.2.1HEAVY SERIES ED.2012 “PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
A8KM-PP-000-200001-A | PLANT SITE DATA SHEET E-23020-ME-00-TDC-0511 (SA-194 Gr.2H) NUTS ASME B 18.2.2 HEAVY SERIES ED.2015 TABLE-1 | PFHT CYCLE FOR DISHED END DRAWING SIZE -
L L e T 5 GAHET S| i Mooy COAONG TERPERATURE X | 300 TITLE ke
Al Spec-ENG-MaoL2 MATERIAL CERTIFICATION AND RETESTING REQUIREMENTS FACTORY-MADE WROUGHT BUTTWELDING FITTINGS | ASME B 16.9 EDITION 2018 RATE OF HEATING (MAX.) 100°C/Hr AFTER 300°C GENERAL ARRANGEMENT DRAWING FOR A
SPEC-ENG-DOC00T SUPPLIER DESIGNED, SHOP-FABRICATED PRESSURE EQUIPMENT METALLIC GASKETS FOR PIPE FLANGES ASME B 16.20 EDITION 2017 SOAKING TEMPERATURE 610°C +/- 10°C 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | SCALE PIL JOB CODE
4LWEQ-1051 WELDING OF HYCO PLANT EQUIPMENT SOAKING TIME {MIN.) 65 MINUTES NTS E-23020
SHIPMENT AND PACKING SPECIFICATION FOR EQUIPMENT 0 0
LWGN-10001 RATE OF COGLING [MAX | 100°C/Hr UPTO 300°C SHEET
AND MATERIALS BEING EXPORTED DIRECTLY BY VENDORS DWG. NO. E-23020-ME-782-GAD-0003 T oF 1 | REV. 23] 4]
16 15 14 13 12 11 10 /N 9 | 8 7 6 5 4 | 3 | | 1
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10 9 | 8 7 6 5 | 4 | 3 2 1
213/32" NOTES -
r . %) 43 15/16" = | 1 ALL DIMENSIONS ARE IN INCHES (mm), UNLESS OTHERWISE SPECIFIED. ALL METRIC UNITS ARE FOR
(5] @ Y @ o] = REFERENCE ONLY AND SHALL NOT BE INTERPRETED AS A PRECISE CONVERSION.
@ e {7 | 2) THIS DRAWING IS TO BE READ IN CONJUNCTION WITH
ii 2 45° ! a) GENERAL ASSEMBLY OF DWG. NO. E-23020-ME-782-GAD-0002

@ I s 13/64"[5] ‘ b) FABRICATION DETAIL GF DWG. NG. E-23020-ME-782-WFD-0002
@ 532167 ¢ -_p \ FN 3) FOR DAVIT ORIENTATION REFER RESPECTIVE G.A. DRAWING.
\ N A 4) TOTAL QTY - 1 Nos.
\ @ /%‘777 . . -.|= | 5) GIVEN BILL OF MATERIAL FOR ONE EQUIPMENT ONLY, AND BILL OF MATERIALS
| = = SEREE I = |  ARE IN'MM DUE TG PRAJ PROGRAM.
o 5 —p 1/4"[6] . 6) THE GASKET SEATING SURFACES OF NOZZLE FLANGES SHALL HAVE A FINISH OF
LI /4" I 174716 % L E | I | RA 125-250 MICRO-INCHE FOR SPWD GASKET.
_ =12 =& 6] 61 TH [
E = ] " i —
E | =% t B i = 20}/]\ WASHER A EA 5206426 | WASHER-ASTM F436-TYPE 1-ASME PCC-1-141/4 -- STD. 0501
= B + : 22l i 20;/]\ M STUB NUT 2 SET | 5141141 | STUB-2NW-SA193B78194-2H-1+1/4"UNBX200L 1 STD. 050170511
2 : 97/8" 122 | 3
g S SN eI 2| 14 RN-SPLW-SS316-GRPH- -
[ % N = g HOLE ON DAVIT PIPE ‘ Q = 20@;4 GASKET 2 EA 5209808 | GSKT-RN-SPLW-SS316-GRPH-T4.5-NPS 24-#150 1 STD. 0603
LN & s | A SPARE BILL OF MATERIAL
178 178 == } 13/64"[5] | S|z & 1
0] 0] VIEW FROM - Y. /65l | = o6 19 [SUPPORTPLATE |1 [EA |5071367 | PLATE-SA 516GRT0-T8-TDC 15xT5%8 | 16 |CUTTOSUT | 0001
119" = —— R i 18 [COLLERPLATE |1 [EA |5185328|PLATE-SAS166RT0-T14-TDC 00x62x1| 05 |RNG 0001
138] STANDARD ‘ NE 17 |SLECEVEEND PLATE |1 [EA |5159589 | PLATE-SAS16GR70-T-TDC 62x2x6 | 01 |RNG 0001
& WASHER @ | : ! 16 [BRASSWASHER |1 [EA |5209810 | WASHER-BRASS-0D100-ID70-T6 02 |sT0 N/A
' — r—- | 2F y 15 |GREASENIPPLE |2 |EA |5035410| GREASE NIPPLE-NPT-AISI304-1/4" 1[50 N/A
05 i ‘ = 1 |DAVIT ARMSUPPORT |1 [EA |5185328 | PLATE-SAS166R70-T14-TDC 00x62x1| 05 |RNG N/A
| 13/64"[5] |7 13 |END PLATE 1 |EA 5159589 | PLATE-SAS16GRT0-T6-TOC LIx6 04 |CReLE N/A
ELEVATION SIDE VIEW e | 15 ) ZNOS. V/4" MNPT HOLE 12 | SLEEVE PIPE 03 M [5005618 | PPE-SMLS-BE-SAIGH-GRB-65DN-SCHk0 26 |QrTosuT  |N/A
S TR o OREASE NPPLE GRENSEETTING SHALL a1 | sueeve supp.pLATE |1 €A YBOTHOS [PLATE-SAST6GRIO-T26-10C /3. 206 xS6x 7 21 |WTToSuT o001
11/64 FFER GA | 204 x5 x 24
@ TSR FOR RF. PAD & WELDING DETAIL SECTION 'P-P' DETAIL OF DAVIT ARM DETAIL OF DAVIT ARM SUPPORT PIPE |0 [DAVITARMPPE |13 M |5147028 | PPE-SHLS-PE-SAtl6-GRB-NPS2-SCHigd Wt [rTosur o301
FE?EEB&ROAV&IEN% 8N20~WFD 0003 - 09 |SPLITPIN 1 |EA [5012771 | SPLIT-PIN-AISI304-D6X50 1| STD N/A
@ ) ST e e 08 |EYEBOLT 1 | SET |5209809 | EYEBOLT-NW-IS2062E250BR-EYEDIAGD-3/4X245 13 |s10 N/A
‘ , T 93 15/16" Bl 07 |EYEBOLTSUPPORT |1 |EA (5071399 | PLATE-SASIGGRTO-T24-TDC /2. [350x 26 x 24f 12 }{UrTosUT 000t
5= == = 92 1/%" [100] e ) 06 [BARFORHANDLE |2 |EA §5071399 | PLATE-SASIGGRTO-T24-TDC /2\ [300x 24 x 24| 22 j|curTasur | oot
i R = == =S 05A| WASHER 40 |EA |5206426| WASHER-ASTM F436-TYPE 1-ASHE PCC-1-1/h — s 501
(TYP) W2 = (T01HOLE [12] HOLE
= — | :::‘:: 05 [STUDNUT WASHER {20 [EA | 5161141 | STUD-2NW-SA1S3BT&194-2H-1+1/4"UNGX200 10 [sm 05t
| f | 04 |BLIND FLANGE 1 |EA 5195876 | FLG-BLRF-SAMS-BI6S#150-NPS26-TOC 196 |ASMEB-65 | 0101
e = DETAIL OF SR. NO. 14 DETAIL OF SR. NO. 16 DETAIL OF SR. NO. 17 DETAIL OF SR. NO. 18 |93 |MGASKET 1 EA | 5209808 | GSKT-RN-SPLW-SS316-GRPH-T4.5-NPS 24-#150 1{STD 0603
g g DAVIT ARM SUPPORT BRASS WEAR RING SLEEVE END PLATE COLLER PLATE 02 [MFLANGE 1 EA | 5217132 | FLG-WNRF-SA105-B16.5-1504-NPS24-10THK 118 [ASMEB-165 | 0101
=3 01 |MNECK 1 |EA |5071388 | PLATE-SASI6GRT0-T10-TDC #85x300x 10| 445 |QUTTOSUT | 0001
- SRNO|  DESCRIPTION | QTY |UQM [MAT.CODE MATL. DESC SIZE (MM) |WT (KG)| REMARKS | TDC
] BILL OF MATERIAL
Sl SALES ORDER No. ITEM No. MATERIAL No.
3= %5\7 l 60“; 18 1/;6” : 30002756 30 9006936
MANHOLE DETAIL - M B /s — 3|
FOR DAVIT ORIENTATION & PROJECTION REFER sy | 5
RESPECTIVE G.A. DRAWING BACK CHIP & i? —— " "
REWELD 5/6" 70 5/32" / J "AS BUILT"
_—7 3530 |3 2704 1
T T 80] S 2Vek
_— R 51 |
_ DETAIL OF 'W?2'
- LONG SEAM WELD JOINT o || 82 P
‘ R16 NXC?E 0 FOR NOZZLE NECK DETAIL OF 'W1' 2 ISSUDE FOR AS BUILT - GM SRM SMR 02-01-2023
) ‘ _ ik i 1 ISSUED FOR APPROVAL - aM SRM | SMR | 19-09-2022
;/0‘& [sﬁpwgﬁrg I 2|z —R - L2 0| ISSUED FOR APPROVAL — M SRM | SMR | 11-08-2022
@ 06,50 | | N ; REV. NO. DESCRIPTION ZONE NO. DRAWN | CHKD. | APPD. | DATE
I /2, REVISIONS
‘ MANUFACTURING ADDRESS -
‘ " PRAJ INDUSTRIES LTD. SEZ UNIT-I,
sl )| _ - - . PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE,
A= 1] =5 Il w_’}} GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA ASME
1 E|Z s TYP 38] ] MANUFACTURER'S SERIAL NUMBER - —
IEEE Le- 25/64"110 -23020-19-D- -1 No.
| 25 o DETAIL OF SR. NO. 11 / 782 7 )
i R DETAIL OF HANDLE SLEEVE SUPP. PLATE monué!’g ’;'
| LRQA il '
D Witnessed D Monitored Reviewed CLIENT : WORLD ENERGY PARAMOUNT 55(85'7\182449
R EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC SROJECT DOC MO
Date: 11/01/2023 Signature PROJECT : WORLD ENERGY RENEWABLES PROJECT EN207124-PRAJ-0V3-00051
A PROJECT LOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV. NO. :
ol Ref. No: A= THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND P
1 22 Office: Ahmedabad SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM
~ PRAJ INDUSTRIES LTD. P ra
“"PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
N TITLE : @E][ DRAWING SIZE :
X MANHOLE DETAILS DRAWING FOR A2
VIEWR-R /% 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS | SCALE | PIL JOB CODE
DETAIL OF EYE BOLT DETAIL OF EYE BOLT SUPPORT e =2
DWG. NO. E-23020-ME-782-WFD-0005 T oF 1 | REV-[g]A]2] |
10 | 9 8 | 7 6 | 5 4 | 3 | 2 1
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16 | 15 14 13 | 12 | 11 | 10 /N 9 | 8 5 4 3 2 1
fs tw " . v " "
° : - 1/64"-1/16 1/64"-5/61, 2 Nos. 1/4" NPT .
: 207 3| | [05-15] [05-2] VENT HOLES NOTES -
2:1ELLIPSOIBAL BISHED END 3 EPW JOINT }‘ o DISH/SHELL INSIDE oo EQUISPACED 1) ALL DIMENSIONS ARE IN INCHES /(MM), UNLESS OTHERWISE SPECIFIED
0.672" [12] THK. (NOM.), & QUTSIDE P07 S N L |2 —~ tw] . 2) THIS DRAWING TO BE READ IN CONJUNCTION WITH
0.393" [10] THK (MIN.) \ @ S 075 2 2 he AR LNl 3) G.A. DRAWING NO : E-23020-ME-782-GAD-0003
AFTER FORMING ™ | e PN S o 2 CHELL ’“Q% FQUISPACED 3) GIVEN BILL OF MATERIAL IS FOR 1NO. EQUIPMENT ONLY & TOTAL EQUIPMENT QTY IS 1 No.
| nw i ‘ ‘ m 4 o 4) FILLET WELD SHALL BE 1/4"[6] mm (MINIMUM) UNLESS OTHERWISE SPECIFIED.
| MR il 5/64"5/32" S . SHELL 7
1L ‘ CHIP BACK TO 6Lt /30" ; (2-4] - INSIDE
ey SOUND METAL =" ] e £ ] =
}_/ WL ‘ THEN REWELD DETAIL 'W6' S 4 ] 23 N
DETAIL "W1' > o~
N | —_— TYP. ELBOW TO NOZZLE PIPE o ARy
" Wi | TYP.CIR. SEAM & LONG SEAM WELDING DETAIL ts = SHELL/ DISHED END THICKNESS ‘|7 fe = SHELL/ DISHED END THICKNESS &
N WELD JOINT FOR SHELL - fn = NECK THICKNESS 2= = NECKTTHICKNESS 5
) 2 (FPW / BACK CHIP & WELD] ts = SHELL/ DISHED END THICKNESS
. ! - i _' (F.P.W / BACK CHIP & WELD) o § tn = NECK THICKNESS
o= | | NOZZLE| NOZ. SIZE 3
t DISH QUTSIDE corase A | | NOZ SIZE o, | Nesion | 18 tn 0w | twl (FP.W / BACK CHIP & WELD)
R : 12 i | 1/64"-1/16" NOZZLENO. |\ o ThF | ts n tw T e ; : . AT
T N m = [0.5-2] 0393"| 0653" | 0393 o | zvsor S e [Ty |l | ey /s o | Nesion| | |t ] w
| _— AP 5o |0 : : (ol [1874) [ 110 | 121 | 1) .
i 7& !\} B A= | (1) | 16.61 | [10] A M 24" 1600] 0.393"] 0.393"
_ \ A =\ | B V. W . 0.472" | 0.653"| 0.393" - - - - - |- - (101 | [10)
- o | | v | & A B | west | oo RS PNy S e S o
‘ - = |- 5/64"-5/32" INSIDE Q|- A\ -
o TS e 2-4] CHIP BACK TG id e NN ’ s
‘ o e = — AN e DETAIL "W¢4' DETAIL "W5'
v = |5 SOUND METAL ) 3 — DETAIL "W5' DEIAL Wo'
Ll o~ . ] ~ _—
= e DETAIL'W2'  THEN REWELD DETAL'W3' = REF. FIG. UW-16.1(c) REF. FIG. UWN-16.1(c) REF. FIG. UW-16.1(c)
| TYP. "C-SEAM WELD JOINT TYP. WELDING DETAIL OF NOZZLE TYP. NOZZLE /LWNRF TO SHELL & TYP. NOZZLE PIPE TO SHELL TYP. NOZZLE PIPE TO SHELL
. 6 | FOR SHELL TO DISHED END NECK TO WNRF FLANGE DISHED END WELD DETAIL WELDING DETAIL (WITH R.F. PAD) WELDING DETAIL (WITH R.F. PAD) /3\
, o
[10] THK (914 L] SHELL ID ‘ .
i | , 10" [254] g
" FROM VESSEL CL. g
| - orJ|0VE[§2[E1L e T , — SQ%/E[SSELB]C - Ws' = 203 |WASHER L [EA 5206426 | WASHER-ASTM FA36-TYPE 1-ASME PCC-1-1+1/4 — s, 0501
| T T T T M - | |3 202 |MSTUD NUT 2 |SET | 5141141 | STUD-2NW-SA193BT&194-2H-1+1/4"UN8X200L 1[50, 0501/0511
‘ aEEE | —|- T ; b 201 |MGASKET 2 |EA | 5209808 | GSKT-RN-SPLW-SS316-GRPH-T4.5-NPS 24—#150 182 0603
) (= > x
i | | s ‘ Sl . | =] = SPARE BILL OF MATERIAL
/ \\) : @ | (\3 — ‘ ‘-\_f‘ S E‘ — ‘ : 1 il \y = §
— | ' ‘W4\ \ 3 "‘éL W' ! =15 ] ! Jﬁiif B e We R — | = M |DRFPAD 1 EA |5071388 |PLATE-SA 516GR70-T10-TDC 220 x 64 x 10 | 2.73|CUT TOSUIT | 0001
| U i ‘_—' - —_— MmN * ! S A S | B
W | qm | = | & - | ] N - = 110 |DNOZZLE FLANGE 1 |EA 5217124 | FLG-WNRF-SA105-B16.5-6004-NPS2-SCH 160 42| ASMEB-165 | 0101
! - : 1O N ' ! —
| Q2 Ré: | “lE T e W ‘ W : = % ‘_/ %j\ 8 109 | D NOZZLE PIPE 06 |M 5197603 |PIPE-SMLS-BE-SA106M-GRB-50DN-SCH160-TDC 6.7|CUT TOSUIT | 0301
m - ™~ N ]
2.1 ELLIPSQOIDAL DISHED END / <= \ N /% @ "We' @ 21 9n W3 108 |ELBOW D 1 EA 5165322 |ELBOW-SML-BE-LR-90D-A234-WPB-NPS2-5160 1.6/ STD. 0401
0.393" [10] THK. (NOM), & - ' (660.4] 107 | D NOZZLE PIPE 0150 M |5197603 | PIPE-SMLS-BE-SA106M-GRB-50DN- SCHI60-TDC 17/ CUT TO SUIT | 0301
0.334" [8.5] THK (MIN.) 106 |LWNRF FLANGE FORA & P [2  |EA 5217125 |FLG-LWNRF-SA105-NPS2-600%-T16.6-260LG 17| CUT TO SUIT [ 0101
AFTER FORMING 105 [LWNRF FLANGE NOZZLE V |1 EA |5217130 |FLG-LWNRF-SA105-NPS2-6004-T16.6-330 LG 10[ STB. 0101
DETAIL OF NOZZLE'W' DETAIL OF NOZZLE 'B' DETAIL OF NOZZLE V' DETAIL OF NOZZLE 'A'& P’ DETAIL OF NOZZLE 'D' 104 [LWNRF FLANGE B 1 EA |5217129 | FLG-LWNRF-SA105-NPS2-6004-T16.6-285 LG 9.2|STD. 0101
DETAIL OF SHELL & DISHED END
103/4\|LWNRF FLANGE NOZZLE W |1 [EA 5217130 | FLG-LWNRF-SA105-NPS2-6004-T16.6-330 LG 10| STD. 0101
iy 102& DELETED - - - - -|- -
- ‘ [200] ‘ e 101/0\| DELETED -l - - - |- -
- e T TS A Eil &
g 0.394"(10] 2Nos. /6" NPT [~ —|= T 7] [25] \Q:\i/) o B\ | SHACKLES G-2160 19 |MMANHOLE 1 [ea [615201 | MANHOLE-CS-600DN-#150-DAVIT 1|REF BRAWING N/A
TELL TALE HOLES | ‘ 5. DG | STOCK NO. 1021256 -
N | | — s WORKING LOAD - 7 (TONS) 18 | MRFPAD 1 |ea [5071388 |PLATE-SA 516GR70-T10-TDC /3\[555560x 10 | LLBIRING 0001
SHELL 70 DISH WELD SEAM ‘ w \ S |E 4 17 | ANGLE CLOSER PLATE L |EA [5071388 |PLATE-SA 516GR70-T10-TDC 170x 100 x 10 | 5.3 CUT TO SUIT | 0001
/ SHALL BE GROUND FLUSH AT ‘ ‘ = ‘ e \\ 16 |NAME PLATE - ASME 1 |EA |5020959 |NAME-PLATES-AISI304-ASME 1[-- N/A
| LEG SUPPORT RF PAD AREA ; | Sl B N 11 =R I N 15 |NAME PLATE - MFG 1 |EA [5005393 |NAME-PLATE-AISI30L 1[-- N/A
| ¥ | { = @/ 7777777777 i i 1 |NAME PLATE BKT. 1 |eA 5159589 |PLATE-SAS16GRT0-T6-TDC 400x270x6 | 51{CUT TO SUIT|0001
! ! | o~ ! ] N
o \Q ) | S ’ [gé? N 13 |NAME PLATE BKT. 1 |EA 5159589 |PLATE-SAS16GRT0-T6-TDC L00x 75 6 14| CUT TO SUIT| 0001
‘ ——T a NE STOR 121\ [ LUG SUPPORT PLATE 2 |ea [5071388 |PLATE-SA 516GR70-T10-TDC 220x35x10 | 12[CUT TO SUIT| 0001
| -~ f v 15] S I i - 11 A\ |LIFTING LUG PLATE 2 |EA [5007251 |PLATE-SAS16GR70-T16 490 x 220 x 16 | 27| CUT TO SUIT|N/A
| ! ] 2ls i _ _T10-
" } | — SE TYP ‘ DELETED A 10 /4\| RF PAD LIFTING LUG 2 |EA [5071388 |PLATE-SA 516GR70-T10-TDC 320% 170 x 10 | 8.6|CUT TO SUIT | 0001
| | N - | 09 |LADDER RUNG 1 |EA [G071399 |PLATE-SASI6GRI0-T24-TDC /AN 1000 x 24 x 24 | 346} CUT TO SUIT | 0001
= | 035310 S i | 08 | GROUNDING LUG L |EA [5034291 |PLATE-AISI304-T6 150 x 65 x 6 2| cuT TO SUIT|N/A
~ ! .
§ 0393'10) - e \ 120 5/8" A 07 |BASE PLATE L |EA [5007251 |PLATE-SAS16GR70-T16 175x 175 x 16 | 15.2| CUT TO SUIT|N/A
= | —|- = [320] = m= 06 |FAB.LEGANGLEPLATE |4 |EA |5159592 |PLATE-SAS16GR70-T12-TDC 1150 x 80 x 12 | 34.8| CUT TO SUIT | 0001
3 Z @ 0.630" 0.394" @ 2 Nos. 1/4"(6] NPT 05 |FAB.LEGANGLEPLATE |4 |EA |5159592 |PLATE-SAS16GR70-T12-TDC 1150 x 80 x 12 | 34.8|CUT TO SUIT | 0001
cl% | 6] THiK 10T THK VENT HOLE 0. |rRrPADFORLEGSUPP. |1 [EA [S071388 |PLATE-SA S16GR70-T10-TDC 270x200x10 | 17| cuT To SUIT| 0001
£\ | ELEVATION 03 |DISH END BOTTOM 1 |EA 662218 |SAS16 GR70-DISHEND-2ELLIPTICAL-T10  [BLANK 81150 | 815|CONF. TO MFG. | 0001
S| 8 !
R 212 | === LIFTING LUG DETAIL 4\ SIDEVIEW 02 |DISHEND TOP 1 |ea |674140 |DISH-2:1 ELLIPTICAL-SA 516 Gr.70-T12  |BLANK #1150 | 97.8|CONE. TO MFG. | 0001
Gl = :
= Zm | 01 |MAIN SHELL 1 |ea |5071388 |PLATE-SA 516GR70-T10-TDC 2906 x 1729 x 10 |394.2[CUT TOSUIT | 0001
\ SRNG DESCRIPTION QTY | UOM | MAT.CODE MATL. DESC SIZE (M)  |WTIKGI| REMARKS |TDC
+ i BILL GF MATERIAL
B : i GRAB RUNG 0.236" /2
i (6] THK SALES ORDER Ne. ITEM No. MATERIAL No.
| 30002756 30 9006936
GROUNDING LUG 3
@ JH[ il TP
~ ‘R R i LRQA
'JP E VIEW "B-B i i 3 . e D Witnessed D Monitored Reviewed
:\T g / £ % | & Y Name: Dinesh Patel Signature
= | ‘ Date: 11/01/2023 " "
| T | ) | AS BUILT
i Ref. No.: % B
At | ‘ < Office:  Ahmedabad
A _>| ELEVATION @ VIEW “A-A" i TRaAOST 172077 -
DETAIL OF LEG SUPPORT *VM & CORNERS
1 S R w v =i e S TYp
_|= 51/8" T ‘ | S Z=RRiE
2L [130] [178] | \ s 3 ISSUED FOR AS BUILT - GM SRM SMR 02-01-2023
©|o vz PR ‘ ”””” i 2 REVISED AS MARKED - GM SRM SMR 31-10-2022
"% 38 A N £ ) S s ' S oo BR I\ :‘j’i\l _ A Nj_) 1 REVISED AS MARKED - GM SRM | SMR | 19-09-2022
- T e —— } | “ A\J g A N 0 ISSUED FOR APPRGVAL -- GM SRM SMR 11-08-2022
=3 %; e 2 ! REV. NO, DESCRIPTION ZONE NO. DRAWN| CHKD. | APPD. DATE
: = —[L57]= REVISIONS
0.236" [6] THK| L\, N Q/Telz:"E?]RNVERS Ty MANUFACTURING ADDRESS -
N5 SIDE VIEW ELEVATION PRAJ INDUSTRIES LTD. SEZ UNIT-I,
I A PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE, AS M E
5/32"[4] GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA TN =
TYP. GROUNDING LUG DETAIL /4\ TYP. MANHOLE GRAB RUNG DETAIL /¢, TYP. MANHOLE ELEVATION MANUFACTURER'S SERIAL NUMBER :-
(LUG SHALL NOT BE PAINTED) GRAB RUNG DETAIL NAME PLATE BRACKET DETAIL /3\ E-23020-19-D-782 (QTY - 1 No.)
AIR _/.
CLIENT . WORLD ENERGY PARAMOUNT P.O.NO.:
EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC e e
PROJECT . WORLD ENERGY RENEWABLES PROJECT eI 124 PRALG.3.000565
PROJECTLOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLIENT REV NG
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND =
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM Ai
PRAJ INDUSTRIES LTD. ra
“PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)
‘ DRAWING SIZE :
TITLE : ‘
= " a1
FABRICATION DETAIL DRAWING FOR
SCALE PIL JOB CODE
19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS
NTS E-23020
SHEET
DWG. NO. |  E-23020-ME-782-WFD-0003 Tor 1 | REV. | glr]2]3]
16 15 14 13 12 11 10 /N 9 | 8 7 6 5 4 | 3 | 2 | 1
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8 7 6 5 | 4 | 3 | 2 | 1
0.672"
‘A Q o i ‘A [12]THK.
N 1@ CA &
Iy e i S
i LRI a0 =
e Zz
QS\OWO &
C\mamr\ JavAN2)
5/64"(2]
| 0.393"
a [10]THK.
e W DETAIL W2
! . TOP DISH END
! 0393
( - VIEW FROM "A-A’ ‘ [10]THK.
] E— S T //' R "
\ o Ny
w G - 2 g
g L "AS BUILT" /\““
r 1 \‘-\-\)
DISHED END DETAIL — 5
5/64"12] |
SR.| VESSEL T- t  |SPINHOLE @ |RADIOGRAPHY | BLANK DIA. | WEIGHT WELD '
o TAoNG. 1D H SF |[ICR [IKR| oo i ceeons | me | QT sEAM | REMARK DETAL W2
1 [19-D-782 | 36"1914.4] | 9"[2286] |27(501| -- | -= [0.472" [121]0.393" [10]| REFER NOTE—S’EFEQE%RGNAODT DS ~963 | 1 | No | TOP DISHEND BOTTOM DISH END
2 |19-D-782 | 36"[914.4] | 9”[228.6] |2"[50]| -~ | -- [0.393"[10]{0.334" [8.5]| REFER NOTE-5 555%4%%“'[) ~1141 ~803 | 1 | NO |BOTTOMDISHEND TABLE-1 |  PFHT CYCLE FOR TOP DISHED END
GENERAL NOTES. PN LOADING TEMPERATURE (MAX.) | 300°C
(1) DIMENSIONS ARE IN INCH [MM]. UNLESS OTHERWISE SPECIFIED. LRQA RATE OF HEATING (MAX.] 100°C/Hr AFTER 300°C
D Witnessed D Monitored Reviewed SOAK'NG TEMPERATURE 610°C +/_ 100[
(2) CODE OF CONSTRUCTION :- ASME BOILER & PRESSURE VESSEL CODE, SECTION | EDITION 2021, S . COAKING TIHE (N o MINTES
(3) MATERIAL OF CONSTRUCTION - SA-516 GR.70 (REFER, E-23020-ME-00-TDC-0001) Date: 11/01/2023 ' - -
(4] TYPE OF DISHED END - 241 ELLIPSOIDAL A= RATE OF COOLING (MAX.) 100°C/Hr UPTO 300°C ASME
(5) SPIN HOLE IS NOT PERMITTED IN THE DISHED END. T Amedabed —
(6) DISHED END BLANK DIAMETER AND NOMINAL THICKNESS SHALL BE CONFIRMED BY DISHED END FORMING VENDOR,
(7) PROFILE SHALL BE CHECKED WITH TEMPLATE AND TEMPLATE SHALL BE PROVIDED BY MANUFACTURING / DISHED END FORMING VENDOR.
(8) PROCESS OF MANUFACTURING :- COLD FORMING, FOR COLD FORMING CYCLE REFER TABLE-1 o & Pe!
(9) VISUAL INSPECTION AFTER FORMING SHALL BE CARRIED OUT. 1 EYETYCTE; " o YRR FTRTOE
(10) THIS DRAWING SHALL BE READ IN CONJUNCTION WITH E-23020-ME-782-GAD-0003 ; UED FOR MANUFACTORMG Tk T ek Teoe0m
ST - S 0 0 OUT ON INS OUTSIDE SU 0 U ORTIO —
(12) DP TEST //igTPEERRDFlRHAEJN/EPI;RFE)P:I/IEIS ;ROBEEESL/JA;ERIED T ON INSIDE AND OUTSIDE SURFACE OF THE KNUCKLE PORTION AND WELD EDGE | 2BV NO. ESCRPTION Sra T crrko. 1 APPD. TATE

(13) WELDING ON BASE METAL BY VENDOR IS NOT ALLOWED.
(14) FORMING VENDOR SHALL INDICATE IN THEIR INSPECTION REPORT WHETHER OR NOT THE PART HAS BEEN HEAT TREATED.
(15) AS PER UG-81, OVERCROWNING TOLERANCE :- 1.25% x ID 0.45"(11.43), UNDERCOUNTING TOLERANCE :- 0.625% x ID 0.225" (5.715),
KNUCKLE SHALL NOT BE LESS THAN SPECIFIED. AND AS PER UG-80 OUT OF ROUNDNESS :- 1% OF NOM. DIA. 0.36"(9.144) ON VESSEL ID LOCATION.

(16) FORMING VENDOR SHALL APPLY HIS LOGO ALONG WITH MFG. SERIAL NO. ON EACH DISHED END WHICH SHALL BE MENTIONED IN
INSPECTION REPORT FOR IDENTIFICATION PURPOSE.
(17) IF REQUIRED, LIFTING LUGS OF SAME MATERIAL AS OF DISHED END SHALL BE WELDED AS PER WPS APPROVED BY PRAJ.

AND WPQ QUALIFIED AS PER ASME SEC. IX EDITION 2021 AND SAME SHALL BE APPROVED BY PRAJ. THESE LUGS SHALL BE REMOVED AT PRAJ WORKS

AlIR

/.
;

CLIENT

AR PRODUCTS INDUSTRIAL GAS

THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM

PRAJ INDUSTRIES LTD.

“PRAJ TOWER", Bhumkar Chowk, Hinjewadi, Pune-411 057. (INDIA)

/Y

praj

AFTER WELDING DISHED END WITH EQUIPMENT. DP TEST SHALL BE CARRIED OUT AFTER REMOVAL OF TEMPORARY ATTACHMENTS. TITLE - DRG. PAPER SIZE:
(18) HEAT TREATMENT :- APPLICABLE. (REFER TABLE-1) ' @G A3
DISHEND DRAWING FOR SCALE oL JOB CODE
19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS NTS E-23020
DWG. NO.  |[E-23020 -ME-782-DED-0003) ,*=F", | REV.
8 7 6 5 | 4 | 3 | 2 | 1
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8 7 6 5 4 | 3 | 2 1
1) ALL DIMENSIONS ARE IN INCH/(MM) UNLESS OTHERWISE SPECIFIED,
2) TEXT ON THE NAME PLATE SHALL BE INDENTED BY ETCHING. AND LETTER SHALL BE BLACK COLOUR
77/8¢ MIN. CHAR{?;;ER ]SI(ZE SHSLL BE 0.1)575"[1» mm] & DEPTH OF INDENTATION SHALL BE
MIN. 0.017[0.25mm]. (e.g.- Pressure ) —=t&
“ " - 3) MATERIAL OF CONSTRUCTION OF NAME PLATE - AISI304
o L L 23/37 L) REFER G.A. DRAWING NUMBER : E-23020-ME-782-GAD-0003
o e W 6" S) NAME PLATE THICKNESS 0.0788" [2mml.
3|3 ) 821 21 6) TOTAL QTY.- 01 No.
- <1 TH**YEAR OF BULT SHALL CORRESPOND TO THE DATE OF APPLYING *CODE STAMP"
B A .
NS / A els 8) LETTERS SHALL BE AS FOLLOWS -
)= e PRAJINDUSTRIES LTD. : TREBUCHET MS.
Prﬁ PRAJ INDUSTRIES LIMITED’ INDIA REEE OTHERS : ARIAL NARROW (EXCEPT “LOGO", WHICH WILL BE AS PER PRAJ NORMS)
DESIGNED BY PRAJINDUSTRIES LIMITED, INDIA_ 1) ACTUAL DATE SHALL B PURCHED EHGRAVING OR HARD STAKPING
MANUFACTURED FOR | AIR PRODUCTS MANUFACTURINGLLC | 3= 1oy AFTER HYDRO TESTING IN DD-MM-YYYY FORMAT & MUST BE CLEARLY LEGIBLE.
= PROJECT NAME | WORLD ENERGY RENEWABLES PROJECT] NS e 11) INSPECTION STAMP SHALL BE HARD PUNCH AFTER OBTAINING APPROVAL FROM Al
g = EQUIPMENT NAME | PLANT AIR RECEIVER FOR SELF CLEANING FILTERS) =y £
EQUIPMENT TAG NO. (19-D-782 | = T L
MANUFACTURER SERIAL NO. E-23020-19-D-782 | 2|2 S=
. YEAR BUILT EX | z[e N =
e | [CODES|_ [[FF o=, &
A DESIGN PRESSURE (INTJEXT.) psi(a)| 150 / NONE | FASME =z
DESIGN TEMPERATURE(INT./EXT.) T’F 1 500 / NONE | SEC. VIl DIVA, oS N "AS BUILT" ASME
ST gi?'-ll; F(’)RFEiggTR SO o ;(%01.2 20225 } =OTION 2021 _
CORROSION ALLOWANCE in [1/8" | LWPECTONSTAP | | 52,
RADIOGRAPHY RT4 | o BE
: HEAT TREATMENT NO | g~
. | | % CAPACITY ft* [49.48 | T
Lw </ ey : Movin 4 P
L1 TYP. FLUID | PLANT AR A | L/ = A= 2 ISSUED FOR AS BUILT GM SRM/ /fr: 02-01-2023
TOTAL WEIGHT EMPTY lbs |2166 A\ / s 1 [ISSUED FOR APPROVAL GM_ [sRM SMR_ [19-09-2022
. 3= 0 ISSUED FOR APPORVAL GM SRM SMR 11-08-2022
SR 5T REV.NO. DESCRIPTION DRAWN | CHKD. | APPD. | DATE
A /32" /16" /32"
S ot i AR /.
PRODUCTS £=
CLIENT : WORLD ENERGY PARAMOUNT PO.NO.
R %0 )e EQUIPMENT OWNER: AR PRODUCTS MANUFACTURING LLC 208 T0H8
EN | T PROJECT : WORLD ENERGY RENEWABLES PROJECT | EN207124-PRAJ-9V3-00054
”Tgf @ l PROJECT LOCATION: WORLD ENERGY, PARAMOUNT , CA, USA [ GLIENT REV. NO.
TV SDWG. IS 0 0 STRIES LTD. =
Q 654/ MFG. NAME PLATE DETAILS SHOULD NOT BE REPRODUGED WITHOLT WRITTEN CONGENT FROM /ay
: i t PRAJ INDUSTRIES LTD.
- ; g “PRAJ TOWER", Bhumkar Chowk, Hinjewadi, Pune-411 057. (INDIA) Pral
25 |Oi\ P TITLE : NAME PLATE DETAIL DRAWING FOR @G DRG. PAAPSER SIZE:
i ,:)—-_:L N AN1> 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS SCALE oI JOB CODE
CK& AN2N KA NTS E-23020
DWG. NO. |E-23020-ME-782-NPD-0003 | ST 1 REV.
| 7 6 | 4 3 | 2 1
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8 7 6 5 4 3 | 2 1
NOTES -
1) ALL DIMENSIONS ARE IN INCH/(MM) UNLESS OTHERWISE SPECIFIED.
2) TEXT ON THE NAME PLATE SHALL BE INDENTED BY ETCHING. AND LETTER SHALL BE BLACK COLOUR
3) MIN. CHARACTER SIZE SHALL BE 0.1575"[4 mm] & DEPTH OF INDENTATION SHALL BE
MIN. 0.01"[0.25mm]. (e.g.- Pressured=ts
e 4) MATERIAL OF CONSTRUCTION OF NAME PLATE - AISI304
5) ASME CERTIFICATION SYMBOL STAMP TO BE PUNCHED AFTER OBTAINING
SPACE FOR AUTHORIZATION FROM 'Al' AND IN HIS PRESENCE.
NATIONAL BOARD NUMBER 8 11/16" 6) REFER G.A. DRAWING NUMBER : E-23020-ME-782-GAD-0003
550] 7) NAME PLATE THICKNESS 0.0788" [2mm.
16 39/16" 8) TOTAL QTY.- 01NO.
\B STAMP AR 901 _ 9)%% YEAR OF BUILT SHALL CORRESPOND TO THE DATE OF APPLYING “CODE STAMP”
mEre ' 55/16" iz AND SHALL BE HARD PUNCHED PHYSICALLY.
1135] ® 10) NATIONAL BOARD SYMBOL SHALL BE HARD PUNCH AFTER OBTAINING APPROVAL FROM Al.
A= N 11) NATIONAL BOARD SR.NO. TO BE ALLOCATED BY MANAGER QAC. AND SHALL BE
N N HARD PUNCHED USING LETTERS OF AT LEAST 0.236" [6MM] HEIGHT.
\ ] Ll 12) LETTERS SHALL BE AS FOLLOWS -
Yo N 11/16" sl BB e PRAJINDUSTRIES LTD. : TREBUCHET MS.
5 E ) [18] 3 @ 3 = OTHERS : ARIAL NARROW
AOSEEPST?MPD e ) oS Certifiedby ___
TO BE PUNCHE ™~ M|
N . .+ PRAJ Industries Limited, SEZ Unit - | 2 4
N 13/16" g | 1O NE SF L
— 1201 201 170 psi(g) &t 500°F — e 5 2
iy S U Maximum allowable working pressure (internal) R
~ o\o = o . N £ " "
= L . x — - ; aE——
o Minimum design metal temperature s
! (20] v} “
c E-23020-19-D-782 =k
Manufacturer's serial number 7~~~ &
Year built < kE LT [T |1
§E 2 ISSUED FOR AS BUILT GM SRM SMR 02-01-2023
; 1 ISSUED FOR APPROVAL GM SRM SMR 19-09-2022
0 ISSUED FOR APPORVAL GM SRM SMR 11-08-2022
) REV. NO. DESCRIPTION DRAWN | CHKD. | APPD. DATE
B
AR /.
CLIENT : WORLD ENERGY PARAMOUNT PONO.
EQUIPMENT OWNER: AR PRODUCTS MANUFACTURING LLC :
ASME NAME PLATE DETAIL PROJECT . WORLD ENERGY RENEWABLES PROJECT | Shsorr sh A 6300054
] PROJECT LOCATION: WORLD ENERGY, PARAMOUNT , CA, USA [ CLIENT REV. NO.
THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND <=
SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM A
LRQA PRAJ INDUSTRIES LTD. p
O witnessea [ monitored Reviewed “PRAJ TOWER", Bhumkar Chowk, Hinjewadi, Pune-411 057. (INDIA) r a]
N;me: ?;j:j/r;z;;el Signature TITLE: NAME PLATE DETAIL DRAWING FOR @G DRG. PAPER SIZE:
ate .
A %D 19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS AS
e SCALE PIL JOB CODE
T Ahmedabec NTS E-23020
SHEET
DWG. NO. |E-23020-ME-782-NPD-0003 | ,°oF' | REV.
8 7 6 5 | 4 3 | 2 1
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13 12 11 10 9 4 | 3 | 2 | 1
WELD JOINTS DETAIL
E[iﬁ i . SR.NO| DESCRIPTION WELD JOINT NO.
Vs NOZZLE TO RF PAD 01 | MAIN SHELL TG TOP DISH END / BOTTGOM DISHED END (-SEAM BC1TO BC2
Cx ( %IS NOZZLE NO.)
NGZZLE NECK TO FLG. 02 MAIN SHELL L-SEAM AL
(*1S NOZZLE NO.) F % 0 AM
oA 03 | MNOZZLE NECK L-SE AL?
04 | NOZZLE NECK TO MAIN SHELL / DISH END DA.DB.BD.DM.DP,DV.DW
B : f /N 05 | RFPAD TO MAIN SHELL / DISH END FOFM A\
\ \ D %
\ \ NOZZLE NECK TO SHELL/DISH END 06 | NOZZLE NECK TORF PAD EDEM A\
| | (% IS NOZZLE NO.)
| | 07 | NOZZLE NECK TO WNRF FLANGE (O,M A\
| | NOZZLE WITH RF PAD DETAILS 08 | NOZZLE PIPE TO ELBOW BD-1T0 BD-2
- - - - - i 09 | LEG SUPPORT PAD TO SHELL FLSPS-1T0 FLSPS-4
| | | | ‘ | - | 10 | LEG SUPPORT TOP PLATE TO PAD FLSTPP-1TO FLSTPP-4
i // 1 | LEG SUPPORT TOP PLATE TO LEG SUPPORT ANGLE FLSTPLSA-1TO FLSTPLSA-4
/
. | : \/ 12 | LEG SUPPORT ANGLE PLATE TO LEG SUPPORT PAD FLSAPLSP-1TO FLSAPLSP-4
1 o NECE*;O . C* 13 | LEG SUPPORT ANGLE PLATE TO LEG SUPPORT ANGLE PLATE | FLSAPLSAP-1TO FLSAPLSAP-4
T i | FLANGE 14| LEG SUPPORT ANGLE PLATE TO LEG SUPPORT BASE PLATE | FLSAPLSBP-1T0 FLSAPLSBP-4
\‘\
N 15 | DELETED - /AN
i @ NOZZLE ELBOW ELBOW TYP. WELDING DETAIL OF NECK 16 DELETED - &
i WELDING DETAILS TO WNRF FLANGE 17 | NAME PLATE BRACKET TO SHELL FNPBS-1T0 FNPBS-2
I 18 NAME PLATE BRACKET TO BRACKET FNPBB-1T0 FNPBB-2
T [T il 19 | M MANHOLE DAVIT SUPPORT PLATE TO NOZZLE FLANGE FMDSPNF-1
! BC2 20 | M MANHOLE DAVIT SUPPORT PLATE TO DAVIT PIPE FMDSPDP-1TO FMDSPDP-2
| @ 21 | MMANHOLE SUPPORT EYE BOLT BAR TO BLIND FLANGE FMSEBBBF-1 TQ FMSEBBBF-2
i 22 | M MANHOLE HANDLE TO BLIND FLANGE FMHBF-1 TO FMHBF-4
i Al } 23 | GROUND LUG TO LEG SUPPORT ANGLE FGLLSA-1TO FGLLSA-2
| D % 24 | GRAB RUNG BAR TO SHELL FGRBS-1TO FGRBS-2
‘ NOZZLE NECK TO SHELL/DISH END
(* IS NOZZLE NO)) 25 | DELETED - /N
i LONG WELD NECK NOZZLE DETAILS 26 | LIFTING LUG PAD PLATE TQ SHELL FLLPPS-1T0 FLLPPS-2
‘ 27 | LIFTING LUG TO LIFTING LUG PAD PLATE FLLLLPP-1TO FLLLLPP-2
i 28 | DISHEND TG LIFTING LUG SUPPORT PLATE FDELLSP-1TO FDELLSP-2
| 29 | LIFTING LUG SUPPORT PLATE TO LIFTING LUG FLLSPLL-1TO FLLSPLL-2
@\ - ‘ 30 | NAME PLATE BRACKET TO NAME PLATE (ENPBNP-1TO FNPBNP-& 2. A
! ‘ i 1 |
| 11 JEI () =
! ! i ! 04
(ny 3 LL*JJ
=Bl O
| LRGA
‘ D Witnessed D Monitored Reviewed
! @ Name: Dinesh Patel Signature
‘ Date: 11/01/2023
| > Ref. No.: iﬁ@
‘ Office:  Ahmedabad
i BC1 \\—@
| "AS BUILT"
@ | © “ASBULT
" i Main— %yi,g/
| — 2 ISSUED FOR AS BUILT - GM SRM SMR 02-01-2023
1 1 REVISED AS MARKED - GM SRM SMR 19-10-2022
| 0 ISSUED FOR APPRGVAL - GM SRM/SMR| BK 15-06-2022
i REV. NO| DESCRIPTION ZONE NO. DRAWN| CHKD. | APPD. DATE

REVISIONS

MANUFACTURING ADDRESS :-
PRAJ INDUSTRIES LTD. SEZ UNIT-I,

PLOT NO.307 TO 314, SECTOR IV, KANDLA SPECIAL ECONOMIC ZONE,

GANDHIDHAM, KUTCH, GUJARAT, 370230, INDIA
MANUFACTURER'S SERIAL NUMBER :-
E-23020-19-D-782 (QTY -1 No.)

ASME

AIR

/.

CLIENT . WORLD ENERGY PARAMOUNT P.0.NO. :
EQUIPMENT OWNER : AIR PRODUCTS MANUFACTURING LLC ‘F‘,?fgjgé‘_‘r“g S
PROJECT : WORLD ENERGY RENEWABLES PROJECT ' NG
PROJECTLOCATION : WORLD ENERGY, PARAMOUNT , CA, USA CLENTREV NO.

THIS DWG. IS THE PROPERTY OF PRAJ INDUSTRIES LTD. AND

%

ELEVATION VIEW SHOULD NOT BE REPRODUCED WITHOUT WRITTEN CONSENT FROM Ai
PRAJ INDUSTRIES LTD. P ra .’
“PRAJ TOWER", Bhumkar Chowk-Hinjewadi Road, Hinjewadi, Pune-411 057. (INDIA)

. ‘ DRAWING SIZE :
TITLE : A1
WELD MAP DRAWING FOR
19-D-782 PLANT AIR RECEIVER FOR SELF CLEANING FILTERS SﬁﬁgE PIL J‘;_E;S%;JDE
DWG. NO. |  E-23020-ME-782-WEL-0003 SISET | REV. [/ 2] |
13 12 11 10 9 | 4 | 3 | 2 | 1
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