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Other Requirements and Notes:
1.— ML Z 3K /General requirements
1T1BREMSE, BB RSP IES g, FESINAERRS, 5 AAKERT.
All dimensions shall be in US customary unit as primary unit and metric unit shown in bracket, unless otherwise speciﬁel:i.
1292 OB R TLR B A E R LR |
Flange bolt holes shall straddle the natural centerlines of exchanger.

1.3 A ZERFFEASMES )\ G H 154> API-660MTEMA-RIGER, BRIFBKAEMNE, BURRAT KB AZE,
Tolerance shall be accordance with ASME SEC Vill Div-1, API-860 & TEMA-R and most stringent shall be applied unless otherwise specified on the drawing.
2.%% ¥l Materials !
AR Ui AR R Te A A4 EHRL 75 5 ASME Section II, Part A, 3 H SC4SPEC-ENG-MQO42 FIHEHERIMPS XU, SCfF4%5: EN207123-MPS.
Material of pressure and non pressure retaining parts shall be in accordance with ASME Section |I, Part A and Project specification SPEC-ENG-MQ042, and
Material Purchasing Specification, Document No: EN207123-MPS '
2.2 FrA MBI RLR A EN1020473.13K4EH5, B &R IR0 B ATESPEC-ENG-MQUA2FI PR RAEAT BE: |
All materials shall be delivered with Certificates 3.1 acc. to EN 10204 and it shall be subjected to retesting per Appendix A of SPEC-ENG-MQ042
2.3 MBHEIR I H 3C#FASKM-PP-000-500512-A & WCE I FEN207123-WCE-001 0347 PMI. j
PMI shall be performed in accordance with specification ASKM-PP-000-500512-A and WCE's PMI PROCEDURE EN20/7123-WCE—-0010.
2. AFME HVENBPHE
All tubes shall be one piece without circumferential weld seams
2.5 By 158 B NI Tv6k == e T s
HARDNESS OF GASKET SHALL BE LOWER THAN THAT OF FLANGE CONTACT SURFACE
2.6 B L% 2 T H A TESPEC - ENG - MQO57HIZE R
GASKETS SHALL COMPLY WITH THE REQUIREMENTS OF SPEC - ENG - MQ057
2.7 X TRIHRBAE, B EENH0.14%~0.20%
FOR DSS TUBES, NITROGEN CONTENT SHALL BE 0.14% - 0.20%

8 EFEVE MR BSR4 f pL

CHANNEL GIRTH FLANGE SHALL BE PRODUCED TO FINE GRAIN PRACTICE.
2.9. VHETHIFEEEH 2 M150mmK EERNHTEERARGE. HENFERBRTE, %;ﬁr“ WAL A DRFHTH
P Fuab
Tube u-bends shall receive post bend solution annealing heat treatment. Heat treatment shall use electric clamp methods and the procedure shall be submitted to

Buyer for approval. Furnace heat treatments are not allowed
2.10 NZ7F & ABKM-PP-000-500530-A %5 4.16 Bt A X #6: R4 1 B I EE Sk |
ADDITIONAL REQUIREMENTS FOR TUBING AS PER PARA 4.16 OF ASKM-PP-000-500530-A SHALL BE COMPLIED WITH
2NBTE A EBANEEMETEEFRNHTINE, FILRERLNFRTHFTEBWIGE. AF (ETRT) FragxEmst. k.
B BENES,
()R EEREM . B FNE—MIBHITIE;
QN FARBEENSEN, MENSIEENE—R (MnEERABERTHRINE- —KERE R EENE,
(3) AR B 0 S 7 R e v I I 5 !
(
(

i

—IREFTHNE) ;

AFREE = R SRR O vk 22 A A .

SN THAERE, HlIERNUESHN% (BRE—MIE)
Thickness of all pressure-containing components shall be measured by UT and logged in the final dossier and traceable to the component. This includes (but is not
limited to) all shell plates, dished ends, forgings, pipes & fittings.
(1)ltems of consistent thickness (i.e. plates, pipe) shall be measured in one location only.

)Forgings with varying thicknesses shall be measured once for each diameter (i.e. SRN nozzle forging would have two me{asurements one at barrel and one at neck).
3) Standard fittings (e.g. ASME B16.9) shall be checked at the weld prep end.
4)Standard flanges (e.g. ASME B16.5/47) shall be checked at the weld prep end and flange.
(5)For heat exchanger tubes, 5% of each lot shall be measured by the fabricator (one location per tube).
2. 12 RAPRL B3R RASTM 923, VEBREATE VARG Ompdidle, REMNABNEETHEANTIET/ESA. RBEEA-40° CERE
&, SARBEMM ST/ F54]
Charpy-V(Cv) impact test for Tubesheet shall be performed as per ASTM A923, Method B.. The test specimen shall ha\{e its longitudinal axis located perpendlcular
to the direction of major working of the forging or test blank. The value of impact energy from three specimens should be not less than 54J at - 40°C or a lower
temperature | T
3.#|3& 55 48 % [Fabrication and inspection
31 EZEH AN E Ra3.2~6.3um;
The finish of the gasket contact surface of flange facing shall be Ra125~250 micro inch
32 RIFCERY, BENERBNREEETF, HEEWmIFNITEZR/NSmmiIE A .

Unless specified otherwise, nozzles shall finish flush with the internal contour of the vessel. All inside edges of nozzle Z%all be radiused to 5 mm minimum.

(2
(
(

3.3 I L5 A M9 2 TH A 78 2 BRI B LE 2B RNE 4o 35 1 BB, = E R EN BR L 5 £ R IR ERT..
Finished flange facings shall be adequately protected to prevent any deterioration, daub suitable rust inhibitor, for heat freatment conditions, protection shall be
achieved by applying easily removable coatings.

3. 4P SR N 2 DF —/NPT 1/83E~F HRIRTL, ML FHEE RSB MEDISFERAE. ZIKEXJJH TEM M RE SN RE T
oo FEXTBAEBATE AR AT, REXF A #1 58 B Sk 58 B 1 48— B0 43 AU X A8 LB Bpsi I R 5 Z ST E S AR R R E . K%
LNRFFITIORES, DEEEARBHRAEESI. EARREMEER, NAERBILFEEEEE

Reinforcing pads shall have at least 1 test hole, tapped 1/8 inch minimum pipe thread, located at least 45 degrees off the longitudinal axis of the exchanger. This
requirement applies to each pad or segment thereof. The welds of each pad or segment shall be tested pneumatically tg 15psi air-and-soap solution test before
pressure testing the exchanger. Test holes shall be left open for use as tell tale holes during the pressure test. Test holgs shall be filled with grease after pressure
test and prior to shipment.
3.5 ETRMRE BRIV BRY, BT JE HEATVH BT A, FE 0P HE 5 v B ARAR, AR BLEEAT 5 3 SkoME [ B VAL L AR U BURE BEAT UM A B R 6
ERRRMERE L ERIREILIH RUG-81 (b) HIER, BRKHREFZEeN2. 81mm,
The ellip.head for tubeside shall be of Cold-formed , and to be Stress relief after Cold-forming. Test specimens shall be éxtracted from the same heat as the head,
and subjected to the same heat treatments done on the head, and then a mechanical test shall be carried out on it; The forming shape tolerance of ellipsoidal head
for tubeside and shell side shall meet the requirement of UG-81 (b) , the maximum permissible deviation e is 2.8 1Tmm.
3.6 BFAA SR AVRENBEEARRE . AR IREE 18] HBE B B K F 4R B 545 5150 mm (6in)
Weld joints in horizontal vessels shall not be located coincident with or across saddle supports. Longitudinal seam offset shall be the greater of five times the plate
thickness or 150 mm (6 in).

3. TH LR (EIERRRAIER) BREREBRNED2T . X 7iHE, MRLEFHLUEER, NESEESMTEEER
AERZAT, ROMIRLESTEE TR, FEXSFFFLFAMIATE~T 4 FE B8 B4 35 A2 i PR 4ZE~F i B B8 3 AT R TR

Openings and attachments (including reinforcing and support pads) shall clear weld seams by at least 2 inches. Subject to approval of the purchaser, if this
construction is not possible, the seam weld shall be ground flush and radiographed for a distance of 4 inches on either side of the opening or for the full length
covered by an attachment plus 4 inches on both sides prior to welding the nozzle or attachment to the exchanger. ,

3.8 B AV FIBRAGIEHEI TR, IEN XH#%E, SRAMNEBAB/NTL/BEST (3.2 m) ., FEMENSBHMET, Wit
XEABRFBURE e B E LT, SRR RIFT BE eI, R A 100%MTHE/T R B 406 . Fabrication aids, temporary supporting lugs, etc.,
that are removed by gouging or thermal cutting shall not be reduced less than 1/8 inch (3.2 mm) from the surface. The femaining material shall be ground flush with
the base metal; the ground area shall not result in thinning below the specified wall thickness , the surfaces shall be guound and subjected to a surface crack
examination by 100%MT after their removal.

3.9 1.5° R LA ERiFteff v Eho s BE, BN AF RBHRERAKE, UEHH J&Eﬂ%fﬁ%?&‘%%%

At and above 1.5" diameter, bolting shall be suitable for hydraulic tensioning. bolting shall have adequate clearance and Iength for use of hydraulic bolt tensioner
A.ﬁﬁﬁ&?@?ﬁ!@@ﬁ {0 B SCAFAWPI-67021095 %€ Mol ykote D-321 R lubricant BB 74T HVE

All stud bolts and nuts and waster shall be lubricated with Molykote D-321 R lubricant as per 4WPI-670210.

3. UIANARFEN (SS) BfE&E LEREEN. BEULEY. WE. EERIC. &ﬁa/@iﬂﬁ %%.WFTIE\ A& KRR &
e SSAESEE, SEEHMKE S & BEEM

Lubricants, thread compounds, paints, crayon markers, pickling solutions, ink markers, tapes and adhesives containing' Ehlorldes shall not be used on stainless steel
(SS) or nickel alloys. SS shall not come in contact with zinc, aluminum or other low melting point metals

3. 12 ZEIEfE A IR IESSECr-MofN MR BB LM R TR E . X T Efhdtkl, FELHTM 5’6?&@

The application of heat to correct weld distortion and dimensional deviation in SS or Cr-Mo steels is prohibited. For all dfiher materials, pre-approval by Buyer is
required.

3. 13 FREFEZME 7 HEARTE 9 B 2 HBAPT 660-2020 R5MIZERK.

The flatness tolerances on peripheral gasket contact surfaces other than nozzle flange facings shall be measured in acéordance with table 5 of API 660-2020.

3A4 MBI M ARAE R (2) MBEEEAREILEE (RI4/MEREFI2 M) j

Two (2) nuts and hardened washer shall be provided for each end of the stud (i.e. 4 nuts and 2 washers)

3.15 EFESNE EAE N IR RRB S N ik & BEFKIEEF, PABFIEERLE . BRI IEﬂ?‘yié KBt

Threads of bolts including exposed parts shall be coated with a metallic base waterproof lubricant to prevent aqueous corrosion during testing, shipping, and storage

3.16 SRR BB Sk RV BT, B Ja EAT [ VA IR K AL 2 4 Jp 5 v R AR AT 5 3t Sk AR TR] B A B, S8 J BOREEAT ML 1 A
R, EVURIERE R S48 5 IE R FRASTM A262 MV & 8] Ji Taus0,; WA I S Sk MR M 25 1 B35 R UG-81 (b) ROEESR; L KRORRAY
{ﬁz’%e?’% 62mm;

The ellip.head for shell side shall be of Cold-formed , and to be solution annealing heat treatment after Cold-forming.Test specimens shall be extracted from the
same heat as the head, and subjected to the same heat treatments done on the head, and then a mechanical test shall be carried out on it; After mechanical test,
the elliptical head shall also be subject to intergranular corrosion test according to ASTM A262 practice E; The forming shape tolerance of ellipsoidal head for
tubeside and shell side shall meet the requirement of UG-81 (b) , the maximum permissible deviation e is 3.62mm.

347 #H L 5 EFTRIE RN B ENIZUW-11(a) (5) (b) FIRIBHT RERSTLARI

Head to channel & shell butt joint weld shall be spot radiographically examined per UW-11(a)(5)(b) again.

4.J88Welding

4.1 W& BEBMARTIE T, B RLAF-& ASME IXEA K T H SCAFA8KM-PP-000-500550-A &4WEQ-1051 % ABKM-PP-000-500530-A 1 Z 3K .

Welding procedure qualification and welders' performance qualifications shall confirm to the requirements of Section IX of the ASME Code and Project specification
ABKM-PP-000-500550-A and 4WEQ-1051 and ABKM-PP-000-500530-A.

4.2 AR BN ARG RSB REELER: B ERES. REEENAEREIEE

Holding pressure butt welded joints shall be full penetration weld. Nozzle attachment welds, Lifting lug welds shall be full penetration weld.

43 XHERIEENAET BN, FHXNERXBEATPTRN, S35 HEAE Rk e a5 FET 88, TRIERN N R EITETR.
All butt welded joints shall be back chipped ,and the back-gouged area shall be subject to PT to demonstrate freedom from cracks or other ﬂaws before rewelding
on that side. Wherever back chipping is not possible root run shall be welded by GTAW.

4ARYE A R SRR I = FE N BB B .

The fillet weld height not dimensioned shall be equal to the thickness of thinner plate.

4.5 BRFe Bl U B AL TR IR S8 AR SR

Unless specified,all welds shall be continuous.

4. 6Z5 1E {8 A TR0 B2 B8R

Non-removable welding backing strips or rings are prohibited.

4. THAES B BTR IR BN B 66 1R TTARYEE A i B SR AN b X VG 4T

All welding performed on the exchanger shall be performed by qualified welders in accordance with the applicable national and regional code(s).

4. 8R4 ET, NMEMREREL: HEE. ERMEORE. NFMRIMAERRAL. 88 (nd) « TR wEHie) RN
BREE. BENMNASWPSHER.

Prior to welding, joints shall be visually inspected for: cleanliness, correct groove configuration, alignment and root gap conditions, condition of tack welds if present,
preheat if specified, and filler metal to be used. They shall be in accordance with the WPS.

4.9 FFEERENEIMAMARIELEFMEREL 1/2%8F (38 m) . RENLEE. M. 55, S4E. S iigss s
HIFY -

Surfaces to be welded shall be cleaned 1 1/2 inch (38 mm) on either side of the weld on the OD and ID. Surfaces shall be free from paint, oil, dirt, scale, oxides, and
other foreign material detrimental to the weld.

5. TA# A 2 [8]J5.E /Preheat and Interpass temperature

5.1 TUFEL 3R R 2 I H SCAH-ASKM-PP-000-500550-A R ZE 5k 5592k K AWEQ-1051 R WCE i # kb B A2 5 EN207123-WCE-0002

RIE R

Preheating and heat treatment requirements shall meet the article 9 of Project specification ABKM-PP-000-500550-A and 4WEQ-1051 and WCE's Heat
Treatment Procedure EN207123-WCE-0002

52X TN, EAERBIEE NEIL28HRC, 12484 B A M X8 B K R B /N TF310HY, BAERAHEITI20HY;
For DSS,The hardness of base metal will not exceed 28HRC, and the hardness of weld and heat affected zone will meet average hardness shall not be
above 310 HV, with no single reading over 320 HV

6.7C 5K Wl /INondestructive examination

6.1 0. TS 15 46l 22 /See Nondestructive examination table

6.2 BT NDEN 6 2 T H ST ASKM-PP-000-500550~A%5 104% fIE SR J% WCE f{NDEFE FEEN207123-WCE-0004 [ 3k

NDE requirements shall meet the article 10 of Project specification ABKM-PP-000-500550-A and WCE's NDE Procedures EN207123-WCE-0004
6.3 BT NDER. H #Z FRASNTHER AAZSNT-TC-1ABR & S LRI E 7 B S RETRBAER A BT

All NDE shall be performed by personnel certified in accordance with ASNT Recommended Practice SNT-TC-1A or Seller's own certification program
that has been approved by Buyer.

6. ATCIRAIN S5 SR HIARRE N H 3RS — BB = FNERI A RPAT

Interpretation of NDE results shall be performed by personnel certified Level Il or Il

6.5 FrE Ll (NDE) R ELLTFEXR: a) BEEEEDS/NEAAE#HIT, H; b) BEHLE (PWHTD BiH#fT.

All nondestructive examination (NDE) shall; a) Not be performed until at least 48 hours after welding and b) Be performed after postweld heat treatment
(PWHT).

6.6 BT E W EBAI SRR L ARS8 RIBE . PR R RIS B B IR T IE R TR 4%

The welds on all internal and external attachments shall be welded all around. The welds shall be checked by means of liquid-penetrant or magnetic
particle methods.

6.7 NAEMRE R E AT BN A M (BB #HTHARMESERERE, BEAGCEERHHTHEN. RAOwE R,
i B B CE- B P2 42 0 B R I IE H R B AL 202

Highly-stressed attachments, such as lifting lugs, shall be radiographed or ultrasonically checked before post-weld heat treatment and magnetic particle
inspection after post-weld heat treatment. No crack indication is allowed. A separate test certificate for the lifting lug or trunnion attachments welds shall
be shipped with the equipment.

6.8 BREENHMR NP AFERERMEDS— (1) FF (25 mm) BB CIAEN, KHAT100% PTHRMN)

MT or PT examination of welds shall include a band of base metal at least one (1) inch (25 mm) wide on each side of the weld.

6.9 R NI GHEIT 2~ TE B HAT100% MTREI CHAREEAN, KhAT100% PTARH)

Weld bevel edges over 2 inch (50 mm) shall be examined by MT (or PT for austenitic SS materials).

6. 10 WREBM ML E TR EBIES, FIEREIGED, HAMELEFREIZX .

If arc burns occur during magnetic particle examination, the arc burns shall be removed and the area reexamined by the magnetic yoke method

6. 100 TR i Ab B &, SIS A REREE:

For PWHT'd equipment, the magnetic yoke method shall be used

6. IIZEMEINAFEASMEE LB FOFET-64IER TR RABNER, Ty aR R (T,

Penetrant materials shall meet the requirements of Paragraph T-641 of Article 6, ASME Section V, for sulfur and halogen content regardless of the type
of material to be examined.

6. 1240 R W& IR LR RUV-5231T BB ST R, SRR AU IR 48R Re R R B R & 15 F M FWPS (R 4%

If the equipment welds are spot radiographed in accordance with uw-52, spots shall be selected so that examination is made of welds representing each
WPS utilized on each type of equipment

7.3\58 Testing

71 KERBHENEREENARFE S TRIEEITERBIERE30° F (17° O , EAFEBT120° F 48° O , EH
MR XK EERK. -

The metal temperature during hydrostatic test be maintained at least 30°F (17°C) above the minimum design metal temperature, but need not exceed
120°F(48°C), to minimize the risk of brittle fracture.

72 E RN, B RZEERE S WRE AR HRERTARESRER, B AR R R AR 3 B &
FreHdE, FHFEFHITKERR.

The gaskets used during pressure testing shall be the same type and material as the service gaskets. When equipment is dismantled for any cause, it
shall be reassembled with the new gaskets of the same type & material and re-hydrotested..

7.3 ZK AR Ta i ) B AR FF 2= 2D —/NE

Hydraulic test shall be maintained at least 1 hour.

7.4 FTKERE KK AREK . BRHKEFE S &2/ TF500om GEEFRT) HIRAK.

Water used for hydrostatically testing shall be condensate, demineralized, or potable with a soluble chloride content of less than 50ppm by volume.

7. 53 BN ZHKERBK A & &N T 1ppmit, BIERAHRS ST T4

Hot air may be used for drying if and only if the hydrostatic test water has chloride content of less than 1ppm.

7. 640 R T A7 I8 A 1A 45 A BB AR R R v JE RS ) BB AR 1% HIIRE N /7, TR E BB e, FHPERLS AR AT Hrig e

If the bolts used during the pressure test exceed the design yield stress or 1% proof stress of the bolts, the bolts shall be replaced and new bolts shall be
delivered with the finished vessel.

7.7 T RMKERR, NMERAEZBRERE

FOR SHELL SIDE HYDROTEST, ALL FLANGE BOLTING SHALL BE USED

8.7% [ 4b ¥ /Surface treatment

8.1 & BB IZ IR I B SC/4-ASKM-PP-000-50520-A R WCEH 3% T #EN207123-WCE-0017.

Surface preparation and painting shall be carried out per Air Products specification ASKM-PP-000-50520-A and WCE's Surface Preparation and
Painting Procedure EN207123-WCE-0017.

82%@%,ﬂiﬁ%&%ﬁ%oﬁﬁﬁm%WW%ﬂﬁ%ﬁ&MEE%,E&%M%\ﬁ%%ﬁ%\§%§\%ﬁ\%%ﬁﬁmﬁwoﬁ%ﬁ,&%E?ﬁﬁ
B, DAWBLERFTHRESET: EAHWRE, A5 HIEMKE.
Heat exchangers shall be free of foreign matter prior to shipment. Each exchanger shall be thoroughly cleaned inside and outside, and shall be free of grease, weld spatter, scale, slag, rust, and
other foreign matter. Exchangers shall be thoroughly dried after testing. Hot air drying by evaporation is not permitted. no trace of water shall be present after pressure testing
8.3 MEEMNRIE PLHATBRBEFI S :
PICKLING AND PASSIVATION SHALL BE CARRIED OUT FOR SS SURFACES.
|
9%, . #ricHiz%i/Packing, Marking & Shipping |
9.1 B B AFARAEUE KIS SV 2 RL A& T H SCIF4WGN-10001 A8 < B 5k J WCE B 40,35 12 2 FPEN207 123-WCE-0008..
Preparation for shipping of equipment, spares, and any loose items shall be in accordance with Air Products specifications 4WGN-10001 WCE's Packing/shipping preservation procedure
EN207123-WCE-0008 |
9.2 A ERRLA100mm (4in) ¥ FEFBER Air Products project Az 5, % FEMRZ 28,
fEfAT E AR IE B A D
Each vessel shall be identified with the Air Products project and vessel tag numbers painted on using 100 mm (4 in) high letters. For horizontal vessels this identification marking shall be at the 90
and the 270 angle positions and located approximately midway between tangent lines (to the right of any centre of gravity marks).
9.3 HHABRRF 034 barg (5psig) TREMTSBEASR, BAN-10CHEMR, BHMEE AR, Wik, ZK<SGng/n3. TFORFEERS N KSR EEHTE
B, DMREFEHET,
Vessels shall be pressurized with 0.34 bar g (5 psig) of dry, oil-free aif or nitrogen. with a dew point of -10°C or lower and a total oil content (aerosol, liquid, vapor) < 5mg/m3. Openings shall be fully
bolted in conjunction with service gaskets. to hold the shipping pressture.
M%ﬁ%ﬁ%ﬁ&ﬂﬁ%&@%&%igiﬁﬂ,ﬁ%ﬁ%%ﬁ%ﬁm%?ﬁﬁ%m%&%
Equipment that has been pressurized for shipping shall carry a waming notice at each blinded connection clearly indicating that the unit is pressurized with either air or nitrogen.
9.5 FTf Im i B ARAN S Fr N6 A48 A 3R B R VA VA 1 AR U SR
All temporary shipping cover plates/blinds and gaskets shall meet the same cleaning inspection and acceptance requirements as that required for the internal surfaces of the vessels
9.6 BT Imi B R AR R B R J6 3 6 RAL 1026 SR8l AL
All temporary shipping plugs, metal or plywood cover plates and bolting shall be painted 'luminous yellow' RAL 1026 or similar.
0.7 EAERRBTRLARIR KA IR 302X BB EEA, URBRR. i, BAERERAPER AN EHETRLRRE, IMETEL TR,
All temporary shipping supports that must be removed before operation of the packaged system shall be clearly identified by painting them YELLOW. In addition,they must be tagged or labeled with
written instructions for their removal at the plant site prior to operation.
98 BN ERBN AR, FHAENBERMIRHNEYNEABRRES.
Spare parts shall be packed separately from the exchanger. Spare part packages shall be clearly marked with contents and exchanger number
9. 9L ZERER L FE IR BB
TEMPORARY SHIPPING GASKETS ARE PROHIBITED FOR FLANTED CONNECTIONS

ZRAR SR AL TOM270M A B, HATRZIMMRATRME (LT

10. %% 5 &4t /Spares |
2i&, HilTE |
B 200% !
EEE. ATl RENEZFE O FIRA NS £ % 10% (ZEH2/4)
For construction, commissioning, and start-up i
-Gaskets for girth flanges, manholes, hand holes and blinded nozzles :  200%

-Stud bolt/nuts for girth flanges, manholes and blinded nozzles : 10% (min 2 pieces)

11 #E 5EREREREL
Joints between tubes and tubesheets
11 1RE 5 E R AR N 2 T H ALIEASKM-PP-000~ sfos?,o—A%s 22k B R RWCER e B 55 B HOE B A2 FFEN207123-WCE-0007

the article 5.2 of Project specification ABKM-PP-000-500530-A shall apply to tube-to-tubesheet welding,and WCE's Tube to tubesheet Joint Procedure EN207123-WCE-0007

11. 28 & 5B Z A IR R FGTAV T 2., #Pﬁbnﬁ‘%ﬁé)ﬁ o JBME (B/MIREER) AME/NTHRIERE.

Tube-to-tubesheet welds shall be made using the GTAW process witb the addition of filler metal. The weld throats (minimum leak paths) shall not be less than the thickness of the tube wall.

11. 33706 JB B i 2 T H MLTEASKM-PP-000-500530-A%5. 2. 35 Z K

The filler metal shall be in accordance with the article 5.2.3 of Project specification ABKM-PP-000-500530-A

11. 4BRAESE T AR AR, BRI & D E SRR RS

The shielding gas shall be argon with 2 to 3% nitrogen unless an altemate shielding gas is approved by Buyer.

11 5% FRaBEIRAR Bk, AIEIRIRATMEAIGAK (<3%) DMRIFHEC, BEE, TRE—AMK 3% , MERBFAEMERZ KR,

For strength welded joints, a light roll (<3%) may be used before welding to maintain fitup. A light roll (<3%) may also be required on shell and tube exchangers after welding (with no harder rolling) to
remove the crevice between the tube and tubesheet.

11. GRABSEASME Section X QW—193F1351 H L7 ASKN-PP-000-500530-A HISET. SR IER, f# Fmokeup ¥ e RN VB 5 EMIEBIEFHITLEE.

The tube-to-tubesheet welding procedures shall be qualified using a rnockup qualification test in accordance with ASME Section IX, QW-193, and the article 7.3 of Project specification
ABKM-PP-000-500530-A Rev.0

11. 5SRIARYE TN H MEASKM-PP-000-500530-A HIZE7. 34% EP HIZER, fHmokeup BTN #VE S ERKERFHITEE.

The tube-to-tubesheet rolled procedures shall be qualified using a meckup qualification test in accordance with the article 7.3 of Project specification ABKM-PP-000-500530-A Rev.0

11. 7 #E SER) PIEIRE, PUBIRENAE ARSI 180° | TERANAK 2 B, R FIIE2/KVERAES0 kPa (7.5 psi) #1100 kPa (15 psi) Z AIMIFEETME
MBEAT RS, URIEEEREETEE, DR

Tube-to-tubesheet joints shall be welded in two welding layers, the start arc welding point for layer shall be stagger 180 degree, Tube weld integrity shall be verified before final expansion of the
tubes by a pneumatic test from the shell side at a gauge pressure of iaetween 50 kPa (7.5 psi) and 100 kPa (15 psi), using a soap-water solution to identify leaks

1.8 F AR &8 f5 BT 100%PTHL I o PTA%FE&{?MEK MK 58 B JE B EAT 22 SRR S & MR T AT 100%P TS M o

and the final layer shall be examined by air leakage test with 15psi & 100%PT. After that, tube expansion should be performed, and air leakage test with 50 kPa(ga) & 100%PT. shall be performed
again after expansion. i
11980 Z/D5% B A A E R EHITHR R B RR, EXEE: 35~65%, AWK 30~45%, FELE: 30%~65%;

FERRITE TEST FOR MINIMUM 5% OF FINAL TUBE WELDS SHAL|. BE PERFORMED, Ferrite content at these locations shall be 35-65% in base metal, 30-45% in the HAZ, and 30-65% in weld
metal
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& AEEERA LG U T EEROERA RN = R EAN AR TIERUREHLE =T
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TN THEEBNHIRAT  orsouten]_smmmrin
; WUXI CHEMICAL EQUIPMENT CO.,LTD.| R¥¥mE D*jf;;ﬂ;%;fgn
E PREPAR% %%ﬁ;& Wu?‘ 4| TA25001 Recirulating Exchanger ﬁgﬁf 18-X-1807
| REVIEWED | 4y WAl YR P2 CiieF RegiErons Akl o oo | WKCEST20.00
! AP?Rové% |52 G2 g%:ﬂ: t1 ﬁiE{s o %Azeijsriz o;fz2 B

{
|

|




	22458 (18-X-1807) EN207123-WUXI-9V3-00102 11
	22458 (18-X-1807) EN207123-WUXI-9V3-00102 12



