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Other Requirements and Notes:

1.— M EL 3R /General requirements

1A BRIEISE, B RO LBk it 355 4h 3 R, 365 K R .

All dimensions shall be in US customary unit as primary unit and metric unit shown in bracket, unless otherwise specified.

1.2 V5 22 AR FL NS e P 2 AR 2k

Flange bolt holes shall straddle the natural centerlines of exchanger.

1.3 AZERFFAASMES \ GB35 . API-660FITEMA-RITEL R, BRAEEIAU AT, 5 W RERFH ™ ke A 7%

Tolerance shall be accordance with ASME SEC VIII Div-1, API-660 & TEMA-R and most stringent shall be applied unless otherwise specified on the drawing.

2.8 Kl Materials

212 JETO A RIEE 2 TO A4 BHS 5 6 ASME Section II, Part A3 H S SPEC-ENG-MQ042 R #E IMPSSC A, U4 5 EN207122-MPS.

Material of pressure and non pressure retaining parts shall be in accordance with ASME Section 1, Part A and Project specification SPEC-ENG-MQ042, and approved Material Purchasing
Specification, Document No: EN207122-MPS

2.2 FiTE MR RIFRAE EN10204H13A283E 45, HL & # HE T H LVESPEC-ENG-MQO42/1) i SAREAT B 56

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 MHRHZ HE T H ST A8KM-PP-000-500512-A &% WCE ) #2 5" EN207122-WCE-0010 £ 47 PMI

PMI shall be performed in accordance with specification ABKM-PP-000-500512-A and WCE's PMI PROCEDURE EN207122-WCE-0010.

24T HIEATIE, A HRRENTH YL

All tubes shall be one piece without circumferential weld seams , All tubes shall be also without longitudinal weld seams.

2.5 5y B P JRALG T2 2= e e 2

HARDNESS OF GASKET SHALL BE LOWER THAN THAT OF FLANGE CONTACT SURFACE

2.6 B 7 Rl R T H AIESPEC - ENG - MQO5T [ 23k

GASKETS SHALL COMPLY WITH THE REQUIREMENTS OF SPEC - ENG - MQ057

2.7 UBLE L 1) 5 A4 i 150mm K B B S AT [V IR K T IR . AR B A A R T, RRT R AS SE T Ik . A SRVFREAT ) N Bk B

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

2.8 P A 7K S B B0 5 P R o A A I AT I &, R ICSRAE R AR R P IRl B IR B (EART) Pra sesimss. Bk, Bk sEME .
()AHTFEEERIAOE A AAE — M B AT D&

()% T AR JE BE BB, N AT AR AR TN — U Chuan B 8 s RS R A I I - — IR B Koo SR D&, — IR S &)

(B)ARHE A N AE R 2 3 U 5 5

(A) bR AEE: 22 AR MR i 1 ik 22 A AL 5.

()X TR, 3 p N B AR 5% (R — DM ED

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.

(2)Forgings with varying thicknesses shall be measured once for each diameter (i.e. SRN nozzle forging would have two measurements - 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).

20855, EAERNGZHT, NARYEE /B REE, W E N BAA S SR T A B T . AN EEAT100%8 7 i B, LIS UEHE A RIS J2 2 1) 45
Fo I IATHASTM A-BT8H) R o F e NG AR AE S 15 5 A-2645513.3. A BUITIR B 0 i 55 20

After cladding, but prior to fabrication, integrally-clad material shall be subjected to an ultrasonic examination from the clad side in accordance with the pressure design code. Clad plate shall
be 100 percent tested ultrasonically to verify the bond between the base material and the cladding. The test shall be in accordance with ASTM A-578. procedure and acceptance criteria shall
be in accordance with Quality Level Class 1 as described in Paragraph 13.3.1 of ASTM A-264;

3.4 5 k6 56 /Fabrication and inspection

3.1 VAL B BT RS Ra3.2~6.3um;

The finish of the gasket contact surface of flange facing shall be Ra125~250in;

32 BRAFCRW], AN E AN RIIMA BT, F i i N 4T B 5 B/ Nomm 5] £

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

3.3 ML 58 i FVE 22 T B 7870 B DR3P By 1 32 45405 A5 e, O Uk _E B85 i, 75 EE AL BRI 2R B 5 BRI E DR

Finished flange facings shall be adequately protected to prevent any deterioration, daub suitable rust inhibitor, for heat treatment conditions, protection shall be achieved by applying easily
removable coatings.

3.4%P iR PE B 2 DA — NPT B~ (B0 AL, A7 T 8E B 4 IR Nl 22 /D AB LA B o A SRIE T A 4 i BBl ok 5 P P B — 30 23 o ZEXHHR GBS 1HEAT )
TR B, ST I 5 Bl i L ) — 350 1) K 4 R N 1 Bpsi ) IR 4 5 AT 2 SRR Bk o RIS FLRE AR FFFTTRIRAS, DM 7E R 778 13 0] F A
o fle IR E MBS T, NAE RIS IS R

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 to 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 holes shall be filled with grease after pressure test and prior to shipment.

3.5 FeAE A B Sk N BRI, ] T R AT IE K AR R, 42 b 1 5 A i AR N 1E AT 5 S AR [R] B FAKE PR, R J5 BURE BEAT DB i e, 8 2 S 7 A A AR 5] Sk
TR A 2238 26 2 UG-81 (b) HYEEK; ST Sk K BREL i 22 93.79mm:  FE M [ S AE AU L B 1300 15 4% S 3 92 4% HEEASTM A262 (14 E 725 480 s 7] FE ot i
The ellip.head for shell side shall be of Hot-formed , and normalizing treatment shall be carried out after hot 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; 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 of shellside ellip.head is After mechanical test, the shell side elliptical head shall also be subject
to intergranular corrosion test according to ASTM A262 practice E; A

36 T AR MR A s I, AR, KR R A

Tube-to tube-sheet connection shall be full strength expansion , with two grooves and The expansion length shall be in accordance with the bundle drawing;;

3.7 EF A AR PR GRS RL R AR« AH AR\ S% 2 [A] (¥ BE B9 K T A9 AUJS FE 1) 545 50150 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).
3BIFALANMIAE CELAEAM AR AN IRAR ) BINREE R IA] BRI 28 /025~ 2 STk, W RICVE 2 LA B 2R, IR A BN R 2 B IR AS 1T, N IR SE4T
PP, FEE T SO 4 ~T 1 PR 2 B 28 s 1) 4 B 4 5~ ) BE B iR 47 RTAG U

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.

3.9 R R A A TR BRI G A TR Iy OS5 MEE AR T8I (3.2mm) o TR 5B B BHF XA S BURE 2 M
SEBEJE DL IR BT BE Y6, T K H100%MTEEAT R H RS0 . 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 remaining 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 ground and subjected to a surface crack examination by 100%MT after their removal.

340 1.5 S LA bR A VRS b A 4 55, AR N B R W RN B AT BE,  DAAEASE P VAU A A 5K 5 4%

At and above 1.5" diameter, bolting shall be suitable for hydraulic tensioning. bolting shall have adequate clearance and length for use of hydraulic bolt tensioner

3.1 BT A Mg AS R B B 2 BRI H ST A 4WPI-670210%8 52 IRIPTFE T ISl 7RI 34T i g -

All stud bolts and nuts and waster shall be lubricated with PTFE dry film lubricant as per 4WPI-670210.

SA2ARAEATEM (8S) B &4 BN Babay . Mg, WEAD. BREEER. Kbl A &0 SR &7, SSASEE. Rk
FABARAE i< i

Lubricants, thread compounds, paints, crayon markers, pickling solutions, ink markers, tapes and adhesives containing chlorides 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

313 28 1k F hn#hoR 4 1E SS K Cr-MofM [ JE B AR AN R~ w22 o % Tl HoAthds k), 75 B K07 TS it v

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

314 ARAEVE 2 A H P B i T P 1 1H 2 4% JIEE AP 660-2020 25 #5K

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

3.15 WA A RIAR AR (2) ANMRRERIE AL B (R4 BERIA 1))

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

316 /N TEE T2 DAZR T8I, R T2 IR AT UG, A48 IR 4% N 100% RT AN

Nozzle necks up to 12 NPS made from pipe material shall be seamless for Nozzle greater than 12 NPS made from plate & Longitudinal weld seams will be full radiographed.

44542 Welding

4.1 Ve B IR HE AR AN IR 5% 5t 245 5 ASME IXEA A 3 H SCAH-ABKM-PP-000-500550-A J% 4WEQ-1051 K

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

4.2 7R R FERCR R B i E e s B e R . M RN N e E RS, AR SRR AT Z A R ARG e e AR

Holding pressure butt welded joints shall be full penetration weld. Nozzle attachment welds, Lifting lug welds shall be full penetration weld. non-pressure-attachment welds to pressure parts
shall use full penetration welds;

4.3 WHEIRGENAE TS HTER, FEEMR XIBREATPTALI, S A& UE WA REU A G 5 B AT 1842, ARSI R R TR

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.

AATRTE PR ARG R T v R A AR R

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

4.5 BRRE 5 W A0 BT A SR G 28 i SR

Unless specified,all welds shall be continuous.

4. 645 L5 FH AN oy 7 D R SR BT B HUR

Non-removable welding backing strips or rings are prohibited.

4. THRIAGS B0 AT R N PR 5 R S T AR AR FH 1) [ 2R b XY AT

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

4. 8RHERT, N A ARk JEVEE. BB AR E . MR BRG . B () L B AR MAEHIER SR EAINAE
WPSHJEEK o

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 FRIEHRIHRAE MR N PR AE RISV 1 1/296~) (38 mm) o RIAMIICIHIER. M. 7536, A S ol R 484 35 1 740 .

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. TiARHN JZ 8] 75, & /Preheat and Interpass temperature

5.1 FRAEL R B39 2 5T H SCAFASKM-PP-000-500550—A 1 25K 55925% L AWEQ-1051 K WCE it #4 4b FEL % 5 EN207122-WCE-0002

FRIER

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
EN207122-WCE-0002

5.2 TN e 1 A5 4 55 JB AR ) [X (¥ 8 S #3762 1k 200 BHIN, - P8 4G 00222 SR 1o it 2 T H SC A ABKM-PP-000-500550-AFKI %5 11 5% S WCE (i it 55 056 72 77
EN207122-WCE-0005% 3k

The hardness of weld metal and heat-affected zones of carbon steel shall not exceed 200 BHN., and the hardness test requirements shall meet the article 11.2 of Project specification
A8KM-PP-000-500550-A and WCE's Hardness Procedures EN207122-WCE-0005

5.3 NIAERENNIE] L PR R R R 4% b AT IS R It

Hardness testing shall be conducted on each longitudinal, circumferential, and nozzle weld

6.7CH 44 il /Nondestructive examination

6.1 I JC i A6 < /See Nondestructive examination table

6.2 JT 4 NDE R A2 151 H SCAFASKM-PP-000-500550-A % 105 11 3R 1 WCE f{INDERE 5 EN207122-WCE-0004 1 25K

NDE requirements shall meet the article 10 of Project specification ABKM-PP-000-500550-A and WCE's NDE Procedures EN207122-WCE-0004

6.3 FTANDER H 4% FEASNTHE# U SNT-TC-1ABRZ K7 it i s2 77 B CHATETHRIGIE RN A k4T

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. ATCHUR I 25 SR R B P 3RAS — s = JOAERI N R HRAT

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

6.5 T A LHikrill (NDE) R & LA N 2R a) 15452 )5 /048Nt AT, H s b)) JRJE#HVEEE (PWHT) 51T .

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 TH N ERAAME B AF B R SREER R . BRI IS B R VAR R 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 BIAENR 5 AL B AT R S M CUn D BEAT S LA BB R AR A, RS KBS BOREAT M A . AN SOV RE, s B m Ll PR A ) R G
BRHIE 15 ML B e 18

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 JRLEMIREKY R I B A FEIREE R 22 /b — (1) EF (25 mm) FEMEM A GFANEEE, FHAT100% PTAZID

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 JEREIE LG 29 VRN PAT 100% MTRIN CRFANERAN, K47 100% PTARD

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

6. 10 W RAEB RO AR T A A s AT, SERR B OIUGE (s, I HTREHE % FRAG 1% X 35

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

6. 11X TG A B4, A FH ik

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

6. 1203 B A BT G ASME S T8 H56 25 S5 T-64 LBU PR AN p 3R B B ZOR, IR I AR A a0

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. 13RI A5 ARG IRUW-D2 3047 J5y F S A, e A M (10 7 5 1 AR R A A 150 o5 _E A FH (R A A WP S ) 4 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. 5%/ Testing

74 KRG H 00 & B IR NN R B D T IR BT & RIRAE30° F (17° O , (HATEREL120° F (48° C) , LUKEMETER 2R E Ak, -
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.7.2 7£ Jk 771 I8 # (], F7 Bix 5 IE R R B AR IR o« 2475 8% BT A S5 R R o B, R4S FH A [F) R B AR B
B EO A, I ET AT K R 1 .

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 7K s 16 I 1) 7 PR R 22 2D — /N

Hydraulic test shall be maintained at least 1 hour.

7.4 H T KRB K RO BK . A K AT A & &/ T-50ppm- GZARRTH) IR 7K.

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

7. 524 HAC /K R R0 K i A & &/ T 1ppmitf - ) s F P kAT 4

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

7. 610 S 770 B R A7 FH P A e 3 18 U IR S ) SR A 1% T SR S 77, T B A, I i R 2 2 A8 AT T Mg A

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 Bk

Delete

8.3 1M 4b 3 /Surface treatment

8.1 Wt 4% (i 4% HE T H SCA-ASKM-PP-000-50520-A K WCE 31 T £EN207 122-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
EN207122-WCE-0017.

8. 2% A, AAZHAS BT AW BRI B A FRAT S R AT ST v, HSE R AR IR R IR SRR R . WIS, NATR T
WA As . AN SUVFIR Z AT S AU IR IS, S BUE R KL .

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 AEANFR I N HEAT BRI AN BlAL

PICKLING AND PASSIVATION SHALL BE CARRIED OUT FOR SS SURFACES.

9.4%:, . FRid Alizfi/Packing, Marking & Shipping

9.1 VL& A PEAIRA B (32 J v 4 B AT 0TH SCAF4WGN-10001 f A 5 22 5K A WCE ) B 25 32 i 7 FPEN207122-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
EN207122-WCE-0008

9.2 FEANA AR BLHI00mm (4in) B BEBTIR Air Products project &2 Az 5, xf T-RNAA SR, ZRAARE N AL T0M270M AL E , JEAL T PIZk 2 1Al K2y Al A B
L TAFAT = Cobr i 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).

0.4 WA BRI H10.34 bar g (5 psig) TR BV, 78 SUMCLOCHUE (S, Ml & i CURIE. WUk, Z95<5ng/n3.

TFENIE S E Fr S e E R AT 5 B, DUMRSFIS R IS 70, VA 22 R AR I s I is fan 28

Vessels shall be pressurized with 0.34 bar g (5 psig) of dry, oil-free air or nitrogen. with a dew point ofor 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 pressure. temporary shipping gaskets are prohibited for flanged connections

AR R Vs BLAEREN BEACERAC NG HE I8 AN, JE R R W] 23 B A A B U R

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.

9.5 FITAT I I T ARSE A4 5 5 s P 42 T S SR )97 ¥t R 2 R 6 S oK

All temporary shipping cover plates/blinds shall meet the same cleaning inspection and acceptance requirements as that required for the internal surfaces of the vessels

9.6 BT Ifu b B AR K Bk bR O 38 5" RAL 102682 Bh ik et o

All temporary shipping plugs, metal or plywood cover plates and bolting shall be painted 'luminous yellow' RAL 1026 or similar.

9.7 fEALEE RGUISAT T AHRBR B AT A I I 18 SO B8 Ml B e, DLBHAARIR . BbAh, DAZAUERRAE BT A i v B g T hnid slobrid,  DAME T8 T B
B o

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.

9.8 HAF N RGBT OR . B AT RIE 2 AR ] A B YA IS 5

Spare parts shall be packed separately from the exchanger. Spare part packages shall be clearly marked with contents and exchanger number

9.9 FEFTA IT H_ BN EARZE B 2@ bR%s, E R TR LT, BAFEFT IR

Apply a label or wired metal tag on all opening that states, “contents are under Nitrogen pressure and must be depressurized before opening”

10.4% it £ - /Spares

g, AT 4

- 200%

SRENEE L NFL B IR B T B AR R BRG] - 10% (D24
For construction, commissioning, and start-up

-Gaskets for girth flanges, manholes, hand holes and blinded nozzles :  200%

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

11. M8 K 5 & EKIWELD OVERLAY AND CLAD RESTORATION

11, THEASRN 2 HEAR R 42 E 00 H A7 ABKM-PP-000-500550-A Rev.0B 3 1324 24T

weld overlay and clad restoration shall be performed in accordance with the article 13 of Project specification ABKM-PP-000-500550-A Rev.0B

11. 23R THI##E %% /Surface Preparation

L1 2. IFpIR IR M T FE R . MIGTER AR R i AR Y, et f . Rk, b ies%

Surfaces to be welded shall be free from laps, pits or other surface irregularities and foreign matter such as scale, spatter, grease, etc

11. 2. 2RAE BERHR T, R EEM ERIB, D 1/458 (6. 422K o SIBIIRTS T DX R0 A5 FH A R BRUAR R A VAR AT e ), DA R 76 2 BT 2
Cladding shall be stripped back from the base metal for a minimum distance of 1/4 inch (6.4 mm) on each side prior to base metal welding. The stripped-back area shall be etched with a nitric
acid or copper sulfate solution to ensure complete removal of the cladding.

11. 2. 3R G /R A2 H A AR R SRR AT o8 AR . TR R BT, 2 I AL i 2 i< A T L T

The base metal for clad restored seams shall be completely welded before the clad restoration is applied. The base metal surface at the cladding interface shall be ground flush before
cladding restoration

11. 3 158 ZE 5K /Fabrication Welding Requirements

11, 3. IRRARSE T Yot B AR EREE R T S5 A R SE 75 JUUHT B R T AL B 5 P SR 2 e /N B N O /89~ (3.2 mm)

Minimum thickness of weld overlay after grinding and surface preparation shall be 1/8 inch (3.2 mm) unless otherwise specified in Buyer design drawings or data sheets.

11. 3. 2BRARSET7 Sy i, 5 WIS AR 2 0 70 1 S HEA T

Weld overlays shall be deposited in two layers unless otherwise approved by Buyer.

11. 3. 3% JEHESR I fe /N2 BB 5 4845 T 201 5E & & 1 )2 80 [

Multiple-layer overlay welds shall have the same minimum number of layers as those qualified on the welding procedure qualification.

11. 3. 43R Z M PTAR 7 SR R SR TE VR 25 28 I IR R 7 ) o T AR /N T 1286 (300 mm) (/N EARHEE, JRIE v VR MR

The weld overlay shall be deposited such that weld passes are oriented circumferentially around the inside of the vessel. In the case of small diameter nozzles less than 12 inches (300 mm)
inside diameter, the weld passes may be deposited in the longitudinal direction.

11. 47 4k 22185 /Production Chemical Testing

11, 4. UEAR 2 ROl B 20 R IR BT BT IR . A2 0 M BN A T HEAR 2 SR B — R HOUR BEREAT . SR, MU HEIRZ R EIL/8%E~) (3. 22K) &M
AR R R T BORE ) B /N R

The production weld overlay deposits shall be verified by check analysis of the principal elements. Chemical analysis shall be taken from a depth equal to one-half the overlay thickness.
However, 1/8 inch (3.2 mm) on the specified overlay thickness is the minimum distance from the overlay surface that a sample shall be taken.
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One test sample shall be taken from each 200 sq. ft. (18 sqg. m.) of overlay surface for major components and one representative sample from each group of subassemblies, such as nozzles,
welded by the same procedure.
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For production clad restoration, overlay deposits shall have one sample for each circumferential seam and one sample for each longitudinal seam.
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Testing can be by wet chemical analysis in a laboratory or by PMI testing (at the required depth) in accordance with Specification ABKM-PP-000-500512-A, Positive Materials Identification
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For austenitic SS weld deposits, the following elements shall be reported: C, Ni, Mn, Cr and Mo. For stabilized stainless steels, Cb and Ti shall also be reported. Nitrogen shall be reported for
overlay made with gas shielded welding processes, when available from the approved test method. The completed overlay shall meet the chemical composition requirements of APl RP 582,
Annex B.3.2 and Table B.2.
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All welds shall be examined visually in accordance with the article 13.7.1 of Project specification ABKM-PP-000-500550-A Rev.0B

and this shall be done before any other nondestructive examinations are performed.
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All weld overlay and clad restored weld surfaces, shall be 100% PT examined in accordance with the article 13.7.2 of Project specification ABKM-PP-000-500550-A Rev.0B & ASME code ,
section VIII, Division 2, part 7.5.7,  When the overlay involves two passes (layers) and the procedure uses an intermediate heat treatment with cooling to room temperature prior to applying
the second layer, each layer shall be examined. Where overlay is to be machined, such as in nozzles and flange facing, machined surfaces shall be examined. Examination shall be
performed after PWHT
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Radiography of weld overlayed vessels shall be in accordance with ASME Section VIII, Division I, UCL-35 or Section I, PW-51, as applicable
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Weld Repairs in Overlays or Clad Restorations shall be in accordance with the article 13.8 of Project specification ABKM-PP-000-500550-A Rev.0B
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The copyright of this drawing is the property of China Wuxi Chemical Equipment Co.,Ltd.(WCE) unauthorized disclosure or duplication to the third party is not permitted.
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