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Bharat Heavy Electricals Limited
(A Public Sector Undertaking)

Golden Jubilee
1964 - 2014

Bffe

Maharatna Company

qraaes- TIRaHIET Power Sector-Western Region

WieT / Phone 0712- 3048600, therd FAX: 0712- 3048699 www.bhelpswr.co.in

Ref: BHE/PW/PUR/WNT2-PCP-LP-CW/1705/Corr-02

ALL BIDDERS

Date: 04/01/2017

Page 1 of 5----—————mmmmmmmm e

Sub: Corrigendum-02: Clarifications, Time Extension and Revised Price Bid

Job: Handling at site stores / storage yard, transporting to site, inspection, preassembly, erection,
alignment, welding, NDT, fixing of hangers & supports, chemical cleaning / pickling, oil
flushing, water flushing, hydro testing & steam blowing, surface finish, supply & application of
primer & finish paints/ Anti corrosive / Wrapping and coating as applicable including labelling
& flow direction on the piping / over insulation & hangers and supports, pre-commissioning,
commissioning, trial operation & handing over to customer for Power Cycle piping, LP piping,
CW Piping and its associated items /systems, hangers and supports, valves of 1 x 800 MW at
GSECL Wanakbori Thermal Power Project.

Tender Specification Nos: BHE/PW/PUR/WNT2-PCP-LP-CW/1705

Bidders to kindly take note of the followings:

AA) CLARIFICATIONS

S, Ref.
No. of Bidder's Queries BHEL's Clarification
docs
Description of ‘Rate schedule identifier’ in item
No 1-e and 1-f of Volume Il Price Bid is
inadvertently interchanged.
VOLUME-II Price Bid Specification has been
revised to incorporate the correction in the
>r. No. le_ of Tonnage against CW piping | description of ‘Rate schedule identifier’ and is
;i?jl Il Price is shown as 341 MT | being issued through EPS as file titled
1 | And Whefeas in sl no. 1 qf “Volume-Il Price Bid -1705-Rev 01” in
Corrigendu Corr/gendum 01 it is| quotation format
m 01 dtd ment/oped as _ 1038
30/12/2016 approximately. Clarify. Bidders to note that Price Bids shall be
submitted in revised format only. In case any
bidder submits their price bid in old format, then
single notional rate quoted by the bidder shall
be considered for evaluation and the total price
shall be re-calculated based on Revised Price Bid
Volume Il —Rev 01.
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Sl.

No.

Ref. clause
of Tender
docs

Bidder's Queries

BHEL's Clarification

Details of CW piping is given in shipping list
provided herewith. Majority of the CW piping is
underground.

Chapter V:
T&P to be
deployed by
BHEL free of
hire charges
on sharing
basis

Confirm whether induction
coil for Induction Heating
Machines to be
supplied/deployed by BHEL
free of charge.

Induction coil for Induction Heating Machines
shall be in bidder’s scope as per clause 48 of
Chapter IV.

TCC Chapter
Xl pipe
installation
clause  no
13.1.42

The surface of the
pipe........ Edge preparation
shall be done. Charnfering
...... as per BHEL Engineer
Instruction.

Majority of the pipes of HP piping shall be
supplied with prepared edge however edge
preparation may have to be done as per site
requirement, especially for pipelines where

(Pg no. 106- Confirm the 'approx. pipes are supplied in running meter.
107) quantum of work /n.volve.d
for edge preparation in
terms of inch dia.
The Joint details indicated
in the welding
schedule.......... estimation
TCC XIV | purposes only.
\I-/|Veea|'(cjmg Please provide the welding Welding schedule attached. (EWS FOR
Treatment schedule along with details wﬁsﬁisgi: 11))((:88 &AV\CI_STGG?;:; and EWS FOR
and NDT | of HP LP piping material e )
clause specification with size and
14.1.2 equivalent joints.  Clarify
(Pg no.119) | approx. no. of weld joints

involved in HP piping , LP
piping and CW piping

TCC Chapter
XIX Coating
and
wrapping
Clause 1.5

Pipe surface shall be .....etc.

Normally sand blasting is
done at fabrication shop
only. Confirm if sand

Sand blasting is not in the scope of work.
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Sl.

No.

Ref. clause
of Tender
docs

Bidder's Queries

BHEL's Clarification

(i)

blasting is involved in this

(Pg no. 149) | work. If yes provide surface

area for san blasting.

With anti-corrosive tape of
zggting aXnIzj( 4mm... rates. Approximately 500 running meters of CW
wrapping Confirm the approx. underground piping is in the scope of work.

. Attached P&ID may please be referred for ACW

clause 1.5 | quantum of work involved & CW piping
(iii) for buried piping in terms of |
(Pg no. 149) | running meter

1.9. Also refer the painting

schedule Referred Clause to be read as:

2 Protection of Internal

Surface for buried pipe (| 1.9. Painting/Protection — Pipes

For pipe dia 450NB and

above) Also refer the painting schedule

a. Surface cleaning by wire

brush, power tools cleaning | 1) Internal Surface (For Pipes dia 1000 NB and

b. Application of one coat | above)

of epoxy resin based red | a) Surface cleaning by wire brush

oxide primer followed by | b) Application of one coat of epoxy resin based
Sr no 1.9 of | adequate No. of red oxide primer followed by adequate no (2 to
Chapter XIX | finish coats of coal tar | 3) of finish coats of synthetic enamel paint to
COATING epoxy paint to achieve total | achieve total dry film thickness of 150-200
AND dry film thickness of 200 | microns
WRAPPING microns
(Pgno.150) | 3 Protection of External | 2)External surface — Overground piping

Surface
Piping)
a. Surface cleaning by wire
brush, power tools cleaning
b. Application of one coat
of red lead primer followed
by adequate No. of finish
coats of

Synthetic enamel paint to
achieve total dry film
thickness of 200 microns.

(Over  ground

a) Surface cleaning by wire brush

b) Application of one coat of red lead primer
followed by adequate no (2 to 3) of finish coats
of synthetic enamel paint to achieve total dry
film thickness of 150-200 microns
c)Underground protection shall be as “One coat
of coal tar primer (min 2 mm) of approved
quality followed by a final coating of epoxy resin
& coal tar blend (min 1 mm) and then two layers,
each 2mm thick of coal tar tape as outer wrap”
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Sl Ref. clause
No. of Tender | Bidder's Queries BHEL's Clarification
docs
c. Also refer the painting
schedule
Provide coating and | Refer clause no. 7 of this corg 02 dtd 03/01/2017
8. wrapping area in sq mtr for | : 1.9 of Chapter XIX COATING AND WRAPPING as
buried piping amended above
6. Operator for BHEL
TCC Chapter | owned crane will be
V T&P to be | arranged by BHEL
deployed by
bhel free of | Crane operator deployed
hire Chafge by the contractor shall b‘e Operator for BHEL owned crane shall be
9. on . sharing | tested by BHEL before he is provided by BHEL, However for EOT crane
basis allowed to operate the .
Operator has to be arranged by the bidders.
crane.
Chapter Xl
General These two clauses are
Clause contradictory, confirm
11.3.32 which is applicable.
Kindly clarify the scope of preparation of | Preparation of neutralization pit for chemical
10. | neutralization pit for chemical cleaning / | cleaning / EDTA cleaning is not in the scope of
EDTA cleaning. work.
As per our experience and calculations for
subject tender, Unit rate arrived for piping
(1f i.e 44% of “X”) is not sufficient for
execution with additional scope of supply
and application of paint and coating &
wrapping. Hence, we request M/s BHEL to | There shall be no change in Unit rate arrived for
allow the bidder to submit the quote for | piping 1f i.e 44% of “X".
11. | supply and application of paint and

coating and wrapping as a separate line
item or the percentage shall be increased
upto 75-76% of “X”.

And also for supply portion separate LOI /
LOA shall be issued by BHEL due to VAT /
CST issues.

No separate LOA shall be issued for supply
portion.
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S| Ref. clause
N;> of Tender | Bidder's Queries BHEL's Clarification

’ docs

Kindly clarify the scope of fabrication. Our
understanding is that all HP piping | All HP piping (P91/CS/P22) will be supplied as
(P91/CS/P22) will be supplied as pre- | pre-fabricated spools (With edge preparation).
fabricated spools (With edge preparation) | Not all LP piping shall be supplied in running

12.
and LP piping will be supplied in running | meter. Cutting, edge preparation etc of site
meter. And also cutting, edge preparation | routed piping by grinding / flame-cutting
etc of LP piping by grinding / flame cutting | method shall be allowed.
method is allowed.

13 Furnish the approved list of welding | Approved list of welding electrodes is attached

electrodes. herewith.

BB) EXTENSION OF LAST DATE OF OFFER SUBMISSION

The last date for submission of Tender has been re-scheduled to 10/01/2017, 15.00 hrs.
Technical Bid shall be opened on 10/01/2017/2016 at 16.00 hrs

All other Terms and conditions of the Tender Specification shall remain unaltered unless expressly
amended by BHEL in writing.

Bidders are requested to submit as a part of Technical Bid, a copy of this corrigendum duly
countersigned by the authorized signatory and stamped with the Official seal as a token of Bidder’s
unqualified acceptance of this corrigendum/ digitally signed.

This letter is hosted as file titled “Corrigendum-02 Clarifications and Time Extension” against NIT-
1705 on e-Procurement Portal of BHEL i.e. https://bheleps.buyjunction.in

Thanking you,
Yours faithfully,

AGM (Purchase)
Enclosure:

1. CW Piping details

2. Welding schedule attached. (EWS FOR WANAKBORI 1X800 MW-TG-7266 and EWS FOR
WANAKBORI 1X800 MW-SG-7266)

3. PE-DG-408-165-N001 R0O4 CWACW SYSTEM PID

4. Commented R1_408 165_MO002 - Layout of CW and ACW piping

5. PE-DG-408-651-C008-R1c-CW PIPE-LAYOUT OF PIPE FROM MAIN POWER HOUSE TO CWPH NAD
CWPH TO COOLING TOWER

6. PE-DG-408-651-C003-R1b-CW DUCT PIPING-GA OF PIPE ENCASEMENT NEAR POWER HOUSE

7. Approved welding consumables
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PRQIECT P17274  WANAKBORI EXTN 1X800 MW LPP-8 SHIPPING LIST
PGVA | .80-468 MAI N Cl RCULATI ON WATER PI PI NG REVI SI ON
" 06"
DPN-NS [1oB Nogl 7274 NETWORK 6251869
055-1
T. W | *38340. 222 (KG DU RANGE 1 - 26 PAGE 17/ 2
DU MARK NO. / DRAW NG NUMBER [ T |UNI PER JOB NO. REMARKS
NO DESCRI PTI ON EM [T
qQry. WI. (KG.)
001 | PIPE oY M 380. 000 697186. 000
QOD- 3740X20- | S3589-
410MPA
002 | PIPE 2743 X 20 - 01l M 21.115 28357. 445
| S3589- 410MPA- LS/ SPI -
oG
003 | PIPE 2743 X 20 - 02 M 60. 335 81029. 905
| S3589- 410MPA- LS/ SPI -
UG
004 | PIPE DI A 2235X18 03 M 10. 000 9840. 000
(SPI/LONG ) | S3589-
410MP
005 | PIPE DI A 2235X18 04 M 45, 000 44280. 000
(SPI/LONG ) | S3589-
410MP
006 | 90DEG M TRE BEND 01 NO 3. 000 24898. 473
R=2775 QOD3740X20( UG
007 | 90DEG M TRE BEND 02 NO 1. 000 2965. 416
R=1650 OD2235X20( UG
008 | 90DEG M TRE BEND 03 NO 2. 000 5930. 832
R=1650 0OD2235X20( OG)
009 | 15DEG M TRE BEND 04 NO 2. 000 3289. 778
R=2025 OD2743X20( UG
010 | TORI SPHERI CAL 05 NO 3. 000 10107. 000
DI SHED. END OD3740X20
(UG
011 | FAB. UNEQUAL TEE 06 NO 2. 000 27700. 216
NB3700/ 2700 (UG
012 | FAB. UNEQUAL TEE 07 NO 1. 000 9734. 449
NB3700/ 2200 (UG
013 FABRI CATED HEADER 01 NO 2. 000 42891. 228
NB3700/ 2700 (UG
CREATED BY | . Bl SWAS
NOTE: 1. Were item nunber is not avail able
use mark nunber for identifying.
2. Wien * is marked in Draw ng APPROVED & S RTHY
. | SSUED BY
Nurmber col umm separate erection
drawing will follow
REL DT :30.10.2015 REREL DT : 28.03.2016 PRINT DT : 23.08.2016
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PRQIECT P17274  WANAKBORI EXTN 1X800 MW LPP-8 SHIPPING LIST
PGVA | .80-468 MAI N Cl RCULATI ON WATER PI PI NG REVI SI ON
" 06"
DPN-NS [1oB Nogl 7274 NETWORK 6251869
055-1
T. W | *38340. 222 (KG DU RANGE 1 - 26 PAGE 2/ 2
DU MARK NO. / DRAW NG NUMBER [ T |UNI PER JOB NO. REMARKS
NO DESCRI PTI ON EM [T
qQry. WI. (KG.)
014 | PI PE OD813X8 (0OQ oY M 50. 000 7940. 000
EP STY-D ; D1=797.0
015 | PI PE OD813X8 (UG 02 M 160. 000 25408. 000
EP STY-D ; D1=797.0
016 | PI PE OD610X8 (UG o3 ™M 45, 000 5346. 000
EP STY-D ; D1=594.0
017 | PIPE OD457X6 (UG 04 M 85. 000 5671. 200
EP STY-D ; D1=445.0
018 | 90DEG M TRE BEND 05 NO 7. 000 1820. 000
0D813X10; R=800( OG
019 | 90DEG M TRE BEND 06 NO 6. 000 1560. 000
0D813X10; R=800( UG
020 | 45DEG M TRE BEND 07 NO 1. 000 129. 000
0D813X10; R=800( UG
021 90DEG M TRE BEND 08 NO 4. 000 471.716
OD610X8; R=600( UG
022 | 45DEG M TRE BEND 09 NO 2. 000 118. 324
0D610X8; R=600( UG
023 | 90DEG M TRE BEND 10 NO 2. 000 100. 080
OD457X6; R=450( OG)
024 | 90DEG M TRE BEND 11 NO 4. 000 200. 160
OD457X6; R=450( UG
025 | FABRI CATED EQUAL 12 NO 1. 000 455. 000
TEE. NB800 (OG)
026 | FABRI CATED EQUAL 13 NO 2. 000 910. 000
TEE. NB800 (UG
kkkkkhkhkhkhkkkkkkkkk% SHI PPINGLI ST COVPLETED kkkkkhkkhkhkhkhkk|kkkkkkhki*k
CREATED BY | . Bl SWAS
NOTE: 1. Were item nunber is not avail able
use mark nunber for identifying.
2. Wien * is marked in Draw ng APPROVED & S RTHY
. | SSUED BY
Nurmber col umm separate erection
drawing will follow
REL DT :30.10.2015 REREL DT : 28.03.2016 PRINT DT : 23.08.2016




List of Approved Welding Consumables with Heavy Pressure Boiler Plant, Tiruchirappalli as on 24.04.2015

SINO [Vendor No |Vendor Name Size_Detail Vendor Type Specification Welding Brand

01 20047 KANEMATSU TRADING CORPORATION NOT APPLICABLE Foreign Agent |AS PER BHEL WCPI PRESSURE PARTS BRAND:MF-38
02 10081 ESAB INDIA LTD NOT APPLICABLE Manufacturer |AS PER BHEL WCPI PRESSURE PARTS BRAND:MF-38
03 11712 TAPADIA ENGINEERS & TRADERS P.LTD. NOT APPLICABLE Manufacturer |AS PER BHEL WCPI PRESSURE PARTS

04 20516 LINCOLN ELECTRIC FRANCE S.A. NOT APPLICABLE. Manufacturer |AS PER BHEL WCPI PRESSURE PARTS GM 80 - B2

05 11712 TAPADIA ENGINEERS & TRADERS P.LTD. NOT ABBLICABLE Manufacturer |AS PER BHEL WCPI PRESSURE PARTS BRAND NAME : TPD-50S
06 19371 NDT FLUXES. NOT ABBLICABLE Manufacturer |AS PER BHEL WCPI PRESSURE PARTS

07 80218 M/s Modi Arc Electrodes Co. WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS

08 11378 MAILAM INDIA LIMITED WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS MAILARC -18 PLUS
09 80020 HONAVAR ELECTRODES PVT LTD WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS ULTIMATE - 18
10 80019 ESAB INDIA LTD. WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS 0K 67.60

11 80018 D & H INDIA LIMITED WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS SUPER LH (N1)
12 10774 D&H SECHERON ELECTRODES PVT LTD. WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS MOLYTHERME
13 80126 Ador Welding Limited WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS METALBOND
14 10936 AHURA WELDING ELECTRODE MANUFACTURE WELD:SMAW:SS E410-15 Manufacturer |AS PER BHEL SPEC PRESSURE PARTS SUN ARC

15 80291 Bharat Heavy Electricals Limited ,T Manufacturer [AS PER BHEL SPEC PRESSURE PARTS

16 80291 Bharat Heavy Electricals Limited , T Manufacturer [ER430-WCPI013 PRESSURE PARTS

17 80291 Bharat Heavy Electricals Limited ,T Manufacturer [E7018-1 PRESSURE PARTS

18 80291 Bharat Heavy Electricals Limited , T Manufacturer [COBALT BASED POWDER - WCPI 302 PRESSURE PARTS

19 10015 ANITA FLUXES ALLOY SPECIALITY Manufacturer |WPI 407 PRESSURE PARTS

20 10785 ADOR WELDING LIMITED Manufacturer |WPI 407 PRESSURE PARTS

21 21411 METRODE PRODUCTS LIMITED, DIA.0.8,1.9,1.0 & 1.2MM Manufacturer |GTAW WIRE FOR SA335T792 WELDING PRESSURE PARTS

22 20563 VOESTALPINE BOHLER WELDING DIA.0.8,1.0 & 1.2MM Manufacturer |GTAW WIRE FOR SA335T92 WELDING PRESSURE PARTS

23 20563 VOESTALPINE BOHLER WELDING DIA.1.2MM Manufacturer |ASME.SEC.IIC,SFA-5.28,ER80S-B2 PRESSURE PARTS UNION ER 80S B2
24 20047 KANEMATSU TRADING CORPORATION DIA.1.2 MM Foreign Agent |ASME.SEC.IIC,SFA-5.28,ER80S-B2 PRESSURE PARTS MG-S80B2F
25 21411 METRODE PRODUCTS LIMITED, DIA.1.2MM Manufacturer |ASME.SEC.IIC,SFA-5.28,ER80S-B2 PRESSURE PARTS

26 10081 ESAB INDIA LTD DIA.1.2MM Manufacturer |ASME.SEC.IIC,SFA-5.28,ER80S-B2 PRESSURE PARTS

27 20563 VOESTALPINE BOHLER WELDING DIA.1.20MM Manufacturer |ASME.SEC.IIC,SFA-5.28,ER90S-B3 PRESSURE PARTS UNION ER 90S B3
28 21411 METRODE PRODUCTS LIMITED, DIA: 1.20 MM Manufacturer |ASME.SEC.IIC,SFA-5.28,ER905-B3 PRESSURE PARTS ER 90S-B3 BULK MIG
29 21991 SPECIAL METALS WELDING PRODUCTS DIA.0.8,0.9 & 1.0MM Manufacturer |ASME.SEC.II.C.SFA-5.14.ERNICRFE-7A PRESSURE PARTS

30 20047 KANEMATSU TRADING CORPORATION DIA: 0.8 MM Foreign Agent [ASME.SEC.II.C.SFA-5.14.ERNICRFE-7A PRESSURE PARTS TG-SN690NB
31 20563 VOESTALPINE BOHLER WELDING DIA.0.8,1.0 & 1.2MM Manufacturer |ER70S-Al PRESSURE PARTS

32 20047 KANEMATSU TRADING CORPORATION DIA.0.8,0.9,1.0,1.2 & 1.6MM Foreign Agent [ER70S-Al PRESSURE PARTS

33 21411 METRODE PRODUCTS LIMITED, DIA:0.8,0.9,1.0 & 1.2 MM Manufacturer |ER70S-Al PRESSURE PARTS CMO

34 10774 D&H SECHERON ELECTRODES PVT LTD. DIA.1.2 & 1.6MM Manufacturer |ASME SEC Il C SFA-5.28 ER80S-B2 PRESSURE PARTS

35 13690 GEE LIMITED, DIA.1.2MM Manufacturer |ASME SEC Il C SFA-5.28 ER80S-B2 PRESSURE PARTS GM80S-B2

36 20047 KANEMATSU TRADING CORPORATION DIA.1.0,1.2 & 1.6MM Foreign Agent [ASME SEC Il C SFA-5.28 ER80S-B2 PRESSURE PARTS

37 21411 METRODE PRODUCTS LIMITED, DIA.0.8,0.9,1.0 & 1.2MM Manufacturer |ASME SEC Il C SFA-5.28 ER80S-B2 PRESSURE PARTS

38 22391 AIR-LIQUIDE WELDING FRANCE, DIA.0.8,1.0 & 1.2MM Manufacturer |ER347SI PRESSURE PARTS

39 20047 KANEMATSU TRADING CORPORATION DIA.0.8,1.0, & 1.2MM Foreign Agent |ER347SI PRESSURE PARTS

40 21411 METRODE PRODUCTS LIMITED, DIA.0.8,1.0 & 1.2MM Manufacturer |ER347SI PRESSURE PARTS

41 11784 VENUS WIRE INDUSTRIES PVT LTD DIA.0.8,0.9,1.0 & 1.2MM Manufacturer |ER347SI PRESSURE PARTS

42 22391 AIR-LIQUIDE WELDING FRANCE, DIA.1.0,1.2 & 1.6MM Manufacturer |ERNICR3 PRESSURE PARTS

43 21411 METRODE PRODUCTS LIMITED, DIA.0.8,1.0 & 1.2MM Manufacturer |ERNICR3 PRESSURE PARTS

44 20067 VOESTALPINE BOHLER WELDING DIA.0.8,1.0 & 1.2MM Manufacturer |ERNICR3 PRESSURE PARTS

45 20047 KANEMATSU TRADING CORPORATION DIA.0.8,1.2 & 1.6MM Foreign Agent |ERNICR3 PRESSURE PARTS

46 22391 AIR-LIQUIDE WELDING FRANCE, DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |MIG ER90S-B9 PRESSURE PARTS

47 21411 METRODE PRODUCTS LIMITED, DIA.0.8,1.0 & 1.2MM Manufacturer |MIG ER90S-B9 PRESSURE PARTS

48 20563 VOESTALPINE BOHLER WELDING DIA.0.8,1.0 & 1.2MM Manufacturer |MIG ER90S-B9 PRESSURE PARTS

49 15810 NOUVEAUX INDUSTRIES (P) LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS NOUVARC

50 13693 RASI ELECTRODES LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS RASI CO2




51 14340 NALLI ARC INDUSTRIE, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS NALLI ARC

52 13906 MARUTI WELD PRIVATE LIMITED, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS MARUTI MIG
53 15100 MANTEK WIRES DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS MANTEK MIG
54 16575 STANDARD WIRE PRODUCTS DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS STAR

55 16166 EVERSHINE WIRES DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS SHINE ARC -1
56 15085 VOLTARC ELECTRODES (P ) LTD, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS AUTOFIL-6

57 14455 WIRE AND WIRE PRODUCTS DAI.0.8,1.0,1.2 & 1.6MM Manufacturer  |ASME.SEC.1.C-5.18.ER70S-6 STRUCTURALS ESSARC

58 10081 ESAB INDIA LTD DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS ESAB MW 1

59 14791 ANAND ARC LTD., DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS ANAND MIG -1
60 13763 CLASSIC ELECTRODES ( INDIA) LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS CLASSIC MIG 70S
61 10785 ADOR WELDING LIMITED DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS AUTOMIG -1
62 17814 CALCUTTA ELECTRODES PVT. LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS SHIVA-CO2

63 11420 MODI ARC ELECTRODES CO. SIZE DIA. 1.20MM Manufacturer |ASME.SEC.1.C-5.18.ER70S-6 STRUCTURALS MODI MAG-1
64 11378 MAILAM INDIA LIMITED 8 Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS MAILAM MIG6
65 15082 ROYAL WELDING WIRES PVT. LTD., SIZE DIA.1.20MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS JACKSUN 70S-6
66 19305 MURLI ELECTRODE PVT. LTD, SIZE: DIA. 1.20MM Manufacturer |ASME.SEC.I1.C-5.18.ER70S-6 STRUCTURALS WONDER -MIG
67 11288 JAGSHAAN INDUSTRIES DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS JAGM1

68 16662 NATIONAL ENGINEERING ENTERPRISES, DAI.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS CARBOMIG S6
69 15924 DAYACHAND ENGINEERING INDUSTRIES DIA: 1.20 MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS FAIRWELD

70 13986 B&H ELECTRODES PVT. LTD, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS B&H MIG

71 14458 M W WIRETECK PVT. LTD. DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 PRESSURE PARTS MARUTI MIG
72 13211 D&H INDIA LIMITED DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS MIGARC WS 6
73 13690 GEE LIMITED, DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS GM 70

74 18705 MODI HITECH INDIA LTD., DAI.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS GMM

75 13549 ATHARVE WELDING TECHNOLOGIES (INDIA DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS ATHARV MIG WIRE
76 10758 ALPHA ARC PVT LTD DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS ALPHA MIG

77 91270 VEEPEES INDIA, DIA.1.0,1.2 & 1.6MM Indian Agent ASME.SEC.11.C-5.18.ER70S-6 STRUCTURALS

78 11528 RAAJRATNA ELECTRODES LTD DIA1,1.2,1.6,2 MM Manufacturer |ASME.SEC.I1.C-5.18.ER70S-6 STRUCTURALS RAAJMIG-1(LAYER)
79 17813 K.M.CROWN WELDING CONSUMABLES PVT., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS CROWN MIG 6
80 13487 MAGNARC ELECTRODES PVT.LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS MAGFIL

81 14428 SHAKUNT ENTERPRISES PRIVATE LIMITED DAL1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS SANWALAKA XTRA ARC
82 10737 SRI DHARAANI STEEL, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS LEND WIRE MIG
83 14575 WELD ALLOY PRODUCTS, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS M.W.A.70S

84 17644 VARUN ELECTRODES PVT. LTD., DAI.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS PRIMA

85 17841 PRASHANTH CYLINDERS PVT. LTD., DIA.1.0,1.2 & 1.6 MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS PRAWELD

86 17842 PRECISION DRAWEL PVT., LTD., DAI.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS PRECISION

87 16548 WELD EXCEL INDIA LTD., DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS EXCEL MAG1
88 15101 PRECISION WELDARC LTD, DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS PWL MIG 2

89 13743 UNIQUE WELDING PRODUCTS PVT.LTD., DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS UNIWELD

90 13911 ROYAL ARC ELECTRODES LIMITED DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS ROYAL 7056

91 10774 D&H SECHERON ELECTRODES PVT LTD. DIA.0.8,1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS AUTO THERME - 1
92 16661 KLINWELD WIRES PVT. LTD., DIA.1.0,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-5.18.ER70S-6 STRUCTURALS KLINWELD

93 21411 METRODE PRODUCTS LIMITED, DIA.0.8,1.2 & 1.6MM Manufacturer |ASME.SEC.II.C-SFA;5.28 ER80S-G PRESSURE PARTS

94 20047 KANEMATSU TRADING CORPORATION DAI.0.8,0.9,1.0 & 1.2,1.4 & 1.6MM |Foreign Agent |ASME.SEC.II.C-SFA;5.28 ER80S-G PRESSURE PARTS

95 20047 KANEMATSU TRADING CORPORATION DAI.0.8,0.9,1.0 & 1.2MM Foreign Agent - PRESSURE PARTS

96 20130 ALCONIX CORPORATION DIA.1.0 & 1.2MM Foreign Agent --- PRESSURE PARTS

97 10081 ESAB INDIALTD NOT APPLICABLE Manufacturer |ASME SFA 5.23 PRESSURE PARTS

98 22391 AIR-LIQUIDE WELDING FRANCE, NOT APPLICABLE Manufacturer |ASME SFA 5.23 PRESSURE PARTS

99 21411 METRODE PRODUCTS LIMITED, NOT APPLICABLE Manufacturer |ASME SFA 5.23 PRESSURE PARTS

100 |20047 KANEMATSU TRADING CORPORATION NOT APPLICABLE Foreign Agent |ASME SFA 5.23 PRESSURE PARTS

101 |20563 VOESTALPINE BOHLER WELDING NOT APPLICABLE Manufacturer |ASME SFA 5.23 PRESSURE PARTS

102 |20563 VOESTALPINE BOHLER WELDING NOT APPLICABLE Manufacturer |SAW FLUX FOR SA335P92 PRESSURE PARTS




103 |20563 VOESTALPINE BOHLER WELDING NOT APPLICABLE Manufacturer  |SAW WIRE FOR SA335P92 PRESSURE PARTS

104 |21411 METRODE PRODUCTS LIMITED, DIA:3.2 MM Manufacturer |SAW WIRE FOR SA335P92 PRESSURE PARTS

105 |10015 ANITA FLUXES ALLOY SPECIALITY FULL RANGE Manufacturer  |WCPI 407 PRESSURE PARTS

106 |10785 ADOR WELDING LIMITED FULL RANGE Manufacturer |WCPI 407 PRESSURE PARTS BRAND: AUTOMELT S 76
107 13691 MANTEK WELDAIDFLUX CO. NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS MANTEK - 22

108 14593 R.M.H.CHEMICAL INDUSTRIES NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS RMH AUTOWELD GR. |
109 14309 S.CHEMS & ALLIED PRODUCERS PVT LIMI NOT APPLICABLE Manufacturer |F7AZ-EL 8 STRUCTURALS SURE FLUX GP

110 |11701 SUPER WELD PRODUCTS NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS SWP40T

111 19114 WELMET TECHNOLOGIES PVT. LTD., NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS WELMET FLUX 81-L
112 |15099 THERMIT ALLOYS (P) LTD, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS CONWELD - RM

113 |17381 NOUVEOFLUX CHEMICAL COMPANY NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS NOUVEOFLUX

114 13211 D&H INDIA LIMITED NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS SUPERMELT Il

115 11712 TAPADIA ENGINEERS & TRADERS P.LTD. NOT APPLICABLE Manufacturer  |F7AZ- EL 8 STRUCTURALS TPD-50

116 |15084 DWEKAM ELECTRODES LTD, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS MEARGEARC SFA-2
117 15085 VOLTARC ELECTRODES ( P ) LTD, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS SUBARC-1 (EL-8)

118 19695 SUBMER FLUX TECHNOLOGIES, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS SHINE FLUX

119 15082 ROYAL WELDING WIRES PVT. LTD., NOT APPLICABLE Manufacturer |F7AZ-EL 8 STRUCTURALS JACKSUN SFA GRADE- 1
120 13833 SUN FLUX, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS SUN BRAND SUPER FLUX
121 13534 RUPA INDUSTRIES, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS RUPA MELT -1

122 |19735 RENUKA FLUXES COMPANY, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS RENUKA

123 14791 ANAND ARC LTD., NOT APPLICABLE Manufacturer |F7AZ-EL 8 STRUCTURALS ANAND MELT -1

124 110081 ESAB INDIA LTD NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS OK FLUX 10.81L

125 |10466 SUN AUTO WELD INDUSTRIES, NOT APPLICABLE Manufacturer |F7AZ-EL 8 STRUCTURALS SUN FLUX

126 13484 OSCAR AUTO FLUX, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS OSCAR AUTOWELD GR. |
127 11288 JAGSHAAN INDUSTRIES NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS JAG EZ WELD G 18L
128 13486 AV WELDTECH PVT.LTD., NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS AV EZEWELD 18L

129 12184 LAKSHMI CHEMICAL INDUSTRIES NOT APPLICABLE Manufacturer  |F7AZ- EL 8 STRUCTURALS LAXMI FLUX

130 |10785 ADOR WELDING LIMITED NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS AUTOMELT GR.II

131 11528 RAAJRATNA ELECTRODES LTD NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS RAAJMELT-1

132 15101 PRECISION WELDARC LTD, NOT APPLICABLE Manufacturer |F7AZ- EL 8 STRUCTURALS PWL8101

133 |20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.0,2.4 & 3.2MM Manufacturer  |--—- PRESSURE PARTS

134 |21411 METRODE PRODUCTS LIMITED, DIA. 2.4 & 3.2MM Manufacturer  |------ PRESSURE PARTS

135 15083 MARUTHI ELECTRODES (P) LTD., DIA.2.4MM Manufacturer |ER70S-Al STRUCTURALS BRAND-MARUTHY TA1
136 |10774 D&H SECHERON ELECTRODES PVT LTD. DIA.1.6,2.0,2.4,2.5 & 3.2MM Manufacturer |ER70S-Al PRESSURE PARTS

137 |20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.0,2.4 & 3.0MM Manufacturer |ER70S-Al PRESSURE PARTS

138 11227 HONAVAR ELECTRODES PVT. LTD., SIZE DIA.2.40 MM Manufacturer |ER70S-Al PRESSURE PARTS HW 70SA1

139 22456 I.A.BARNES & CO. LTD, DIA.2.40 MM Foreign Agent |ER70S-Al PRESSURE PARTS BRAND : UNISCO ER 70
140 10785 ADOR WELDING LIMITED DIA. 2.40 MM Manufacturer |ER70S-Al PRESSURE PARTS BRAND:TIGFIL 70S -Al
141 120047 KANEMATSU TRADING CORPORATION DIA.0.8,1.0,1.2,1.6,2.0,2.4 & 3.2MM |Foreign Agent [ER70S-A1 PRESSURE PARTS

142 21411 METRODE PRODUCTS LIMITED, DIA: 2.40 MM Manufacturer |ER70S-Al PRESSURE PARTS CMO

143 |21411 METRODE PRODUCTS LIMITED, DIA.1.6,2.4 & 3.2MM Manufacturer |ER80SG 1.25CR 1/2MO PRESSURE PARTS

144 113690 GEE LIMITED, SIZE DIA. 2.40 MM Manufacturer |ER80SG 1.25CR 1/2MO PRESSURE PARTS GETIG 80S-B2

145 |21461 INDUSTRIA NAZIONALE ELETTRODI S.p.A DIA.2.0,2.4 & 2.5MM Manufacturer |ER80SG 1.25CR 1/2MO PRESSURE PARTS

146 |10785 ADOR WELDING LIMITED DIA.2.40 MM Manufacturer |ER80SG 1.25CR 1/2MO PRESSURE PARTS TIGFIL 80S -B2

147 110774 D&H SECHERON ELECTRODES PVT LTD. DIA.1.6,2.0,2.4,2.5 & 3.2MM Manufacturer |ER80SG 1.25CR 1/2MO STRUCTURALS

148 120047 KANEMATSU TRADING CORPORATION DIA.1.6,2.0,2.4 & 3.2MM Foreign Agent |ER80SG 1.25CR 1/2MO PRESSURE PARTS

149 15083 MARUTHI ELECTRODES (P) LTD., DIA.2.4MM Manufacturer |ER80SG 1.25CR 1/2MO PRESSURE PARTS MARUTHI TB2

150 |20563 VOESTALPINE BOHLER WELDING DIA.2.0,2.4 & 3.0MM Manufacturer |ER90SG-2 1/4CR 1MO PRESSURE PARTS

151 15083 MARUTHI ELECTRODES (P) LTD., DIA.2.4MM Manufacturer |ER90SG-2 1/4CR 1MO PRESSURE PARTS MARUTHI TB3

152 |10785 ADOR WELDING LIMITED DIA: 2.40 MM Manufacturer |ER90SG-2 1/4CR 1MO PRESSURE PARTS BRAND:TIGFIL 90S - B
153  |20047 KANEMATSU TRADING CORPORATION DIA.1.6,2.0,2.4 & 3.2MM Foreign Agent |ER90SG-2 1/4CR 1MO PRESSURE PARTS

154 |21461 INDUSTRIA NAZIONALE ELETTRODI S.p.A DIA.2.0,2.4 & 3.2MM Manufacturer |ER90SG-2 1/4CR 1MO PRESSURE PARTS




155  |21411 METRODE PRODUCTS LIMITED, DIA.1.6 & 2.4AMM Manufacturer |[ER90SG-2 1/4CR 1MO PRESSURE PARTS

156 |21411 METRODE PRODUCTS LIMITED, DIA.1.0,1.6,2.0,2.4 & 3.2MM Manufacturer |ER347 PRESSURE PARTS

157 20563 VOESTALPINE BOHLER WELDING DIA.1.0,1.6,2.0,2.4 & 3.2MM Manufacturer |ER347 PRESSURE PARTS

158 120047 KANEMATSU TRADING CORPORATION DIA.1.2,1.6,2.0,2.4 & 3.2MM Foreign Agent |ER347 PRESSURE PARTS

159 13690 GEE LIMITED, SIZE DIA.2.40MM Manufacturer |ER347 PRESSURE PARTS GETIG 347

160 |15083 MARUTHI ELECTRODES (P) LTD., DIA.2.0 & 2.4MM Manufacturer |ERNICR3 PRESSURE PARTS

161 20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |ERNICR3 PRESSURE PARTS

162 |20047 KANEMATSU TRADING CORPORATION DIA.0.8,0.9,1.0,1.2,1.6,2.0,2.4,3.2 & 4Foreign Agent |ERNICR3 PRESSURE PARTS

163  |21411 METRODE PRODUCTS LIMITED, DIA: 2.40 MM Manufacturer |ERNICR3 PRESSURE PARTS 20.70.NB

164 22391 AIR-LIQUIDE WELDING FRANCE, DIA.2.4MM Manufacturer |TIG ER90S-B9 PRESSURE PARTS

165 20047 KANEMATSU TRADING CORPORATION DIA.1.6,2.0 & 2.4MM Foreign Agent |TIG ER90S-B9 PRESSURE PARTS BRAND:TGS-90 B9
166 20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |TIG ER90S-B9 PRESSURE PARTS

167 |21411 METRODE PRODUCTS LIMITED, DIA.1.6,2.4 & 3.2MM Manufacturer |TIG ER90S-B9 PRESSURE PARTS

168 20563 VOESTALPINE BOHLER WELDING DIA.2.0,2.4 & 3.0MM Manufacturer |ASME SEC.IIC,SFA-5.28 ER80S-D2 PRESSURE PARTS

169 |21411 METRODE PRODUCTS LIMITED, DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |ASME SEC.IIC,SFA-5.28 ER80S-D2 PRESSURE PARTS

170 20130 ALCONIX CORPORATION DIA.1.6,2.0 & 2.4MM Foreign Agent |ASME SEC.IIC,SFA-5.28 ER80S-D2 PRESSURE PARTS

171 20130 ALCONIX CORPORATION DIA.1.0MM & 2.40MM Foreign Agent |GTAW ROD SUPER 304 H PRESSURE PARTS

172 |20563 VOESTALPINE BOHLER WELDING DIA.0.8 & 1.0 & 2.40 MM Manufacturer |GTAW ROD SUPER 304 H PRESSURE PARTS THERMANIT 304CU
173 11227 HONAVAR ELECTRODES PVT. LTD., DIA:2.5,3.15,4.0,5.0 & 6.30MM Manufacturer |E7018-A1l PRESSURE PARTS BRAND-ULTIMATE 18A1.
174 11420 MODI ARC ELECTRODES CO. DIA.2.50,3.15,4.00,5.00 & 6.30MM [Manufacturer |E7018-Al PRESSURE PARTS

175 10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.50,3.15,4.00,5.00 & 6.30MM [Manufacturer |E7018-Al PRESSURE PARTS

176 |15090 RAJ KESARI ELECTRODES, DIA.2.50,4.00,& 5.00 MM Manufacturer |E7018-Al PRESSURE PARTS RAJWELD-18A1
177 118432 VIJEY ELECTRODES AND WIRES PVT. DIA.2.5,3.15 & 4.0 MM Manufacturer |E8018-B2 PRESSURE PARTS VJ-8018-B2

178 10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.2,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS

179 |18705 MODI HITECH INDIA LTD., DIA.2.5,3.15,4.0 & 5.0 MM Manufacturer |E8018-B2 PRESSURE PARTS GM 80-B2

180 |13690 GEE LIMITED, DIA.2.5,3.15,4 & 5 MM Manufacturer |E8018-B2 PRESSURE PARTS GRIDUCT3

181 15090 RAJ KESARI ELECTRODES, DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS RAJWELD-8018B2
182 11227 HONAVAR ELECTRODES PVT. LTD., DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS

183 |14040 MANTEK ELECTRODS PRIVATE LTD, DIA.5.0MM Manufacturer |E8018-B2 PRESSURE PARTS MANTEK CROMO 1
184 11378 MAILAM INDIA LIMITED DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS

185 13906 MARUTI WELD PRIVATE LIMITED, DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS ULTRA-CR-1

186 11420 MODI ARC ELECTRODES CO. DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |E8018-B2 PRESSURE PARTS

187 13690 GEE LIMITED, DIA.2.5,3.15,4 &5 MM Manufacturer |E9018-B3 PRESSURE PARTS GRIDUCT -4

188 11227 HONAVAR ELECTRODES PVT. LTD., DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |E9018-B3 PRESSURE PARTS

189 18705 MODI HITECH INDIA LTD., DIA.2.5,3.15 & 4.0 MM Manufacturer |E9018-B3 PRESSURE PARTS GM 90 B3

190 |10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.2,4.0 & 5.0MM Manufacturer |E9018-B3 PRESSURE PARTS

191 13906 MARUTI WELD PRIVATE LIMITED, DIA.3.15,4.0 & 5.0MM Manufacturer |E9018-B3 PRESSURE PARTS ULTRA - CR-2

192 18432 VIJEY ELECTRODES AND WIRES PVT. DIA.2.5,3.15 & 4.0MM Manufacturer |E9018-B3 PRESSURE PARTS VJ-9018-B3

193  |11420 MODI ARC ELECTRODES CO. DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |E9018-B3 PRESSURE PARTS

194 13911 ROYAL ARC ELECTRODES LIMITED DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E9018-B3 PRESSURE PARTS ROYAL CHROME 2
195 13211 D&H INDIA LIMITED DIA.2.5,3.15,4.0 & 5.0 MM Manufacturer |E9018-B3 PRESSURE PARTS SUPER-CR-2
196 11378 MAILAM INDIA LIMITED DIA.2.5,3.15,4.0 & 5.0 MM Manufacturer |E9018-B3 PRESSURE PARTS MAILARC 2CR
197 |22391 AIR-LIQUIDE WELDING FRANCE, DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |ASME SEC.II.C.SFA-5.5E9015-B9 PRESSURE PARTS

198 120047 KANEMATSU TRADING CORPORATION DIA.2.6,3.2,4.0 & 5.0MM Foreign Agent |ASME SEC.II.C.SFA-5.5E9015-B9 PRESSURE PARTS

199 |21411 METRODE PRODUCTS LIMITED, DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |ASME SEC.II.C.SFA-5.5E9015-B9 PRESSURE PARTS

200 |20563 VOESTALPINE BOHLER WELDING DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |ASME SEC.II.C.SFA-5.5E9015-B9 PRESSURE PARTS

201 |21411 METRODE PRODUCTS LIMITED, DIA.2.5,3.2 & 4.0MM Manufacturer |[SMAW ELECTRODE - T92 / P92 PRESSURE PARTS

202 |20563 VOESTALPINE BOHLER WELDING DIA.2.5,3.2 & 4.0MM Manufacturer [SMAW ELECTRODE - T92 / P92 PRESSURE PARTS

203 |17814 CALCUTTA ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SHIVA-S

204 |17644 VARUN ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS PRIMA-6013S
205 |14584 SUN ELECTRODE DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUNGP 13

206 |14523 JINDAL DUROWELD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS DU-ROD 11




207 |14534 AARYA ELECTRODES PVT.LTD. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS AARYA-13

208 |13911 ROYAL ARC ELECTRODES LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ROYAL S

209 |15086 SRI RENGA ELECTRODES (P) LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer  |E6013 STRUCTURALS SUNSHINE E6013
210 10785 ADOR WELDING LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS METALBOND

211 |10758 ALPHA ARC PVT LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ALPHA 6013

212 |13663 ORION WIRE MANUFACTURING CO., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUN ARCX-19
213 |14449 IDEAL ELECTRODES DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS IDEAL 40

214 |10667 EUREKA SYSTEMS AND ELECTRODES P.LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS NUMBER ONE
215 |14457 BALAJI ELECTRODES DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SONY ARCE6013
216 |13729 ORANGE ELECTRODES INDUSTRIES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS GALA WELD

217 |13487 MAGNARC ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MAGNARC 63
218 |13549 ATHARVE WELDING TECHNOLOGIES (INDIA DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS AWT E6013

219 |13986 B&H ELECTRODES PVT. LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS B&H ULTRA

220 |16003 MIGLANI ENGINEERS DIA. 2.5,3.15,4.0 & 5.0MM Manufacturer |E6013 STRUCTURALS MIGLANI ARK-X
221 |13538 WELDCOM ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS NOVAX - 13

222 |17813 K.M.CROWN WELDING CONSUMABLES PVT., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS CROWN 13S

223 |11420 MODI ARC ELECTRODES CO. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS STEELON STD
224 111227 HONAVAR ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS REGULAR-S.

225 |14447 UPARC ELECTRODES COMPANY. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS UPARC E6013
226 |14448 BRIGHT WELD TECHNOLOGIES DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS A-ONE E6013
227 12893 RUKHMANI ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS BALAJI

228 |15929 WELDALL ELECTRODES (INDIA) DIA: 2.5,3.15,4.0 & 5.0 MM Manufacturer |E6013 STRUCTURALS WELDALL

229 |18540 KOLLIPARA ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS KELARC 6013
230 18433 NUCOR WELD(INDIA)PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS EKNOWELD

231 |17820 SETH ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS KAYNOZ 7S

232 |17812 VICTOR ELECTRODES LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS VICTOR 6013 PLUS
233 |17802 SRI VARSHA ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS BLAZE ARC

234 |17801 JAIN WELDING ELECTRODES PVT. LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUN WELD 6013
235 |17643 SUNDEEP ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUNDEEP 135
236 |17664 ELMARC ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ELMARK 11

237 |17661 ALPHA WELDING & ALLIED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS LG

238 |15090 RAJ KESARI ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS RAJCORD-13S
239 |15082 ROYAL WELDING WIRES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS JACKSON 5

240 |13690 GEE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS GEECON PINK
241 15081 ANNAI SIVAKAMI AMMAL INDUSTRIES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUN LINE 27

242 |15102 SOLARC WELD RODS, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS VATSARC 19 PLUS.
243 |13693 RASI ELECTRODES LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS RASI E6013

244 115083 MARUTHI ELECTRODES (P) LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MARUTHI 6013X-
245 |15085 VOLTARC ELECTRODES ( P ) LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS

246 |15087 V.N.C.ELECTRODEES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS BEST ARC MS11-
247 15088 NIVETHA ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MEDAL ARC

248 |13763 CLASSIC ELECTRODES ( INDIA) LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS CLASSIC 6013 PLUS.
249 |13906 MARUTI WELD PRIVATE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MARUTI 44-

250 |14040 MANTEK ELECTRODS PRIVATE LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MANTEK GP-13.
251 13211 D&H INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS STANDARD

252 |14429 ALPHA FLUX & ELETRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS WELDER - G

253 |14575 WELD ALLOY PRODUCTS, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS WA 6013-S

254 11881 FUSION ENGG. PRODUCTS LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ELECTRA-6

255 11380 MALU ELECTRODES PVT.LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MANGALAM E 6013
256 |11378 MAILAM INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MAILARC 13R
257 |10774 D&H SECHERON ELECTRODES PVT LTD. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS NORMA

258 /10081 ESAB INDIA LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ESAB FERROSPEED PLUS




259 19111 SPECTRA SUPER ALLOYS LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUDO 6013

260 |18597 SHIELDARC EQUIPMENTS PVT. LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ESL' ARC-62

261 |11528 RAAJRATNA ELECTRODES LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS RATNA 6013X
262 |15089 WELDCRAFT PRIVATE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MAXIMA-6013X
263 |19906 BAGHERWAL ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MONARC-S

264 |18300 SUPERON SCHWEISSTECHNIK INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS OVERCORD S
265 |19875 ABIRAMI ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS SUNWELD

266 |18705 MODI HITECH INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS GM 20

267 |18846 COSMOS ELECTRODES PVT., LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS ATLAS-13

268 |19751 FINE WELD ELECTRODESS INDIA (P)LTD. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MECA E6013
269 |19745 MEGA WELD TECHNOLOGIES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MEGA E6013
270 16168 P.R.Industries SIZE DIA. 2.5,3.15,4.0 & 5.0MM Manufacturer |[E6013 STRUCTURALS ANAND-13

271 |16886 G TEKH ELECTRODES DIA.2.50,3.15,4.00 & 5.00MM Manufacturer |E6013 STRUCTURALS SKY ARC E6013
272 |16344 MICRO WELD (INDIA) DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS MICRO-6013
273 |17451 WELDWELL ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E6013 STRUCTURALS WELDFAST SUPER
274 |15833 THIRUMALA ELECTRODES CO., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SEVEN ARCS-18
275 |10774 D&H SECHERON ELECTRODES PVT LTD. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUPRATHERME
276 |14040 MANTEK ELECTRODS PRIVATE LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS MANTEK LH 18
277 |11378 MAILAM INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS MAIL ARC 18
278 |13211 D&H INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUPER LH

279 |13542 SAITRON ENGINEERS PVT. LTD, DIA. 2.50,3.15,4.00 & 5.0MM Manufacturer |E7018 PRESSURE PARTS SAITRON LH-7018
280 |17451 WELDWELL ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 MM Manufacturer |E7018 PRESSURE PARTS WELDFAST LH 18
281 |15085 VOLTARC ELECTRODES (P ) LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SPEEDARC E-7018
282 |14791 ANAND ARC LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS ANAND THERME
283 |14575 WELD ALLOY PRODUCTS, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS WA 7018

284 |15083 MARUTHI ELECTRODES (P) LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS MARUTHI 7018
285 13906 MARUTI WELD PRIVATE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS ULTRA - 7018
286 [13911 ROYAL ARC ELECTRODES LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS

287 |17813 K.M.CROWN WELDING CONSUMABLES PVT., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS CROWN-18

288 |15082 ROYAL WELDING WIRES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS JACKSON 18H
289 |17643 SUNDEEP ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUNDEEP 7018
290 15086 SRI RENGA ELECTRODES (P) LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUNSHINE - 18
291 18300 SUPERON SCHWEISSTECHNIK INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUPERCITO OERLICON E
292 |17644 VARUN ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS PRIMA7018

293 |18705 MODI HITECH INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS GM 18

294 |18540 KOLLIPARA ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS KELARC-7018
295 18846 COSMOS ELECTRODES PVT., LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUPRA MAX-18
296 11881 FUSION ENGG. PRODUCTS LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS BASICOTE 6

297 18433 NUCOR WELD(INDIA)PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS EKNOWELD

298 |13690 GEE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS

299 13693 RASI ELECTRODES LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS RASI 7018LH

300 (16548 WELD EXCEL INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS EXCEL - 18----
301 (10081 ESAB INDIA LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS ESAB-36H

302 (11420 MODI ARC ELECTRODES CO. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS MODI 7018

303 (15084 DWEKAM ELECTRODES LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS DK-18

304 (15090 RAJ KESARI ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS SUPERLET - 18.
305 (11227 HONAVAR ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 PRESSURE PARTS ULTIMATE - 18----.
306 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA 2.50,3.15,4.00 & 5.00 & 6.30MM|Manufacturer |E7018-1 PRESSURE PARTS

307 (11420 MODI ARC ELECTRODES CO. DIA 2.50,3.15,4.00 & 5.00 & 6.30MM|Manufacturer |E7018-1 PRESSURE PARTS MODI 7018 SPL
308 (11227 HONAVAR ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 & 6.30MM|Manufacturer |E7018-1 PRESSURE PARTS

309 (18432 VIJEY ELECTRODES AND WIRES PVT. DIA 2.50, 3.15, 4.00 & 5.00 MM Manufacturer |E7018-1 PRESSURE PARTS V) 7018-1

310 (13211 D&H INDIA LIMITED DIA 2.50,3.15 & 4.00MM Manufacturer |E7018-1 PRESSURE PARTS SUPER-LH(SPL)




311 [11378 MAILAM INDIA LIMITED DIA 2.50,3.15 & 4.00 MM Manufacturer |E7018-1 PRESSURE PARTS MAILARC-18PLUS
312 (13690 GEE LIMITED, DIA 2.50,3.15,4.00,5.00 & 6.30 MM [Manufacturer |E7018-1 PRESSURE PARTS GEE SPL.

313 [20130 ALCONIX CORPORATION DIA 2.6,3.2,4.0 & 5.0MM Foreign Agent  |JIS 73211 D4316 PRESSURE PARTS

314 [15089 WELDCRAFT PRIVATE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MAXIDURE-7018
315 [15091 MAGNA ENGINEERING DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MAGNARAC-LH
316 (15102 SOLARC WELD RODS, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPRADYNE

317 [17814 CALCUTTA ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SHIVATHERME-18
318 (18432 VIJEY ELECTRODES AND WIRES PVT. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS VIJAY-7018

319 [13542 SAITRON ENGINEERS PVT. LTD, DIA. 2.50,3.15,4.00 & 5.0MM Manufacturer |E7018 STRUCTURALS SAITRON LH-7018
320 (14429 ALPHA FLUX & ELETRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPER WELD 7018
321 [19111 SPECTRA SUPER ALLOYS LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUDO 7018

322 (13763 CLASSIC ELECTRODES ( INDIA) LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS CLASSIC LH 7018
323 (13487 MAGNARC ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MAGNAARCH LH
324 [19305 MURLI ELECTRODE PVT. LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPERIAL LH E7018
325 [19906 BAGHERWAL ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MONOTHERME
326 [10667 EUREKA SYSTEMS AND ELECTRODES P.LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS EUTHERME LH
327 [10758 ALPHA ARC PVT LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ALPHA 7018

328 (13388 THE INDIAN SEEL & WIRE PRODUCTS LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ISWP SPARK 7018
329 [10785 ADOR WELDING LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPABASE 7018
330 (11380 MALU ELECTRODES PVT.LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MANGALAM E 7018
331 [11528 RAAJRATNA ELECTRODES LTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS RATNA 7018

332 (12893 RUKHMANI ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS REPL 7018

333 [15083 MARUTHI ELECTRODES (P) LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MARUTHI 7018
334 (15084 DWEKAM ELECTRODES LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS DK-18

335 [15085 VOLTARC ELECTRODES ( P ) LTD, DIA 2.50,3.15,4.00 & 5.00 MM Manufacturer |E7018 STRUCTURALS SPEEDARC E-7018
336 (15086 SRI RENGA ELECTRODES (P) LTD, DIA 2.50,3.15,4.00 & 5.00MM Manufacturer |E7018 STRUCTURALS SUNSHINE - 18
337 [15090 RAJ KESARI ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPERLET - 18.
338 [15833 THIRUMALA ELECTRODES CO., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SEVEN ARCS-18
339 [16548 WELD EXCEL INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS EXCEL - 18----

340 (17451 WELDWELL ELECTRODES, DIA 2.50,3.15,4.00 & 5.00 MM Manufacturer |E7018 STRUCTURALS WELDFAST LH 18
341 [17643 SUNDEEP ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUNDEEP 7018
342 [17644 VARUN ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS PRIMA7018

343 [17813 K.M.CROWN WELDING CONSUMABLES PVT., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS CROWN-18

344 [18300 SUPERON SCHWEISSTECHNIK INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPERCITO OERLICON E
345 [18433 NUCOR WELD(INDIA)PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS EKNOWELD

346 (18540 KOLLIPARA ELECTRODES PVT.LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS KELARC-7018

347 [18705 MODI HITECH INDIA LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS GM 18

348 [18846 COSMOS ELECTRODES PVT., LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPRA MAX-18
349 [10081 ESAB INDIALTD DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ESAB-36H

350 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPRATHERME
351  [11227 HONAVAR ELECTRODES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ULTIMATE - 18----.
352 [11378 MAILAM INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MAIL ARC 18

353  [11420 MODI ARC ELECTRODES CO. DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MODI 7018

354 (11881 FUSION ENGG. PRODUCTS LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS BASICOTE 6

355 [13211 D&H INDIA LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS SUPER LH

356 [13690 GEE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS GRICON GREEN
357 [13693 RASI ELECTRODES LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS RASI 7018LH

358 [13906 MARUTI WELD PRIVATE LIMITED, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ULTRA - 7018

359 [13911 ROYAL ARC ELECTRODES LIMITED DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ROYAL THERM
360 (14040 MANTEK ELECTRODS PRIVATE LTD, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS MANTEK LH 18
361 [14575 WELD ALLOY PRODUCTS, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS WA 7018

362 (14791 ANAND ARC LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS ANAND THERME




363 [15082 ROYAL WELDING WIRES PVT. LTD., DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS JACKSON 18H
364 (15087 V.N.C.ELECTRODEES, DIA 2.50,3.15,4.00 & 5.00 Manufacturer |E7018 STRUCTURALS BESTARC-LH-18
365 [14676 ITW INDIA LIMITED: WELDING GROUP. DIA1.2&1.6 MM Indian Agent E71T-1 PRESSURE PARTS

366 (91270 VEEPEES INDIA, DIA.1.2 & 1.6MM Indian Agent E71T-1 PRESSURE PARTS

367 [21065 HYUNDAI WELDING CO. LTD., DIA.1.2 & 1.6MM Manufacturer  |E71T-1 PRESSURE PARTS

368 [20970 THE SHANGHAI LINCOLN ELECTRIC DIA.1.2 & 1.6MM Manufacturer |E71T-1 PRESSURE PARTS

369 [20047 KANEMATSU TRADING CORPORATION DIA.1.2,1.4 & 1.6MM Foreign Agent |E71T-1 PRESSURE PARTS

370 [20047 KANEMATSU TRADING CORPORATION DIA.1.2 & 1.6MM Foreign Agent |E309T0-1 PRESSURE PARTS

371 [20033 KISWEL LTD., FULL RANGE Manufacturer  |E309LMOTO0-1 WCPI 508 PRESSURE PARTS

372 [20047 KANEMATSU TRADING CORPORATION FULL RANGE Foreign Agent |E309LMOTO0-1 WCPI 508 PRESSURE PARTS

373  [20563 VOESTALPINE BOHLER WELDING FULL RANGE Manufacturer  |E309LMOTO0-1 WCPI 508 PRESSURE PARTS THERMIT TG 309 MO
374 [21411 METRODE PRODUCTS LIMITED, SIZE DIA.1.20MM Manufacturer |E551T1-B2C PRESSURE PARTS CORMET 1
375 [21065 HYUNDAI WELDING CO. LTD., DIA.1.2 & 1.6MM Manufacturer |E551T1-B2C PRESSURE PARTS

376 [91270 VEEPEES INDIA, DIA.1.2 & 1.6MM Indian Agent E551T1-B2C PRESSURE PARTS

377 20047 KANEMATSU TRADING CORPORATION DIA.1.2,1.4 & 1.6MM Foreign Agent |E551T1-B2C PRESSURE PARTS

378 (20047 KANEMATSU TRADING CORPORATION DIA.1.2 & 1.6MM Foreign Agent |E91T1-B3 PRESSURE PARTS

379 [91270 VEEPEES INDIA, DIA. 1.2 & 1.6MM Indian Agent E91T1-B3 PRESSURE PARTS

380 [14676 ITW INDIA LIMITED: WELDING GROUP. DIA12 &1.6 MM Indian Agent ASME SECTIONII.C.SFA-5.20 E 71T - 1 PRESSURE PARTS

381 91270 VEEPEES INDIA, DIA.0.9,1.27 1.6MM Indian Agent ASME SECTIONII.C.SFA-5.20 E 71T -1 PRESSURE PARTS

382 [21065 HYUNDAI WELDING CO. LTD., DIA.1.2 & 1.6MM Manufacturer |ASME SECTIONII.C.SFA-5.20 E 71T - 1 PRESSURE PARTS

383 [10081 ESAB INDIALTD DIA.1.2 & 1.6MM Manufacturer |ASME SECTIONII.C.SFA-5.20 E 71T -1 PRESSURE PARTS

384 (20047 KANEMATSU TRADING CORPORATION DIA.1.2,1.4 & 1.6MM Foreign Agent |ASME SECTIONII.C.SFA-5.20 E 71T - 1 PRESSURE PARTS

385 [20970 THE SHANGHAI LINCOLN ELECTRIC DIA.1.2 & 1.6MM Manufacturer |ASME SECTIONII.C.SFA-5.20 E 71T -1 PRESSURE PARTS

386 [14676 ITW INDIA LIMITED: WELDING GROUP. DIA:1.6 MM Indian Agent ASME.SEC.II.C SFA-5.29 E551T1-B2C PRESSURE PARTS TWE-811B2
387 191270 VEEPEES INDIA, DIA.1.6MM Indian Agent ASME.SEC.II.C SFA-5.29 E551T1-B2C PRESSURE PARTS K81TB2
388 |20047 KANEMATSU TRADING CORPORATION DIA.1.6 MM Foreign Agent |ASME.SEC.II.C SFA-5.29 E551T1-B2C PRESSURE PARTS DW-81B2
389 20130 ALCONIX CORPORATION FULL RANGE Manufacturer |ECOCRA - WCPI 236 PRESSURE PARTS

390 (20018 KENNAMETAL STELLITE FULL RANGE Manufacturer |ECOCRA - WCPI 236 PRESSURE PARTS

391 (20018 KENNAMETAL STELLITE DIA:3.20 & 4.0 MM Manufacturer |WCHO05 PRESSURE PARTS ECOCRE
392 (20073 WEARTECH INTL INC DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |WCHO05 PRESSURE PARTS

393 [21991 SPECIAL METALS WELDING PRODUCTS DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |ENICRFE3 PRESSURE PARTS

394 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.5,3.2,4.0 & 5.0MM Manufacturer |ENICRFE3 PRESSURE PARTS

395 [20563 VOESTALPINE BOHLER WELDING DIA.2.5,3.2 & 4.0 MM Manufacturer |ENICRFE3 PRESSURE PARTS

396 (21411 METRODE PRODUCTS LIMITED, DIA:2.5,3.2,4.0 & 5.0 MM Manufacturer |ASME:SEC.II.C.SFA-5.14,ENICRFE-7 PRESSURE PARTS

397 [21991 SPECIAL METALS WELDING PRODUCTS DIA.2.4,3.2,408& 4.8 Manufacturer |ASME:SEC.II.C.SFA-5.14,ENICRFE-7 PRESSURE PARTS

398 [22391 AIR-LIQUIDE WELDING FRANCE, DIA: 2.5,3.2 & 4.0 MM Manufacturer |ASME:SEC.II.C.SFA-5.14,ENICRFE-7 PRESSURE PARTS SUPERANEL 690
399 [10081 ESAB INDIALTD DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E309-16 PRESSURE PARTS

400 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.15,4.0 & 5.0MM Manufacturer |E309-16 PRESSURE PARTS

401 (11420 MODI ARC ELECTRODES CO. DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E309-16 PRESSURE PARTS SS 309
402 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.15,4.0 & 5.0MM Manufacturer |E310-16 PRESSURE PARTS

403 [10081 ESAB INDIALTD DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E310-16 PRESSURE PARTS

404 (10081 ESAB INDIA LTD DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E316-16 PRESSURE PARTS

405 [10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.15,4.0 & 5.0MM Manufacturer |E316-16 PRESSURE PARTS

406 (10081 ESAB INDIA LTD DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E316L-16 PRESSURE PARTS

407 [10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.15,4.0 & 5.0MM Manufacturer |E316L-16 PRESSURE PARTS

408 (11378 MAILAM INDIA LIMITED DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E347-16 PRESSURE PARTS

409 [10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0,2.5,3.15,4.0 & 5.0MM Manufacturer |E347-16 PRESSURE PARTS

410 (10081 ESAB INDIA LTD DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E347-16 PRESSURE PARTS

411 [11420 MODI ARC ELECTRODES CO. DIA.2.5,3.15,4.0 & 5.0MM Manufacturer |E347-16 PRESSURE PARTS

412 [22516 AB SANDVIK PROCESS SYSTEM, DIA.2.0,2.5,3.25,4.0 & 5.0MM Manufacturer  |----- S STRUCTURALS

413 [22515 VOESTALPINE BOHLER WELDING NORDIC DIA.2.5,3.25 & 4.0MM Manufacturer ---- PRESSURE PARTS

414 (10313 ZIRCAST LTD FULL RANGE Manufacturer |HAYNESS ALLOY 25 - WCPI113 PRESSURE PARTS




415 [13690 GEE LIMITED, FULL RANGE Indian Agent HAYNESS ALLOY 25 - WCPI113 PRESSURE PARTS

416 (20073 WEARTECH INTL INC FULL RANGE Manufacturer |HAYNESS ALLOY 21 - WCPI-112 PRESSURE PARTS

417  [13690 GEE LIMITED, FULL RANGE Indian Agent HAYNESS ALLOY 21 - WCPI-112 PRESSURE PARTS

418 (20073 WEARTECH INTL INC FULL RANGE Manufacturer |RCOCRA - WCPI 111 PRESSURE PARTS

419 (20018 KENNAMETAL STELLITE FULL RANGE Manufacturer |RCOCRA - WCPI 111 PRESSURE PARTS

420 (13690 GEE LIMITED, FULL RANGE Indian Agent RCOCRA - WCPI 111 PRESSURE PARTS

421 [10313 ZIRCAST LTD FULL RANGE Manufacturer |RCOCRA - WCPI 111 PRESSURE PARTS

422 [20018 KENNAMETAL STELLITE FULL RANGE Manufacturer |COBALT BASED POWDER - WCPI 302 PRESSURE PARTS

423 [20073 WEARTECH INTL INC NOT APPLICABLE Manufacturer |COBALT BASED POWDER - WCPI 302 PRESSURE PARTS WT-6

424 20130 ALCONIX CORPORATION FULL RANGE Foreign Agent |COBALT BASED POWDER - WCPI 302 PRESSURE PARTS

425 [20321 HOGANAS BELGIUM SA NOT APPLICABLE Manufacturer |COBALT BASED POWDER - WCPI 302 PRESSURE PARTS

426 [20067 VOESTALPINE BOHLER WELDING FULL RANGE Manufacturer |COBALT BASED POWDER - WCPI 302 PRESSURE PARTS

427 [16314 SUN WIRES. DIA.2.50MM TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS SUN WIRES

428 (10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0 TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS AUTOTHERME GRADE A
429 [19905 T.M.INDUSTRIES, DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS BRAND-TMI-1(S)
430 (13486 AV WELDTECH PVT.LTD., DIA: 4.0 MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS AV 1

431  [14791 ANAND ARC LTD., DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS ANAND SAW -1
432 [15085 VOLTARC ELECTRODES (P ) LTD, DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS SAW WIRE EL - 8
433  [15084 DWEKAM ELECTRODES LTD, DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS MERGEARC GRADE A
434 (13693 RASI ELECTRODES LTD., DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS RASI EL 8

435 [11528 RAAJRATNA ELECTRODES LTD DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS RAAJSAW -1

436 (15810 NOUVEAUX INDUSTRIES (P) LTD., DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS NOUVAX

437 [19114 WELMET TECHNOLOGIES PVT. LTD., DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS WELMET WIRE EL8
438 (14455 WIRE AND WIRE PRODUCTS DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS ESARC

439 [16166 EVERSHINE WIRES DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS SHINE ARC

440 (10785 ADOR WELDING LIMITED DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS AUTOMELT GR.A
441 [13534 RUPA INDUSTRIES, DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS RUPA SAW-1

442 (10081 ESAB INDIA LTD DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS OK AUTROD 12.08L
443 [15101 PRECISION WELDARC LTD, DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS METASPOOLS1DIA4.00MM
444 (11288 JAGSHAAN INDUSTRIES DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS JAG1A

445  [13211 D&H INDIA LIMITED DIA.2.0TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS SUPERMELT GR-A
446 (17813 K.M.CROWN WELDING CONSUMABLES PVT., DIA.2.0 TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS CROWN EL 8

447 [14340 NALLI ARC INDUSTRIE, DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS NALLISA -1

448 (11378 MAILAM INDIA LIMITED DIA.2.0 TO 5.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS MAILAM SAW 8
449 [15100 MANTEK WIRES DIA.2.4,3.2 & 4.0MM Manufacturer |AWS A5.17 EL-8 STRUCTURALS MANTEK GR.A

450 (20047 KANEMATSU TRADING CORPORATION DIA3.2,4.0 & 4.8 MM Foreign Agent |EB3 PRESSURE PARTS

451 [20563 VOESTALPINE BOHLER WELDING DIA.3.2,4.0 & 4.8MM Manufacturer |EB3 PRESSURE PARTS

452  [20033 KISWEL LTD., FULL RANGE Manufacturer |ER430-WCPI013 PRESSURE PARTS

453 [10081 ESAB INDIALTD FULL RANGE Trader ER430-WCPI013 PRESSURE PARTS

454 (20047 KANEMATSU TRADING CORPORATION FULL RANGE Foreign Agent |ER430-WCPI013 PRESSURE PARTS

455 [20033 KISWEL LTD., FULL RANGE Manufacturer  |ER410 - WCPI012 PRESSURE PARTS

456 (20047 KANEMATSU TRADING CORPORATION FULL RANGE Foreign Agent |ER410 - WCPI012 PRESSURE PARTS

457 20047 KANEMATSU TRADING CORPORATION DIA3.2,4.08&4.8 MM Foreign Agent |EB2 PRESSURE PARTS

458 [20563 VOESTALPINE BOHLER WELDING DIA.3.2,4.0 & 4.8MM Manufacturer |EB2 PRESSURE PARTS

459 [20516 LINCOLN ELECTRIC FRANCE S.A. DIA:2.0MM AND 4.0MM Manufacturer |EB2 PRESSURE PARTS LNS 150

460 (20047 KANEMATSU TRADING CORPORATION DIA.2.0,2.4,3.2,4.0 & 4.8MM Foreign Agent |EG PRESSURE PARTS

461 [20563 VOESTALPINE BOHLER WELDING DIA.2.0,2.4,3.2,4.0 & 4.8MM Manufacturer  |EG PRESSURE PARTS

462 (10081 ESAB INDIA LTD DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |EM12K PRESSURE PARTS

463 [10774 D&H SECHERON ELECTRODES PVT LTD. DIA.2.0 MM Manufacturer |EM12K PRESSURE PARTS AUTOTHERME GRADE B
464 (11378 MAILAM INDIA LIMITED DIA.2.0 MM Manufacturer |EM12K PRESSURE PARTS MAILAM SAW12
465 [10785 ADOR WELDING LIMITED DIA.2.0 MM Manufacturer |EM12K PRESSURE PARTS AUTOMELT EM12K
466 (14455 WIRE AND WIRE PRODUCTS DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |EM12K PRESSURE PARTS ESARK EM12K




467 [15810 NOUVEAUX INDUSTRIES (P) LTD., DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |EM12K PRESSURE PARTS NOUVAARC S2

468 [20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.0,2.4 & 3.2MM Manufacturer |EM12K PRESSURE PARTS

469  [20047 KANEMATSU TRADING CORPORATION DIA.1.6,2.0,2.4 & 3.2MM Foreign Agent |EM12K PRESSURE PARTS KOBE STEEL LTD, JAPA
470 [22391 AIR-LIQUIDE WELDING FRANCE, DIA.2.4 & 3.2MM Manufacturer |SFA 5.23 EB9 PRESSURE PARTS

471 [10081 ESAB INDIALTD DIA.2.5 & 3.2MM Manufacturer |SFA5.23 EB9 PRESSURE PARTS

472  [21411 METRODE PRODUCTS LIMITED, DIA.2.4 & 3.2MM Manufacturer |SFA 5.23 EB9 PRESSURE PARTS

473 [20563 VOESTALPINE BOHLER WELDING DIA.1.6,2.5 & 3.0 MM Manufacturer |SFA5.23 EB9 PRESSURE PARTS

474 (20047 KANEMATSU TRADING CORPORATION DIA.1.6,2.4 & 3.2 & 4.00MM Foreign Agent |SFA 5.23 EB9 PRESSURE PARTS
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ﬂ%@j FRECTION  / FIELD WELDING SCHEDULE
SROJECT C WANAKBORI TXS00MW CUST. NO /00 DOC.NO. - NA
CONTRACTOR : M /S BHEL - GM A 30— 500 ~c V. NO. 810
SYSTEN MAIN STEAM PIPING FRON | WELDING CODE BR/ ASME
SH., QUITLET TO MS ST0OF VALVE. B
S AGE NO o1 OF O]
IRG NO-FOR DESURIPTION DIMENSIONS | o rec|  TYPE “LECTRODE FILLER SPEC. (ATT) \. HEAT | oer [ acc
WELD LOCATION |OF PARTS TO Mﬁﬂk$¥¥<l o [ SRE | TREATMENT | |
L. | DENTIFICATION | BE WELDED AT, iig s OF | wewp | 1© | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. TEMPTEMP HoLD
NO. VARK PART— DART— e lwELDING QTY(gms, (NOS., N, HOLD o anum| No. | REF
PART -7 DART -7 QTY 0.4 625 | 83.2 | 94.0 C | °C
SH OUTLET — 2.9 Mts
SA335P92 120U | ER90S—BY -9015B9
01 | 1_a0- 0021074 |HEADER fap o | TG & 057 | »s | 760 |PER mm|100% UT &| ) 00%
DAE%H%M} CA8ICG ARC ) 450 100 160 2000 |REV 01 + 10 |min 30 min] 100% MP HARDNESS
oIPE 25 Mits
SA335P9]
DIDE BEND ele u -RO90S—BY -90108Y
02 |1-80-300-21024 frrprermprert—eresma— D380 | 66,/72 | 116 & 00 1 9op | /22 [PER mm 1007 UT &) | & e
ARC 04 4008 960 | 1560 | 14256 |REV 05 £15 | min 60 min| TOU% MF HARDNESS
PIPE /VALVE  SA335P91/C12A
. 2.5 Mts
PIPE SASS0P Y] 15.24J | ER90S—-BY F9015B9
ok 1—-80—300—-21024 R 28 Q 15 94 G & MJ 050 290 /40 WR(WWWOO% DT " " 007
FORGING ARC REV 07 15 | min 30 mi HARDNESS
CITTING /VALVE | WP91 /124 o J0U ocU | 400 166
NO e S:
01.LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT 03.FOR P91 WELDING "SITE WELDING PRACTICE 4-80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 (4. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,OTHER THAN P91 & F9’
PReEPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE ORAWING NO. ~c VoL
VIGNESH KUMAR RONDAPA NAIDU . oL o AGIK C.HARITHA 02.02.10 4—830—500— /9061 / o910
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%ﬁﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
PROJEC | . WANAKBORI TX300MW CUST. NO /200 DOC.NO. N A
CONTRACTOR : M /S BHEL - GM A S0— 507 ~c V. NO. OO0
SYoS THEM MAIN STEAM FROM BOILER] WELDING CODE BR/ ASME
S0P VALVE 1O ESV ACE NC M OOF O
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE "LECTRODE FILLER SPEC. (ATT \. HEAT
WELD LOCATION  |qr parTs To| MATL.SPEC. PROLESS A ATT o | TREATMENT| NPT |REF. JACC
oL {Nrwb;g?T<»$ 3E WELDED ATT Ség e OF | wewp | 1© e W.P.S |HEAT METHOD /| SPEC|NORM | REMARKS
- - QTY(NOS. TEMPTEMPL HOLD
NO. DART-1 D ART-1 o weLg QTY(gms) (NOS) NO. Ol oo, |ReF
OART—2 DART—2 QTY 9./ 625 | 83.2 | 04.0 C | C
VALVE /PIPE | C12A /SA335P9 25 Mis
: 50 - -9015B9
o1 | 1-80-301-21041 | _FORGING | SA182F9] 1350 | 60/65 | TIG & v | ER90S-BS 050 | oy | 755 | PER mm100% UT &| | 00%
FORGING SAT82F9’ ARC 14807 REV 05 +15 | min 60 mn| 1007% MP HARDNESS
B S 75 3416 | 5543 | 26643
STEAM INLET 25 Mts
GX12CrMoVNbN9—1 136.5U CRINS—RQ C9010BY
02 | 1 s0_z01_o1ar oo END 562 1155 | 110 & 050 | 5oy | 755 |PER mm|100% UT &| | 100%
D|PE SAT82F9” ARL 5 <49 00 160 1589 |REV 05 15| min 60 min| 1007% MP HARDNESS
THERMOWELL |  AlSI 316 137y | ER Ni Cr3 NI Cr Fe3 a7 | 220 25 Mis
03 | 1-80—301-21041 535 | 13 G & oy o | OM 750+20PER mm|100% RT | ; 100%
STUR SA 182 F9’ S 4 40 50 08 . e ot min G0mi HARDNESS
THERMO 7P |
AISI316 "R Ni Cr3 NI Cr Fe3 9290 25 Mis
WELL STU N 1047
04 | 1-80-301-21041 o E 24 7 ;QC&3 ey o |ON P02gPER mm 100% RT |} 1007
> 1UB SATEZEY] 4 40 56 50 = D15E SINF min b0min HARDNESS
NOTES:
01. LPI / MPI UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT 03.FOR P91 WELDING "SITE WELDING PRACTICE 4—80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.0Z (4 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,0THER THAN P91 & FO]
“REPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA|DATE ORAWING NO. ~c VoL
VIGNESH KUMAR KONDAFPA NAIDU <. O SOHAGIR C.HARITHA 0/.02.10 4 —30—501— /96406 JU




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR :M/S BHEL PGMA 80-303 WELDING CODE : [BR / ASME
SYSTEM MS PIPING TO AUX PRDS PAGE NO 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| |DENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD,/| SPEC|NORM | REMARKS
— — TY(NOS. TEMP {TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY $2.4 825 | 832 |e40 c |
PIPE SA335P91 —~ E901589 2.5 Mts|
01 | 1-80-303-21160 |FITTING SA234WPS1 | 510 | 4, | TG & |3V FR90389 1050 | 5o | 755 PR mm100% UT &| & | & 100%
PIPE SA335P91 ‘ ARC REV 05 +15 |min 60 mn 100% MPI
FITTING /VALVE|SA234WP91 /F91 " 1008 503 | 420 | 89 HARDNESS
PIPE SA335P22 953V | ER90SB3 E£9018-B3 2.5mtS
02 | 1-80-303-21160 4572 | 953 | 4o 1038 | 550 | 750 (T8 ™or o0g| « | « | 100%
VALVE Fo1 1 150 34 53 - |REVO4 20 160 min HARDNESS
PIPE SA335P11 To & | 953V | ER80SB2 E8018B2 680 G
03 | 1-80-303-21160 4572 | 20 | 4o 1012 1450 | 70 |nnimmRT 1007 | * | x| %
FITTING SA234WP22 1 150 34 53 - |REVO4 220 160 min HARDNESS
PIPE SA335P11 1o & | 953V | ER70sA1 E7018A1 1033 25mts| RT
04 | 1-80-303-21160 457.2 20 REV 150 660i10PE.R. mm % % 3%
FITTING SA105 ARC | 150 34 | 53 - |03 miaimun 100% HARDNESS
PIPE SA106GRB T
9.53 V| ER70SAI E7018-1 1003 RT
05 | 1-80-303-21160 |EITTING SA234WPB 4572 | o953 | TG & REV| 10| | - A
PIPE SATO6GRB ARC . 1050 38 | 3 B 03 10%
FITTING /VALVE|SA234WPB /WCB
R SAT06GRB 16 & | 8:35V| ER70SA1 £7018-1 1003 RT
06 FITTING sazzawps 2191 | 85 | are [, " e ] o o N Il A BRT S IE B
PLATE SA515GR70
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA | DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R.SESHAGIRI C.HARITHA 26.04.16 4-80-303-79960 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR :M/S BHEL PGMA 80-303 WELDING CODE : [BR / ASME
SYSTEM MS PIPING TO AUX PRDS PAGE NO 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |OF PARTS TO|  MATL.SPEC. PROCESS)or P pRE | TREATMENT| NPT | REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD,/| SPEC|NORM | REMARKS
— — TY(NOS. TEMP {TEMP.
NO. MARK PART-1 PART-1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 ary | e2.4 825 | 832 |e40 c | c
25 Mts
PIPE SA335P22 9.55V | ER90SB3 £9018B3
07 | 1-80-303-21160 457.2 9.53 TG & 1014 | 150 | 700 [PER mm100% RT| " 3%
FITTING SA234WP22 ARC 1 150 34 | 53 | —  |ReVO03| O |+20 a0 HARDNESS
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA | DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R.SESHAGIRI C.HARITHA 26.04.16 4-80-303-79960 00
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%ﬁgg ERECTION / FIELD WELDING SCHEDULE
“ROJEC T C WANAKBORD 1T XS00MW CUs 1. NO /00 JOC.NO. - NA
CQNTRACTOR:M/S SHEL S GM A 30— 504 =t V. NO. - OO0

S Yo R M HPBFP UPSTREAM PIFPING WELDING COD-E Eﬁ?//ASM%
OAGE NO - ] OF 07
DRG NO. FOR DESCRIPTION
DIMENSIONS TYPE CLECTRODE FILLER SPEC. (ATT \ HEAT
WELD LOCATION  |qr parTs To| MATL.SPEC. PROCESS N ATT, e | TREATMENT, NDT | REF. JACC.
SL. DENTIFICATION 1 sE WELDED (ATT) SIZE | THICK OF wernp | NG e WP.S IHEAT METHOD /| SPECNORM | REMARKS
M ARK 0D
B B TY(NOS. TEMP | TEMP
NO D ART—1 D ART— o weLoing QTY(gms) QTY(NOS.) NO. %MME>QUANTUNWNQO L
PAR =7 PART—7 Q1Y 0.4 9 5 33 9 b4 0 ‘e .~ | TIME
PIPE/TORGING 54 T | ER90S-B9 “9015B9 S
M | 1-80-304—2104C TEE SAZIAWEIT | nzes 6l a2 ?g%é& 050 | 55y | 755 | PER mm|100% UT &| . 00%
D |PE SA 335 PO 25 2460 580 | 1110 | 4750 |REV 05 15| min 60 min) 100% M- HARDNESS
NOTES:
01. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.FOR P91 WELDING "SITE WELDING PRACTICE 4-80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO/04-02 AMD.02 4. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.OTHER THAN P91 & F9°

“REFPARED D*SGN/CHDQ [)ESGN/APPDQ CHDvﬂﬂﬁﬂl — QA DA T ORAWING NO. adRVA
VIGNESH KUMAR KONDAPA NAIDU <. SESHAGIR C.HARITHA 0/.05.10 A—B0—504— /9650 DU




(& E O )

ﬂ%ﬁj -REC TTON //F%LD WELDING SCHeEDUL
PROJECT - WANAKBORI 1X800MW CUST. NC 7266 DOL.NU. - NA
CONTRACTOR : M /S BHEL D GM A 30— 307 AR o
SYSTEN HP & LP BYPASS WARMUF WELDING CODE BR/ ASME
S AGE NO U
DRG NO-FOR DESURIFTION DIMENSIONS | o |  TYPE “LECTRODE FILLER SPEC. (ATT) . HEAT :
WELD LOCATION |OF PARTS TO Mﬂﬁk$¥¥(l F R ore | TREATMENT] D REF. |ACC.
SL. NENTIFICATION | BE WELDED (ATT) iig THICK OF WELD G | WESTHEAT METHOD /| SPEC|NORM | REMARKS
B - QTY(NOS. IEMPITEMP) HOoLD
NO. MARK PART— PAR T - ~m | WELDING QTY(gms, < > o TIME QUANTUM| NO. | REF.
OART—2 DART—2 OTY 9./ 525 | 832 | 840 C | C
2.5 Mts
D|PE SA335P9 2.5V | ER90SBY F9015B9
| 1-80-307-21260 50 3 19 5 G & 090 | 990 /40 [PER mm100% RT| " D07
F)PE/BEND SAL50P Y] ARC 49 480 A 23R - eV U/ +10 min 30 mn HARDNESS
VAL VE C12A
2.5 Mts
D|PE SA335P9] 5 54V | ER90SBY 901589
o | 1-80-307-21260 50 3 5 54 MG & 030 | 191 /40 [PER mmi100% RT| " 1007%
PIPE /BEND SA335P91 ARC A0 =90 400 - - REV 07 + 15 [ min 30 min HARDNESS
VALVE C12A
oIPE SA335P22 5 - 901883 107 i N HARDNESS
17 | 1-80—452-20075 73 4 4 55 HG & Sy JA4D PR 2o M
ARC 101 135 ol M ' 3%
FITTING Y, ~20 - 40 00 o2 mn ol e o
NOTES: 51+ REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02 /AMD—02.
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
“REPARED D%SGN/CHDC DfSGN/APPDQ CHD¢UWW{) QA | DA TE ORAWING NO. <tV o
ARUN KONDAFPANAIDU <. 5o SHAGIR C.HARITHA 19.09.70 4—30—50/—60208 OU




(®T T E T )

;ﬁgﬁ ERECTION / FIELD WELDING SCHEDULE
“ROJECT - WANAKBOR!I TX800MW CUsST. NO /00 DOC.NO. N A
CQNTRACTOR:M/S SHEL -~ GM A S0—570 ~c V. NO. JU
SYo B M HRH PIPING WELDING CODE BInt / ASME
OACE NO o) OF o)
DRG NO. FOR DESCRIPTION
DIMENSIONS TYPE T ECTRODE FILLER SPEC. (ATT N, HEAT
WELD LOCATION  |nr parTs To | MATL.SPEC. PRUCESS A AT e | TREATMENT] NOT | REF. JACC.
SL. EX%WJAEQTCWJ SF WL DED (ATT; SB% THICK OF WELD HE e WP.S IHEAT METHOD /| SPEC|NORM | REMARKS
B N QTY(NOS. TEMPITEMPL HoLD
o A A nm . IWELDING QTY(gms, < > o e |QUANTUM NO.  |REF,
DART—2 DART—2 OTY 37 4 395 332 | 04.0 C | C
VALVE /PIPE  |CT2A /SA335PY B 2.5 Mts
en_ 71 ) 36 "RI0S—BY “9015B9
. Ei 28 ? 8 8222; FORGING SA182F91 650 | 36,/47 Tgéé& . 050 | 5o | 755 |PER mm100% UT &| 4 | 4 007
D|PL SA335PY’ 46800
7.5 Mis
RH QUTLET -
. Eg:gi 88222; e ADER SASL50PYY . - Ty 50 U FRY05—B89 - 9015 B9 057 )05 Z?% ngmml%géubéj . . 00%
CTTING SA335P9 ARC y 560 10 | 180 3000 |V Y AU min 0 min TOL7e HARDNESS
MATCHING PIECE] o, oo N 75 Mt
NO7 7| F GX12CrMoVNbNG—1 ARC 2 540 130 790 1300 <YV 09 +19 min 60 min 1007 MP I ARDNESS
0-80-310-06981 |THERMOWELL | AlSI 516 T 137V | ER Ni Cr2 ENi Cr Fed a7 | 220 2.5 Mis
04 | 4 a0 210 0R08) 53.5 13 ooy gp | ON 750+20PER mm|[100% RT | \ 100%
STUR SA 182 F9 ARG y 40 50 08 - DI5F S nin G0 HARDNESS
THERMO 7D |
0-80-310-06981 |WELL STUR AlSISTO o oe | 460 RN Crd NI Cr Fed 047 | 220 2.5 Mts
Jo | 80— 210-06989 24 7 oey or | ON [30£20PER mm{100% RT |+ . 100%
STUR SA182F9] ARL 10 56 30 - oISESDE in 60mir HARDNESS
NOTES:
01. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT 03.FOR P91 WELDING "SITE WELDING PRACTICE 4-80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 (4. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.OTHER THAN P91 & FOT
“REPARED D%SGN/CHDQ [)ESGN/APPDQ CHDWMHW%) — QAIDA T ORAWING NO. <=tV
VIGNESH KUMAR KONDAFPA NAIDU <. 5t SHAGIR C.HARITHA 0/.00.706 4—s50—510— /96 /5 U0




(®TE O )

%ﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
-ROJECT C WANALBORI TXS00MW CUS T, NO /00 DOC.NO. N A
CONTRACTOR : M /S BHEL - GM A S0—51/ <=V, NO. DU
>YoleN PBP PIPING WELDING CODE SR/ ASME
-~ AGCE NO J1 OF O
RGN FOR - DESCRIFTION DIMENSIONS | b nra|  TYPE CLECTRODE FILLER SPEC. (ATT) N HEAT | o e
WELD LOCATION |OF PARTS TO Mﬂﬁk§¥¥<l or [ SnE | TREATMENT o |
L | DENTIFICATION | BE WELDEC ATT, iig TRILKoF | wep |10 | W.P.SIHEAT METHOD /| SPEC|NORM | REMARKS
- - QTY(NOS. IEMPITEMP HoLD
O A ARK PART-1 DART-1 e weLoine QTY(gms) (NOS.) NO. e [QUANTUM| NO. | REF.
DART=? DART=2 QTY 974 925 | 83.2 | 84.0 C | C
DIPE SA335PT L 0 E e
01 | 1-80-312-21032 e o 711 | 46 16 & O SR 1090 11990 | 79 MR MMI0OZ UT &)y s o
- ARC REV 05 15 T min 60 min| TOOZ% MP HARDNESS
o o 47 13160 2491 | 4089 |21150C
DIPE o m 9.5 Mt
2 1 /4CR CL22 28 V' |ER90S-B3 ~ 9018 B3 9 Mis
QZ W%OY)WQQWOY)Q / WWWB 28 TG & WQSS 22@ 75@ PER mm WOO% UT & % % WOO%
VALVE SA182FO’ S ; 760 168 | 276 |424  |REV 04 770 g 100% MP HARDNESS
SABY
DIPE ) 5mts
2 1 /4CR CL22 28 V' |ER80S-B2 - 8018 B2 530
03 | 1-80-312-21032 : 1118 | 28 o %%%Q w0 [T FERWW}RTWOO7 | 57
CONDENSER | P11 ARL g 760 168 | 276 |424 70 | : HARDNESS
THERMC 7P | |
WELL STUR AISISZ oo | 46 | ERONICr ENT Cr Fed 1047 |22C Lo
04 | 1-80-312-21032 30 7 oy or |ON [150£20PER mm| o7 q005| x|k 100%
STUE SA182F9 o 4 AC 56 | 30 - e opdmin 60mi HARDNESS
NOTES:
O1. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT 03.FOR P91 WELDING "SITE WELDING PRACTICE 4-80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 04, 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,OTHER THAN P91 & F91
DREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. S
VIGNESH KUMAR KONDAPA NAIDU 2 SESHAGIR C.HARITHA 03.05.16 A4-80-312-79626
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ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANALBORI 1X800MW CUST. NO 7266 DOC.NO. - NA
CONTRACTOR:M/S BHEL PGMA 80—-320 REV. NO. . 00
SYSTEM CRH PIPING WELDING CODE IBR / ASME
PAGE NO - 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMP |TEMP |
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QTY 2.4 825 | 832 |e40 c | C
TURBINE — 2 5mtS
END SA234WP22 e & | 477 | ER90S-B3 F9018-B3 1014 680 PR mm .
01 | 1-80-320-21048 914 | 47 Rev 03 190 | 10 |minmumRT 100% | * | * °
FITTING SA234WP22CL1 ARC 1 305 73 120 | 487 290 |60 min HARDNESS
PIPE SA335P22 — 2.5mtS
FITTING SA234WP22 To g | 35T | ERO0S-B3 £9018-B3 1014 680 |PER mm .
02 | 1-80-321-21042 813 |35 REV 03 {190 | 70 |minimum RT 100% | * *
PIPE SA359P22 ARC 1632 386 | 600 | 1356 i HARDNESS
FITTING SA234WP22 6 720 (60 min
VALVE P22 EQUIVALENT g | 357 | ER80S-B2 E8018-B2 680 [ =
03 | 1-80-321-21042 813 |35 1012 1450 | 10 |yimum RT 100% | * | * °
FORGING SA182F11 ARC 1 272 61 100|226 [REVO4 220 160 min HARDNESS
2 5mtS
FORGING SA182F11 347 | ER70SAT £7018-1 PER mm
04 | 1-80-321-21042 965 |34 l'gc& 1035 1150 o604 10nimum RT 100% | * | *
PIPE SAT06GRC 1 305 73 120 |487 [EVO3 60 min
- 2.5mtS
PIPE SA335P22 10 & | 287 | ER90S-B3 E9018—B3 1014 680 PR mm 3%
05 | 1-80-321-21042 [ForoNG | SA182F22 323928 REV 03 190 | 10 mimmRT 100% | * | * .
ARC 2 206 50 80 110 60 min HARDNESS
PLATE SA387GR22 720
PIPE SATO0BORC —
1-80-321-21042 | t117inG SA234WPC 06 & 347 ER70SA1 E£7018-1 1005 2.5mtS
06 PIPE SAT06GRC 965 |34 100 fga5e1sPR M RT 100% | x| *
0—80—320—06983 ARC 29 8845 2117 3480 141 23 REV 05 minimum
FITTING SA234WPC 30 min
NOTES:
01.LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.FOR P91 WELDING ”SITE WELDING PRACTICE 4—80-992—59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 (4. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,OTHER THAN P91 & F91
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R SESHAGIRI C.HARITHA 12.09.16 4-80-320-79645 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANALBORI 1X800MW CUST. NO 7266 DOC.NO. - NA
CONTRACTOR : M/S BHEL PGMA 80—-320 REV. NO. . 00
SYSTEM CRH PIPING WELDING CODE IBR / ASME
PAGE NO - 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MA&%STF)’EQ PROCESS| ¢ py— pre | TREATMENT| NDT | REF. [ACC.
SL.|' IDENTIFICATION | BE WELDED SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
- - TY(NOS. TEMP | TEMP
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 QTY 2.4 825 | 832 |e40 < |
PIPE SAT0BGRC - s
ER70SA1 E7018—1 5m
07 | 0-80-320-06983 [~brbp> SAZSNC 813 |31 i ooPos 100 p3stisPtR mm RT q00% |+ |
minimum
FITTING SADZAWPC 46 12512 2806 | 4600 | 10396 T
PIPE SA106GRC 31 ER70SA1 E£7018-1 2.5mts
08 | 0-80-320-06983 559 | 36 TG & L 1005 1100 fasgtsPR mmRT 1007 | * | *
FITTING SA234WPC ARC 9 370 84 140|330 REVOS i
min
PIPE SA106GRC 167 ER70SA1 £7018-1 2.5mtS
09 | 1-80-321-21042 406.4 | 16 TG & 1005 1400 |p3stsPR mmRT 100% | * | *
FITTING SA234WPC ARC ) 284 60 100 | [REVOS i
min
2 5mtS
THERMOWELL | AISI 321 o 3T | ER N O3 C N O Fes 1024 b0 on 2miS o007
10 | 1-80-321-21042 635 | 13 ARG REV 01psy gpE|700+20minimum [LPI 100%| * *
STUB SA 182 F22 CL3 2 20 28 14 - 60 min
THERMOWELL | AISI 321 oy |13V | RNCE E NI O Fe3 - -
| 0-80-320-06983 635 113 ARC —  [610£15PER mm|RT 100%| * | *
STUB SA 105 4 40 56 28 - REV 01 min Ims|LPT 100%
Tt ‘ 2 5mtS
" THERMOWELL | AISI 321 o | " T AT ER NI Cr3 ENi Cr Fe3 102450 0 pkm|RT100%| |
1-80-321-21042 REV 01 700420minimum [LPI 100%
STUB SA 182 F22 CL3 ARC 1 10 14 7 - PoA SDE 60 min
NOTES:
01. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.FOR P91 WELDING "SITE WELDING PRACTICE 4—80-992—59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 04. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,OTHER THAN P91 & FO1
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R SESHAGIRI C.HARITHA 12.09.16 4-80-320-79645 00




(§UTE U ) _ _ | | _ __
%ﬁ@ FRECTION / FIELD WELDING SCHEDULE
“ROJECT - WANALBORI TXS00MW CUs T, NO Yaaele DOC.NO. N A
CONTRACITOR M/S SHEL - GM A SU0—5/] ~c V., NO. 10
SYSTEN HPBP DOWNSTREAM PIPING WELDING CODE BR/ ASME
“AGE NO 01 OF 0]
DRG ND. FOR - DESCRIPTHON DIMENSIONS | 50 oo | TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION |OF PARTS TO MMAL%PEC o R SRE | TREATMENT F |
oL NENTIFICATION SE WELDED ( > SOZDE THICK JF WELD G | WP S |HEAT METHOD /| SPECINORM | REMARKS
B - TY QTY(NOS. | TEMPYTEMPY HoLD
NO. MARK PART - PART o m WELDING QTY(gms, (NOS,) NG LD oy antum{No. | ReF.
DART=2 DART—2 OTY 37 .4 625 | 3.2 | 940 C | C
05 Mts
PIPE SASS5PY] 42 U | ER90S-B9 £9015-B9
VALVE SM%ZFW ARC 2 25@ 6@ WOO 55@ RE\/ 05 JTWS N 6@ 11N WOO% MP HA?DNESS
N 2.5mtS
FITTING SAZ254WP22 1o o | 407 | ERI0S-BS £9018—B3 1014 680 |PER mm o
oy 1 —60—521=-21047 elelt 4() oV 150 0 Iminimum BT 100% | * X °
ORIFICE D92 EQUIVALENT ARC 4 320 243 /5] 1090 790 160 min HARDNESS
DIPE SA335P 27 - 2.5mtS
CITTING CADZAWPDY e s | 250 | ER90S-BJ £9018-B3 1014 06U PER mm 2o
03 | 1-80-321-21042 [pp SAZTIEP) 457.2 | 25 . REV 03 |12V | 10 |minimum RT 100% | * |
S e 1 2025 510 340 | 1050 Jo0 |60 min HARDNESS
. 2.5mtS
D|PE SA335P22 g | 257 | ERB0S-B2 ~3018_R? 680 [ o -
04 | 1-80-321-21042 457.2 | 25 1012 50 |10 i e RT 100% | ¢ | % O
“ORGING SA182F11 ARG ) 270 70 120|130 [REV U4 590 160 mir HARDNESS
. | 2.5mtS
THERMOWELL |  AISI321 e g | 13V | ER NI Cr3 - Ni Cr Fe3 1024 150 ON OIR mm o
Do | 1-80-521-21047 05.0 1.5 ARC REV 01pss o | 7004 20 minimum <1 100% |+ * ’
STUB SA182F22CL3 0 20 08 14 - 50 min HARDNESS
05 Mts
PlPE SASS5P I 42 1T | ER90S-B3 £9018-B3
CITTING SA234WP22 ARC y 050 50 100 | 330 |REV 04 £2U in 60 min) 1007 MP HARDNESS
NOTES:
01. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.FOR P91 WELDING "SITE WELDING PRACTICE 4—80-992-59237" TO BE FOLLOWED.
02.* REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.02 (4. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL,OTHER THAN P91 & F97
DREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV
VIGNESH KUMAR KONDAPA NAIDU 2 SESHAGIR CHARITHA 11.08.16 A4-80-321-79643
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. 00
CONTRACTOR : M /S BHEL PGMA 80—322 WELDING CODE : IBR / ASME
SYSTEM COLD REHEAT PIPING TO PAGE NO : 01 OF O1
DEAERATOR PEGGING
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MATIA.TSTPEC. PROCESS OF fe— pre | TREATMENT| NOT  [REF. [ACC.
SL.-| IDENTIFICATION | BE WELDED (ATT) SgZDE THICK | oF | wewp | TG : W.P.S [HEAT METHOD/| SPEC|NORM | REMARKS
- - TY(NOS. TEMP {TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(EALED auantumno. |ReF.
PART—2 PART—2 QrY $2.4 625 | 832 [94.0 c |
SATOBGRC
E@ENG SA234WPC 169 ER70SA1 E7018-1 1003 RT
01 |1-80-322-21158 406.4 | 16 TIG& v I R x x
FITTING SA234WPC ARC 32 4544 1610 v
PIPE/VALVE | SA106GRC/WCC 960 570 | 03
SATOBGRC
ElEENG SA234WPC 340 | ER70SA1 E7018-1 0.5mtS
02 |1-80-322-21158 965 34 TIG& 1005 1150 35415PER mmRT 100% | * *
FITTING SA254WPC ARC 2 644 240 | 572 [REV 05 minimum
PIPE/VALVE | SA106GRC/WCC 146 30 min
SATOBGRC
E&ENG SA234WPC 10V | ER70SA1 E7018~1 1003 RT
03 | 1-80-322-21158 965 | 10 TIG& rRev | - =] - x x
FITTING SA234WPC ARC 9 2871 1035 | — 10%
PIPE /VALVE | SAT06GRC/WCC 657 03
FITTING SATO6GRB - -
PIPE SA234WPB g 1270 | ER70SAT e 1003 RT
04 | 1-80-322-21158 |- S 3239 | 127 | TICK RV = | =] = g | ]
PIPE SA234WPB ’ 208 48 74 | - |o3
FITTING SATOBGRC - -
05 | 1-80-322-21158 o SAESENIE a1 | 818 | Toa 318V e e ;g\’f RT .
o FITTING SATOBGRC N e S
PIPE SA234WPC ’ 140 34 2 | - |o3
THERMOWELL | ANSI321 13V | ERNiCr3 ERNiCrFe3
06 |1-80-322-21158 635 | 13 | TC & 1025 | _ 2oMS|RT 100%| 4 | «
ARC 610+15PER mm
TEMP STUB | SA 105 1 10 14 7 - |Rev Ol min Jmis|-F T 1007
NOTES: (1, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80—999-93173,/00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 03.12.16 4-80-322-79941 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO  : 7266 REV. NO. 00
CONTRACTOR : M /S BHEL PGMA 80—322 WELDING CODE : IBR / ASME
SYSTEM COLD REHEAT PIPING TO PAGE NO : 02 OF 02
DEAERATOR PEGGING
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |OF PARTS TO MATIA.TSTPEC. PROCESS OF fe— pre | TREATMENT| NOT  [REF. [ACC.
SL.-| IDENTIFICATION | BE WELDED (ATT) SgZDE THICK | oF | wewp [T : W.P.S [HEAT METHOD /| SPEC/NORM | REMARKS
- - TY(NOS. TEMP{TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. ?I?ALED auantumno. |ReF.
PART-2 PART-2 Qry | 024 625 | 832 [94.0 < | ¢
FITTING SA234WPB o | ER70sA1 E7018-1
1270 RT
07 [1-80-322-21158 273 12.7 TIG& WT412 . .
VALVE weg ARC | 1 87 20 | 30 |- e 1oz
FITTING SA105 o | ER70sA1 E70181
20 O WT412
08 |1-80-322-21158 508 | 20 | TiG& REV-00 RT 100%| * | *
VALVE weo ARC 1 177 38 63 | 46
FITTING SA105 o | ER70sA1 E7018-1 1005 635 |25mts
2 O
09 |1-80-322-21158 660 | 22 | TiG& REV [ 150 | 415 ™ RT 1007 * | *
FITTING SA234WPB ARC 1 233 50 83 | 162 |05 30 min
FITTING SA234WPB ey 0530 | ER7OSAT E7018—1 1003 RT
10 | 1-80-322-21158 762 | 9.53 ooV I R T
FITTING SA234WPB ARC 1 251 63 9 | - 03 10%
NOTES: ¢y, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGIR HARITHA.C 03.12.16 4-80-322-79941 00




(TS U )

%ﬁ@ ERECTION / FIELD WELDING SCHEDULE
PROJECT  WANALBORI 1X800MW CUST. NC 7266 REV. NO. 0C
CONTRACTOR : M /S BHEL DOM A 30— 323 WELDING CODE BR/ ASME
SYSTEN EXTRACTION STEAM PPG TC PAGE NC o1 Or U
SR A&B
RGN FUR ] DESCRIPTION DIMENSIONS | oy e | TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | Lo |aee
WELD LOCATION  |OF PARTS TC Mﬂﬁkﬁi*C? o [ PRE | TREATMENT | |
SL. NENTIFICATION | BE WELDED (ATT) Ség THICK OF WELD G | WS HEAT METHOD /| SPECINORM | REMARKS
- - TY QTY(NOS. - TEMPTEMPY HOLD
O A ARK PART-1 DART—1 e WELDING QTY(gms) (NOS.) NO 10D anTum No. |REF
D ART -2 D ART—?2 OTY 32 .4 505 | 932 | 840 c |
o /| —~
DEENG gﬁf§6gggj e | 127V | ERTOSA ~7018-1 1003 o
D1 | 1-80-325-21169 - QU2 /5 (W wing¥ 0 B B ¥ X
CITTING SA234WPC ARC 232 L o 551 | 999 10%
DIPE SAT06GRC U9
VALV SA218WCC - 127V | ERVOSAT - /0181 1003 =3
02 |1-80-323-21169 0D273 | 12.7 | ! !
FITTING SA234WPC ARC REV 110 10%
. 744 160 064 | 48 | =
DIPE SAT06GRC
WN FLANGE | SA515GR70 - 127 | ER7OSAT £ 7018-1 1003 2T
en_ 97 - 12.7 |
U9 | 1-80-323-21169 FITTING saozawpc |04 ARC ) "BV TG oz |7 |
PIPE SAT066RC 572 AU 1oz 2403
DIPE SAT06GRB TIG&
04 [1-80-323—21169 - 0D323.9]9.53/36 oEy |10 | - | - « i
CITTING SA234WPE ARC ” o . 9 | _ 10%
DIPE SAT06GRB U
DIPE SAT06GRC 502V | ERVOSAT - /70181 1003 ST
05 |1-80-323-21169 0D114.3 | 6.02 L;%? ey (10| - | = | o " !
CITTING SA234WPE 3 216 168 - - 03 O
BRANCH PIPE|  SAT06GRC 121\ - - /UTo— 1021 Pl /MP
06 | 1-80-323—-21169 OD168.3| 14.27 | ARC =IAVAN N R -
| ANGE SAS156R70 2 - - 50 ~ |01
NOTES: 01 % REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0OO/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. FY
ARUNSHARAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 07.04.16 A-80-323-799061
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR :M/S BHEL PGMA 80— 324 WELDING CODE : [BR / ASME
SYSTEM CRH PIPING TO AUX PRDS PAGE NO 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO|  MATL.SPEC. PROCESS|~ oF P pre | TREATMENT| NDT  [REF. JACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD,/| SPEC|NORM | REMARKS
_ — TY(NOS. TEMPJTEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 QrY $2.4 825 | 832 |e40 c | c
PIPE SA106GRB — _
01 | 1-80-324-21161 1143 | 6.02 REV [ 10 | - | - x| x
PIPE SATO6GRB ARC 7 - 10 — 1 103 10%
FITTING/VALVE|SA234WPB /WCB
PIPE SA335P11 16 & | 6:02 V| ER70SAf E7018-1 1033 25mts| RT
02 | 1-80-324-21161 1143 | 6.02 REV | 150 [stox10ER m O N
VALVE WeB ARC 1 25 20 — | - |03 maimu) 100% HARDNESS
min
PIPE SA335P11 76 & | 6:02 V| ER80SB2 E8018B2 880 fitrun
03 | 1-80-324-21161 143 | 6.02 | o0 1012 1450 |10 liimmRT 100% | * | * 3%
VALVE weo 1 25 20 — | - peVO4 790 60 min HARDNESS
VALVE wey 6.02 V| ER90SB3 £901883 1013
04 | 1-80-324-21161 143 | 602 | ;0% REV | 150| - | - 1%27 e le | P
FITTING SA234WP22 1 25 20 — — |02 ° HARDNESS
PIPE SA335P11 76 & | 127 V| ER80SB2 E8018B2 880 i3 3%
05 | 1-80-324-21161 2191 | 127 | ,en 1012 1450 | 10 |yimmRT 100% | * | * °
FITTING SA234WP22 1 67 17 5 |8 fEVO4 720 60 min HARDNESS
PIPE SA335P11 6 & | 127 V|  ER70SAf E7018-1 1033 25mts| RT
06 | 1-80-324-21161 2091 | 127 | e REV | 150 [g10410PER mm s | 3%
VALVE WCB 1 67 17 25 8 03 A 100% HARDNESS
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173,/00
PREPARED DESIGN /CHD. DESIGN/APPD. CHD./APPD. — QA | DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R.SESHAGIRI C.HARITHA 26.04.16 4-80-324-79959 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR :M/S BHEL PGMA 80— 324 WELDING CODE : [BR / ASME
SYSTEM CRH PIPING TO AUX PRDS PAGE NO 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
- - TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 QTY 092.4 825 | 832 |e40 ¢ |
PIPE SA106GRB 16 & | 127 V| ER70SA1 E7018—1 1003 RT
07 | 1-80-324-21161 2191 | 127 REV |10 | - | - * *
VALVE WCB ARC ’ - 2 o |1 |03 10%
FITTING | SA234WPC
PIPE SA106GRB v
6.35 V| ER70SAT £7018-1 1003 RT
08 | 1-80-324-21161 |ELTING SA234WPB 2191 | 635 | NC& REV |10 | - x|
PIPE SA106GRB ARC 19 1349 203 s 10%
FITTING /VALVE|SA234WPB /WCB
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173,/00
PREPARED DESIGN /CHD. DESIGN/APPD. CHD./APPD. — QA | DATE DRAWING NO. REV .
VIGNESH KUMAR KONDAPA NAIDU R.SESHAGIRI C.HARITHA 26.04.16 4-80-324-79959 00
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%ﬁgg FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO 7266 <o V. NO. 00
CONTRACTOR : M /S BHEL D OMA 30— 329 WELDING  CODE SR/ ASME
SYSTEN EXTRACTION STEAM PPG TC PAGE NO U1 OF O]
SFP T A&S
DRG ND. FOR ) DESURIFTION DIMENSIONS | o nra | TYPE CFCTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCATION  |OF PARTS TO MAJ&ESECO OF [ ORE | TREATMENT | |
oL ENTIFICATION BE WELDED SOZDE TRICK OF WELD G | WP S THEAT METHOD /| SPECINORM | REMARKS
- - QTY(NOS. IEMPTEMP HOLD
NO. ARK D ART—1 D ART-1 o e QTY(gms) (NOS.) NO. HOLD o Tum NO. | REF
DART—2 DART—7 QTY 92 .4 05 | 932 | 940 o |
FITTING SA234WPB ~
SIPE /VALVE | SA0BGRB /WCE ew | 127V | ER7OSA - 7018—1 1003 ST
01 | 1-80-329-21173 508 12.7 REV | - | - | — ' '
FITTING SA234WPB ARC ' - - q59 ‘a6 | 07 10%
D|IPE SATO6GRB
FITTING SA234WPB ~
02 | 1-80-329-21173 - 406.4 | 9.09 REV | _ I ] ]
*TTNG SAZBArWPB ARC 45 594@ WY)SO 2W15 OB WO%
D|PE SATO6GRB
DEENG %ﬁf@ééﬁég 927V | ER7OSA - 7018—1 1003 ST
03 | 1-80-329-21173 § 273 9.27 | G REV | = | =] — X i
FITTING SA234WPB ARC )8 547 . qap IRk 10%
D|PE SATO6GRB
NOZLLE  [GRB EQUIVALENT 9.27V | ER70SA’ £ 7018—1 1003 o
04 | 1-80-329-21173 073 9.27 | N6& REV | = | = ] = X "
PIPE SAT06GRB ARL 4 348 30 120 _ | 03 10%
E?;@E éﬁ?gggégo 535V | ER70SA’ - 7018—1 1003 o
05 | 1-80-329-21173 2191 | 6.35 | b REV | - | - | ; ! *
PIPE SAT06CRB ARL ; 196 227 - _ | 03 107
THERMOWELL | ANSI321 1o g | 130 V| ERNICrS RNICrFe3 1025 . égwﬁg RT100%
20| 1780-529-21 7 0 R REV. | = | 415 [minmum | Lprooz | * |
TEMP STUE SA 105 g 20 08 14 o SRR :
NOTES: 01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04-02 /AMD-02
02.FOR WPS, HT & NDT REFER DRG NO. 4—80-999-93172/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUNSHAR AMA CONDAPANAIDL 2 SESHAGIR HARITHA.C 03.08.16 A4-80-329-79965




(HUTE U7 | | . i
%ﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
-ROJECT C WANAKBORI TX8OOMW CUST. NO /00 ~c V. NO. 810
CONTRACTOR : M /S BHEL - GMA SU—557 WELDING CODE BR/ ASME
SYS TEM - X IRACTON STEAM PIPING 1O OAGE NO o1 Or O
COW PRESSURE HEATER—5
DRG NO.FOR ] DESCRIPTION DIMENSIONS | 554 pac|  TYPE FLECTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCATION  |OF PARTS TO MAT&EFECO OF [ PRE | TREATMENT a |
SL. VENTIFICATION | BE WELDED (ATT) fii? THICK OF WELD |16 | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
- - TY QTY(NOS. [ TEMPTEMP) HoLD
NO. ARK D ART—1 D ART—1 ol wELDING QTY(gms) (NOS. ) NO 0D oy anTum NO. | REF
DART—2 OART—2 QTY 92 .4 95 | 832 | 04.0 0 | oo
CITTING SAD//GRB /0 N
D|PE SADZAWPO r0g 10V CR/OSAT - /0181 1005 DT
01 | 1-80-332-21155 = =16 7o0pRT0 ] 61C 10 o - o T §§¥ o " "
DIPE /VALVE | SA234WPC /WCC U7
CITTING SAG672GRB70 R
sifsls SADZAWPC r0g 10V R /0SAT - /0181 1005 DT
02 | 1-80-332-21155 | 6 7ocraT0 | B1° 10 o - o o igy o " '
DIPE /VALVE | SA234WPC /WCC [Rs B
eljels SAT0B0RB | Ta 5350 | ER70SA’ - 7018—1 1007 o
03 | 1-80—332-21155 S RN 073 | o : . b b : 3§¥ N " "
SA5156R70 | SA515GR70
DIPE SAT0B0RB | Ta 5350 | ER70SA’ - 70181 1003 ST
04 | 1-80-332-21155 o RN 219." | o REV | — | = |~ | g " )
4 355 163 - - S O
SAS156R70 | SA515GR70
THERMOWELL | ANSI32" e g [100+6 | ERNCEZ FRNICrFe3 1025 510 b | RT100%
05 |1-80-332-21155 30 13 o REV. | = | £15 {winimum| | pr10pe | *
TEMP STUB | SA 105 ) 20 e 14 o 20 min )
FITTING SA234WPB 10y | ER7OSA’ £7018-" 1003 T
06 | 1-80-332-21155 914 10 L;%r A e I " "
NO77| ] SAS15GR70 W 302 34 132 - 05 :
NOTRS: 01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04-02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. QEV
ARUNSHARAMA KONDAPANAIDU 2. SESHAGIR HARITHA.C 03.08.16 A-80-332_-778823




(®TTTE T )

%gﬁ@ FRECTION / FIELD WELDING SCHEDULE
PROJECT  WANAKBORI TXSOUMW CUST. NO / /00 REV. NO. JU
CONTRACTOR :M/S BHEL PGMA 30— 334 WELDING CODE BR/ ASME
SYSTEM EXTRACTION PPG TO LPH#04 PAGE NO JI o U
RGN FOR ) DESERIPTON DIMENSIONS | 5y rec|  TYPE “LECTRODE FILLER SPEC. (ATT) . HEAT 1 eer e
WELD LOCATION |OF PARTS TO MAT&EFECo or [ SRE | TREATMENT -k |
SL. DENTIFICATION BF WELDED AT, 3%5 o OF WELD G | W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. [EMPTEMP HOLD
NO. MARK PART— PART— e IwELDING QTY(gms, (NOS., NO, 1OLD o anTun|NO. | REF
DART—2 ODART-?2 QTY 62 .4 025 | 932 | 84.0 C | °C
SAT06GRB .
[D?ENG SADZAWPR e & 2.7V R /OSAT /0161 1005 DT
31 | 1-80-334—2103] 508 12.7 REV | g | - | - ; !
DIPE SAT0BGRE ARC . - - o | __ | o 10%
FITTING /VALVE|SA2 34 WPB /WCE
FITTING SA234WPB ro g | 953V | ERVOSAT = /0181 1003 RT
09 | 1-80-334—2103] 510 9.53 | 40 REV |10 | = | = |40 ) !
[URBINE NOZ/Z| SATOUBOGRB W 270 50) o L 05 :
FITTING SA234WPB re g | 953V ER7JOSA = /0181 1003 RT
03 | 1-80-334—2103] 559 9.53 | 40 REV |10 | = | = |40 !
L[PH NOZ/LE SATOBGRE W 270) 50 o -~ 03 °
PIPE SATOBGRE e g | 6.35 V| ER7OSA 7018 1003 ST
04 | 1-80-334—2103] 219 1 | REV N
DL AT] SAST5GR7C 099 | ARC . . . T s | 0% ||
SITTING SA234WPB
THERMOWELL | ANSI32’ ‘o 1307 | ERNICKZ “RN1Crfe3 1025 510 5210 | RT100%
05 | 1-380—-554-21051 050 15 D/ _ | 415 o X X
ARC minimum | | P1100%
[EMP S TUB SA 105 5 50 47 /] = N1 30 min
THERMOWELL | AISI 32° 17U+6n | ERNELrS NI Cr Fed 1025 510 E£2MD) 511007
oA B TG & PER mm °
06 | 1-00-554—-2105]1 24 1/ DL/ - F15 i RETRT X X
STUB SA 105 ARG | . 7 . - | 30 min O
NOTES. g1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0OO/04-02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA | DATE DRAWING NO. REV
ARUN KONDAPA NAIDL R SESHAGIR C.HARITHA 11.05.16 4-80-334-79981 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT © WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 335 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG TO PAGE NO - 01 OF 02
DEAERATOR
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |OF PARTS TO|  MATL.SPEC. PROCESS)or P pRE | TREATMENT| NPT | REF. |ACC
SL-|  IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |_T1S : W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY | 024 925 | 032 |40 c |
TURBINE S o
N 0 cg | 109 | ER7OSM E7018—1 1003 RT
01 |1-80-335-21195 610 | 10 nee REV | = | = = | g | * | "
PIPE SA672GRB70 1 201 46 72 | - |o3 °
PIPE SA672GRB70 _
FITTNG | SA234WPB Tog | 10V | ERVOSAT E7018-1 1003 RT
02 |1-80-335-21195 610 | 10 rev | - | | - A
PIPE SA672GRB70 ARC 5 804 68 | 576 | - 10%
FITTING SA234WPB 03
PIPE SA106GRE 10 O | ER70SAT E7018—1 1003 RT
FITTING | SA234WPB TI&
03 [1-80-335-21195 508 12.7 REV _ _ _ * *
PIPE SAT06GRB ARC 3 5280 52 | 2016 | 578 10%
FITTNG | SA234WPB 03
PIPE SAB672GRB70 _
FITTING | SA234WPB ey | 10V | ERVOSAT E7018-1 1003 RT
04 |1-80-335-21195 660 | 10 rev | 2| - A
PIPE SA672GRB70 ARC 5 1326 200 | 200 | - 10%
FITTNG | SA234WPB 03
BRANCH PIPE| SA672GRB70 o _
FITTING SA234WPB oy | 835V | ERVOSAT E7018-1 1003 RT
05 |1-80-335-21195 2191 | 635 | TG REV | — | —| - | oy |t | ®
PIPE SAT06GRB 4 284 148 - - | o3 :
FITTING | SA234WPB 10 O | ER70SA1 E7018-1 1003 RT
06 [1-80-335-21195 762 10 I\'% REV.L = = = | 10% ' '
FITING | SA234wPB 1 251 > ‘ %0 ‘ - |os o
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGIR HARITHA.C 03.08.16 4-80-335-79977 | 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT © WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 335 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG TO PAGE NO : 02 OF 02
DEAERATOR
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO| MATL.SPEC. PROCESS|~ oF P pre | TREATMENT| NDT  [REF. JACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 ary 92.4 825 | 832 |e40 < |
PIPE SA672GRB70 o _
FITTING /NOZZ [SA234WPB /SA106Gr ey | 10V | ERVOSAT E7018~1 1003 RT
07 |1-80-335-21195 965 | 10 rev | 2| - | s
PIPE SA672GRB70 ARC s 1600 35 | ss0 | - 10%
FITTING SA234WPB 03
ANSI321 13.0 7 | ERNiCr3 ERNICrFe3 D 5mitS
08 |1-80-335- [MEROVEL: 635 |13 |T6& 1025 610 piR mm | RT100%
1-80-335-21195 ARC REV | = | 415 minimum M
TEMP STUB | SA 105 4 30 42 21 - ot el LPI100%
THERMOWELL | AISI 321 ERNiCr3 ENI Cr Fe3 D 5mtS
-80-335- ne& [0 ® e 1025 610 bia e |RT100%
09 |1-80-335-21195 30 10 i REV. | = | +15 minimum| Lpi1100% | * *
STUB SA 105 1 5 7 - - o 30 -
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGRR HARITHA.C 03.08.16 4-80-335-79977 | 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7266 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—336 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG TO PAGE NO . 01 OF 02
HIGH PRESSURE HEATER 6A & 6B
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| |DENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |_TIS ; WP.S|HEAT METHOD /| SPEC{NORM | REMARKS
_ _ TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART—1 om | mm  |WELDING QTY(gms) QTY(NOS.) NO. HOLD | anTuM{ N, [REF.
PART-2 PART-2 QrY | 624 925 | 032 |40 c | ¢ |TME
NOZZLE 13CRMo4-5 9530 | ER80S-B2 E8018—B2 1012 680 |29 Mts -
01 |1-80-336-21030 457 9.53 | Tic& REV [150 | — [PRRmm « | o« HA% \Es
FITTING SA234WP22 ARC | 150 34 55 | - | 04 290 |60 min| 100%
FITTING SA234WP22 - 25 Mt
PIPE SA335P22 TI6& 9.53Vv ER90SB3 E£9018-B3 1014 680 PER s 3%
02 |1-80-336—21030 323.9 9.53 150 mm RT 100%| = %
FITTING SA234WP22 ARC 5 - 68 | 1eal _ | REV ~72060 min : HARDNESS
PIPE /VALVE | SA335P22,/WC9 03
FITTING SA234WP22 -
PIPE A 9.270 |  ER90SB3 E9018-B3 1014 680 |22 Mt 39
03 | 1-80-336-21030 273 9.27 | TIG& 150 PR mml o 1005 * |
FITTING SA234WP22 ARC 20 | REV ~720(60 min o HARDNESS
PIPE SA335P22 1740 400 600 03
NOZZLE  |SA182F11 6 & | 927 V| ER80S-B2 EB018-B2 1012 680 gEi i 3%
04 |1-80-336-21030 273 | 927 | oo REVAI150 | — el 100z | © | © |HaRONESS
FITTING SA234WP22 2 180 40 80 — 04 720" 60 min o
PIPE SA335P22 719 ER90SB3 E9018B3 1013 RT
05 | 1-80-336-21030 168.3 | 7.11 | TIG& REV [150 | - | - x| x| 3%
FITTING SA234WP22 ARC . BERY 100% HARDNESS
PLATE SA387GR22 212 60 36
< 1 HOUR
THERMOWELL | AISI321 Mo | 1BY ERNI Cr3 ENI Cr Fe2 1024 [150 ON 680 35 5| RT100% .
06 |1-80-336-21030 635 | 13 REV |ps spe _TO | B *
STUB SA182F22CL3 ARC 1 10 14 7 - o 720 |60 min| LPI100%
NOTES: 01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIR HARITHA.C 23.08.16 4-80-336-79948 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7266 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—336 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG TO PAGE NO . 02 OF 02
HIGH PRESSURE HEATER 6A & 6B
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD /| SPECNORM | REMARKS
- - TY(NOS. TEMP|TEMP,
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 ary | 24 825 | 832 |e40 c | c
1 HOUR
THERMOWELL | AISI321 6 & 7V ERNI Cr3 ENI Cr Fe2 1024 [150 ON| 680 PR i RT100% .
07 | 1-80-336-21030 30 |7 REV |ps spg _TO 7R & *
STUB SA182F22CL3 ARC 1 10 14 7 _ 01 720 |60 min| LP1100%
PIPE SAT06GRB 6.35V ER70SA1 E£7018-1 1003 RT
08 | 1-80-336-21030 273 6.35 | TIG& REV |10 |- | - * *
FITTING SA234WPB ARC 40 ~ | o3 10%
PIPE SA106GRB 3600 800 | 920
THERMOWELL | ANSI321 13.0 ¥ | ERNiCr3 ERNiCrFe3 1025 0.5mtS
09 | 1-80-336-21030 635 |13 | N6 & Rty |~ |610 PiRmm RTI00%Z | |,
TEMP STUB | SA 105 ARC 4 30 42 21 - +15 minimm | | P1100%
01 30 min
NOTES: g7, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGIR HARITHA.C 23.08.16 4-80-336-79948 00




(FTTTE T )

%ﬁgg ERECTION / FIELD WELDING SCHEDULE
PROJECT  WANAKBORI 1X800MW CUST. NC 7266 REV. NO. 0C
CONTRACTOR : M /S BHEL > GM A 30— 337 WELDING CODE = IBR / ASME
SYSTEN “XTRACTION STEAM PPGC FRON PAGE NC U oF O
CRH 1O HFH /A & /B
IRG NO.FOR - DESCRIPTION DIMENSIONS | 500 area|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION  |OF PARTS TO MAT&EFECO o [ PRE | TREATMENT s |
SL. NENTIFICATION | BE WELDED (ATT) fiif THICK OF welp LG | WE.SIHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. TEMPITEMP) HOLD
NO. ARK PART- PART- e IwELDING QTY(gms, (NOS., NO. HOLD o Tun NO. | REF
DART -2 OART -7 QTY 0.4 05 | 632 |40 o |
I TTING SO 160 | ER70SA’ -7018 1003 o7
O 1PE SAT06GRC e
01 |1-80-337-2117 - 406 16 2EV |10 N ¥ .
CITTING SA234WPC ARC : o o oo | 10%
DIPE SAT060RC ok
ITTING RO 1279 | ER70SA’ -7018 1003 o7
oIPE SAT06GRC e
02 |1-80-337-21171 = 3239 | 12.7 v |0 | | - ; ;
CITTING SAZ2S54AWPC ARC 79 2074 917 27090 - 107
DIPE SAT06GRC ok
APH NOZZLE | SASOULF20L 127V FR70SA’ F7018 1003
1G4 -
03 |1-80-337-2117" 073 12.7 eV | 10| -] = | 1o , ,
“ITTING SA234WPC ARC : . e . B - o
PIPE SATUBGRE 5.0V FR70SA’ 7018 1003 T
04 |1-80-337-21171 114.3 | 6.02 L;% ev 0] - - | o " )
CITTING SA234WPC 4 104 30 - - . :
THERMOWELL | ANSI321 13V | ERNICr3 CRNTCried STTNIS
05 |1-80-337-2117" 535 | 13 | 16 & 1025 | _ |opyqapin o | R1100%) |
ARC REV 01 U ILPT 100%
TEMP STUB SA 100 4 4() ol /6 — min J0mts
NOTRS: 1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD, CHD. /APPD. — QA DATE DRAWING NO. FY
ARUNSHAR AMA KONDAPANAIDU R SESHAGIR HARITHA.C 18.04.16 A4-80-33/7/-/9963




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7216 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—338 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG FROM PAGE NO : 01 OF 02
TO HIGH PRESSURE HEATER
8A & 8B
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION [oF PARTS To| MATL.SPEC. PROCESS pre | TREATMENT| NDT  [REF. JACC.
(ATT) oF ARC SPEC
S| IDENTIFICATION | BE WELDED SBZDE THICK | oF | wewp |_T1S : W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 ary 92.4 825 | 832 |e40 c | c
(ﬁgngg) SAT82F11 10.97 0| ER70S-A1 E7018—1 1033 660C2m(S | g .
01 [1-80-338-21170 168.3 [10.97 | TlG& REV [150°C| £10° fEX mm * L APONESS
ELBOW SA234WPC ARC 2 102 30 46 - | o4 p 100%
A A 10.97 G| ER70SA1 E7018-1 1003 RT
02 |1-80-338-21170 168.3 |10.97 | TIG& REV| - | -] - * *
FITTING SA234WPC ARC 1836 540 | 28 | - 10%
36
PIPE /VALVE | SA106GRC/WCC 03
DG §ﬁ%§g§v§§ 127 Q| ER70SA1 E7018—1 1003 RT
03 | 1-80-338-21170 2191 [12.7 | TIG& REV | - | -] - x x
FITTING SA234WPC ARC I s saz | 800 | 256 10%
PIPE /VALVE | SA106GRC/WCC 03
PIPE SAT06GRC 8.56 U| ER70SA1 E7018-1 1003 RT
04 | 1-80-338-21170 1143 | 13.49 | TIC& REV | - | -] - x x
FITTING SA234WPC ARC | g 272 8 | 120 | - |3 10%
ELBOW | SAZ34WPC 10.97 ¥| ER70SA1 E7018-1 1003
05 |1-80-338-21170 168.3 | 10.97 Eggﬁ REVO3| _ o ?Jy « | %
NOZZLE | SA182F22 2 102 30 46 T -
THERMOWELL |  ANSI321 13.0 ¥ | ERNiCr3 ERNiCrFe3 1095 D5miS | R T100%
06 | 1-80-338-21170 635 |13 |16 & Rey | - | O10 PR mm |
ARC +15 [mitimm | | P100%
TEMP STUB | SA 105 6 60 84 49 - ‘ A
01 30 min
NOTES: 1, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGIR HARITHA.C 03.08.16 4-80-338-79962 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7216 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—338 WELDING CODE : IBR / ASME
SYSTEM EXTRACTION STEAM PPG FROM PAGE NO : 02 OF 02
TO HIGH PRESSURE HEATER
8A & 8B
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |oF PARTS TO| MATL.SPEC. PROCESS|~ oF P pre | TREATMENT| NDT  [REF. JACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |_T1S ; W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY | 024 925 | 032 |40 c |
THERMOWELL | AISI 321 6U + 6n| ERNiCrd ENi Cr Fe3 5 5miS
07 |1-80-338-21170 30 |10 |TC& 1025 | _ foiouoamis |RT 100%| 4 | 4
STUB SA 105 ARC 1 5 7 - - |REVOl min Jmis(_P T 1007%
NOTES: 1, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGIR HARITHA.C 03.08.16 4-80-338-79962 00




(®TE O )

%ﬁgg FERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI (1X800MW) CUST. NC 7266 REV. NO. 0C
CONTRACTOR : M /S BHEL > GMA 30— 33 WELDING CODE = IBR / ASME
SYSTEN AUX. STEAM TO TURBC PAGE NC DT OF U
DORIVEN BOILER FEED PUMP
DRG NO. FOR | DESCRIFTION DIMENSIONS | e | TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | o e | aec
WELD LOCATION |OF PARTS TO Mﬂﬁkﬁiﬁ<l or [ SRE | TREATMENT -k |
SL NENTIFICATION | BE WELDED (ATT) fiig THICK OF welp | NG | W.P.STHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. [EMPTEMP HOLD
NO. WARK PART— PART— ol e lweLDING QTY(gms, (NOS,) NO. 1OLD o anTum|NO. | REF
DART—2 DART-? QTY 62/ 025 | $3.2 | 94.0 C | °C
CITTING SA234WPB .
01 | 7-80-339-14015 F—— e 219.1 | 6.35 Tigg | 695V | FRADSA o o 10% RT| * £
o ATTING | SA234WPE R e ARC [ 3 . i A L e e
DIPE /VALVE | SAT0BGRB /WCB [N U3
PIPE SATOBGRC oy 127 U | ER70SAT - /0181 1003
02 | 2—-80-359-14015 STTING 2197 12.7 Sey |10 B _ 11097 RT % 5
/| SA234WPC / ARC A - . .
VALVE WCC 03 0
-lPE SATOBCRE TG 6i@29> CRTOSAT - /0106— 1005
03 | 2-80-339-14015 1143 | 6.02 | 0| - | - [10% RT| ,
FITTING SA234WPE ARL 7 5 4 19 B B -
NOIES: 51« REFER NDE MANUAL DOC NO. PSQ-NDM-COM REV NO.ROO/04—02/AMD—02,
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
PREPARED DESIGN /CHD. DESION /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUNSHARAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 02.04.16 4-80-339-79940




(®TTTE T )

%fjﬁﬁ ERECTION / FIELD YWELDING SCHEDULE
PROJECT C WANAKBOR] TXS00MW CUST. NO /00 REV. NO. O
CONTRACTOR : M /S BHEL PG MA 30— 340 WELDING CODE : IBR / ASME
SYSTE AUX STEAM HEADER PAGE NO JT OF U1
DRG NO. FOR ] DESCRIPTION DIMENSIONS | 554 pac|  TYPE FLECTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCATION |OF PARTS TO MAT&EFECO oF [ DRE | TREATMENT a8 |
oL | \DENTIFICATION | BE WELDED ATT iig THICK oF | wep |16 | W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
B B QTYINOS. TEMPITEMP | 1oL D
NO. ARK DART— DART— o e QTY(gms) (NOS.) NO. HOLD o Tun NO. | REF
DART—? OART—2 QTY 374 05 | 632 | 40 o | e
SA1060RE =
[D?ENG SAD3AWPR TC & 9545V R /OSAT - /0181 1005 DT
1 | 1-80-340-21159 4572 | 953 REV | g | - | - . .
O|PE SATO6CRB ARC » . - o | | oz 10%
FITTING /VALVE|SA234WPB /WCB
SAT060RE =
[D?ENG SADZAWPR 6 & 0.50 'V SR /OSAT - /018 1004 o
19 | 1-80—-340-21159 073 5.35 REV | g | - | - . .
O|PE SAT06CRR ARC . - . . |z 10%
CITTING SA234WPE
PIPE SATUBGRE re g | 6.35°V|  ER7VOSA 70181 1003 ST
N3 | 1—-80—-3540-21159 2191 | <E _ -
PLATE SA5T5GR7C °92 | ARC . . | | Jos | oz | |
CITTING SA234WPE
o|pF SAT06GRB e g | 6.02°V| ER7OSA F7018-1 1003 =3
1-80—340—21159 | EV ]
b |PE SATO0BGRE o 8020 ge [ o T oz ||
CITTING /VALVE| SA2 34WPB /WCB
NOIES: g1 % REFER NDE MANUAL DOC NO. PSQ-NDM-COM REV NO.ROO/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—-80-999—93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. RV
VIGNESH KUMAR KONDAPA NAIDU R SESHAGIR C.HARITHA 76.04.186 -80-340-79943 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 345 WELDING CODE : IBR /' ASME
SYSTEM AUXILIARY STEAM TO DEAERATOR | PAGE NO + 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| |DENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |_TIS ; WP.S|HEAT METHOD,/| SPEC|NORM | REMARKS
_ - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 ary | e2.4 825 | 832 |e40 'c
EENG gﬁ%ggewgg 6.35V | ER70SA1 E7018-1 1003
01 | 1-80-345-21163 273 6.35 | TIC& REV ~| = |10%RT| * | *
FITTING SA234WPB T - P
PIPE /VALVE | SA106GRB,/WCB 700 o
PIPE SAG72GRB70 -
FITTING SA234WPB Tc& | 127V | ER7O0SAT E7018-1 1003
02 | 1-80-345-21163 508 | 12.7 REV ~| = [10%RT| * | =
PIPE SA672GRB70 ARC | 18 S 138 | 324
FITTING,/VALVE| SA234WPB /WCB o84 o
PIPE SATOBGRB
7110 | ER70SA1 E7018-1 1003
03 | 1-80-345-21163 [LINC SAZS4HWPS 168.3 | 7.11 | TIG& REV —| = [10%RT| * | *
PIPE SAT06CRB ARC [ 78 o oo T 1s0 12
FITTING,/VALVE|SA234WPB /WCB 03
PIPE SATOBCRB "
9.530 | ER70SA1 E7018-1 1003
04 | 1-80-345-21163 | -DINC SAZANPB 406.4 | 9.53 | TIG& REV | = |tomRT| + |
PIPE/NOZZLE |SAT06GRB ARC 2 264 60
FITTING SA234WPB 60 A
PIPE SA106GRB 6.350 | ER70SA1 E7018-1 1003
~80-345- . 6.35 | MG& |~ I 7 x *
05 | 1-80-345-21163 SRANCH/ | SATOBGRC 219.1 ARG ; " o - - lggv 10% RT
PLATE SA5156R70
PIPE SA106GRB 6.020 | ER70SA1 E7018-1 1003
06 | 1-80-345-21163 1143 | 6.02 | TIC& REV — | = [10%RT| * | *
FITTING SA234WPB ARC 2 52 40 ‘ - ‘ - o3
NOTES: (1, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 03.08.16 4-80-345-79995 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 345 WELDING CODE - I1BR / ASME
SYSTEM AUXILIARY STEAM TO DEAERATOR | PAGE NO » 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROCESS PRe | TREATMENT| NDT  |REF. |ACC.
(ATT) oF ARC SPEC
SL.|' IDENTIFICATION | BE WELDED SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 Ty | 024 525 | 932 |40 ¢ | c
VALVE(ASV-8)  WC9 6.350 | ER70SAf E7018-1
07 | 1-80-345-21163 273 6.35 | TIG& wraiz 10% RT | * *
PIPE SA106GRB ARC 35 90 20 9 - REVOO
VALVE(ASV-8)  WC9 12.79 | ER70SAT E7018-1 WT412
08 | 1-80-345-21163 508 12.7 | TIG& i REVOO 100% RT| * *
FITTING SA234WPB ARC 18 165 38 63 18
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4-80—999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGRR HARITHA.C 03.08.16 4-80-345-79995 00




(§TTE O )

%ﬁﬁﬁ FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NC 7266 REV. NO. 00
CONTRACTOR : M /S BHEL D GM A 30— 349 WELDING CODE SR/ ASME
SYSTEM AUX STEAM 10O TURBINE -~ AGE NO o1 OF o
GLAND SEALING
DRG NU-FUR - DESLRIFTION DIMENSIONS | 5o pec|  TYPE CLECTRODE FILLER SPEC. (ATT | HEAT |
WELD LOCATION |OF PARTS TO MAJX$¥¥<1 or [ SRE | TREATMENT -k |
SL. VENTIFICATION | BE WELDED (ATT) fiif THICK OF WeLD |16 | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP HOLD
O A ARK PART-1 DART—1 o am lweLDinG QTY(gms) (NOS. ) NO. o [QUANTUM|NO. |REF,
PDART—2 DART—2 QTY 62 ./ 25 | 632 | 940 o | o
b|pE SATOBCRE i
CITTING SA234WPE neg | 9-49Y FR70SAT 7018 1005
01 | 1-80-549-21167 0D&8.9 2.49 s1y - . 1107 RT % %
D|IPE SATObGRE ARC 70 500 450 3 B -
FITTING /VALVE SA234WPB /WCE
PIPE SATUBLRE 508 CR70SAT £7018~1 1003
02 | 1-80-349-21162 op48.3 | 5.08 | MG ey |- 107 RT | i
DIPE SAT06GRE ARG ~12 190 06 . . -
DIPFE SATOOGRE 5N R /OSAT - /0161 1021 PI/MP
05 | 1—60—-549-21167 OD48. 5 0.0 o Dr/ - _ - -
CITTING SAT05 ~oU - 100 - — 01
PIPE SATUOGRE 4555 CR70SA’ - 7018~ 1003
04 | 1-80—349-21162 0D33.4 | 455 | lG& ey |- L _ L0z RT |+ i
o|PE SAT06GRB ARC ~12 34 50 - - "z
DIPE SATOBGRE . B - 7018—1 1091 P
05 | 1-80-349-21162 0D33.4 |  4.55 v T . ) .
FITTING SA105 o ~ 30 . 2e . ~ 0%
NOIES: 51« REFER NDE MANUAL DOC NO. PSQ—NDM-COM REV NO.ROO/04—02/AMD—02.
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. S
ARUNSHAR AMA KONDAPANAIDL 2 SESHAGIR HARITHA.C 09.03.16 A4-80-349-801/0




(T U )

%ﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
ROJeC T - WANAKBOR (WX%OOMW) CUsT. NO /00 ~c V. NO. JU
CONTRACTOR : M /S BHEL P GMA 80— 363 WELDING CODE — / ASME
SYS e N - XHAUST STEAM FROM PRIME “AGE NO J1 Or O
OVERS
DRGNO.FOR DESERIPTION DIMENSIONS | 55 rec|  TYPE CLECTRODE FILLER SPEC. (ATT) | HEAT | ]
WELD LOCATION  |OF PARTS TO MAT&EFECo or [ SRE | TREATMENT a8 o
SL. VENTIFICATION | BE WELDED (ATT) fii? THICK OF WeLp |16 | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP HOLD
NO. ARK DART—1 PART-1 o e QTY(gms) (NOS.) NO. 1OLD oy aum{ o, |ReF
D ART—2 D ART—2 OTY 32 4 505 | 3.2 | 84.0 C | C
CITTING SATOBGRE N
DIPF SA234WPB g | 554V ER70SAT £ /70181 1002
01 | 1-380-43505-21194 - 60.5 D.04 ey B B 11097 RT % 5
FITTING SATUBGRE ARC A0
O|PE SA234WPB 02U 400 - - 03
D|PE SA515GR70 e O 2705 A 7018 1003
02 | 1-80-363-21192 2032 | 16 1G& ey | - oz RrT | y
CITTING SAS515GR70 ARC 08 20636 4368 | 7168 | 2408 | 03
CITTING SAT06GRE .
Sljel; SA234WPB g |7V ER70SA’ £ /018-1 1002
03 | 1-80-363-21194 |— 168.3 | 7.17 ey |- | = | = |10ZRT| !
FITTING SATUBGRE ARC 19
bIPE SA234WPE 540 180 10 - Nz
CITTING SAT06GRE .
DIPE SA234WPB g | 953V ER70SAT £ /70181 1002
04 | 1-80-505-21195 B 525.9 9.0 HEy - . 1107 RT % 5
FITTING SATUBGRE ARC 26
PIPE SAZS54AWPE 5744 364 1332 . ok
LT TING SAZS54WPE GKEK? CRTOSA 7018~ 1004
05 | 1-80—363-21194 1143 | 6.02 ng ey |- 107 RT | ]
FITTING SA234WPB z 54 49 - - 3
NOIBS: 91 % REFER NDE MANUAL DOC NO. PSQ-NDM-COM REV NO.ROO/04—02/AMD—02.
02. FOR WPS, HT & NDT REFER DRG NO. 4—80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. oy
2 P.SINGH KONDAP AN AIDU 2 SESHAGIR HARITHA.C 10.05.2016 A4-80-363-/99/06
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ﬁ%ﬁ@ -RECTTON / Sl WELDING SCHEDULE
PROJECT - WANAKBORI TXS00OMW CUST. NO /00 DOC.NO. - NA
CQNTRACTQRZM/S SHEL - GMA S0—5/0 ~c V. NO. - 00
SYSTEN HP DRAIN FLASH TANK VENT WELDING CODE : — / ASME
10 AITMOSPHERE O ACE NO 01 OF ok
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE FLECTRODE FILLER SPEC. (ATT N, HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. ROLESST ORE | TREATMENT| NPT | REFJALL
SL. | \pENTIFICATION | BE WELDED AT SIZE | S or | wewn | B R WP.S |HEAT METHOD /| SPEC]NORM | REMARKS
TEMP |TEMP.
NO. MARK “ART] P AR T o - WEL DING QTY(gms, QTY(NOS.) U, S QOUANTUMI NO. | REF.
DART—2 DART—2 OTY 92,4 225 | 83.2 | 040 o | e | TIME
D|PE SA515GR70 20V FR70SAT - 7018—1 1003
o1 | 1-80-370-21211 | ___ 870 | 20 G & ey | - N all " ¥
PE/NOZZLE] ¢ ps150R70 ARC 17 1133 0387 | 3920 | 2916 | (= e
TRE BEND
o|PE SATOBGRE 577 | ER70SA - 018—
02 | 1-80-370-21211 | —— 777 907 | MG & — ngf - I all ] "
ot GRB /WPE ARC 3 1170 60 | 390 | - | o e
FITTING
NOTES: 1+ REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80—999-93173/0C
“RePARED D*SGN/@HDO D¥SGN/APPDO CHD¢UWWW) — QA DAL DRAWING NO. ~c Vo
ARUN KONDAFPANAIDU <. S SHAGIR C.HARITHA U5.03. 106 4—230—5/0—00015 U
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%ﬁ@ FRECTION / FIELD WELDING SCHEDULE
“ROJeC | C WANAKBIRI TXS00MW CUST. NO /2106 ~t V. NO. UU
CONTRACTOR : M /S BHEL P OM A 80— 371 WELDING CODE — / ASME
SYS TEN UNIT FLASH TANK VENT -~ AGE NO Jl OF o)
DRG NG FOR ) DESCRIPTION DIMENSIONS {0 roo|  TYPE FLECTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCA TION OF PARTS T0O MATALTSTPEQ NF [ T— ORE | TREATMENT ° o
SL. VENTIFICATION | BE WELDED (ATT) SOZDE THICK OF WELD |16 | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - TY QTY(NOS. - TEMPITEMP) HOLD
O A ARK DART- PDART—1 o IweLine QTY(gms) (NOS.) NO i [QUANTUM| NO. | REF
DART—? DART—2 QTY 67 4 525 | 3.2 | 04.C C | C
CITTING SA234WPE i
PIPE SAT06GRB neg | 1275 | ER7OSA £ /7018~ 1005
* SATOBGR e
DIPE /NOZZLE | SheiecRec 1320 320 | 520 | 144 | o3
NOTES: 51 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02/AMD—02.
02 FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DESION /CHD. DESION /APPD. CHD. /APPD. — QA DATE DRAWING NO. oEY
ARUN SHRAMA KONDAPANAIDL 2 SESHAGIR HARITHA.C 11.03.16 4-80-37/1-80124




(§TT 5 U )
%ﬁgg FRECTION / FIELD WELDING SCHEDUL
PROJECT - WANAKBORI (1X800MW) CUST. NO 7266 DOC.NO, - —
CONTRACTOR : M /S BHEL DOMA 30— 373 REV.ND. UL
SYS|TEM AUX STEANM HDRE SV eEXHAUST PIFPING WeELDING CODE — / ASME
" AGE NO 01 OF O
DRG NO. FOR DESCRIPTION
DIMENSIONS TYPE “LECTRODE FILLER SPEC. (ATT) N, HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROLESS) R oRE | TREATMENT| NOT [ REF.JALL.
oL, VENTIFICATION SE WELDED (ATT) SOZDE TRICK OF WEL D G | WP S IHEAT METHOD /| SPECINORM | REMARKS
B B Y(NOS. TEMP |TEMP.
NO. MARK PART— A o | mm |WELDING QTY(gms, ATYINOS, - O uaNTUMNO.  |REF
OART—2 DART—2 QTY 30 . 50 5 330 | 340 e | oo | TIME
D|PF SAT06GRE 5 35y | ER70SA] 70181 1003
01 | 1-80-373-21168 273 | 635 | N6 & ooy | - - f57 o]
CTTING WPR ARG : 900 020 | 120 . 03 O
D|PE SATOBCRE N 3.53V | FR70SA’ ~7018— 1003 o7
0/ 1-20-3735-21168 H20.0 9.0 DEY | — - - 0 * x
FITTING WPE o 16 2300 475 | 722 - 03 O
NOTES: 51+ REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02 /AMD—02.
02 FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80—999-93173/00
"REFPARED D%SGN/CHD@ D%SGN/APPDQ CHD@/APPDQ — QA DA TE ORAWING NO. ARV
= .. SINGH <KONDAPANAIDU = . SESHAGIR O/ .00 /0106 A —R0—3%/35— 799775 00




(®TTTE O )

égﬁ@ FRECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI 1X800MW CUST. NO @ 7266 eV NO. - 0C

CONTRACTOR : M /S BHEL D GM A - 80-375 WELDING CODE @ — / ASME

SYSTEM . P HEATERS SAFETY VALVE P AGE NO - O Or O
DISCHARGE O [P FLASH PIPE
IRG ND.FOR - HDESCRIPTION DIMENSIONS | 5 pec| TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e [ acr
WELD LOCATION  |OF PARTS TO MAT&EfECo o — PRE | TREATMENT | |
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELLD G | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. IEMPTEMP HOLD
NO. ARK PART- PART- e |weLDING QTY(gms, (NOS., NO. HOLD o Tun NO. | REF
DART—2 DART—2 QTY 0.4 05 | 832 | 4.0 c | e

DIPF SATOOGRE -
FITTING SA234WPE rog 635V | ERTOSA -/018— e

OW 28@575W408O SAWO@GR 2191 655 RE\/ - - o WO% RT ) X
D|IPE . ARC <3 i B
SITTING SAZSAWPE (2 — 03
O|PE S>ATUBGRE 7119 FR70SA] F7018~ 1003

02 | 2-80-375-14080 168.3 | /.17 1G4 ey | - 0z RT |+ "
FITTING SA234WPR o 2 106 30 8 | - |os
o|PE SAT06GRE g FR70SA £ 7018— 1027 P

03 | 2-80-375-14080 168.3 | 7.1 | ARG A REV | = |- |- [0 N
- ANGE SA5156R70 : - 50 - -y ’

NOTES:

01. * REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04—02 AMD.0?
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. EY

ARUN  SHRAMA KONDAPANAIDU 2 SESHAGIR JARITHA. O 11.08.16 A-80-37/5-80122




(T E U )

%,j@ ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI 1X800MW CUST. NO 7266 REV. NO. - 0C

CONTRACTOR : M /S BHEL D GM A . 80—379 WELDING CODE = — / ASME

SYSTEN . HP HEATERS SAFETY VALVE PAGE NC U or U
DISCHARGE 1O HP FLASH PIPE
DRG NO. FOR | DESURIPTION DIMENSIONS | e | TYPE CLECTRODE FILLER SPEC. (ATT) \. HEAT | o e | aec
WELD LOCATION |oF PARTS To| MAITLSPEC r R ORE | TREATMENT | |
SL. SENTIFICATION | BE WELDED (ATT) 5%% THICK OF WELD G | W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
B - TY QTY(NOS. | TEMPYTEMP Y HOLD
NO. MARK PART - PART - ol e IweLDING QTY(gms, (NOS,) NG 10D o No. |Re
DART—2 OART—2 OTY 4./ 625 | 932 | 94.0 C | °C

ST SATOBGRE R
CITTING SADZAWPE & 711N FR70SAT F 7018~ 1005

01 | 1-680-5/9-21042 . SATOBCRE 168.5 /] o ey B B B 1097 RT x 5

100 B

CITTING SA234WPE S 1497 | o9¢ -
| PE SAT06GRE g R70SA E 7018 1097 B

02 | 1-80—379-21042 143 | 6.02 | ARG = REV | = | = |- | A
FLANGE SA515GR70 : - 30 - - o O

NOTES:

01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROQ/04—02 AMD.0?
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—-80-999—-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO.

oFY
ARUN  SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 04.08.16 A-80-37/9-80323




(®TTTE O )

%ﬁgg ERECTION / FIELD WELDING SCHEDULE
-~ ~c V. NO.
PROJECT  WANAKBORI 1X800MW CUST. NC 7966 O
_ WELDING CODE - -
CONTRACTOR : M /S BHEL D GM A S0 38" / ASN
SYSTEN P HEATERS VENTS PAGE NG T OF U
IRG ND.FOR - HDESCRIPTION DIMENSIONS | 5 pec| TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e [ acr
WELD LOCATION |OF PARTS TO MAT&EfECo o — ORE | TREATMENT | |
SL. VENTIFICATION 3F WELDED (ATT) iig TRICK OF WEL D G | WS |HEAT METHOD /| SPECINORM | REMARKS
B B QTY(NOS. IEMPITEMP] HOLD
NO. ARK PART- PART- e |weLDING QTY(gms, (NOS., NO. HOLD o Tun NO. | REF
DART— 7 DART— 7 OTY 09 ! 05 | 630 | e4c o |
PIPE SATUBGRE N . F7018—" 1022 0%
0 —— 00. 2 0.04 ARC ReV | — — - i " gy
ITTING SA105 ~126 o 473 - - 01 MP1/LF
IpE SA106CRE S - -7018-" 1027 -
07 — — 554 450 AR <tV | — _ -~ ’ ) .
CITTING SAT05 ~25 o 33 - - 07 MPI/LP
o |PE SAT0B6GRE 4550 CR70SA ~7018—" 1003
U5 — 554 4.00 G4 REY - - - 1074 RT * *
S SAT060RE ARL ~20 146 105 - - 03
PIPE SATOBGRE SLVAY, "R70SA] - 7018 1003
04 —— 50.3 | 554 | 16& ey |- | = = | 10% RT| *
STt SAT060RE ARL ~75 975 750 | - - 03
NOTRS: 0] * REFER NDE MANUAL DOC NO. PSQ—-NDM—COM REV NO./04-02/AMD-02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
OREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. Py
ARUNSHAR AMA CONDAPANAIDU 2 SESHAGIR JARITHA. O 01.10.16 A4-80-381-804472




(®TTTE O )

%ﬁ@ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NC 7266 REV. NO. 00
CONTRACTOR : M /S BHEL D OMA 30— 382 WELDING  CODE — / ASME
SYSTEN AR EXTRACTION FROM LP HEATERS| PAGE NO JTOF 01
10 CONDENSER
DRG NG FOR ) DESCRIPTION DIMENSIONS {0 roo|  TYPE FLECTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCA TION OF PARTS T0O MATALTSTPEQ NF [ T— ORE | TREATMENT ° o
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELLD G | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP HOLD
NO. MARK PART— A | mm [WELDING QTY(gms, NOS., o e |QUANTUMINO. |REF,
PART—2 PART—2 QTY 3. 02.5 | 832 | 94.0 C | C
CITTING SA234WPR )
|_80-387-21270 = B 0D114.3| 6.02 og | 802V | ERASA o o 07 RT |+ i
S TeuTeee ITTING SA234WPE . ARC | g7 o oo | - TR T T T O
DIPE /VALVE | SATOBGRB /WCE =
CITTING SAZ54WPEB N
O|PE SAT06GRR nege | 711V FR70SAT F/7018—1 1005
OZ W8Q5822127O - ODW@%B 7WW REV - - o WQ% RT X X
LT TING SAZS54WPE ARC 59 9756 299 176 3
DIPE SAT06CRB -
PIPE SATUOGRE 549y | ER70SA’ F7018-1 1005
03 | 1-80-382-21270 0Dg8.9 | 549 | NG& ey | - L 107 RT |+ "
NOZZLE(COND)|GRB EQUIVALENT S 4 36 50 - - 03
BEND SATO6CRE .
SRT: SA106GRB 455V | ER70SA’ - /0181 1009
04 | 1-80-382-21270 - 0D33.4 | 4.55 HG& ey | - | = | = [ 10% RT | .
SEND SAT06CRB ARC e
D|PE SAT06GRB 518 100 - 03
oljaln SATOBGRE 5\ — - /0181 1022 Pl /MP
SW STUB SATOD G B <z B B 0%
01
NOIES: 51 % REFER NDE MANUAL DOC NO. PSQ—NDM-COM REV NO.ROO/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999—93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. SEY
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 08.09.16 4-80-382-80370




(T E U )

%ﬁgg ERECTION / FIELD WELDING SCHEDULE
PROJECT  © WANAKBORI 1X800MW CUST. NC 7066 REV. NO. 0C
CONTRACTOR : M /S BHEL > GMA 30— 385 WELDING CODE = =/ ASME
SYSTEN SAFETY VALVE ESCAPE PIPING PAGE NG DT Or U
FROM EXITRACTON LINE 10O
SEP ]
DRG NO. FOR | DESURIPTION DIMENSIONS | e | TYPE CLECTRODE FILLER SPEC. (ATT) \. HEAT | Lore | aec
WELD LOCATION  |OF PARTS TO MA&ESEQ o R R | TREATMENT | |
SL. VENTIFICATION | BE WELDED fii? THICK OF welp |16 | W.P.SIHEAT METHOD /| SPECINORM | REMARKS
- - QTY(NOS. [EMPTEMP ] HOLD
NO. MARK PART - PART - ol e IweLDING QTY(gms, (NOS,) NO. 1OLD o anTun| NO. |REF
ODART-2 DART-2 OTY 094 525 | 3.2 | 040 c | C
CITTING SA234WPB .
e B R oy | 8539 CR70SAT -7018 1003 0
s ITTING sazzsawps |00 | 70| aRc VS T T RT N
S =1 SA106GRE - o i B N
DLENG %ﬁf&éé@ég 5.355 CR70SAT -7018 1003 0
02 |1-80—385-21172 : 273 6.35 | 1164 REV | | - - | RT ]
CITTING SA234WPB ARC . . B
DIPE SATOBGRB cU 36 03
DLENG %ﬁf&éé@ég . 5,544 CR70SAT -7018 1003 0
K _Qn_ _ 00. 5 D.04 - - - X X
SR CITTING SA234WPB ARC : . - B o Al
D|PE SATO6GRE - U3
NOTES:
O1. * REFER NDE MANUAL NO. PSQ :NDM: COM: REV NO.ROO/04—02 AMD.0?
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 11.08.16 A4-80-3853-/9996




(®TTTE O )

%gj@ FERECTION / FIELD WELDING SCHEDULE
. ~c V. NO. 00
“ROJEC T - WANAKBORI TX00MW CUS T, NO /00
B WELDING CODE — ASME
CONTRACITOR : M/S SHEL - GM A SU— 35008 /
. - - - 01 OF O]
SYSTEN CONDENSER AIR EVACUATION SALE NC
P ING
DRG ND. FOR DESURIPTION DIMENSIONS | e |  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | o e | aec
WELD LOCATION |OF PARTS TO MAT&EFEC° oF [ SRE | TREATMENT -k |
SL NENTIFICATION | BE WELDED (ATT) iig THICK OF WELD G | W.P.STHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. TEMPTEMP HOLD
NO. ARK D ART— D ART— e weie QTY(gms) (NOS.) NO. HOLD o an o] No. | REF
DART-2 DART—2 QTY 6.4 025 | 832 | 94.0 C | C
- / ~
DLENG §§%§6gggs 5. .35V CR70SAT -7018 1003 -
01 | 1-80-388—21430 : 2191 | 6.35 | lG& ooy |- | : ' }
CITTING SA234WPB ARC - — aa | B =3
DIPE /VALVE | SAT0BGRB /WCB U
FITTING SAZSAWPE 9.53% “R70SA] 7018 1003 109
D|PE SAT060RB TIG&
02 |1-80—388-2143C - 1039 | 953 REV | - | - o . .
[T TING SAZS4WPB ARC 75 3250 60 1018 | — 3
DIPE /VALVE | SAT0BGRB /WCB
FTTING SAZIANPE 5.35Y “R70SA] ~7018—1 1003 0%
D |PE SAT060RB TIG&
03 |1-80—388-2143C - 73 535 REV | - | - . . .
LT TING SAZ54WPB ARC 50 5563 1100 495 . 3
DIPE /VALVE | SAT0BGRB /WCB
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO/04-02 AMD.0?
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999—93173/00
PREPARED DESION /CHD. DESION /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 19.09.16 A4-80-388-80409




(T E U )

%fjﬁﬂ ERECTION / FIELD WELDING SCHEDULE
PROJECT  © WANAKBORI 1X800MW CUST. NC 7266 REV. NO. 0C
CONTRACTOR : M /S BHEL DOM A 30— 40C WELDING CODE = —/ ASME
SYSTEM CONDENSATE SUCTHON PIPING S AGE NO 01 Or 01
DRG NO-FUR - DESLRIPTION DIMENSIONS | 5o pec|  TYPE CLFCTRODE FILLER SPEC. (ATT) | HEAT |
WELD LOCATION OF PARTS T0O MATL.SPEC. o= R DRE TREATMENT : o
SL. | pENTIFICATION | BE WELDED (ATT) 5%% THICK oF | wep | TIC | W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
NO M ARK PDART-1 DART—1 N QTY(gms, QTY(NOS.) NO, | TEMPITEMP HOLD SUANTUMINO.  |REF.
B - mMm mm TV 50 4 : : TIME
DART -2 DART— 7 : | 525 | 832 | 940 col
CTTING SATOBGRE )
DIPE SA234WPE oy |9:53V FR70SA] 7018 1003
OW W804OOW995O jTTNG SAWO@GRB 5556 955 ARC RE\/ - - o WO% RT X X
Syisle A9 AWDE 20 2875 594 902 - 3
CTTING SAG72GRB70 )
DIPE SA234WPB o 10V FR70SAT /70181 1005
O2 18@4OOW995O . 66@ WO REV - - - WO% RT X X
CTTING SAG72GRB70 ARG o
bIPE SA234WPR 0444 s05 | 767 | - .
CTTING SAG72GRB70 )
DIPE SA234WPE 04 10V ER70SA’ £ /7018-1 1003
05 W804OOW995O . 559 WO REV - - - WO% RT X X
CTTING SA234WPB ARC = B -
PIPE /WCC SAG72GR70/WCB 416 - 03
FITTING SA234WPE ) B . o
DIPE SAG72GRB70 - 10V
04 | 1-80-400-19900 [ = 510 10 ey - . 1107 RT % 5
[T TING SAZ54WPB ARC 9 e 188 -
D|PE SAB72GRB70 ST/ 03
PIPE SAT06GRB no o | 054V | ER7OSAT £ 7018~ 1003
05 | 1-80—400-1995C 50.3 | 5.54 | upe v | - |~ |~ | 10%Z RT | '
DIPE SATOBCRE 36 454 360 - - 03
;
~IPES SAT06GRE 50.3 | 5.54 3 - 70181 1099 PI/ME
06 | 1-80—400-1995C & & ARC & VI IS I I U
C|ANGE SA515GR70 53.4 | 4.55 45 8 18 - ~ o O
NOTES: 51 REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—-80-999-93173/0C
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO., ey
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 03.08.16 4-80-400-79999




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. 00
CONTRACTOR : M /S BHEL PGMA 80— 401 WELDING CODE : — / ASME
SYSTEM CEP DISCHARGE TO DEAERATOR PAGE NO © 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS pre | TREATMENT| NDT  |REF. |ACC.
(ATT) THICK OF ARC SPEC
SL-| |DENTIFICATION | BE WELDED SBZDE OF | wewo |16 : W.P.S [HEAT METHOD /| SPEC{NORM | REMARKS
. . TY(NOS. TEMPTEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 ary 92.4 825 | 832 |e40 < |
FITTING SA234WPB —
0-80-401-07013 | pIPE /VALVE | SA106GRB/WCC TI6& 12.7V ER70SA1 E7018-1 1003
01 | 0-80-401-07014 Iy SA234WPB R U e S i L T
0-80-401-07015 | pipE SAT06GRB 4 20868 4794 | 7896 | 2256 | 03
FITTING SA234WPB -
0p | 0-80-401-07013 PIPE /VALVE | SA106GRB/WCC 39| 9.53 | TG 9.53V ER70SA1 E7018-1 1003 on rT | s ,
0-80-401-07015 | FITTING SA234WPB . ARC | 4 4992 776 REVAE = |~ |
PIPE SAT06GRB 1152 - 03
FITTING SA234WPB .
PIPE SA106GRB nee 1279 | ER70SA1 E7018—1 1003
03 | 0-80-401-07013 |- VT 406.4 | 127 | TG rev | = | = | = [10%RT| * | *
PIPE SAT08GRB K 2008 476 | 765 | 204 103
FITTING SA234WPB
SA106GRB /WCC 5490 | ER70SA1 E7018—1 1003
04 | 0-80-401-07013 |LICE/VALVE / 88.9 | 5.49 | TG& REV | = | = | = [10%RT| * | *
FITTING SA234WPB ARC 3 640 _
PIPE SA106GRB 480 - 03
FITTING SA234WPB -
0-80-401-07014 | PIPE SA106GRB 168|127V ER70SA1 E7018-1 1003
05 508 12.7 REV | — _ | — [10%RT| * *
0-80-401-07015 | FITTING SA234WPB ARC 12 1980 .
PIPE SA106GRB 456 216103
FITTING SA234WPB .
06 | o_s0_s01_avora | EEE SA106GRB nas | 6op | Toa |8:029 | ER7TOSAI E7018-1 1003 oxgr| o |
—oumAE FITTING SA234WPB R ARC [ 4 108 - RV T B Bt
PIPE SA106GRB 84 03
NOTES: gy, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00,/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGRR HARITHA.C 03.12.16 4-80-401-80092 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. 00
CONTRACTOR : M/S BHEL PGMA 80— 401 WELDING CODE @ — / ASME
SYSTEM CEP DISCHARGE TO DEAERATOR PAGE NO + 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL-|  IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |_T1S : W.P.S |HEAT METHOD /| SPECNORM | REMARKS
- - TY(NOS. TEMP|TEMP,
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY | 024 925 | 032 |40 ¢ | c
FITTING SA234WPB ~
PIPE SAT06GRB e |79 | ER70SA1 E7018-1 1003
07 | 1-80-401-21258 168.3 | 7.11 rev | = | = | = [10%RT] * |+
FITTING SA234WPB ARC 5 2138 600 | 412 | = |os
PIPE SAT0BCRB
VALVE wCe 7119 ER80S—B2 E£8018-B2 1033 650 gEEn;ntr%
08 | 1-80-401-21258 168.3 | 7.11 L'gg‘ REV [150 | T0 |minimum| 100% RT | * | *
PIPE SAT06GRC 2 106 30 18 - o3 670 |60 min
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGIR HARITHA.C 03.12.16 4-80-401-80092 00




(®UTE T )

%ﬁﬂ FRECTION / FIELD WELDING SCHEDULE
PROJECT  © WANAKBORI 1X800MW CUST. NC 7066 REV. NO. 0C
CONTRACTOR : M /S BHEL D GM A 30— 402 WELDING CODE = — /' ASME
SYo [ EM CEFP DISCHARGE 10 DEAERATOR ~AGE NO or U]
DRG NO. FOR 1 DESLRIPTION DIMENSIONS | 0 coe|  TYPE CLECTRODE FILLER SPEC. (ATT | HERT |
WELD LOCATION |OF PARTS TO MMAL%PEQ o R e | TREATMENT | |
L | DENTIFICATION | BE WELDED ATT) iig THICK OF | wewp |6 | W.P.S|HEAT METHOD /| SPECNORM | REMARKS
B - QTY(NOS. IEMPTEMP Y HOLD
O A ARK DART- DART—1 o IweLDine QTY(gms) (NOS.) NO. o [QUANTUM|NO. |REF,
DART— 7 DART—? QTY 60 £ o5 | 032 | ea0 o |
CTTING SA234WPE
9 . 1003
DIPE /VALVE | SATOBGRB /WCC 12.7V FR70SAT - /018~
OW W804022W2BO TTEQG E SA254WPB/ 4572 W27 ng RE\/ - - - WO% RT X X
o |PE A1 06 ORE 26 3900 384 | 1456 | 448 | 03
CITTING SA234WPR -
N 1003
DIPE /VALVE | SATOBGRB /WCC 0.53% “R70SAT - 7018~
O2 W%OZLOZQWQBO - E/ E / 5239 955 TG& RE\/ - - - WO% RT X X
CITTING SA234WPR ARC 14 e -
D|PE SAT06GRB 240 - 03
CITTING SAZSAWPE N
DIPE SAT060RB 12,75 CR70SAT - 70181 1002
03 | 1-80—402-21230 [— 508 12.7 1G4 ey | - L Loz rT |+ )
CITTING SA234WPR ARC o s | <
P|PE SAT06GRE 3 03
CTTING SA234WPR
9 . 1003
OIPE /VALVE | SAT06GRB /WCO 127 CR70SA’ - 7018
04 | 1-80—-402-21250 TTEQG : SAQMWPB/ 4060.4 | 12./ L;Cg s1y - B 11097 RT % X
% %
NOIES: g1 % REFER NDE MANUAL DOC NO. PSQ—NDM-COM REV NO.ROO/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
DREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. ey
ARUN SHRAMA KONDAPANAIDU R SESHAGIR HARITHA.C 11.08.16 A-50-402-80036




(TS T )

%ﬁﬂ ERECTION / FIELD WELDING SCHEDULE
PROJECT  : WANAKBORI 1X300MW CUST. NC 7066 REV. NO. 0C
CONTRACTOR : M /S BHEL D GM A 30— 403 WELDING CODE = — /' ASME
SYS T eEM CeP DISCHARGE 10 DEAERATOR PAGE NC or U
DRG NO. FOR 1 DESLRIPTION DIMENSIONS | 0 coe|  TYPE CLECTRODE FILLER SPEC. (ATT) LR |
WELD LOCATION |OF PARTS TO MA&%F;EQ o R R | TREATMENT | |
SL. NENTIFICATION | BE WELDED iig TRICK OF WELD G | W.P.S |HEAT METHOD /| SPEC|NORM | REMARKS
- - QTY(NOS. IEMPTEMP HOLD
O, A ARK DART-1 DART—1 o IweLine QTY(gms) (NOS.) NO. i [QUANTUM| NO. | REF
DART—2 DART—2 QTY 62 £ 595 | 039 | o4 o | o
CITTING SA234WPE
. . 1003
DIPE /VALVE | SATOBGRB /WCC .53V ER705AT - /UTo—
OW W%O4032W25W - E/ E / 5259 955 TG& REV - - - WQ% RT ) X
CITTING SA234WPE ARC o e L
P|PE SAT06CRB 288 - 03
CITTING SA234WPE .
. 1003
OIPE /VALVE | SAT0BGRB /WCO 12.7% CR70SAT 7018
02 | 1-80-405-2125 WEQG g SA234WPB/ 45772 | 12./ ;g% =y - . 1107 RT | % %
% 57
PIPE /VALVE | SAT06GRB /WCC /0 2108 | 9472 ] 992 | 02
CITTING SAZS4WPE n
DIPE SAT0B0RB 12,75 CR70SAT - /70181 1002
03 | 1-80—-403-21231 — 406.4 | 12.7 1G& ey | - L 0z RrT |+ i
CITTING SA234WPE ARC o . S P
DIPE SAT060RE
CITTING SAZ54WPE n
DIPE SATO6GRR 12.79 FR70SAT -7018— 1003
04 | 1-80—403-21231 - 508 12.7 1G4 oy |- L 107 RT |+ "
CITTING SA234WPE ARC o o0 | 315 | o0
DIPE SAT06GRE -
NOTBS: 91« REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04-02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/0C
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. ey
ARUN SHRAMA KONDAPANAIDL R SESHAGIR HARITHA.C 11.08.16 A-80-403-80093




(®TTTE O )

%ﬁﬁﬂ ERECTION / FIELD WELDING SCHEDULE
PROJECT  : WANKABORI 1X800MW CUST. NO  : 7266 REV. NO. - 0C
CONTRACTOR : M /S BHEL P GM A  80—407 WELDING CODE @ — / ASME
SYSTEN ~ CONDENSATE TO VALVE GLAND PAGE NG U O U
S ALING
DRG NO.FUR ) DESLRIPTION DIMENSIONS | 50 ree|  TYPE FLECTRODE FILLER SPEC. (ATT) LR |
WELD LOCATION |OF PARTS TO MAT&EFEC° oF [ SRE | TREATMENT | |
L. | DENTIFICATION | BE WELDED ATT iig s OF | wewp |6 | W.P.S|HEAT METHOD /| SPECINORM | REMARKS
TEMP | TEMP.
ND. MARK PART— A o | mm | WELDING QTY(gms, ATYNOS, - O uaNTUMNO.  |REF
PAR = PART—7 Q1Y D)4 B 5 33 0 B4 0 e s TIME
D|PE SAT06GRE N . C 7018~ 1022 .
O _ 60. 3 0.04 ARC REV | _ B ° ) .
CITTING SA105 ~54 . 150 | - - | O MPI/LP
oIPE SAT060RE 51 - C7018— 1022 .
07 —— 55.4 4,09 ARC REV | — - - ° . .
ITTING SAT05 ~200 . 031 | - - |0 MPI/LF
= SAT060RE N | - C7018— 1022 .
03 - 1.3 | 373 PO I B O |
o o ARC 01 MPI /LP
FITTING SA105 930 - 112 - | -
D;TENG éﬁ%ééewgg 509 R /OSAT - /0181 1003
04 - - 1145 0.0/ HG& =ry B B B 107 RT ¥ X
ITTING SA234WPE ARL | g 216 168 | - - |03
-lPE SA106GRB
NOTES: 1 % REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04—02 /AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/0C
DREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. - QA DATE DRAWING NO. oy

ARUNSHARAMA KONDAPANAIDU <. OLOHAGIR HARITHA.C 11.08.10 [::[J7:%HH5




(§TTTE O )

%ﬁﬁﬂ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI TXS00OMW CUsT. NO /00 <t V. NO. D0
CONTRACTOR M/S SHEL - GM A S0—408 WELDING CODE — / ASME
SYS e N . CONDENSATE DUMFP FROM HEADER -~ AGE NO Jl Or O
RGNUFOR ) DESLRIPTION DIMENSIONS | 5 opca| TYPE C ECTRODE FILLER SPEC. (ATT) N HEAT | o e
WELD LOCATION  |OF PARTS TO MAJX$¥¥<1 or [ SRE | TREATMENT e o
SL. VENTIFICATION | BE WELDED (ATT) fiif THICK OF WeLD |16 | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. TEMPTEMP HOLD
NO. I ARK DART—1 D ART— o e QTY(gms) (NOS.) NO. 1OLD o anrun{ N, |REF
PART—2 PART—2 QTY 3.4 025 | 93.2 | 94.0 C | C
DIPE SATO06CRE i
SA234WPB /WCB 318Y | ER70SA’ £ /70181 1005
01 | 2—-30-408-140538 LTINGZVALVE / 21911 .13 NG& ey - . _ 110%Z RT % %
D|DE SATUOGRE ARC 1
CITTING SA234WPE o o - -
DIPE SAT06CRE -
SA234WPB 535V | ER70SA’ £ /0181 [RUSE
02 | 2-80-408-14058 FPT;ENG T CA060RE 2191 0£.32 1;% s1y - - 11097 RT |+ %
CITTING SA234WPB /WCE - 149 777 | - 03
FITTING SA234WPB n |7110 | ER7OSA = 70181 T
OY) 280408W4058 W@%g 7WW ARC WOBY) WSO 660+W0mﬁmum RT WOO% Sk sk
FITTING SA234WPR 7110 | ER70SAT C7018—1 1003
04 | 2—80-408-14058 168.3| 7.1 G& ey |- L oz RrT | ]
CITTING SA234WPE ARL 2 106 50 18 oK
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM: REV NO.ROO/04—02 AMD.0?
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. S
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 08.03.16 A4-80-408-80380




(®TTYE O )

%f@ FERECTION / FIELD WELDING SCHEDULE
-ROJEC T C WANAKBORD TX300MW CUST. NO /200 < V. NO. JU
CONTRACTOR : M /S BHEL D GM A 30—412 WELDING CODE — / ASME
SYS TEN CONDENSER EMERGENCY MAKE UP] PAGZ NO o1 OF O
-ROM CS1
DRGNO.FOR - DESCRIPTION DIMENSIONS | o nrea | TYPE CFCTRODE FILLER SPEC. (ATT) N, HEAT | o e
WELD LOCATION |OF PARTS TC MAT&EFECO OF [ ORE | TREATMENT a |
SL. | |pENTIFICATION | BE WELDEC ATT, iig e OF | wewp | 1© | W.P.S HEAT METHOD /| SPEC|NORM | REMARKS
- - QTY(NOS. IEMPTEMP] HOLD
NO. ARK D ART—1 D ART—1 o e QTY(gms) (NOS.) NO. HOLD oy Tun NO. | REF
D ART—2 PART—2 OTY 0.4 02,5 | 3.2 | 84.0 C | C
CITTING SA312TP304 )
elfels SA403WP 304H nog | 3-05Y CRO4/ o4/ 1016 RT10% |,
01 | 1-80—412-21416 [~ 1143 | 3.05 v | 10 | "
FITTING SA312TP304 ARC 57 o B B - | PI100%
DIPE SA403WP304H 492
CITTING SA312TP304 )
DIPE SA403WP 304H ae |54V R34/ SRy 1016 RT10% |,
02 | 1-80—412-21416 [~ 168.3 | 3.4 v |10 | "
FITTING SA312TP304 ARC - . B B o | PI100%
DIPE SA403WP 304+ 1077
FITTING SASTZIP S04 o | 3:059 "R347 - 547 1016 S5T109
02 | 1-80—412-21416 38.9 3.05 v | 1o | : "
VALVE CF8 ARL , 47 o6 B B " | PI100%
NOTES: 01, * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO./04-02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—-80—999-93173 /00
OREP ARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUNSHARAMA KONDAPANAIDU R.SESHAGIR HARITHA.C 08.09.16 A4-80-412-803/7/5




(®TTTE O )

%fjﬂ FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANKABORI 1X800MW CUST. NC 7266 REV. ND. e
. WELDING CODE — s
CONTRACTOR : M /S BHEL oG A 20— 410 / ASN
SYSTEN DEAERATOR SAFETY VALVE P AGE NC T OF U
- XHAUST 1O AITN
DRG NO.FOR DESERIPTION DIMENSIONS | 55 rec|  TYPE CLECTRODE FILLER SPEC. (ATT) | HEAT |
WELD LOCATION |OF PARTS TO MAT&EFEC° oF [ SRE | TREATMENT | |
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELLD G | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP ) HoLD
O A ARK PART-1 D ART—1 o am lweLDinG QTY(gms) (NOS.) NO. i [QUANTUM| NO. | REF
PART—2 OART—2 QTY 02 ./ 25 | 632 | 940 o | o
bIPE SATOBCRE -
FITTING SA234WPR o | 635V FR70SAT /0181 1005
OW W8Q4W92WW66 B 275 655 RE\/ - - o WO% RT X X
S IPE SAT06GRE ARG :
CTTING /WCB | SA234WPE o N
DIPE SATOBGRE i
FITTING SA234WPB 9.53Y ER70SA’ - /7018 1005
02 | 1-80-419-21166 : 355.6 | 9.53 | G ey | - L 1oz RrT | i
S IPE SAT06GRE Nt .
SITTING /WCB | SA234WPE S S
CITTING SATOBCRE )
DIPE SA234WPB 5 545 ER70SAT £ /70181 1002
03 | 1-80-419-21156  [— 50. 2 5.54 | lG& ey | - L 110z RT |+ ]
CTTING SATOBGRE Nt = . .
D|PE SA2 34WPE 10 - 03
CITTING SATOBCRE )
Slfel; SA234WPE o | 6.02V ER70SA - /70181 1005
— 30— — - . - ’ * £
04 | 1-80-418-21156 == LT 1143 | 6.02 o SEy 10% RT
2U 532 - -
D|PE SA2 34WPE 420 03
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO/04—02 AMD.0?
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. S
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 08.08.16 A4-80-419-80118




s

ERECTION / FIELD WELDING SCHEDULE

REV. NO. . 00
PROJECT : WANAKBORI 1X800MW CUST. NO 7266
WELDING CODE — / ASME
CONTRACTOR : M /S BHEL PGMA 80—-420
PAGE NO . 01 OF 02
SYSTEM BOOSTER PUMP DISCHARGE
TO BFP SUCTION PIPING
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MATI/;TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL.|  IDENTIFICATION | BE WELDED (ATT) S THICK- | oF | wewn |16 ; WP.S|HEAT METHOD,/| SPEC|NORM | REMARKS
_ _ TY(NOS. TEMPJTEMP,
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY 92.4 925 | 032 |40 c |
SATOBGRB
ElH:lNG SA234WPB 9.53V | ER70SA1 E7018-1 1003
01 | 1-80-420-21251 406.4 | 9.53 | TIG& REV | = | = | - [10%RT| = | =
FITTING SA106GRB ARC 48 5508 1320 | 2068 | -
PIPE SA234WPB 03
02 | 1-80-420-21251 355.6 | 9.53 | TIG& REV | = | = | - [10%RT| * | *
NOZZLE GRB EQUIVALENT ARC 6 667 57 | 238 | -
PIPE SA234WPB 03
FITTING SA106GRB 9.530 | ER70SA1 E7018—1 1003
03 | 1-80-420-21252 457.2 | 9.53 | TIG& Rev | = | = | = | 10%RT| * |
STRAINER ~ [GRB EQUIVALENT ARC 62 9360 2122 | 3308 | — | o3
FITTING SA106GRB 1279 | ER70SA1 E7018-1 1003
04 | 1-80-420-21252 508 127 | TIG& Rev | = | = | = | 10%RT| * |
NOZZLE GRB EQUIVALENT ARC 6 1000 240 | 360 | - | o3
FITTING SA106GRB 100 | ER70SAT E7018-1 1003
05 | 1-80-420-21252 610 10 TIG& REV | = | = | - [10%RT| * | =
STRAINER  [GRB EQUIVALENT ARC 6 1200 300 | 450 | - | o3
PIPE SA106GRB 6t ER70SA1 E7018-1 1022 LPI/MPI
06 | 1-80-420-21252 334 | 455 | ARC LN REV |- | = | - 10; | x
FLANGE SA105 3 . 100 ‘ _ ‘ _ s 4
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD. /APPD. - QA DATE DRAWING NO. REV .
ARUN_ SHRAMA KONDAPANAIDU R.SESHAGRI HARITHA.C 11.08.16 4-80-420-80074 00




s

ERECTION / FIELD WELDING SCHEDULE

REV. NO. ;00
PROJECT : WANAKBORI 1X800MW CUST. NO . 7266
WELDING CODE — / ASME
CONTRACTOR : M/S BHEL PGMA 80—420
PAGE NO 01 OF 02
SYSTEM BOOSTER PUMP DISCHARGE
TO BFP SUCTION PIPING
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO| MATL.SPEC. PROCESS|~ oF P pre | TREATMENT| NDT  [REF. JACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 arY 92.4 925 | 032 |40 < |
PIPE SA106GRB N ER70SA1 E7018—1 1022 LPI /MPI
07 | 1-80-420-21252 60.3 554 | ARC AN eyl I N 104 . .
FLANGE SA105 3 _ 50 | - N by ;
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGRR HARITHA.C 11.08.16 4-80-420-80074 00




(&Y E U )

@%@ ERECTION / FIELD YWELDING SCHEDULE
B =V, NO. 00
SROJECT - WANAKBORD TX800MW CUs 1. NO /060
3 WELDING CODE SR / ASME
CQNTRACTQRZM/S SHE L - GM A SO0—4)]
B B S AGE NO O7 Or O]
SYS TEN SFD RECIRULATION PIPING
IRG NU. FOR T DESURIPTION DIMENSIONS | oy opac|  TYPE “LECTRODE FILLER SPEC. (ATT) \. HEAT | e e
WELD LOCATION |OF PARTS TO MAT&EFECo o [ SRE | TREATMENT -k |
SL. DENTIFICATION BF WELDED AT, fiif o o WELD S | W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
B B QTY(NOS. IEMPITEMP] HOLD
NO A ARK DART- DART- e wELDING QTY(gms) (NOS.) NO. 0D o aTum NO. | REF
OART—? DART— 7 OTY . 505 | 832 |40 c | C
= /A ~
);ENG §§%56ggg; . 56 U | ER70SA 7018~ 2 5miS
01 |1-80-421-21029 |— 323.9 |56 100> 1100 fgase1sPER mmIRT 100% | * :
CITTING SA23AWPC ARC o - . 170 | s0ap |REV 05 S
SlPE SATO0CGRC 30 min
DLENG gﬁfgggggj 1279 ER70SA 7018 1003 ST
02 |1-80-421-21029 [— 073 12.7 NG SIES VAR I I X X
*TTNG SAQY)ArWPC ARC Eﬂ 4745 1@2@ W@%B 5@@ WQ%
D|PE SATO6CRC 03
alfsls SAT06GRC 56 | ER70SA’ 7018
03 |1-80—421-21029 323.9 |56 b4 WT412—REVOO 2T 100%| .
CONTROL VALl SA182F272 ARC 5 510 150 040 1008
NOTES: (1 x REFER NDE MANUAL DOC NO. PSQ—-NDM—COM REV NO.ROO/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173 /00
OREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA OATE DRAWING NO. REY
ARUN SHRAMA KONDAPANAIDL 2 SESHAGIR HARITHA.C 05.05.16 A4-80-421-79625




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT © WANAKBORI 1X800MW CUST. NO 7266 REV. NO. » 00
CONTRACTOR : M /S BHEL PGMA 80—423 WELDING CODE @ IBR / ASME
SYSTEM BOLIER FEED DISCHARGE PIPING | PAGE NO : 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |_T1S : W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QryY 92.4 825 | 832 |e40 c | c
FITTING SA234WPC 5
0-80-423-06984 |PIPE/VALVE | SAT06GRC/WCC sq | mos | B4Y| ER7OSAI E7018-A1 1005 635 pmtS
01 | 0-80-423-06985 3956 REV. 1150|415 |minimum |RT 100%| * | *
-80-423- FITTING SA234WPC ARC 13 1261 351 | 572 | 2418 |05 i
PIPE SAT06GRC 30 min
0-80-423-06984 | (Miads) | GRC EQUIVALENT 82 0| ER70SAI E7018-A1  |1005 635 [t
02 |0-80-423-06985 4572 | 82 I\'géﬂ REV 1150 1+15 |migmm|RT 100%| * | *
1-80-423-21051 PIPE SA106GRC 3 348 102 | 168 1395 |05 30 min
FITTING SA234WPC
0-80-423-06984 \piPE /VALVE | SATOBGRC/WCC | 4o0 0 | g2 | TiG& 82 V| ERTOSAT E70T8-Al 1905 635 B n
03 | 0-80-423-06985 STTING SA23ANEC : ARG = REV. 1150 |15 |minimum|RT 100%| * | *
1-80—423-21051 AL VT 6380 1870 | 3080 |25575 |05 30 min
FITTING SA234WPC
0-80-423-06984 |PIPE/VALVE |SA106GRC/WCC ss | Tog | V| ER7O0SAI E7018-A1 1005 635 fmtS
04 406.4 REV 150 [115 frivmum|RT 100%| * | *
0-80-423-06985 FITTING SA234WPC ARC 55 6325 1650 | 2750 | 10615 |05 :
PIPE SAT06GRC 30 min
FITTING SA234WPC g
0-80-423-06984 |PIPE/VALVE |SA106GRC/WCC e | meg | 18V ER7OSAI E7018-At 1005 635 Bt
05 660 REV 150 |15 [ IRT 100%| * | *
0-80-423-06985 | FITTING SA234WPC ARC 1 14 3108 664 | 1100 |27632 |05 S
PIPE SAT0BGRC S0 min
FITTING SA234WPC G
4 |0-B0-423-06984 |PPE/VALVE |SAIOBGRC/WCC | 559 | 75 | Tog | /> V| ER7OSM E7018-A1 el U i N
0-80-423-06985 FITTING SA234WPC ARC 16 2072 704 | 1104 | 9456 |05 15 meiun ’
PIPE SAT0BGRC 50 min
NOTES: (1. * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO./04—02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGIR HARITHA.C 16.08.16 4-80-423-79640 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT © WANAKBORI 1X800MW CUST. NO 7266 REV. NO. » 00
CONTRACTOR : M /S BHEL PGMA 80—423 WELDING CODE : IBR / ASME
SYSTEM BOLIER FEED DISCHARGE PIPING PAGE NO : 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
. . TY(NOS. TEMPTEMP.
NO. MARK PART-1 PART—1 o Lm weLoNG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 ary 92.4 825 | 832 |e40 < |
: 25
0-80-423-06984 | THERMOWELL | AISI 321 137 | ErNiCrd ENi Cr Fe3 1025 610 | mis. |LPI 100%
07 1 0-80-423-06985 635 | 13 |TIC & REV | = |15 |/mm IRT 100%| * | *
STUB SA 105 ARC 6 80 12 56 - 01 mgo
PIPE SA106GRC 6k 64 U| ER70SA1 E7018—Af
08 | 0-80-423-06984 3556 | 64 s WT-412 — REVOO RT 100%| * | *
PIPE We9 4 368 106 | 186 | 868
FDV—8
NOZLLE
SA350LF2CL1 62 V| ER70SA1 E7018—A1 1005 635 Zomts
HP HEATERS
09 | 0-80-423-06985 | ) 508 | 62 Egg‘ REV [ 150 [+15 [ et 100%| * | *
FITTING SA234WPC 2 270 80 | 126 | 1050 |05 30 min
NOTES: 01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04-02/AMD—-02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGRR HARITHA.C 16.08.16 4-80-423-79640 00




ErEiui

%ﬁ@ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO  : 7266 REV. NO. ele
CONTRACTOR : M /S BHEL P GMA 80424 WELDING CODE = IBR / ASME
SYSTEN . BOLIER FEED DISCHARGE PIPINC PAGE NC - U oF U
IRG NU-FOR - DESCRIFTTON DIMENSIONS | | TYPE “LECTRODE FILLER SPEC. (ATT . HEAT | aer | ace
WELD LOCATION |OF PARTS TO MMAL%PEQ o R SR | TREATMENT - F |
SL. NENTIFICATION | BE WELDED (AT, iig THICK OF WELD 11 | WE.S IHEAT METHOD /| SPEC./NORM | REMARKS
B - QTY(NOS. TEMPTEMP. HOLD
O A ARK DART-1 OART -1 e IWELDING QTY(gms) (NOS.) NO. 0D oy anrun| o, |REF
DART—2 DART—2 OTY 0.1 92,5 | 832 | 94.0 C | 0
. 30-424-21053  |PIPE/VALVE | SA10BCRC/WCC | - . 52 V| ER70SAT " 701841 %235 . 635 |hip o] *
B0—424-21056 FITTING SA234WPC ARC . — 2060 | 2040 128170 | 08 15 minimure O
30—424-21057 DIPE SATOBORO U mir
B0—424—21056 FITTING SA234WPC ARC i’ . 20 | 1385|3570 |05 =15 minimu O
30—424-21057 DIPE SAT0BGRC U min
B0—424-21052 UZLLE SA350LF2CL y 2.5mtS
0/ oM
= 30—424—91053 (HP HEATERS) 503 57 T1G& R S ;%%%5 150 i‘?‘;} PR mm T 100% | * .
30— 424-21056 - TTING SAD3AWPC ARL 10 1490 380 | 630 | 2980 |05 R e O
80— 424—21057
B0—424-21052 NOZLLL SA350LF2CL 10 2.5mtS
0V 5m
14 |1-80-424-21053  |[(HP_HEATERS, 39 | 40 | TG B S o - i?é PRmom |||
B0—424-2105¢ FITTING SA234WPC o 4 380 96 | 160 | 420 |of R L
80— 424—21057
30— 424—91053 PIPE /VALVE SATO6GRC /WCC TIC& 20V ER/USAL c/UTSA] 1005 092 pggmmm
05 106.4 00 eV | 120 115 [ DT 100% | * +
80—424—21056 TITTING SA234WPC ARC o P - 200 5954 | ot =19 |minimum
30— 424-21057 DIPF SATOBGRC U min
_QN_A04A_ o /.0
ggzizi 82% THERMOWELL | AISI 321 13y | B NELrs ENi Cr Fe3 1025 510 | mts. [LPI 100%
05 | o a1 535 13 | TG & REV | — | 415 |/Mm |RT 100% | * +
—80—424- ARC B Min30
S STUR SA 105 08 400 4148 336 0 o
NOTh>: 01 * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO./04-02/AMD-07
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80—999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. RV

N

ARUN SHRAMA CONDAPAN AIDU 2 SESHAGIR JARITHA.C 11.08.16 A-80-424-796%6




(®TTS U )

%Aﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO 7266 ~c V. NO. 00
CONTRACTOR : M /S BHEL D GM A 30— 425 WELDING CODt BR/ ASME
SYSEM SOLIER reED DISCHARGE PIPING “AGe NO J1 OF U
IRG NU-FOR  DESURIFTTON DIMENSIONS | e | TYPE “LECTRODE FILLER SPEC. (ATT) \. HEAT | eer e
WELD LOCATION |oF PARTS To| MAITL.SPEC r R SRE | TREATMENT | |
SL. NENTIFICATION | BE WELDED (ATT) SB% TRICK oF | wep L6 | WP.STHEAT METHOD /| SPEC{NORM | REMARKS
B - TY QTY(NOS. | TEMPYTEMP Y HOLD
O A ARK DART- DART- o [weLoine QTY(gms) (NOS.) NO "o [QUANTUM| NO.  |REF
PART—2 PDART—2 OTY 0.4 02,5 | 932 |40 C | °C
SITTING SA234WPC R )t
01 | 1-80-425-21055 - 406.4 | o0 REV. 1190 | +15 | |[RT 100% | * :
ITTING SAZIAWPC o 10 1156 300 | 50  |2300 |05 30 mir
bIPE SAT06GRC
CITTING SA234WPC R A
D | 178042521055 1T sazsawpe | - ARC RE | TOP [£15 (minimem | RT 100%) 5
26 4420 1994 o
DIPE SATOBGRC o 17056 | U0 U min
| 2.5
THERMOWELL | AISI 321 13 | B NELro ENT Cr FeZ 1025 510 | mts. |LPI 100%
03 | 1-80—425-21055 535 13 | TIG & REV | — | 415 |/mm |RT 100%| !
STUR SA 105 ARG ) 20 78 14 - 07 T%@?O
FITTING SA234WPC 75 V| ER70SAI C7018 1005 535 %%Tﬁi
04 | 1-80-425-21055 o 559 75 ;g% REV. 1150|415 |ioum | RT 100% | ‘
B WCC g 300 30 | 140 | 1000 |05 20 min
NOTRKS: 01, * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REVY NO./04-02/AMD—02
02 FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUN SHRAMA KONDAPANAIDL R SESHAGIR HARITHA.C 11.08.16 A-80-425-79649




(§TTE O )

%gﬁgg ERECTION / FIELD WELDING SCHEDULE
N ~c V. NO. - 00
PROJECT - WANAKBORI TX0UMW CUsT. NO . /b0
§ | WELDING CODE : IBR / ASME
CQNTRACTQR:M/@ SHEL - GM A . 30—450 o
N | - “AGe NO i
STSTEN - SPRAY WATER PIPING [0
HPBP VALVE
DRG NO.FOR - DESCRIFTION DIMENSIONS [ rec|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | oo | aer
WELD LOCATION  |OF PARTS TO MAWX$¥¥<1 OF — ORE | TREATMENT - |
SL. | \DENTIFICATION | BE WELDED ATT) fiif s OF | wewn |6 | W.P.S HEAT METHOD /| SPEC|NORM | REMARKS
NO A ARK DART-1 DART—1 o lwELDING QTY(gms, QTY(NOS.) NO. | TEMPYTEMP ) HoLD CUANTUMING. | REF
1T ° °
DART—2 DART—2 OTY 0. 05 | 032 |40 N s
- SA234WPC
Dg%%M; SAT06GRC 06 V| ER/USA - /Ule— 1005 535
01 | 2-80-430-14067 [~ 1685 | 26 HG& REV05 150 | 415 WMQU% ST10097 | * "
TTING SA234WPC ARC 0 . 00 | 400 |
DIPE /VALVE | SAT06GRC/WCC 261 30 mir
- SA234WPC y
D;%““3 T 56125 CR70SAT £ 70181 1005 535 Gt
02 | 2—-80—-430-14067 — 114.3 | 1712 | MG& 2EVO5 150 N S ey | "
- =10 Iminimum
TTING SA234WPC " ARC > o - > |
PIPE /VALVE | SAT06GRC /WCC 144 30 mir
PIPE SA335P1 o0 O | ER70SAT £7018-1 1033 510 5t
05 | 2=80-450-14006/ 1145 20 /;§%3 REV03 150 | 410 mh%ﬁg STI00% | * 19 HARMNESS
VALVE WCO 2 52 04 08 12 50 mir
VALVE(NRV) | WCY 20 V| ERB0SB2 -8018B2 1012 700 [p2Mt
D|PE SA335P1 S 2 52 24 08 12 50 mir
CITTING SAD3AWP 22 R 2 5mitS
D|PE SA3Z35P 99 o e 20V FRI0SBS c9018-85 1074 0380 PER mm
05 | 2—-80-430-14067 |— 114 3 150 -
PIPE /VALVE | SA335P22 /WCY 192 720 |60 min
CITTING SA234WP 22 R 2 5mtS
sifels SAZIRP DY . o e ZAOIY; FRI0SBS -9018—-84 10714 - 030 |PER mm
06 | 2—80—-430-14067 |— | .
PIPE /VALVE | SA335P22 /F22 S 720 |oU min

NOTES: (1. * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04-02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00

PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO.

FY
ARUN  SHRAMA CONDAPANAIDU 2 SESHAGIR IARITHA.C 12.09.16 A-80-430-80082




(®TTTE O ) | | _ -
égﬁ@ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO 7266 Ro Ve NO. 00
CONTRACTOR : M /S BHEL D OM A 30— 433 WELDING CODE SR/ ASME
SYSTEM SPRAY WATER PIPING TO PAGE NO o1 OF O
~r—HEATER ATTEMPERA TION
IRG ND.FOR - HDESCRIPTION DIMENSIONS | 5 pec| TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e [ acr
WELD LOCATION |OF PARTS TO MAT&EfECo o — ORE | TREATMENT | |
SL. VENTIFICATION 3F WELDED (ATT) iig TRICK OF WEL D G | WS |HEAT METHOD /| SPECINORM | REMARKS
B B QTY(NOS. IEMPITEMP] HOLD
NO. ARK PART- PART- e |weLDING QTY(gms, (NOS., NO. OLD o Tun NO. | REF
DART—2 DART— 2 QTY 39/ 05 | 632 | 940 o |
BN R 13.49% | ER70SAT - 7018-1 1003
CITTING /AL VEl SA234WPC /WCC RV B
01 | 1-80-433-2126] [VALVE / 1143 | 13.49 | TIG& ey | - 107 RrT | .
D|PE SATOOGRO ARC A0
RS R 21.950 | ER70SA 7018 1003
CITTING /AL VE] SA234WPC /WCC IOV B
02 | 1-80-455-212061 SIPF / g SMO@GRC/ 168.3 1.9 ;g% =yy - 1109 RT x %
B e 59 3578 o541 | 1245 | 675 | 03
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO/D4—02 AMD.0?
02. FOR WPS, HT & NDT REFER DRG NO. 4-—80-999-93172/00 & 4-80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA ATE DRAWING NO. ory
ARUN SHRAMA CONDAPANAIDU 2 SESHAGIR JARITHALC 11.08.16 A4-80-433-80099




(§TTTE O )

%ﬁﬁﬁ FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI TXS00MW CUST. NO /00 <t V. NO. U0
CONTRACTOR : M /S BHEL D GM A 30— 435 WELDING CODE — / ASME
SYSTEM CEFP DISCHARGE [0 AFPRDS ~AGE NO J1 OrF 0O
RGNO. FOR ] DESCRIFTTON DIMENSIONS | o rec|  TYPE CLECTRODE FILLER SPEC. (ATT) N HEAT | e
WELD LOCATION |OF PARTS TO MAJX$¥¥<1 or [ SRE | TREATMENT o o
SL. VENTIFICATION | BE WELDED (ATT) fiif THICK OF WeLD |16 | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP Y HoLD
O A ARK PART-1 DART—1 o am lweLDinG QTY(gms) (NOS. ) NO. o [QUANTUM|NO. |REF,
PART—2 PART—7 QTY 62 ./ 225 | 83.2 | 94.0 C | C
o S O | ER7OSAT - 7018—" 1003
CITTING /VALVE] SA234WPE 7Y -
OW W804552W228 / E SAWO@GRB 1685 7WW TG& RE\/ - - - WO% RT X X
B S 17 90 155 | -
CITTING SA234WPE S -
. S O | ERTOSAT 7018~ 1003
CITTING /VALVE SA234WPE 5.49Y -
OZ 18@45521228 / E SAWO@GRB 889 549 TG& RE\/ - - o WO% RT X X
DIPE ARC 15 o B .
CITTING SA2 34WPB /20 05
P|PE SASIOPT 5495 | ERBOSBY F8018B2 1011
03 | 1-80-435-21228 38.9 5.49 | G oey 1150 | — | — . .
ARG 2T 100%
VALVE WC9 | 20 15 - - ’)
o P G | ER90SB? £9018B3 caq |40 Mis
CITTING /VALVEISA234WP22 /WCY 5.49Y 1014 3%
04 | 1-80—435-21228 /VALVI / 38.9 5.49 | lG& ey | 156 CER MM S e |k i
DIPE SA335P22 ARC . o B ) 720160 min O HARDNESS
FITTING SA234WP22 JU 03
D|PE SATUOGRE 5N o B 1022 10%
05 | 1-80-455-21228 00,5 0. 04 ARC REV | — — _ i ) .
ITTING SA105 ~20 —— 90 B B 00 MP1/LP
CITTING SA234WPE 5 490 | ER70SA -7018— 1033 550 | <2 Mt
06 | 1-80-435-21228 38.9 5.49 | NG SEy | 150 PER mm . .
ARC 570160 min|~ OV%
-lPE SAS50OPTT W o0 15 - B ok MmN
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO /04-02 AMD.02
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—-999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. S
ARUN SHRAMA KONDAP AN AIDU 2 SESHAGIR HARITHA.C 12.09.16 A-80-435-803/72




(®TTTE O )

%jgg ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO 7266 o Ve NO. 00
CONTRACTOR : M /S BHEL D CM A 30— 436 WELDING CODE = — / ASME
SYo e CONDENSER LFP BYPASS SPRAY - AGE NO Ol OF U]
SR ING
DRG NO.FOR DESERIPTION DIMENSIONS | 55 rec|  TYPE CLECTRODE FILLER SPEC. (ATT) | HEAT | ]
WELD LOCATION |OF PARTS TO MAT&EFEC° oF [ SRE | TREATMENT o |
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELLD G | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS. IEMPTEMP HoLD
O A ARK PART-1 D ART—1 o am lweLDinG QTY(gms) (NOS.) NO. i [QUANTUM| NO. | REF
PART—2 PART—2 QTY 324 $2.5 | 3.2 | 94.0 C | C
PIPE SAT0B6GRE -
CITTING SA234WPB ey 953V | ER7O0SA £ /7018-1 [Ues
OW 28@456W4057 DPE SAWO@GRB 3259 955 ARC RE\/ - - - WO% RT X X
30 -
FITTING SA234WPR . 720 TG 03
B T J | ER70SA’ 7018~ 1003
CITTING /VALVE SA234WPB /WCB 9.27V -
OZ 28@456W4057 / E / 273 927 TG& REV - - - WQ% RT X X
PIPE SA106GRE ARC s 200 i B
FITTING SA234WPE o -
NOTES:
01. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO/04-02 AMD.0?2
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. Sry
ARUN KONDAPANAIDU R.SESHAGIR HARITHA.C 11.08.16 A4-80-436-80040




(®TTTE O )

%gj@ ERECTION / FIELD WELDING SCHEDULE
PROJECT  + WANAKBORI 1X800MW CUST. NC 7066 REV. NO, 0C
CONTRACTOR : M /S BHEL D GMA 80— 435 WELDING CODE = =/ ASME
SYSTEN UFT DRAIN TO TRENCH PAGE NG Ol OF U
DRG ND. FOR DESURIPTION DIMENSIONS | e |  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | o e | acc
WELD LOCATION |OF PARTS TO MAT&EFEC° oF [ SRE | TREATMENT -k |
SL NENTIFICATION | BE WELDED (ATT) %ig THICK OF WELD G | W.P.STHEAT METHOD /| SPEC/NORM | REMARKS
- - QTY(NOS, [EMPTEMP ] HOLD
NO. MARK PART— PART— e |weLDING QTY(gms, (NOS, NO. 1OLD oy anTu|NO. | REF
DART -2 DART-2 QTY 69 .4 525 | 832 | 04.0 C | C
- il ~
RIS e is 5.355 CR70SAT -7018 1003
O SAT060RB o 10%
01 | 3-80—439-33006 § 2191 0.59 REV | — - - T * *
FITTING SA234WPE ARC . . . B
OIPE SAT06GRB U
NOTES:
O1. * REFER NDE MANUAL NO. PSQ :NDM: COM:REV NO.ROO /0402 AMD.02
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 11.08.16 4-80-439-80131




i

ERECTION / FIELD WELDING SCHEDULE

REV. NO. :
PROJECT  : WANAKBORI 1X800MW CUST. NO 7066 00
WELDING CODE —
CONTRACTOR : M /S BHEL PGMA 80— 442 / ASME
SYSTEM GSC DRAIN TO FLASH TANK—B PAGE NO : 01 OF 01
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MAT/&.TSTPEC. PROCESS| prp— prE | TREATMENT| NDT | REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) S(')ZDE THICK | oF | welp |16 : W.P.S|HEAT METHOD /| SPEC/NORM | REMARKS
- - TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART-1 | o |wetome QTY(gms) QTY(NOS.) NO. :(;ALED QUANTUMINO.  |ReF.
PART-2 PART-2 QTY 2.4 925 | 932 |040 < |
PIPE SA106GRB ~
SA234WPB /WCB 549G | ER70SA1 E7018—1 1003
01 | 2-80-442—14006 [LIING/VALVE / 88.9 | 549 | TG& REV | = | = | = [10%RT| * | *
PIPE SA106GRB ARC 30
FITTING SA234WPB 600 450 - - 03
PIPE SA106GRB ~
SA234WPB /WCB 5540 | ER70SAT 70181 1003
02 | 2-80-442—14026 [LLING/VALVE / 60.3 | 554 | TIC& Rev | = | = | = [10%RT| * | =
PIPE SAT06GRB ARC 15
FITTING SA234WPB 100 75 _ - o3
PIPE SAT06GRB -
FITTING SA234WPB ncg |4559 | ER70SAI 70181 1003 .
03 | 2-80-442-14026 S OECRE 334 | 455 Rev | = | = | = [10%RT
PIPE ARC 5 0 05 _
FITTING SA234WPB - 03
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4-80-999-93173/00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGIR HARITHA.C 18.08.16 4-80-442-80302 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X80OMW CUST. NO  : 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 443 WELDING CODE - — / ASME
SYSTEM LPH—2 DRAIN PIPING TO LPH—1 | PAGE NO + 01 OF O
AND ALTERNATE DRAIN TO
FLASH TANK-B
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION  |oF PARTS TO| MATL.SPEC. PROCESS) or e pRE | TREATMENT| NPT |REF. JACC.
SL-|  |DENTIFICATION | BE WELDED SBZDE THICK 1 oF | wewp |_TIS ; W.P.S|HEAT METHOD,/| SPEC|NORM | REMARKS
- TY(NOS. TEMP |TEMP.
NO. MARK PART- mm | mm  [WELDING QT"(gms) QTY(NGS.) NO. O louanTum N, {ReF.
PART-2 PART—2 orY | 024 925 | 832 |e40 c | c
PIPE SA106GRB ~
1-80-443-21242 | FIT7ING /WCB | SA234WPB/WCB oy 9830 | ER70SAT E7018-1 1003
01 | 1-80-443-21243 [ppg SAT0GCRB 9.55 REV | = | —| — |T0BRT| * | *
ARC |27 2808 648 | 1000 | — |03
1-80—-443-21244 | FITTING/NOZZ SA234WPB/CS
PIPE SA106GRB ~
1-80-443-21242 | FITTING /WCB | SA234WPB/WCB Tog |8:350 | ER70SA1 E7018-1 1003 .
02 | 1-80-443-21243 pog SA106GRB R e REV | = | —| - |10ART
80 5680 2960 | — - 03
1-80—443-21244 | FITTING /NOZZ) SA234WPB/CS
PIPE SA106GRB ~
1-80-443-21242 | [TTING /WCB | SA234WPB/WCB o 7119 | ER7OSAT E7018-1 1003 Ll
03 | 1-80-443-21243 [pppp SAT0BGRB T Re REV- | = | — | — |10 RT
43 2280 645 | 430 | - 03
1-80-443-21244 | FITTING /NOZZ| SA234WPB/CS
- 2.5mts
REDUCER  [SA234WPB 6.350 | ER70SAT E70181 gamts
04 | 1-80-443-21242 [omo—r 6.35 L'ggc - Fggf& 150 B60+10mnimum RT 100% | * | *
(DRV-78,81) |WCO 284 148 | - 60 min
NOTES: (1. * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999—93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 17.09.16 4-80-443-80070 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X80OMW CUST. NO  : 7266 REV. NO. © 00
CONTRACTOR : M/S BHEL PGMA 80—444 WELDING CODE : — / ASME
SYSTEM LP HEATER DRAINS PAGE NO 1 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |oF PARTS TO| MATL.SPEC. PROCESS pre | TREATMENT| NDT  [REF. JACC.
(ATT) THICK oF ARC SPEC
SL.|' |DENTIFICATION | BE WELDED SBZDE OF | wewp |16 : W.P.S |HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMPJTEMP.| Ho
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. TIMLED QuanTumING. |REF.
PART-2 PART—2 ary | 24 825 | 832 |e40 ¢ | c
FIPE Sy 6.350 | ER70SA1 E7018—1 1003
SA234WPB /WCB 350 -
01 | 1-80-444-21253 |LLIING/VAL / 2191 | 6.35 | TI6& Rev | = | = | = |10%RT| * | #
PIPE SAT06GRB ARC 13 3720 %6
FITTING SA234WPB 782 - 03
PIPE SA106GRB
SA234WPB /WCB 711¢ | ER70SA1 E7018—1 1003
02 | 1-80-444-21253 |LLIING/VAL / 168.3 | 7.1 | TG& REV | = | = | = |10%RT| * | *
PIPE SAT06GRB ARC 46 106 18
FITTING SA234WPB 30 -9
REDUCER  |SA234WPB 741 Q | ER70SAT E7018—1 2.5mtS
a0 444 nc& |~ PER mm
03 | 1-80-444-21253  reo\TROL VAL oo 168.3 [ 71 | e 5 e ” 3 - RJEC\)/Z)& 150 [660+10/minimum[RT 100% | * | *
(DRV-43) 120 min
REDUCER  |SA234WPB fcg  [5-490 | ER7OSAI E7018-1 G
04 | 1-80-444-21253  reo\TROL VAL o 88 | OB ke T o e 1033 1150  f0£10lniioun RT 100% | * | *
(DRV-40) 120 min
PIPE SA106GRB N
SA234WPB /WCB 8180 | ER70SA1 E7018—1 1003
05 | 1-80-444-01417 |LLIING/VAL / 219.1 | 818 | TG& REV | = | = | = |10%RT| * | =
PIPE SAT06GRB ARC 48 3220 6
FITTING SA234WPB /82 R
1-80-444-20242 | FITF AD AL 6.350 | ER70SA1 E7018—1 1003
—80-444- SA234WPB /WCB 350 -
08 11 _g0-444-20019 ElE:lNG/VAL SA106GRB/ 213 | 835 E% REV | = | = | - [TORRTL e
FITTING SA234WPB @ 7 1060 | 477 ] - |03
NOTES: (1, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGRI HARITHA.C 12.09.16 4-80-444-80077 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT  : WANAKBORI 1X80OMW CUST. NO  : 7266 REV. NO. © 00
CONTRACTOR : M/S BHEL PGMA 80— 444 WELDING CODE : — / ASME
SYSTEM LP HEATER DRAINS PAGE NO + 01 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |_T1S ; W.P.S |HEAT METHOD /| SPECNORM | REMARKS
- - TY(NOS. TEMP | TEMP.
NO. PART-1 PART—1 e |wELOING QTY(gms) QTY(NOS.) NO. :?ALED avantunno. |Rer
PART-2 PART-2 QrY | 024 825 | 832 |e40 'c
FITTING SATO6GRB 9.530 | ER70SA1 E£7018—1 1003
07 | 1-80-444-20242 5 HEATER 3239 | 9.53 L'gg - REV | — ~ |10%RT| * | *
SA106GRB _
NOZLLES 208 48 75 03
PIPE SA106GRB ~
08 FITTING SA234WPB s | o35 | mex [6359 | ER7OSA E7018-1 o5t 2.ms
1-80—-444-21417 VALVE ° ARC 150 660i10m|n|mum RT 100% | * *
(bRv-58) | "6 2 180 4 | 18 | - REVO 120 min
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGRI HARITHA.C 12.09.16 4-80-444-80077 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT © WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80—446 WELDING CODE : — / ASME
SYSTEM DEAERATOR DRAIN TO UFT AND PAGE NO . 01 OF O1
OVER FLOW DRAIN TO F/T—B
DRG NO. FOR  [DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MAT/&.TSTPEC. PROCESS| ¢ prp— prE | TREATMENT| NDT | REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) S(BZDE THICK | oF | wep |16 : W.P.S|HEAT METHOD /| SPEC/NORM | REMARKS
— — TY(NOS. TEMP.|TEMP
NO. MARK PART-1 PART-1 | o |wetoG QTY(gms) QTY(NOS.) NO. :(;ALED QUANTUMINO. |REF.
PART-2 PART-2 QTY 2.4 925 | 932 |940 c |
SATOBGRB
E@ENG SA234WPB 9.53V ER70SA1 E7018—-1 1003
01 |1-80-446-21232 3239 | 953 | Tl6& REV | = | = | = [10%RT| * | *
FITTING SA106GRB ARC 5 185
PIPE SA234WPB 520 120 - 03
SATOBCRB
E@ENG SA234WPB 6.35V ER70SA1 E7018—-1 1003
02 | 1-80-446-21232 [ e SAT0BORE 219.1 | 6.35 I\'géﬂ Rev | = | = | = [10%RT| * | =
PIPE SA234WPB 54 3834 2000 - - 03
FITTING SA234WPB 7119 ER70SA1 E7018-1
03 | 1-80-446-21232 e 168.3 | 7.1 I\Ig% \AR/E‘% '1?507 x| x
(ORv-73) | "°° 2 106 30 18 | -
SAT0BGRB
HH:'NG SA234WPB 7119 ER70SA1 E7018-1 1003
04 |1-80-446-21232 168.3 | 7.11 | TIG& REV | = | = | = [10%RT| * | *
FITTING SA106GRB ARC 63 567
PIPE SA234WPB 53 3339 - 03
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. - QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGIRI HARITHA.C 11.08.16 4-80-446-80038 00




s

ERECTION / FIELD WELDING SCHEDULE

REV. NO. . 00
PROJECT . WANAKBORI 1X800MW CUST. NO 7266
WELDING CODE — / ASME
CONTRACTOR : M/S BHEL PGMA 80— 447
PAGE NO 01 OF 02
SYSTEM HIGH PRESSURE HEATER
DRAINS
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |OF PARTS TO|  MATL.SPEC. PROCESS)or P pRE | TREATMENT| NPT | REF. |ACC
S| |DENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD,/| SPEC|NORM | REMARKS
- - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 Qry | 024 525 | 932 |40 c |
FITTING SA106GRB ~
o1 |1-80-447-21245 | PIpE SA234WPB | oo | 4097 | Ticg |10-97V | ERVOSAT F7o18 1903 10%RT| * | =
1-80-447-21246 | FITTING SAT06GRB ’ SUlOARC [Tr2 71 . REVA\ = = = |7
PIPE SA234WPB 1680 N
1-80-447-21245 | FITTING SAT06GRB
9 E7018—1 1003
o2 | e 101 | 127 | g P e | - | -] - fwomer
1-80-447-21248 | PIPE SA2341PB 100 ] emo 1700 | 2500 | &0 | 03
. . * *
03 11_80-447-21246  [CONTROL VAL "o ARC [ 2 50 " YR REV0O 100%
(DRV-5,11)
1-80-447-21245 | FITTING SA234WPB/WPC wso | 76y | Toa |1629 | ER7OSA E7018-1 WT412
0% 11-80-447-21246  [CONTROL VAL | 0 ’ ' ARC [ 4 20 2 |2 ] REV0O RT 100% | * | *
(DRV-2,8)
FITTING SA106GRB
1270 | ER70SAT E7018—1 1003
1-80-447-21248 | FITI SKI06CRE 10 1030 240 | 550 | — | 03
FITTING SA234WPB /WPC o | ER70SA1 E7018—1 2 5mtS
gp |1-80-44/-21247 / 1683 | 7.1 | To& MY 1033|150 kaostohmmRT 100% | * | *
1-80-447-21248 |CONTROL VAL | o ARC | 8 404 120 ‘ 2 ‘  Revos minimum :
DRV—-14,20,27,34), 60 min
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 08.08.16 4-80-447-80071 00




s

ERECTION / FIELD WELDING SCHEDULE

REV. NO. . 00
PROJECT . WANAKBORI 1X800MW CUST. NO 7266
WELDING CODE — / ASME
CONTRACTOR : M /S BHEL PGMA 80— 447
PAGE NO . 02 OF 02
SYSTEM HIGH PRESSURE HEATER
DRAINS
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QrY | 024 925 | 032 |40 c |
1B A TaZ | FITING | SA234WPB/WRC o | oy | e |71 0 | ERTOSA E7018-1 W41 o
07 11-80-447-21249  [CONTROL VAL . ’ ' ARC | 3 REV00 oz ||
1-80-447-21250  {ppy-17.03,30,57) 424 120 | 72 -
FITTING SA106GRB
6.35 O | ER70SAI E7018-1 1003
) - =CICIE =]
1-80-447-21250 | 0 A e 150 13500 3000 | 1500 | - 03
FITTING SA106GRB ~
1-80-447-21249 | PIPE SA234WPB 953 | q0g |953 7 | ER70SAT E7018-1 1003
0 FITTING SAT06GRB 32391 127 | arc REV-| = | —| - |TORRTE T
1-80-447-21230 | O .2 23 INPR ' 14 1456 33% | 518 | — |03
NOTES: 41, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R SESHAGIR HARITHA.C 08.08.16 4-80-447-80071 00




(wersem)

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 448 WELDING CODE @ — / ASME
SYSTEM DRAIN FROM UNLISTED PAGE NO 01 OF 01
EQPT/\/ESSEL—TG SCOPE
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MATI/;TSTPEC. PROCESS oF prop— pre | TREATMENT| NPT |REF. ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
. . TY(NOS. TEMP | TEMP)
NO. MARK PART-1 PART-1 e weLDiNG QTY(gms) QTY(NOS.) NO. :('\)AIED T N
PART-2 PART—2 QY 2.4 925 | 832 |e40 ¢ |
FITTING SA234WPB -
PIPE SA106GRB TI& 6.35¢ ER70SA1 E7018-1 1003
01 | 1-80-448-21277 273 | 6.35 Rev | = | = | = (10 RT| * | x
FITTING SA234WPB ARC 10 900 00 | 100 | -
PIPE SA106GRB 03
FITTING SA234WPB .
PIPE SA106GRB Tog 11279 | ER70SA1 E7018-1 1003
02 | 1-80-448-21277 508 | 12.7 Rev | = | = | = 10z RT| x| %
FITTING SA234WPB ARC 1 1815 693 | 198
PIPE SA106GRB 418 03
FITTING SA234WPB "
PIPE SA106GRB Tog  |6:357 | ER7OSAT E7018-1 1003
03 | 1-80-448-21277 323.9| 6.35 rev | = | = | = [10%RT| + |
FITTING SA234WPB ARC 12 1248 m
PIPE SA106GRB 288 - 03
FITTING SA234WPB -
1-80-448-21404 | PIPE SA106GRB Tce 835V ER70SA1 E7018-1 1003
04 219.1 6.35 REV _ _ _ | 10% RT | * *
1-80—448-21425 | FITTING SA234WPB ARC =0 3550 1550 | - B
PIPE/NOZZ | SATO6GRB o
FITTING SA234WPB ~
P|PE SA106GRB T|G& 7.11 V ER7OSA1 E7018—1 1003
05 | 1-80—448-21404 168.3 | 7.1 Rev | = | = | = 10z RT| * | ¢
FITTING SA234WPB ARC 75 3975 675
PIPE SA106GRB 125 - |03
FITTING SA234WPB "
1-80—448-21404 | PIPE SAT06GRB e 16:029 ER70SA1 E7018—1 1005
06 1143 | 6.02 Rev | = | = | = 10z RT| * |+
1-80—448-21425 | FITTING SA234WPB ARC 50 1350 B B
PIPE SA106GRB 1050 03
NOTES: (1 x REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O,/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173 /00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD./APPD. - QA DATE DRAWING NO. REV .
ARUN SHRAMA KONDAPANAIDU R.SESHAGRR HARITHA.C 12.09.16 4-80-448-80327 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M/S BHEL PGMA 80— 449 WELDING CE — / ASME
SYSTEM TG CYCLE PIPING DRAINS AND PAGE NO 01 OF 02
VENTS
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF pr— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METH/ |SPEC|NORM| REMARKS
- - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 arY 92.4 925 | 032 |40 'c

PIPE SAT06GRB 4550 ER70SA1 E7018—1 1003

01 - 334 | 455 | TI6& | ™ REV —| - [10%RT| * | *
PIPE SAT06GRB ARC ~300 | 2163 1545 | - - o3
PIPE SAT06GRB 5 - E 7018—1 1022 0%

02 - 334 | 455 | ARC REV N N
FITTING SA105 ~920 _ 1062 | - _ 00 MPI /LPI
PIPE SA106GRB 5,540 ER70SA1 E7018—1 1003

03 - 60.5 | 554 | To& | >V Rev | = | =| - | 10%RT| * | =
PIPE SA106GRB ARC | ~25 340 20 | - - | o3
PIPE SAT06GRB oM - E 7018-1 1022 0%

04 - 60.3 | 554 | ARC REV _ ol AN
FITTING SA105 ~150 _ 430 | - - 00 MPI/LPI
PIPE SAT06GRB 50 _ E 7018—1 1022 (0%

05 - 483 | 5.08 | ARC REV N A
FITTING SA105 ~10 _ | - _ 00 MPI /LPI
PIPE SA312TP304H 3,380 ER347 E 347 1016 .

06 - 334 | 3.38 E% mivl I I Lg:g(; . \
PIPE SA312TP304H ~50 300 250 | - - 02 °

NOTES: (1. * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO./04—02,/AMD—02
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 01.10.16 4-80-449-80441 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. : 00
CONTRACTOR : M /S BHEL PGMA 80— 449 WELDING CE — / ASME
SYSTEM TG CYCLE PIPING DRAINS AND PAGE NO 02 OF 02
VENTS
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF pr— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |6 : W.P.S|HEAT METH/ |SPEC|NORM| REMARKS
— — TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART—2 arY 92.4 525 | 932 |40 ¢ | c
PIPE SA312TP304H 391 ER347 E 347 1016 RT10%
07 - 60.3 3.91 Eg? REV | 10 | - - | LP100% * *
PIPE SA312TP304H ~14 200 126 - - 02 °
PIPE SA106GRB 5.080 ER70SAT 70181 1003
08 - 483 | 508 | TG& = REV| = | =| - | 10%RT| * | =
PIPE SAT06GRB ARC ~10 100 60 | - - | o3
NOTES: 01, * REFER NDE MANUAL DOC NO. PSQ—~NDM—COM REV NO./04—02/AMD—02
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172,/00 & 4-80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 01.10.16 4-80-449-80441 00




(FUTE U ) | | _ -
%fjﬁﬁ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO  : 7266 ~e V. NU. - OU
CONTRACTOR : M /S BHEL D GM A - 80—457 WELDING CODE = — / ASME
SYS [ EM . DRAIN MANIFOLD TO FLASH TANKS PAGE NO - 01 OF O]
DRG NO. FUR - DESERIPTION DIMENSIONS | 0 rc|  TYPE FLECTRODE FILLER SPEC. (ATT) O L L AV P
WELD LOCATION |OF PARTS TO MAT&EFECo or [ SRE | TREATMENT -k |
L. | DENTIFICATION | BE WELDED ATT) fiif s OF | wewp |6 | W.P.S |HEAT METHOD /| SPECINORM | REMARKS
B - QTY(NOS. IEMPTEMP HOoLD
O A ARK PART-1 DART—1 e weLoing QTY(gms) (NOS.) NO. e [QUANTUM|NO. |REF,
OART—2 DART—2 QTY 6. 05 | 632 | 040 o | o
CITTING SAZS4WPDB N
D|PE SAT060RE 3.18% | ERVOSAT £/018-1 1005
01 | 1-80-457-21420 219.1 | 818 | lG& ey |- 10z RT |+ ]
CITTING SA234WPB ARC .
DIPE SAT060RB /U 170 160 - 03
CITTING SAZS4WPDB N
D |PFE SATORCRE g 53\ CR/JOSA - /0181 1005
02 | 1-80-457-21420 |— 355.6 | 9.53 | Mb& ey | - 107 BT | )
CITTING SA234WPE ARC q .
DIPE SA106GRE U9 189 - 03
CITTING SADS4WP27
DIPE SA335P27 9.539 | ER90S-B3 £9018-B3 1014 680 |2-2MIN . .
03 | 1-80-457-21420 | 3239 | 9.53 | & SEV 150 IR 25 , , o
CITTING SA234WP22 ARC | L - ) % 160 min| 100% 1 ARDNESS
D|PE SA335P22 J0 720
NOTES:

01. * REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.0Z2
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00

PREFPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO.

oFY
ARUN  SHRAMA CONDAPANAIDU 2 SESHAGIR IARITHA.C 26.09.16 A-80-457-80388

N




(®UTE T )

%ﬁﬁﬁ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI 1X800MW CUST. NO 7266 ~o V. NO. 00
CONTRACTOR : M /S BHEL D GM A 30— 459 WELDING CODE @ — / ASME
SYS TEN FLASH TANK—A DRAIN O ~AGE NO J1 OF D
CONDENSER
DRGNO.FOR- DESERIPTION DIMENSIONS | 55 rec|  TYPE CLECTRODE FILLER SPEC. (ATT) | HEAT | ]
WELD LOCATION |oF PARTS To| MATLSPEC, r R SRE | TREATMENT | |
SL | pENTIFICATION | BE WELDED (ATT) SOZDE THICK oF | welp | TIC | W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
TEMP.|TEMP.
O A ARK D ART—1 D ART—1  WELDING QTY(gms) QTY(NOS.) NO. | TEMPITEMP) HOLD SUANTUMINO.  |REF.
DART—72 DART-2 o QTY 324 5 | 832 |o4c o | oo | TIME
CTTING SATOBORE -
b|PE SA234WPR o | 635V | ER7O0SA L7018 1003
% 1 .
PIPE/NOZZLE |GRE EQUIVALENT o 264 | -
NOTES: 1 * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO.ROO/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/0C
DREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. ory
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 03.08.18 A4-80-459-80029




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. . 00
CONTRACTOR : M/S BHEL PGMA 80—463 WELDING CODE —/ ASME
SYSTEM TG AUX COOLING WATER PAGE NO . 01 OF 03
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
SL.|' IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewp |G : W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
— — TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 arY 92.4 925 | 032 |40 ¢ | c
FITTING IS 3589 -
PIPE IS 3589 ey | 89 - E 7018 1213 o
o - FITTING IS 3589 610 | 8 ARC REVTO b= = gy |5 ]
PIPE IS 3589 23 - 1035 | 1656 | - 00 ’
FITTING Ilg %228 6 0 _ 1213
02 — PIPE 508 | 6 TIG& rev (10 |- | = | /T * x
FITTING IS 3589 ARC 10 - ws | 267 | - 10%
PIPE IS 3589 00
FITTING Ilg gggg 6 O _ 1213
03 — PEE 457 | 6 Ticg: rev |10 = L= | RT e | s
FITTING IS 3589 ARC 55 - 90 | - 10%
PIPE IS 3589 1530 00
FITTING Ilg gggg 6 O 1213
PIPE -
o 4l s TIG& || Rt
o FITTING IS 3589 1064 ARC [ 34 ; oo | eV |0 oz |7 |
PIPE IS 3589 1078 00
ElH:ING llg gggg 6 U - 1213
_ 3556 | 6 TIG& _ RT
05 FITTING IS 3589 ARC | 40 _ g0 | 600 | - |V |1 oz ||
PIPE IS 3589 00
FITTING Ilg 13335399 6 _ 1213
06 — PIFE 3239 | 6 nc& rev (10 [ = | = [ RU s | s
FITTING IS 3589 ARC 15 ~ sas | _ 10%
PIPE IS 1239 975 00
NOTES: 41 « REFER NDE MANUAL NO. PSQ-NDE: COM—RO1 /11—06
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R SESHAGRR HARITHA.C 01.10.16 4-80-463-80440 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO . 7266 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—463 WELDING CODE —/ ASME
SYSTEM TG AUX COOLING WATER PAGE NO . 02 OF 03
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO MATIA.TSTPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK 1 oF | wewp |16 ; W.P.S |HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP|TEMP
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QTY 82.4 825 | 832 |e40 c |
FITTING IS 3589 ~
IS 1239 6 U E 7018 1213
07 _ PIPE 00273 | 6 TG ol o | RT 1w |
FITTING IS 3589 ARC 65 _ 30 | ssa | - |FEY 10%
PIPE IS 1239 00
FITTING IS 3589
o E 7018
IS 1239 6 0 1213
08 - FIPE 00219.1| 6 TIG& 0= | = | BT |« |+
FITTING IS 3589 ARC 20 _ 800 | - _ |REV 10%
PIPE IS 1239 00
FITTING IS 3589 ~
PIPE IS 1239 Tce | 54V E 7018 1213 RT
09 _— NB150 5.4 10 | - _ * *
FITTING IS 3589 ARC 80 _ g0 | - |REY 10%
PIPE IS 1239 1200 00
FITTING IS 3589 ~
IS 1239 5.4V E 7018 1213
10 — PIPE NBIOO | 5.4 | TiG& T E U L S R
FITTING IS 3589 ARC 20 _ _ _|Re 10%
PIPE IS 1239 3505 00
FITTING IS 3589 ~
PIPE IS 1239 Tcg  |485Y E 7018 1213 _T
1 — NB80 4.85 I « .
FITTING IS 3589 ARC 50 _ 1050 | - _|ReV 10%
PIPE IS 1239 00
PIPE 151239 457 - E 7018 1213 _T
12 - ARC REV | 10 | - | - * *
FITTING 1S1239 NBSO | 45 ~100 - 1100 ‘ - ‘ - 00 10%
NOTES: o1 « REFER NDE MANUAL NO. PSQ-NDE: COM—RO1 /11-06
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80—-999-93173,/00
PREPARED DESIGN /CHD. DESIGN/APPD. CHD. /APPD. - QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGRI HARITHA.C 01.10.16 4-80-463-80440 00




s

ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7266 REV. NO. . 00
CONTRACTOR : M /S BHEL PGMA 80—-463 WELDING CODE —/ ASME
SYSTEM TG AUX COOLING WATER PAGE NO . 03 OF 03
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS OF y— pre | TREATMENT| NDT  |REF. |ACC.
S| |DENTIFICATION | BE WELDED (ATT) S THICK 1 oF | wewp |_TIS ; WP.S|HEAT METHOD /| SPEC{NORM | REMARKS
_ _ TY(NOS. TEMP |TEMP
NO. MARK PART-1 PART—1 | e weLONG QTY(gms) QTY(NOS.) NO. :(hDALED QuanTumING. |REF.
PART-2 PART-2 QTY $2.4 825 | 832 |e40 c | c
PIPE 151239 457 - E 7018 1213 -
13 - ARC REV [ 10 | - | - * *
FITTING 1S1239 NBS0 > ~100 - 800 - - o0 10%
PIPE 151239 47 - E 7018 1213 RT
14 - ARC REV |10 | - | - x| o«
FITTING 151239 NB2S | 405 ~100 - 500 | - - 00 10%
PIPE 153589 109 - E 7018 1213 -
15 - ARC REV |10 | = | - * *
FITTING 153589 813.01 10 ~18 _ oo | 1730 | - | g 10%
PIPE 153589 10 9 - E 7018 1213 -
16 - ARC REV |10 | = | - * *
FITTING 153589 Mz 1o ~10 - 550 | 850 | - 00 10%
NOTES: () « REFER NDE MANUAL NO. PSQ—-NDE: COM—RO1 /1106
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
ARUNSHARAMA KONDAPANAIDU R.SESHAGIRI HARITHA.C 01.10.16 4-80-463-80440 00




(®TTYE O )

%ﬁﬁﬁ

ERECTION / FIELD WELDING SCHEDULE

PROJECT > WANAKBORI TXS00MW CUS T, NO /00 ~c V. NO. DU
CONTRACTOR : M /S BHEL D GM A 30— 473 WELDING CODE = — / ASME
SYSTEM CONDENSER NORMAL MAKE UF ~AGE NO - U1 Or U]
P ING.
DRG NO.FUR DESURIFTION DIMENSIONS |, aree| - TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION |OF PARTS TO MATKEFECO or [ SRE | TREATMENT -k |
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELD G | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP HOLD
NO. ARK PART- PART- e lweLDING QTY(gms, (NOS., NO. HOLD o anTun NO. | REF
D ART -2 OART -2 QTY 69 4 05 | 639 |40 o |
CTTING SA312TP 304 )
PIPE SA403WP304H nog | 505V =RO4/ S 1016 RT10% |,
01 | 2-80-473-14016 114.3 | 3.05 v |0 |- .
CITTING SA312TP304 ARC Y - B ) o  PI100%
D|PE SA403WP304H 40
NOTES: (. * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04—02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/0C
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUNSHARAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 08.09.16 A4-80-473-80206




(§UTE U | | . -
%fjﬁﬂ ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI TXcO0OMW CUS T, NO /200 < V. NU. JU
CONTRACTOR : M /S BHEL D GM A 30—477 WELDING CODE @ — / ASME
STSTEN SERVICE WATER PIFPING “AGE NO J1 OrF U
ORG NO.FOR - HDESCRIPTION DIMENSIONS | 500 area|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION |OF PARTS TO MAT&EFECo or [ SRE | TREATMENT -k |
SL. NENTIFICATION | BE WELDED (AT, fiif THICK OF weLp | 1C | WP.SIHEAT METHOD /| SPEC|NORM | REMARKS
- - QTY(NOS. IEMPTEMP HOLD
NO. MARK PART- PART- ol e IweLDING QTY(gms, (NOS., NO. OLD o Tun NO. | REF
D ART—2 DART—?2 QTY 6.4 205 | 8392 |40 c |
P|PE S 1239 5.4y - - 7018 1213
FITTING S 1239 120 - 1800 | - - - e
P|P S 1239 4.8% - - 7018 1213
FITTING S 1239 V140 - 1300 | - - - e
PIPE S 1239 4.0% - - 7018 1213
FITTING S 1239 - - 30 - | - - e
PIPE S 1239 4.0V - - 7018 1213
FITTING S 1239 oL - 140 - | - - e
NOTES: 51 « REFER NDE MANUAL NO. PSQ—NDE: COM—RO1 /11— 06
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. orY
ARUNSHARAMA KONDAPANAIDL R SESHAGIR HARITHA.C 11.08.16 A-80-477-80291




(T TUE T )

éﬁﬁﬂﬂ ERECTION / FIELD WELDING SCHEDULE
SROJeC | - WANAKBOR] TXS800MW cCUs 1. NO /00 ~c V. NO. 00
CONTRACTOR : M /S BHEL D GM A 30— 493 WELDING CODE @ — / ASME
SYSTEN L SH O TANK—A VENT 1O > AGCE NO J1 OF o
CONDENSER
IRG ND.FOR - DESCRIPTION DIMENSIONS | 5 pec|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION  |OF PARTS TO MAT&EFECQ o R SRE | TREATMENT a8 |
SL. NENTIEIC ATION BF WELDED (ATT) iig TRICK OF WEL D G | W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
B B QTY(NOS. IEMPITEMP] HOLD
NO. ARK DART— D ART— e weoie QTY(gms) (NOS.) NO. HOLD o anum| No. | REF
DART—2 OART—7 QTY 59 4 05 | 032 | e4c o |
TANK=A "1 < a5160R70 109 CR70SA’ 70181 1003
NO/Z/LE T10& < |
01 | 2—-80—-493—14053 1118 10 . REV | — - -~ 0% + *
SELLOW SA515GR70 | 368 34 139 - 03
D N
PE/BEND | 5p5150R7C 109 “R70SAT -7018 1003
SELLOWS TIC& < |
02 12-80-493-14053 SIPE /BENG 1s v o i 4 . REV- | = | = | = |1po ORI
1840 20 560 - :
SN SA515GR70 .
CUNDENSER | GRB EQUIVALENT 109G | ER70SA 7018 1003
NO//LE T10& < |
03 | 2—80—493—14053 1118 10 I REV | — - -~ 109 + *
SELLOW SA516GR70 | 368 34 139 - 03
NOIES: g1 % REFER NDE MANUAL DOC NO. PSQ—NDM-COM REV NO.ROO/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
OREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA OATE DRAWING NO. EV
ARUN SHRAMA KONDAPANAIDL 2 SESHAGIR HARITHA.C 03.08.16 A4-80-493-80028




(T TUE T )

%fjﬂﬁ ERECTION / FIELD WELDING SCHEDULE
SROJeC | - WANAKBOR] TXS800MW cCUsST. NO /00 ~c V. NO. DU
CONTRACTOR : M /S BHEL D GM A 30— 494 WELDING CODE @ — / ASME
SYSTEN -l SH O TANK—B VENT 10 S AGE NO J1T Or 07
CONDENSER
IRG ND.FOR - DESCRIPTION DIMENSIONS | 5 pec|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e | acc
WELD LOCATION |OF PARTS TO MAT&EFECQ o R SRE | TREATMENT a8 °
SL. NENTIEIC ATION BF WELDED (ATT) iig TRICK OF WEL D G | W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
B B QTY(NOS. IEMPITEMP] HOLD
NO. ARK DART— D ART— e weoie QTY(gms) (NOS.) NO. HOLD o anum| No. | REF
DART—2 DART—92 OTY 39/ 95 | 832 | 040 o | o
TANK =5 SAS16GR70 109 CR70SA’ 70181 1003
NO/Z/LE T10& < |
01 | 2—80—494—14047 1118 10 . REY | — - -~ 0% + *
O|PE SA515C0R70 w 368 34 132 - 03
SADTOGR /0 =
el lows | SAge e | 100 | ERIOS e oo :
02 | 2-80-494—14047 - 1118 10 REY | — - -~ * *
PIPE/BEND | 2521228 4¢ ARC : 2944 572 | 1056 | - . 107
SELLOWS SA5T16GR70
CONDENSER | mon e jvaALENT 109 “R70SA’ 7018 1003
NO//LE T10& < |
03 | 2—80—494—14047 1118 10 I REY | — - -~ 107 + *
D|PE SA515GR70 W 368 34 139 - 03
NOTES:
01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04-02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
DREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. oy
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 03.08.16 4-80-494-80025




(T TUE T )

%fjﬂﬁ ERECTION / FIELD WELDING SCHEDULE
B =V, NO. 00
SROJeC ] - WANKABOR] TXS800MW cCUsST. NO /00
. WELDING CODE : — / ASME
CQNTRACTQR:M/S SHE L - GV A S50—495
B DO AGCE NO 07 Or 0]
SYSTEN - SH O TANK—B DRAIN 10
CONDENSER
IRG ND.FOR - DESCRIPTION DIMENSIONS | 5 pec|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | e [ ace
WELD LOCATION  |OF PARTS TO MAT&EFECQ o [ ORE | TREATMENT | |
SL. NENTIEIC ATION BF WELDED (ATT) iig TRICK OF WEL D G | W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
B B TY QTY(NOS. | TEMPTEMP L HoLD
NO. ARK DART— D ART— e weoie QTY(gms) (NOS.) NG HOLD o anum| No. | REF
DART—2 DART—? OTY 39/ 95 | 932 |40 o | o
&ézéuB SA516GR70 10V FR70SA’ - 7018- 1003 ST
01 | 2—80-495-14051 510 10 G A e ' '
slisls SA5T5GR70 ARL | 001 16 77 _ ] 03 :
5 SAST5GR70 -
?ENG SA234WPE L e 1003 RT
02 1 2-80-495-14051 § CAEECRTC 610 [ REV- | = | = | = |1po ORI
CIPE ARC 10 2010 460 720 — 3 :
CITTING SA234WPB
C%ﬂ;;%%ER GRB EQUIVALENT 10V FR70SA] F7018 1003 ST
03 | 2—80—495—1405] 510 10 ;g%f N S
D|PE SAS5150R70 W 207 A6 77 - 03 O
NOTES:
01, * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO/04—02 /AMD—02.
02. FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. Y
ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 03.08.16 A-80-495-8002 7




(T E O )

;ﬁﬁﬁﬂ FRECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI TXS00OMW CUsT. NO /00 <o V. NOU. JU
CONTRACTOR : M /S BHEL D GM A 30—60" WELDING CODE @ — / ASME
SY S e M P DOSING PIFPING ~AGE NO J1 Or U1
DRG NOFOR ) DESERIFTION DIMENSIONS | 554 pac|  TYPE CLECTRODE FILLER SPEC. (ATT) N, HEAT | Lo e
WELD LOCATION |OF PARTS TC MMALTSTPEQ or [ SRE | TREATMENT o o
SL. VENTIFICATION | BE WELDED (ATT) SQZDE THICK OF welp |16 | W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
- B QTY(gms QTY(NOS.) NO, | TEMPITEMP I HOLD
NO. MARK PART- el | mm |WELDING gms, 1 e |quANTUM NO. | REF,
OART—2 O ART -2 QTY 02.4 025 | 3.2 | 84.0 ColC
CITTING SA312TP304 )
D|PE SA403WP304H neg | 338V CRO4/ C o4/ 1016 2T10%
CITTING SA312TP304 ARC 200 - a0 |- o  PI100%
DIPE SA403WP 304H
NOTES: 01 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO./04-02/AMD—02
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
OREPARED DESIGN /CHD. DESIGN /APPD. CHD. /APPD. — QA DATE DRAWING NO. REV
ARUNSHAR AMA KONDAPANAIDU 2 SESHAGIR HARITHA.C 01.10.16 4-580-601-80439




(®TTTE O )

%fjﬁﬂ FRECTION / FIELD WELDING SCHEDULE
- ~c V., NO. - 00
“ROJEC T - WANAKBORI TXS00OMW CUST. NO /00
. | WELDING CODE : — / ASME
CONTRACTOR : M/S SHEL - GM A o oU0—0b/5
- | * . - - O OF 07
SYSTEN  LUBE OIL PIPING SYSTEN PALE NU
DRG NO.FUR ) DESLRIPTION DIMENSIONS | 50 ree|  TYPE FLECTRODE FILLER SPEC. (ATT) LR |
WELD LOCATION  |OF PARTS TO MAT&EFEC° OF [ ORE | TREATMENT e o
SL. VENTIFICATION | BE WELDED (ATT) iig THICK OF WELLD G | WP.SIHEAT METHOD /| SPEC/NORM | REMARKS
B - QTY(NOS. TEMPTEMP ) HoLD
O A ARK PART-1 D ART—1 o am lweLDinG QTY(gms) (NOS.) NO. i [QUANTUM| NO. | REF
PART-2 DART—2 OTY 37 .4 o5 | 832 | e40 | e
CITTING SAT06GREB R
D|PE SA234WPB oy |5-49V | ERVOSA /018" 1003
OW T - 889 549 RE\/ - - o WO% RT X X
CITTING SAT06GRE ARC [ ooer
b|PE SA234WPE 5000 3750 - — 02
CITTING SAT06GRE R
D|PE SA234WPB g | 054V | ERVOSA /018" 1005
OZ T - 6@5 554 REV - - o WQ% RT X X
CITTING SATUBGRE ARC s
CITTING SAT06GREB R
D|PE SA234WPE g 495V | ERVOSA /018" 1005
05 T - 554 455 REV - - o WQ% RT X X
FITTING SATUBGRE ARC 39
b|PE SA234WPE 004 160 - — 03
CITTING SAT06GREB R
D|PE SA234WPE g |4.55V | ERVOSA £/018-1 1005
OAF I - 485 508 REV - - - WO% RT b X
FITTING SATUBGRE ARC 9
D|PE SA234WPE 20 15 - - X
FITTING SATUS 51\ - - 70187 1022
05 . 50.3 | 5.54 | ARC Avarval I R N VAN R
DI P SAT06GRB ~ 04 o o5 - - - 10%
FITTING SATOS 50N - = /0lo—] 1022 Pl /MP
06 - 33.4 455 | ARC NVl I . .
O|Pr SAT06GRB ~ 30 o )5 - - - 10%
NOTES:

01. * REFER NDE MANUAL NO. PSQ :NDM:COM:REV NO.ROO/04-02 AMD.0Z
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00

PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. <EV o

ARUN SHRAMA KONDAPANAIDU 2 SESHAGIR IARITHA.C 11.03.16 A-80-6B7/3-80253




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. NA
CONTRACTOR : M /S BHEL PGMA 80—342 REV. NO. : 00
SYSTEM AUXILIARY STEAM PIPING TO WELDING CODE : IBR / ASME
STEAM COIL AIR PRE—HEATER
. E-HEATE PAGE NO : 01 OF Of
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROCESS| ore | TREATMENT| NDT  [REF. [ACC.
SL- | |DENTIFICATION | BE WELDED (ATT) SgZDE THICK 1 oF | wewp |6 ARC SPEC. W.P.S |HEAT METHOD /| SPEC|{NORM | REMARKS
- - TY(NOS. TEMP {TEMP,
NO. MARK PART-1 PART-1 | e [ wELDING QTY(gms) QTY(NOS.) NO. ?\?ALED QUANTUMINO.  [REF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ |
FITTING SA234WPB 0077 | ERv0SAT 1003
01 | 1-80-342-21165 |FIPE SATO6CRB 273 | 927 | TG & L7 H/o1e-] rev |- | - | - | RT o |
VALVE Wes ARC 49 4263 980 | 1470 | - 10%
PIPE /FITTING |SA108GRB/WPB 03
PIPE /FITTING |SA106GRB/WPB G g | 818V | ERTOSA £7018-1 1003 -
02 | 1-80-342-21165 |yzre TS 2191 | 818 | TC 2 I N M £ |
PIPE /FITTING |[SATO6GRB/WPB 67 4690 1139 | 1206 - 03
PIPE /FITTING [SA106GRB/WPB V| ER70SAT - 1003
03 | 1-80-342-21165 E/ G / a3 | sop | TC & 6.02V E7018-1 203 | Rt .l
VALVE WCB ’ ’ ARC 10%
PIPE /FITTING |SA106GRB/WPB 44 171 924 - - 03
NOTES: (1  REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4—80-999-93172/00 & 4—80—999—93173 /00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD‘/APPD‘ — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 18.11.16 4—-80—-342—-80033 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI—1X800OMW CUST. NO 7266 DOC.NO. NA
CONTRACTOR : M/S BHEL PCMA 80—343 REV. NO. : 00
SYSTEM AUXILIARY STEAM PIPING TO WELDING CODE : IBR / ASME
SOOT BLOWING
5 PAGE NO 01 OF 01
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE FLECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS TO| MATL.SPEC. PROCESS|or PRE | TREATMENT| NPT | REF. |ACC.
SL.|  IDENTIFICATION | BE WELDED (ATT) Sé)ZDE THCK | oF | wep |16 ARC SPEC. W.P.S [HEAT METHOD /| SPEC|NORM | REMARKS
TEMP | TEMP.
NO. MARK PART-1 PART-1 | e | wELDING QTY(gms) QTY(NOS.) NO. ?OLD quantumlno. |ReF.
PART-2 PART-2 Qry | e2.4 925 | 3.2 |40 c | ¢ | ME
FITTING SA23HIPS 741V | ER70SA1 70181 1003
01 | 2-80—343—14060 C‘;LEVE %gosc% 168.3 | 7.11 /I‘RGC& e REV |~ wRol/ T
PIPE /FITTING |SA106GRB /WPB o1 9233 95 | 671 03
NOTES: 4 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 19.11.16 4—-80—-343—-80034 00




ERECTION / FIELD WELDING SCHEDULE
PROJECT - WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. - NA
CONTRACTOR : M/S BHEL PCMA 80—351 REV. NO. : 00
SYSTEM AUXILIARY STEAM PIPING TO WELDING CODE : IBR / ASME
MILL INERTING PAGE NO .01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO| MATL.SPEC. PROCESS| e - PRE | TREATMENT NDT |REF. JACC.
SL-|  |DENTIFICATION | BE WELDED (ATT) s(\)ZDE THICK | oF | wewp |16 ARC SPEC. W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
- - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART—1 L om |weLDiNG QTY(gms) QTY(NOS.) NO. ?‘%LED QuanTuMING. | REF.
PART-2 PART-2 QrY 02.4 925 | 3.2 |04.0 ¢ | c
FITTING SA234WPB 137 | roosa . 100
01 | 1-80-351-21167 C‘APLEVE %gom% 355.6 | 11.3 /I‘FSC& ' - A R R IR I
PIPE /FITTING |SA106GRB/WPB 82 9266 2214 | 3608 | 984 | 03
PIPE /FITTING |SA106GRB,/WPB nG g | 818V | ER7OSA E7018—1 1003 -
02 | 1-80-351-21167 |yarye TCE 2191 | 818 | TC Rev |- | - | - | Ry x| x
PIPE /FITTING SAT06GRB /WPB 54 3780 918 972 - 03
NOTES: (1 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 19.11.16 4—80—351—-80209 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI—=1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—-37/0 REV. NO. : 00
SYSTEM FLASH TANK AND FLASH TANK WELDING CODE — / ASME
DRAIN TANK VENT TO ATMOSPHERE
PAGE NO - 01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROCESS oF py— pre | TREATMENT| NDT | REF. |ACC.
SL. IDENTIFICATION BE WELDED (ATT) S(‘)ZDE THICK OF WELD TG i W.P.SIHEAT METHOD/| SPEC/NORM | REMARKS
TEMP|TEMP.
NO. MARK PART-1 PART-1 | | wELDING QTY(gms) QTY(NOS.) NO. ?OLD QUANTUMINO.  |REF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 c | ¢ |TME
PIPE SA515GR70 20V | ER70SAT E7018—1 1004 T
01 | 1-80-370-21211 P NOTILE 1868 | 20 X‘RGC& REV |- | - | - wRo7 x| x
UITRE BeD | SASTSCR70 19 12662 2714 | 4458 | 3295| o3
PIPE SAT06GRB,/WPB 9.27 V| ER70SA1 E£7018-1 1004
02 | 1-80-370-21211 SIFEJAITTING 273 | 927 | TG & REV | - - | - ?&7 x| x
NOZILE SA106GRB/WPB ARC 13 1131 960 390 B 03 ;
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 19.11.16 4—-80—370—80013 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI—=1X800MW CUST. NO 7266 DOC.NO. :NA
CONTRACTOR : M/S BHEL PCGMA 80—395 REV. NO. : 00
SYSTEM AUXILIARY STEAM PIPING TO WELDING CODE IBR / ASME
FUEL OIL ATOMISATION PAGE NO . 01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS| e PRE | TREATMENT| NDT | REF. JACC.
SL. | IDENTIFICATION | BE WELDED (ATT) SgZDE THICK OF | wewp [T ARC SPEC. W.P.S|HEAT METHOD/| SPEC/NORM | REMARKS
TEMP {TEMP,
NO. MARK PART—1 PART—1 L wm |weLomG QTY(gms) QTY(NOS.) NO. ?\?ALED quanTumiNo. [ReF.
PART-2 PART-2 QTY $2.4 925 | 932 |40 ¢ |
FITTING SA234WPB 5007 | eRv0sa e 1002
01 | 3-80-395-32961 |ZI°E SATO6CRB 1143 | 6.02 | NG & | Al REV o R Y
PIPE /FITTING [SA106GRB/WPB ARC 8 213 168 | - 03 ‘
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHACGIRI HARITHA.C 19.11.16 4—80—395—-80050 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PCGMA 80—451 REV. NO. 00
SYSTEM BOILER INTEGRAL PIPING DRAINS | WELDING CODE : IBR / ASME
PAGE NO 01 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | 5o 00ss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Leer |ace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, EF. :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK OF | wewp |_TC : W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
- - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART-1 | |WELDING QTY(gms) QTY(NOS.) NO. ?‘%LD quanTumlno. |ReF.
PART-2 PART-2 QryY $2.4 925 | 032 |40 | ¢ | TIME
FITTING SA234WP22 _ 2.5mts
11.07V | ER90S-B3 £9018—B3 1014 680 RT 10%
01 | 1-80-451-21347 |PIPE SAI35P22 60.3 | 11.07 | 1C & REV | 150 | TO fumwow|HARDNESS| * | *
VALVE SA182F22 ARC 64 583 837 | 448 _ 03 720 [60 MIN | 3%
PIPE /FITTING |SA335P22 /WP22
1-80-451-21391 | FITTING SA234WP22 —
1-80-451-21392 | pipE SA335P72 16 & | 254V ER90S-B3 £9018-B3 1013 RT 10%
| 12882421158 [vaue saisaraa | 000 | 0 e A I e A
1-80-451-21395 | PIPE/FITTING [SA335P22/WP22 107 1349 1070 | - - 02 ’
FITTING SA234WP22
09— 80— 451-14212 150v | ER90S-B3 E£9018-B3 1014 680 [Z2™ IRT 10%
PIPE SA335P22 TG & PER mm
03 | 2-80-451-14213 88.9 15.24 REV | 150 | TO  |vinmum [HARDNESS| * *
VALVE SA182F22 ARC 41 984 8 410 205 | 03 720 [60 MN |39
PIPE /FITTING |SA335P22 /WP22
PIPE 2.5mts
1-80-451-21347 SA335P22 9.09V | ER90S-B3 £9018-B3 1014 680
04 | 2-80-451-14212 334 | 9.09 | TC& 150 | 1O fuwow|RT 10% | * | *
ARC REV 720
2-80-451-14213 | PLATE SA387 Gr22 84 303 T | o3 60 N
1-80-451-21302 | SA330P22 o & | 455V | ER90S-B3 E9018-B3 1014
05 Iodibpoal 33.4 4.55 REV | 150 | - — |RT 10% * *
1-80-451-21393 [ a1e ARC
SA387 Gr22 28 180 140 | - - 03
1-80—-451-21348 —~
1-80—451-21349 P\PE/HTT\NG SMOBCRB/WPB TG & 14V ER70SA1 E7018-1 1003 RT
06 | 1_80-451-21350 | VALVE WeB 730 1 1402 o REV = 1 = | = % |5 |7
1-80—451-21351 | PIPE /FITTING |SA106GRB /WPB 142 3550 1136 | 1420 284 | 03
NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999—93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIR] HARITHA.C 21.11.16 4—-80—451-80306 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—451 REV. NO. 00
SYSTEM BOILER INTEGRAL PIPING DRAINS | WELDING CODE : IBR / ASME
PAGE NO 02 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | s opss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT | o e
WELD LOCATION |oF PARTS To| MATL.SPEC. OF ARG SPEC PRE | TREATMENT : -
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK oF | wewo [T : W.P.S|HEAT METHOD /| SPEC/NORM | REMARKS
- - TY(NOS. TEMPJTEMP. HOLD
NO. MARK PART-1 PART- mm | mm  |[WELDING QTY(gms) QTY(NOS) NO. "WE |QUANTUMINO. - |REF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ | ¢
PIPE /FITTING |SA106GRB/WPB 1500 | ER70SA1 £7018—1 1003
07 | 1-80-451-21391 / / 889 | 1504 | TC & REV | - _ | - | RI x|
VALVE WCB ' ’ ARC 10%
PIPE /FITTING |SA106GRB/WPB 3 192 64 80 40 03
—~ 2.5mts
PIPE /FITTING |SA106GRB,/WPB 27.50V | ER70SA1 £7018—1 1004 595 |oer
08 | 1-80-451-21396 / 168.3 | 275 | 1C & rev 1100 [T fywon| BT £ |
VALVE WCB ARC 625 |30 MN | 100%
PIPE /FITTING |SA106GRB/WPB 24 1080 336 576 480 | 03
PIPE /FITTING |SA106GRB/WPB 11V | ER70SAT £7018—1 1003
09 | 2-80-451-14210 / / 60.3 11.07 TG & REV | — _ _ RT * *
VALVE WCB : : ARC 10%
PIPE /FITTING |SA106GRB/WPB 10 91 130 70 - 03
1-80—451-21348 —~
1-80-451-21349 | "'PE SAT06CRB 16 & | 9:08V | ER70SAT E7018-1 1003 -
101 1-80-451-21350 334 | 9.09 jev |- | - |- [ R |
ARC g
1-80-451-21351 | PLATE SA515 Gr70 176 634 o464 | — - 03
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 21.11.16 4—-80—451-80306 00




ERECTION / FIELD WELDING SCHEDULE
PROJECT : WANAKBORI—1X800MW CUST. NO 7266 REV. NO. 00
CONTRACTOR : M /S BHEL PGMA 80— 453 WELDING CODE : IBR / ASME
SYSTEM LP PIPING DRAINS PAGE NO 01 OF 01
DRG NO. FOR | DESCRIPTION DIMENSIONS | oo cess| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MATAL.TSTPEC. OF RC SPEC PRE | TREATMENT NDT REF. |ACC.
SL. | IDENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK OF | wew [T : W.P.S |HEAT METHOD /| SPEC|NORM | REMARKS
- _ TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART-1 L m | weLome QTY(gms) QTY(NOS.) NO. ?‘C&LD QUANTUMINO.  |REF.
PART-2 PART-2 QTY $2.4 925 | 032 | 040 c | c E
PIPE SA106GRB 3730 | ER70SAT £7018-1 1003
01 | 3-80-453-33104 213 | 3.73 | TG& REV | = | = | = [10%RT| * | *
PIPE SA106GRB ARC | 15 203 - - - o3
PIPE SA106GRB 4550 | ER70SAT £7018-1 1003
02 | 3-80-453-33104 33.4 | 455 | TI6& REV | = | = | = [10%RT| * | x
PIPE SAT06GRB ARC | ~100 640 500 _ = o3
PIPE SA108GRB AN - E 7018-1 1022 (0%
03 | 3-80-453-33104 213 | 373 | ARC REV [ - | = | - 6 .
FITTING SA105 15 _ E _ _ 00 MPI/LPI
PIPE SA106GRB GIN _ E 7018-1 1022 o
04 | 3-80-453-33104 334 | 455 | ARC REV [ - | - | - b R
FITTING SA105 305 _ 305 - _ 00 MPI /LPI
PIPE SAT06GRB N - E 7018—1 1022 (0%
05 | 3-80-453-33104 60.3 5.54 ARC REV | — _ _ ° N
FITTING SA105 2 _ 6 _ _ 00 MPI/LPI
NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DESIGN,/CHD. DESIGN /APPD. CHD./APPD. — QA DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4-80-453-80248 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. - NA
CONTRACTOR : M /S BHEL PGMA 80—454 REV. NO. : 00
SYSTEM SCAPH DRAIN TO FLASH TANK WELDING CODE : IBR / ASME
MANIFOLD
PAGE NO : 01 OF O
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS o Pre | TREATMENT, NDT | REF. JACC.
SL | \DENTIFICATION | BE WELDED (ATT) SgZDE THICK | oF | wewp |TI© ARC SPEC. WP.S |HEAT METHOD /| SPEC|NORM | REMARKS
_ _ TY(NOS. TEMPTEMP. HOLD
NO. MARK PART-1 PART-1 mm | mm  |[WELDING QTY(gms) QTY(NOS.) NO. "M [QUANTUMINO. [REF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ |
FITTING SA234WPB 5007 | troosar 1003
. 7018-1
01 | 2-80-454—14191 |PIPE SATOBGRB 1143 | 6.02 | TG & - REV | = | = | - ?OTV T
PIPE /FITTING |SA106GRB,/WPB ARC 18 479 378 | - o3 b
PIPE /FITTING |SA106GRB,/WPB 5.4V | ER70SA1 E7018—1 1003
02 | 2-80-454-14191 889 | 549 | MG & REV |- - - ?ol/ T
PIPE /FITTING [SA106GRB/WPB ARC 24 471 360 - - 03 ’
PIPE /FITTING |SA106GRB,/WPB 54V | ER70SA1 - 1003
03 | 2-80-454-14191 / / 603 | 550 | TO & |24 il e
PIPE/FITTING |SA106GRB,/WPB ARC 16 202 160 | - - 03 ’
PIPE /FITTING |SA106GRB,/WPB 5.08V | ER70SA1 - 1003
04 | 2-80-454—14191 / / 483 | 508 | N6 & E/018- REV | - _ |~ | RT x|+
VALVE WCB ARG 10%
PIPE /FITTING |SA106GRB,/WPB 230 | 2277 1840 | - ~ |03
NOTES: (1 + REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4—80-999-93172,/00 & 4—80—999—93173/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD‘/APPD‘ — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 23.11.16 4—-80—-545-80250 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PCGMA 80—455 REV. NO. 00
SYSTEM DRAIN FROM UNLISTED WELDING CODE — / ASME
EQPT/VESSEL—-SG SCOPE
QPT/ PAGE NO 01 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | po00pss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Lrer | ace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, EF. :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK oF | wewo [T : W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
- - TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART-1 | e |WELDING QTY(gms) QTY(NOS.) NO. ?\?ALED quantumIno. |ReF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | c
FITTING SA234WPB 0557 | ervosa 1003
: E£7018—1
01 | 1-80-455-21213 | PIPE SATOBGRB 609.6 | 9.53 | MG & REV | - ~ | - | RI x| =
NOZZLE WCB ARC 9 1822 416 654 - 03 10%
PIPE /FITTING |SAT06GRB/WPB
PIPE /FITTING |SA106GRB/WPB g g | %53V | ER7OSAT £7018-1 1003 _T
02 | 1-80-455-21236 |yarvE WCE 457.2| 953 | 16 Rev |- | - | - | Ry x| x
PIPE /FITTING |SA106GRB/WPB 1 2550 °/8 | 901 - |9
1-80-455-21236 | pPIPE /FITTING |[SA106GRB/WPB 9.53V | ER70SA1 E7018-1 1003
03 | 1-80-455-21313 / / 3939| 953 | 116 & Rev |- | = | = | RT £ |
2-80-455-14147 | VALVE wCB ARC . e 10%
PIPE /FITTING |SA106GRB /WPB 9 5096 1176 | 1813 | -
PIPE /FITTING |SA106GRB/WPB g g | 818V | ER7OSAT £7018-1 1003 -
04 | 1-80-455-21313 [rye o 2191 | 818 | T Rev |- | - |- | Ry £ |
P\PE/F\TT\NG SMO6GRB/WPB 28 1960 476 504 - 03
o5 | 1-80-455-21315 PIPE /FITTING |SA106GRC/WPC s | 1s0s| TG & |90F ER70SAT £7018-1 1003 - .
1-80-455-21316 ' ARC REV | = T ] 10%
PIPE /FITTING {SA106GRC/WPC 33 2904 660 1089 330 | 03
o ke PIPE SA106GRC 15.00V | ER70SAf E£7018-1 1033 650 |55 mis| RT 10%
05 1 gg jgg ggg 273 15.09 | TG & REv [150 | TO PER sorn HARDNESS|  * *
SeTT PIPE SA335P11 ARC 8 704 160 | 264 | 80 | 04 670 Jo'min' | 3%
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIR] HARITHA.C 21.11.16 4—80—455—-80214 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT - WANAKBORI—=1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80—455 REV. NO. 00
SYSTEM DRAIN FROM UNLISTED WELDING CODE — / ASME
EQPT/VESSEL—SG SCOPE
QPT/ PAGE NO 02 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT MIN. HEAT
PROCESS NDT  |REF. |ACC
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, : :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK oF | wewo TG : W.P.S|HEAT METHOD /| SPEC/NORM | REMARKS
_ _ TY(NOS. TEMPTEMP HOLD
NO. MARK PART-1 PART- mm | mm |[WELDING QTY(gms) QTY(NOS,) NO. TWE |QUANTUMINO. | REF.
PART-2 PART-2 QryY $2.4 925 | 032 |40 ¢ | ¢
FITTING SA234WPB e . 1003
. E£7018—1
07 | 2-80-455-14145 [FPIPE SATO6GRB 508 | 9.52 | TG & Rev = | = | = | RT x| x
NOZZLE Wes ARC 22 3674 836 | 1320 | - 03 10%
PIPE /FITTING |SA106GRB /WPB
PIPE /FITTING |SA106GRB,/WPB e g | 549V | ERTOSA E£7018—1 1003 _T
08 | 2-80-455-14146 rvE B 88.9 | 549 ARC REV |~ T | 10% T
PIPE /FITTING |SAT0BGRB/WPB 1 373 285 | - i
PIPE /FITTING |SA106GRB/WPB 16 & 9.53V | ER70SA1 E7018-1 1003 RT
09 | 2-80-455-14147 406.4| 9.53 REV = | = | = |0z |* |*
PIPE /FITTING |SA106GRB,/WPB ARC 5 660 150 235 - 03 ’
PIPE /FITTING |SA106GRB,/WPB G g | 92V | ERTOSAT E£7018—1 1003 -
10 | 2-80-455-14147 [vime o 273 | 927 | TIE Rev |- | - |- | Ry £ | s
PIPE/FITTING |SA106GRB,/WPB 8 1966 60 |50 | - |9
| 1-80-as5-2133 PIPE /FITTING |SA106GRB,/WPB cos | ses | Toa [0 ER70SAI E£7018—1 1003 | ||| gy e
2-80-455-14147 | VALVE weB ' ' ARC 93 REV 10%
PIPE /FITTING | SAT06GRB,/WPB 290 230 | - - 03
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999—93173 /00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 21.11.16 4—80—455—-80214 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT WANAKBORI—1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—460 REV. NO. 00
SYSTEM SG AUX. COOLING WATER UNIT SYSTEM WELDING CODE @ — / ASME
PAGE NO 01 OF Q2
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO MA&%EC- PROCESS| o ARG SPEC PrRE | TREATMENT| NPT |REF. JACC.
SL. | |DENTIFICATION | BE WELDED S(‘)ZDE THICK OF | wewp |_TC : W.P.S |HEAT METHOD/| SPEC/NORM | REMARKS
- - TY QTY(NOS. TEMP [TEMP. HoLD
NO. MARK PART-1 PART- mm | mm  |[WELDING QTY(gms) (NOS) NO. "WE |QUANTUMINO. - |REF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ | ¢
PIPE 1S3589—410MPA 6V | _ E7018—1 1213 RT
01 - 3239 6 REV | - | — | =
PIPE 1S3589—410MPA ARC 50 - 20 | 250 | - " oz |5 |7
FITTING | SA 234 WPB
PIPE 153589~ 410MPA 67V | _ £7018-1 1213 RT
02 - 273 | 6 R I
PIPE 1S3589—410MPA ARC 100 - 000 | 900 | - oy oz |5
FITTING | SA 234 WPB
PIPE 153589 —410MPA 67 | _ E7018—1 1213 RT
03 —- 219.1 | 6 A
PIPE IS3589—410MPA ARC 70 B 2500 | — — % 10% S
FITTNG | SA 234 WPB
PIPE 51239 BLACK ) 547 | £ 6013 £ 7018 1001 -
- 5.
04 PIPE 51239 BLACK | Y R 2560 3780 | — N L A i R INTo7 S R
FITTING | 151239 BLACK o1
PIPE 51239 BLACK 547 | £ 6013 £ 7018 1001 -
05 - 100 | 94 | TIG&ARC REV | — | = | = * *
PIPE 51239 BLACK N - - 10%
FITTING | 151239 BLACK 122 5246 2196 01
PIPE 151239 BLACK 48V | £ 6013 £ 7018 1001 -
_ 4.8
06 PIPE 51239 BLACK | oV TR — T 1130 5390 | = L2 e e (T S A
FITTING | 151239 BLACK 01
NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA C 03.12.2016 4-80—460-80578 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT WANAKBORI—1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—460 REV. NO. 00
SYSTEM SG AUX. COOLING WATER UNIT SYSTEM WELDING CODE : — / ASME
PAGE NO 02 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | 5o00pss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Leer ace
WELD LOCATION |OF PARTS To| MATL.SPEC. OF ARC SPEC PRE | TREATMENT, EF. :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK OF | wewp |_TC : W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
— — TY(NOS. TEMP |TEMP,
NO. MARK PART-1 PART-1 | e |WELDING QTY(gms) QTY(NOS.) NO. ?\CA)ALED quantumIno. |ReF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | c
PIPE 51239 BLACK 45V | E 6013 £ 7018 1001 RT
45
07 - PIPE 51239 BLACK | >V TIGHARC—— 1638 1300 | - N SEV o L A e
PIPE IS1239 BLACK 40V | E 6013 E 7018 1001 RT
- 4.0
08 PIPE $1239 BLACK | 2° TR — 300 605 | _ N EEV A
PIPE 151239 BLACK 32V | E 6013 E 7018 1001 RT
i 3.2
09 PIPE 51239 BLACK | ° TR — 05 00 T2 N SEV R R
PIPE 151239 BLACK _
0 o | a5 | mRe 457 E 7018 1001 RT
— : REV |- | - | - * *
~500 - 778 | - _ 10%
FITING | SA 105 01
PIPE 1S1239 BLACK _
1 __ s | 40 | ARC 40V E 7018 1001 RT
- REV |- | - | - * *
~160 - M2 | - - 10%
FITING | SA 105 01
PIPE 1S1239 BLACK v o
19 L s 35 ARC 3.2 E 7018 1001 RT
- REV |- | - | - * *
~360 - 126 | - - 10%
FITING | SA 105 01
NOTES: 4 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—80-460-80578 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO : 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 1 80—471 REV. NO. 00
SYSTEM 'BOILER WATER WASH TO AND FROM UNIT | WELDING CODE : — / ASME
PAGE NO - 01 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | 5o00pss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Leer ace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, EF. :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK oF | wewo [T : W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
— — TY(NOS. TEMP |TEMP,
NO. MARK PART-1 PART-1 | e |WELDING QTY(gms) QTY(NOS.) NO. ?\CA)ALED quantumIno. |ReF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | c
PIPE IS 3589 v _
o1 L 064 | 6 ARC 6V E 7018 1213 RT * *
it S 3289 ‘ ~85 - 2550 | 1785 REVL = = | = | 10%
FITTING | SA234WPB 00
PIPE IS 3589 v -
02 __ 573 6 ARC 6V E 7018 1213 RT * *
PIPE IS 3589 30 - 600 | 270 REVL = | = | = | 10%
FITTING | SA234WPB 00
PIPE 1S1239BLACK T -
B o | are 40V E 7018 1001 RT
03 40 - REV | — - - * *
~10 - 22 - 10%
FITING | SA 105 01
PIPE IS1239BLACK T -
B io | ARC 40V E 7018 1001 RT
04 25 . REV _ _ _ % %
PIPE S1239BLACK 110 _ 130 | - 10%
FITING | IS1239BLACK 01
PIPE 1S1239BLACK N
. B . o | Tice 40V | E 6013 E 7018 1001 RT * )
PIPE 1S1239BLACK ARG | 50 280 50 | - REVE = = | = | 10%
FITING | IS1239BLACK 01
PIPE IS 3589 T _
06 L oot | 6.4 are | &4V E 7018 1001 RT
: - REV | - | - | - * *
~5 - 185 | - 10%
FITTING | SA234WPB 01
NOTES: 4« REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .

KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—-80-471-80174 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80—471 REV. NO. 00
SYSTEM 'BOILER WATER WASH TO AND FROM UNIT | WELDING CODE : — / ASME
PAGE NO . 02 OF Q2
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO| MATL.SPEC. PROCESS| o pre | TREATMENT| NPT |REF. JACC.
SL. IDENTIFICATION BE WELDED (ATT) S(‘)ZDE THICK OF WELD TG ARC SPEC. W.P.SIHEAT METHOD /| SPEC/NORM | REMARKS
TEMP | TEMP.
NO. MARK PART-1 PART-1 | | wELDING QTY(gms) QTY(NOS.) NO. ?OLD QUANTUMINO.  |REF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | ¢ |TME
. B PIPE IS1239BLACK . o | T |84 T | E 6013 £ 7018 ;;;ovw RT .
PIPE |ST239BLACK ' ARC [ - - i e B
FITTING | 1S1239BLACK B 1890 1120 01
. B PIPE IS1239BLACK o o, | mea [ 647 | E6013 E 7018 1001 RT .

PIPE IST239BLACK ' ARC | o _ — RV T T ] 0
FITTING | 1S1239BLACK 35 931 770 01

NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO,/04—02 /AMD—02.

02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4-80-999-93173,/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—-80—471—-80174 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO : 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 1 80—480 REV. NO. 00
SYSTEM ' FIRE WATER—OTHER AREAS WELDING CODE @ — / ASME
PAGE NO : 01 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | po00pss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Leer ace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, EF. :
SL- | |DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK oF | wewp TG : W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
— — TY(NOS. TEMP |TEMP,
NO. MARK PART-1 PART-1 | e |WELDING QTY(gms) QTY(NOS.) NO. ?\CA)ALED quantumIno. |ReF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | c
PIPE IS 3589 _
01 _ 1064 | 6 ARC 6°V E 7018 1213 RT * *
PIPE S 5989 ‘ ~50 - 500 [ 1050 | = L= | T | T | T |1o%
FITTING | SA234WPB 00
PIPE IS 3589 vl -
02 __ 573 6 ARC 6V E 7018 1213 RT * *
PIPE IS 3589 35 - 200 | 35 | - RV | = | = |~ |10%
FITTING | SA234WPB 00
PIPE IS1239BLACK 40TV
0| - w | o | T coos | e 7o /0 U O I L B
PIPE 1S1239BLACK ARC [ Les 6aa 50 | = — 10%
PIPE IS1239BLACK 7
N B . o | Tioa |40V | E60i3 E 7018 1001 RT * *
PIPE IS1239BLACK ARC [ 110 516 e N gsv Tl T T |10z
PIPE 1S1239BLACK 7
. ., s | Tca 45V | E 6013 E 7018 1001 RT * *
B : s REV | = | = | = | 0%
PIPE IS1239BLACK ~40 504 400 | - -y ;
PIPE IS 3589 T -
06 L oot | 6.4 are | &4V E 7018 1213 RT
' ' RV = == 1w |7 |7
FITTING | SA234WPB ~10 - 1080 | 1620\ = |qog
NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999—93173 /00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .

KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—-80—-480-80190 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80—480 REV. NO. 00
SYSTEM FIRE WATER—OTHER AREAS WELDING CODE : — / ASME
PAGE NO - 02 OF 02
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |OF PARTS TO| MATL.SPEC. PROCESS| o pre | TREATMENT| NPT |REF. JACC.
SL. IDENTIFICATION BE WELDED (ATT) S(‘)ZDE THICK OF WELD TG ARC SPEC. W.P.SIHEAT METHOD /| SPEC{NORM | REMARKS
TEMP | TEMP.
NO. MARK PART-1 PART-1 | | wELDING QTY(gms) QTY(NOS.) NO. ?OLD QUANTUMINO.  |REF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | ¢ |TME
PIPE 151239BLACK Ae 57| - £ 7018 1001 o7
06 L 50 4.5 REV | = | = | = |10 * *
FITTING | SA 105 ~80 1671 - ot
PIPE 151239BLACK e 4V | £ 7018 1001 RT
07 - 40 4.0 REV _ _ _ 0% * *
FITTING | SA 105 ~400 642 | - ot
08 - 25 4.0 REV _ _ _ 0% % *
FITTING | SA 105 ~275 248 | - =~ ot
PIPE IS1239BLACK \e 37| - £ 7018 1001 o7
0 L 15 3.2 REV | = | = | = |02 x *
FITTING | SA 105 ~30 14 - ot
NOTES: 41« REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—80—480—80190 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI=1X800MW CUST. NO 7266 DOC.NO. - NA
CONTRACTOR : M/S BHEL PCMA 80—545 REV. NO. : 00
SYSTEM CONDENSATE PUMP A AND B WELDING CODE — / ASME
DISCHARGE TO HP FLASH TANK
PAGE NO : 01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT MIN. | HEAT
WELD LOCATION |OF PARTS To| MATL.SPEC. PROCESS| ¢ AT PrRE | TREATMENT| NPT | REF. JACC.
SL- | |DENTIFICATION | BE WELDED (ATT) SgZDE THICK 1 oF | wewp |G ARC SPEC. W.P.S |HEAT METHOD /| SPEC|{NORM | REMARKS
TEMP | TEMP.
NO. PART-1 PART- mm | mm |WELDING QTY(gms) QTY(NOS.) NO. "OLD oy anTun NO. - [REF.
PART-2 PART-2 ary | e2.4 925 | 032 |40 c | ¢ |TME
FITTING SA234WPB S R, 003
01 | 2-80-545-14059 S‘APLEVE %gosc% 457.2| 9.53 /I‘RGC& : o REV |- - | R N
PIPE /FITTING |SA106GRB/WPB 6 2400 1224 ) 1908 03
NOTES: (1 + REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02,/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173/00
PREPARED DES\GN/CHD‘ DES\GN/APPD. CHD‘/APPD‘ — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR S B R.SESHAGIRI HARITHA.C 23.11.16 4—80—-545—-30049 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT . WANAKBORI 1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—612 REV. NO. 00
SYSTEM SERVICE AIR PIPING WELDING CODE @ — / ASME
PAGE NO 01 OF 02
DRG NO. FOR | DESCRIPTION DIMENSIONS | 5o00ss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo Leer ace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, EF. :
SL | ENTIFICATION | BE WELDED (ATT) S(\)ZDE THICK Wewp |16 ' W.P.S |HEAT METHOD /| SPEC|NORM | REMARKS
_ _ TY(NOS. TEMP | TEMP.
NO. MARK PART-1 PART-1 | |WELDING QTY(gms) QTY(NOS.) NO. ?\CA)ALED quantumIno. |ReF.
PART—2 PART—2 QrY $2.4 925 | 032 |40 ¢ | c
B PIPE 51239 BLACK oo | o 547 | E 6013 £ 7018 1001 RT
o PIPE 51239 BLACK | Y | 100 5400 3100 | - o REY ST lwm |7
FITTING | 1S1239 BLACK 01
0" B PIPE IS1239 BLACK o i ARC 48V | E 6013 E 7018 1001 RT
PIPE 51239 BLACK ' 105 2058 785 | = — REV R A
FITING | 1S1239 BLACK 01
N PIPE 51239 BLACK o | a5 | aec 45V | E 6013 E 7018 1001 RT
—— : REV - | - * *
PIPE IS1239 BLACK ~100 1260 1000 | - - o 10%
o PIPE IS1239 BLACK e ‘o ARG 40V | E 6013 E 7018 1001 RT
- : REV - |- * *
PIPE IS1239 BLACK 130 228 90 1 = . 10%
o PIPE 151239 BLACK - - ARC 32V | E 6013 E 7018 1001 RT
- ~ REV - | - * *
PIPE 151239 BLACK 500 3360 4200 | — - 10%
PIPE 1S1239 BLACK e | 457 - £ 7018 1001 RT
06 _ 50 4.5 REV - | - * x
~140 - 291 | - - 10%
FITING | SA 105 01
NOTES: 41« REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIR] HARITHA.C 03.12.2016 4—-80—-612—-80225 00




ERECTION / FIELD

WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—612 REV. NO. - 00
SYSTEM SERVICE AIR PIPING WELDING CODE : — / ASME
PAGE NO - 02 OF Q2
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE FLECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROCESS OF pre | TREATMENT| NDT | REF. |ACC.
SL.|  |DENTIFICATION | BE WELDED (ATT) SgZDE THICK | oF | wep |6 ARC SPEC. W.P.S|HEAT METHOD /| SPEC/NORM | REMARKS
TEMP | TEMP.
NO. MARK PART-1 PART-1 o | mm | wELDING QTY(gms) QTY(NOS.) NO. ?OLD QUANTUMINO.  |REF.
PART—2 PART—2 ary | 024 925 | 032 |40 ¢ | ¢ |TME
PIPE 51239 BLACK e | 407 | - £ 7018 (001 -
07 - 25 4.0 REV | = | = | = | 10y x x
FITTING | SA 105 ~250 - 225 | - ot
PIPE 51239 BLACK e | 327 - £ 7018 (001 -
08 - 15 3.2 REV | = [ = | = | 4oy * *
FITTNG | SA 105 ~270 0 - 240 | - =~ ot
NOTES: 41« REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R0O/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80-999-93173,/00
PREPARED DES\GN/CHD. DES\GN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—-80-612—-80225 00




ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO  : 7266 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA . 80-616 REV. NO. 00
SYSTEM  INSTRUMENT AIR PIPING WELDING CODE @ — / ASME
PAGE NO . 01 OF 01
DRG NO. FOR | DESCRIPTION DIMENSIONS | 5o00pss| TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | o1 IRer. lace
WELD LOCATION |OF PARTS TO MAT/&-TSTPEC- OF ARC SPEC PRE | TREATMENT, : :
SL. | DENTIFICATION | BE WELDED (ATT) S(‘)ZDE THICK OF | wewp |_TC : W.P.S IHEAT METHOD /| SPEC/NORM | REMARKS
_ _ TY(NOS. TEMP |TEMP,
NO. MARK PART-1 PART-1 | |WELDING QTY(gms) QTY(NOS.) NO. ?\CA)ALED quantumIno. |ReF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ | ¢
PIPE SA312TP304H ce | 3057 | ER347 £316 1030 RT
01 - 114.3 3.05 20 | — - * *
PIPE SA312TP304H ARC [ 1s0 1788 2880 | - ~|REVO 100%
FITTING SA413WP304H
PIPE SA312TP304H 3.05V | ER347 £316 RT
02 - 889 | 3.05 | MC& 1052 1 1 _ ] o |
PIPE SA312TP304H ARC [ 11 2310 250 | _ ~|REVOT 100%
FITTING SA413WP304H
PIPE SA312TP304H 3.91V | ER347 E316 RT
03 - 60.3 | 3.91 | MG 1052 10 ) £ |
PIPE SA312TP304H ARC [ oos 13680 B B — |REVO 100%
FITTING SA413WP304H
PIPE SA312TP304H roe | 368V | ER347 £316 1032 RT
04 - 483 | 3.68 0| - | - ¥ .
PIPE SA312TP304H ARC [ e7g 5633 5350 | - —|REVOI 100%
FITTING SA413WP304H
PIPE SA312TP304H 3.38V ER347 £316 RT
05 - 334 | 3.38 | NC& 1052 1 1 _ | _ * .
PIPE SA312TP304H ARC [ iae0 | 9344 2300 | - — |REVO 100%
FITTING SA413WP304H
PIPE SA312TP304H ARC [ _aosg | 57780 B B — |REVO 100%
FITTING SA413WP304H
NOTES: (1 * REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.ROO,/04—02 /AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4-80-999-93172/00 & 4—80—999-93173/00
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .

KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4—-80-616—-80243 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : WANAKBORI 1X800MW CUST. NO 7266 REV. NO. 00
CONTRACTOR : M /S BHEL PGMA 80—650 WELDING CODE @ — / ASME
SYSTEM FUEL OIL PIPING PAGE NO 01 OF 01
DRG NO. FOR | DESCRIPTION DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
WELD LOCATION [oF PARTS To| MATL.SPEC. PROCESS oF y— pre | TREATMENT| NDT  |REF. ACC.
SL.|  |DENTIFICATION | BE WELDED (ATT) Sé)ZDE THCK | oF | wep TG ‘ WP.S|HEAT METHOD /| SPEC/NORM | REMARKS
_ _ TY(NOS. TEMP |TEMP.
NO. MARK PART-1 PART-1 e wELDING QTY(gms) QTY(NOS.) NO. ?\?ALD QUANTUMINO.  |REF.
PART-2 PART-2 QrY $2.4 925 | 032 |40 ¢ | ¢ |TIME
PIPE SAT06GRB — -
_ FITTING SA234WPB 6 & | 953V ER7OSAT E7018-1 1003 RT
01 406.3 | 9.53 REV | _ | - | - X X
PIPE SATOBORB ARC [ s 560 =0 s | |03 10%
FITTING SA234WPB
PIPE SA106CGRB _
o FITTING SAD34WPE 76 & | 711 V| ER70SA1 E7018-1 1003 RT
02 168.3 | 7.11 REV | - | = |- * *
PIPE SA106GRB ARC ~370 | 19610 css0 | 4070 | | O3 10%
FITTING/VALVE|SA234WPB /WCB
PIPE SAT06GRB — _
B FITTING SADIAWPE 6 & | 602 V| ER70SA1 E£7018—1 1003 RT
03 1143 | 6.02 REV | - | — | = % '
PIPE SAT06GRB ARC 140 | 3704 2940 03 10%
FITTING/VALVE| SA234WPB/WCB I
PIPE SA106GRB £7018—1
L FITTING SA234WPB TG & | 949 V| ER7OSAT 1003 RT
04 88.9 5.49 REV — _ _ % %
PIPE SA106GRB ARC 50 080 - — |03 10%
FITTING/VALVE| SA234WPB/WCB
PIPE SA106GRB o E7018—1
FITTING SA234WPB 6 & | 455V ERVOSAT 1003 RT
05 __ 33.4 455 REV _ _ _ * *
PIPE SAT06GRB ARC 40 - 200 03 10%
FITTING SA234WPB N
06 - FITTING SAZIOWPB | o | o | TG & | 20BV] FRIOSA 1003 T
PIPE SAT06GRB ‘ : ARC 70 . 50 o e e A L4
FITTING SA234WPB _ _
NOTES: 31, * REFER NDE MANUAL DOC NO. PSQ-NDM—COM REV NO.R00/04—02/AMD—02.
02.FOR WPS, HT & NDT REFER DRG NO. 4—80-999-93172/00 & 4—80-999—93173/00
PREPARED DESIGN /CHD. DESIGN/APPD. CHD./APPD. — QA | DATE DRAWING NO. REV .
KAMESH BAHADUR R.SESHAGIRI HARITHA.C 03.12.2016 4-80-650-80051 00
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FIRST ANGLE PROJECTION ALL DIMENSIONS ARE IN MM
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NOTES
1. ALL DIMENSIONS ARE IN MM. UNLESS OTHERWISE SPECIFIED.
2. ALL ELEVATIONS ARE REFERRED TO THE FINISHED GROUND FLOOR LEVEL OF POWER
HOUSE BUILDING AS EL. 0.00 M WHICH CORRESPONDS TO RL. 72.3 M. ABOVE MEAN SEA LEVEL.
3. SITE SHOULD REFER THE COORDINATES OF CW PIPING FROM MECHANICAL DRG.

- 4. NECESSARY PRECAUTION TO AVOID UPLIFT OF PIPE DURING LAYING AND BEFORE BACKFILL SHALL BE
TAKEN BY SITE.
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5. REINFORCEMENT SHALL BE SUITABLY ADJUSTED AT SITE TO CLEAR PIPES ETC. AS APPROVED BY THE
M ENGINEER UNLESS SHOWN OTHERWISE IN THE DRAWINGS.

6. BACKFILLING SHALL BE DONE WITH APPROVED EXCAVATED EARTH AT SITE.
R 7. MATERIAL TO BE USED FOR BACKFILLING SHALL BE NON-EXPANSIVE, FREE FROM VEGETATION,
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	PE-DG-408-165-N001 R04 CWACW SYSTEM PID
	PE-DG-408-651-C003-R1b-CW DUCT PIPING-GA OF PIPE ENCASEMENT NEAR POWER H...
	PE-DG-408-651-C004-R1b-CW DUCT PIPING-RC OF PIPE ENCASEMENT FROM POWER H...
	PE-DG-408-651-C008-R1c-CW PIPE-LAYOUT OF PIPE FROM MAIN POWER HOUSE TO C...



