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Bharat Heavy Electricals Limited B ﬂ
(A Public Sector Undertaking)

qTaY Tarel- 19T 879 Power Sector-Western Region
SATTEAT HFTIFH, 345 Thadd, &I9TIY Shreemohini complex, 345 Kingsway Nagpur - 440 001
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Ref: BHE/PW/PUR/NTPRT-BLR PCP ESP FDG - U3/2314/Corg-03
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Date: 27/10/2020

To,
ALL BIDDERS,
Sub: Corrigendum-03: Clarifications

Job: 1. Erection, Testing and assistance for commissioning & Trial Operation including handling of
materials at BHEL / Client's Stores / Storage Yard and transportation to site of; Boiler, ESP and its
auxiliaries, Boiler integral piping, Critical Piping (P91, HP/LP piping), Structure for bunker (BHEL Mfg units
Supplied items), Non Pressure Parts, Duct dampers and its support structure, Rotating Equipment’s, Air Pre
Heaters, ID/FD/PA fans, SCR and its auxiliaries, FGD and its auxiliaries, Lining and Insulation, Supply and
application of touch-up painting, (As and wherever required) package OF UNIT#3 at 3X800 MW PVUNL
PROJECT Patratu.

And

2. Erection of Bunker & allied works, including supply & installation of items as per BOQ of UNIT#3 at
3X800 MW PVUNL Project Patratu.

E- TENDER SPECIFICATION NUMBER: BHE/PW/PUR/NTPRT-BLR PCP ESP FDG - U3/2314

Bidders to kindly take note of the following:

AA) Clarifications:

S| Reference clause of
I:,I -\rli)nLdle'l':ech ;z(_:;:lint_ Existing provision Bidder’s Query BHEL Clarifications
SI no. 75 of Cl 4.1 | SIno-75-Men
Table of Chapter IV T& | lifter -02 nos Kindly provide
1 | P and MMEs to be specification Men lifter having minimum vertical
Deployed by details reach up-to 40-45 m.
contractor (Pg 71/266)
1. Absorber tower Clause is amended as:
Point 1 of cl 14.14.7 of | "2Ve €levation . , .
Chapter XIV Erection | """ casmg PIeaS(? clarify, 1. Absorber tower have t9p elevation
2 (Pg no. 200 /266) panel have size what is that of approx. 47 mtr with 7 tier structure
(6mx4mx0.5m) 0.5m? and average casing panels have size
(6mx4mx5mm),
5mm —thickness of casing panels.’
CHAPTER IX - | Cl no. B1502, Please confirm
ESTIMATED WEIGHT | A1504, B1505 that fasteners Fasteners & fixing components in the
FOR VARIOUS and fixing items no A1503, B1503, C1503 are to be
3 | SYSTEMS IN SCOPE OF | Metal Deck Sheet | components in used for items in B1502, A1504, A1508
WORK type Il......... (Deck | this item no. etc. however if any additional fasteners
(BOQ) Sheets shall be A1503, B1503, required for
(Pg no. 140-142 / 266) | provided by BHEL | C1503 are
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except sheets
other materials
shall be in the
agency scope -
fasteners and
fixing
components)

to be used for
items in B1502,
A1504, A1508
etc., contractor
need not supply
fasteners at his
cost for these
items.

completion job shall be provided by the
agency free of cost.

Item no. F2301 of

Chapter IX

Estimate weight for
various system in
scope of work BOQ (Pg
142/266)

And

of Chapter-XXIl:

Weightages / Factor of
Section 2 - Bunker &
Allied works

(Pg 263/266)

And

Sl no. F2301 of

‘Excel sheet for
calculation  purpose
Only’

F 2301: Erection
of structural steel
of mild steel/High
strength steel
rolled section /
............. of final
finish paint coat
(Payment for
final coat of
payment shall be
made separately
as per Item No.
B2304)

........ DTI washers,
gusset plates,
stiffeners etc.

1. PIs clarify, any
final painting
involved in this
scope and what
is that item no.
B2304.

2. Pls Clarify,
DTI washer,
Gussets plate,
stiffener etc.
going to
permanent
installation, so
should be paid
as per the
tonnage rate.

Please refer Cl 18 Painting —

Touch painting ...... cleaning agents etc.
of Chapter-XVIIl —PAINTING and Cl 2.21
of Chapter - II: Scope of Works (Pg 52/
266)

DTI washers gusset plates & stiffeners
weight already included in BOQ, no
separate payment applicable.

The referred clause (at 3 places) is
amended/replaced as:

‘Collection and Transportation of factory
fabricated parts from BHEL store and
assembly ,installation & Erection of
structural steel of mild steel/High strength
steel rolled section / built up section /
combination of both conforming to 1S:2062,
pipe sections] true to line, level, plumb &
dimension, rectification if any, including
collection of factory fabricated parts from
BHEL store and assembly, installation of
erection/connection bolts and—application
¢ final finish . (@ for_final
coat-of paymentshall-be-made-separately
as—per—item—No—B2304} as per approved

drawing, specification and approval of
engineer in charge. Erection bolts shall
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be arranged by the bidder and is not
payable. the work shall be satisfactorily
completed with required tightening of HSFG
bolts along with DTl (DIRECT TENSION
INDICATOR) washers to be supplied by the
bidder(Cost of DTI washer isincluded in this
item and not payable). The prefabricated
structure shall be supplied in variable length
to the maximum length of 10 meters -12
metersand all erection work on ground or at
any elevation is included in this item.
Payment shall be made for weight of
structure & splice plate but not for erection
bolts & nuts, DTI washers, gusset plates,
stiffeners etc.

Pre Assembly:-20%, Erection:-40%,
Alignment, bolt tightening/welding:-
30%,Completion of structure:-10%’

Point iii) of 14.14.2 of

Tanks of various

Please confirm

Flat Plates shall be supplied without

Chapter-XIV: Siz€..ovene.. Segmen | that all plates stiffeners.  Drawings shall be made
ERECTION, ts/plates. shall be available during Erection/Execution.
(Pg 196 of 266) supplied in
Rolled sections
> only with
Stiffeners
welded. Kindly
provide drawing
also.
Cl.14.27.1 Critical Piping 1. What are the | 1. Reference Welding Schedule is
Of Chapter-XIV: (Power Cycle various enclosed as Annexure-6 ‘Erection and
ERECTION, piping)........ diameters Field Welding Schedule for Power Cycle
(Pg 204 of 266) . Piping’ which describes size and no. of
of pipes? o )
joints. However please note that this
2. What %age of welding schedule is tentative and for
total reference purpose only, Final Welding
Quantity will Schedule shall be made available during
6 need edge Erection and all the NDT shall be

preparation?

followed as per Patratu Project Welding
Schedule for Power Cycle Piping.

2. Exact quantification of Edge
preparation cannot be done. Kindly
refer Chapter-XIV ERECTION, Chapter-
XVI HYDRAULIC TEST, and

Chapter-X etc. in the tender
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specification for edge preparation
scope.

Tender conditions shall prevail.

BB) Amendment

Sn | Existing Clause Amendment / To be read as

1 Point no -77 of chapter Iv (T&Ps and MMEs to be
deployed by Contractor) ‘77. Circulating Pump: 200-300T/Hr,200-

250 M Head Centrifugal, single/multi

‘Circulating Pump: 200T/Hr,200 M Head Centrifugal,
single/multi stage back pull out design, impeller and
casing made of cast steel with base frame, motor, starter,
cables. essential spares etc - qty 3 nos -

Remarks: 3 NOS STARTER AND ALONG WITH REQURED
CABLE AND LUGS’
(Pg 71/266)

stage back pull out design, impeller and
casing made of cast steel with base
frame, motor, starter, cables. essential

spares etc- qty 4 nos

Remarks:
“4 NOS STARTER AND ALONG WITH

REQURED CABLE AND LUGS”

SI no. 01 of ‘Corrigendum-01: EMD Clarification and
Amendment ‘ ref: BHE/PW/PUR/NTPRT-BLR PCP ESP

EMD amount is waived off. All relevant
clauses shall be read accordingly.

FDG - U3/2314/Corg-01 dtd 12/10/2020
‘EMD AMOUNT: Rs. 5,00,000/- (Rupees Five Lakhs Only)

[To be submitted as described in the NIT below]

Important Note: Bidders kindly to take note that EMD (Earnest
Money Deposit) shall be furnished by MSE bidders as well, as
per the amount and procedure indicated in the NIT/GCC.’

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 their offer, a copy of this
corrigendum duly Digitally countersigned by the authorized signatory as a token of Bidder’s unqualified
acceptance of this corrigendum.

This letter is hosted as file titled “Corrigendum-03 Clarifications” against NIT-2314 on e-Procurement
Portal of BHEL i.e. https://bhel.abcprocure.com.

BIDDERS MAY PLEASE NOTE THAT SUBJECT TENDER IS E-TENDER AND THE OFFER IS TO BE SUBMITTED
ONLY IN E-PROCUREMENT PORTAL=> www.bhel.abcprocure.com

BIDDERS WHO HAVE ALREADY SUBMITTED THEIR OFFERS PRIOR TO ISSUANCE OF THIS CORRIGENDUM IN
E-TENDER PORTAL ARE REQUIRED TO RE-SUBMIT THEIR OFFER AFTER TAKING COGNIZANCE OF THIS
CORRIGENDUM.

Thanking you,
Yours faithfully,

AGM (Purchase)

Enclosure: 1) Annexure-6 Erection and Field Welding Schedule for Power Cycle Piping
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Annexure-6 Erection and Field Welding Schedule for Power Cycle Piping
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR : M /S BHEL PGMA 80—-300 REV. NO. : 00
SYSTEM MS FROM SUPER HEATER HDR WELDING CODE : IBR / ASME
TO MS STOP VALVE
PAGE NO : 01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |OF PARTS TO MATIﬁSTPEC. PROCESS OF pyp— pre | TREATMENT| NDT  |REF. |ACC.
SL.| |DENTIFICATION | BE WELDED (ATT) S(')ZDE THICK | oF | wewp [T ; W.P.S |HEAT METHOD/| SPEC/NORM | REMARKS
— — TY(NOS. TEMP{TEMPJ H
NO. MARK PART—1 PART-1 | m |weLome QTY(gms) QTY(NOS.) NO. T|(h)/|LED quantumiNo. |REF.
PART—2 PART—2 Qry | e24 925 | 032 [94.0 c |
MATCHING PIECE
| 1-e0-300-21576 |l eno SA182F92 oasy | 11p | TG & | 129 |SCRW/TIG | ES015-B02 1056 755 B3 o 0% UT & 100%
_ _ _ ni * *
1-80-300-21579 | pjp e SA335P92 ARC . 300 2% | 32 |saaa | oy | 220 | ¥ |mimmioz P HARDNESS
PIPE
1-80-300-21578 | PIPE_BEND SA335PS2 oy | 69T [9CRWY TG | E9015-B92 1056 | | 755 |58 100 U7 100%
02 | 1-80-300-21579 |MATCHING PIECE saiazraz | D240 | 75 | are - 68 | 192 lssss | &/ 220 | 415 |mnimmi009 pl| * | * |HARDNESS
PIPE SA335P92 24 02 60 min
PIPE SA335P92 2.5mtS
1-80-300-21578 | PIPE BEND 16 & | 10407 [9CRWV TI6 E9015-B92 1056 755 |PER mm |100% UT & 100%
03 | 1-80-300-21579 [WMATCHING PIECE] satezroz | '2°° | 194 | are 930 80 | 100 [16050 | gp | 220 | *15 [mnmmioom eIl T | " [HARDNESS
PIPE SA335P92 10 02 60 min
PIPE SA335P92 N 2.5mtS
1-80-300-21578 | PIPE BEND 116 & 23 U 9CRWV TIG E9015-B92 1056 755 |PER mm 100% RT & 100%
04 | 1-80-300-21579 [VALVE saigzroz | 0009 2| uee 342 72 162 12 |op | 220 |15 [mrmmioom el T | T [HARDNESS
PIPE SA335P92 18 02 60 min
PIPE SA335P92 2.5mtS
o5 1-80-300-21578 | PIPE BEND 360 |102/12 16 & 102ﬂ\ 9CRWV TIG E9015-B92 1RCE'C\')/6 755 |PER mm [100% UT & 100%
1-80-300-21579 | FORGINGS SA182F92 ARC 220 | 415 |minimum 100 Mp| * | *  [HARDNESS
PIPE SA335P92 20 2240 200 | 240 36620 | 02 60 min®
NOTES:
01.LPl / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.**5HR+15MIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC:140°c/Hr ABOVE/UPTO 305°
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART lll-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI VIVEKANANDA YELLU| 26.10.17 4—-80—-300—-80765 01
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80—-301 REV. NO. : 00
SYSTEM MS FROM BOILER STOP VALVE WELDING CODE IBR / ASME
TO ESV
PAGE NO : 01 OF 01
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT
SL.|  |\DENTIFICATION | BE WELDED SBZDE THICK | oF | wep |_TIG : W.P.S %\; o METHOD/| SPEC|{NORM | REMARKS
_ _ QTY(NOS. {TEMP HoLD
NO. MARK PART—1 PART1 om | mm |WELDING QTY(gms) (NOS.) NO. "WE [QUANTUMINO. |REF.
PART-2 PART-2 QTY 2.4 925 | 3.2 [04.0 c|c
PIPE 2.5mts
| e aoren LPPE 88D SA335P92 o350 [o2/m12| 76 102" | 9CRWV TIG F9015-B92 ;ch)/s o 755 R mlioo v | | 100%
et FORGINGS SA182F92 ARC 15 |minmum|q 09 WP HARDNESS
PIPE SA335P92 71 7952 710 | 852 1130001 | 02 60 min*
PIPE —~ 2.5mts
0 PIPE BEND SA335P92 e g | 69T [9CRWY TG E9015-B92 1056 755 [BE% mm|100% UT & 100%
1-80-301-21580 [ FrriNGs swaaroz 0240 | 75| S pen ™ PP e REV |220 | 415 miin 1007 Pl * | ¥ [HARDNESS
PIPE SA335P92 6 02 60 min
MATCHING PIECE 2.5mts
(TURBINE END) SA182F92 16 & 1400° [9CRWV TIG E9015—-B92 1056 755 PERnr]nm 100% UT & 100%
03 | 1-80-301-21580 [FURBINE ID405 140 REV | 220 | +15 [minimum|100% mp| * *  |HARDNESS
SA182F92 ARC 9 250 22 28 |6056 |02 60 min##|
NOZZLE
NOTES:
O1. LPl / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.**SHR+15MIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC:140°c/Hr ABOVE/UPTO 305°c
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./AF’F’D. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI VIVEKANANDA YELLU| 26.10.17 4—80—-301—80766 01
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ERECTION / FIELD WELDING SCHEDULE

PROJECT  : TELANGANA 2X800MW CUST. NO  : 7313 & 7314 DOC.NO. :NA
CONTRACTOR : M/S BHEL PGMA 80-303 REV. NO. : 00
SYSTEM MS PIPING TO APRDS 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 TD | MATL.SPEC. PROCESS| o ARG SPEC pre | TREATMENT| NPT |REF. [ACC.
SL.| |DENTIFICATION | BE WELDED (A7) SIzE THCK | oF | wep |_TS : WP.S [HEAT METHOD /| SPEC.|NORM | REMARKS
TEMP{TEMP
NO. MARK PART-1 PART-1 om | mm WELDING QTY(gms) QTY(NOS.) NO. 1H1?4|ED quanTumNo. [ReF.
PART-2 PART-2 ary | e24 925 | 9315 | #4.0 < |
TEE SAIB2F92
o | 1-80-303-21581 PIPE SA335P92 o o 6 & 470" | 9CRWV TIG E9015-B92 :?%?/6 755 3‘53’" "t'ﬁ 100% UT & 100%
~80-303- . 220 i | »
VALVE/PIPE Sz ARC 14 300 2 | 32 |5444 02 15| PRI 100% MPI HARDNESS
25 Wy
PIPE SA335PSt G & | 20T | ERO0SE9 E 9015 B9t 1050 755 PR mmjioox T &| , | . | 100%
02 | 1-80-303-21581 609.6 | 20 220 | 733 IPER IO U7
VALVE — ARC 1 216 47 | 76 |56 REV 05 215 |min 60 i HARDNESS
PIPE SA335P91 ERGOSB3 E901883 25 Mts
03 | 1-80-303-21581 60ss | 20 | Te& 20T R1E33[~;’5 220 ng PER mm 1%%%%%;' x| o«
FITTINGS SA234WP22CL2 ARC 1 216 47 | 76 |5s =1 in 0 mi
PIPE SA335P22 Tog | 200 | ER90SB3 E9018B3 14 | 680 [iXmn 3z
04 | 1-80-303-21581 609.6 | 20 REV 03 0 |mammRT 100% | * | *
PIPE SA335P22 r
FITTINGS SA234WP22CL2 ARC 2 432 94 | 152 |112 720 60 min HARDNESS
PIPE SA335P22 20 ERB0S-B2 EB018-B2 1012 700 [Z3miS
05 | 1-80-303-21581 was | 20 |mes |20 REV | 150 | 190/ ™ 100% RT| « |
PIPE SA335P12 ARC 1 216 47 | 76 |55 04 50 min
FITINGS SA234WPB
PIPE SA106GRB 16 & | 957 | ER7osa E7018-1 1017
06 | 1-80-303-21581 609.6 | 9.53 REV | 125|— | —— 100z RT| + | +
PIPE SA335P12 ARC | 3 608 wo |z [- |03
NOTES:
O1. Pl / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03, **SHR-HISMIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC:140°c/Hr ABOVE/UPTO 305
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU  [R.SESHAGIRI VIVEKANANDA YELLU| 06.05.17 4—80—303—81446 01
% ERECTION / FIELD WELDING SCHEDULE
PROJECT  : TELANGANA 2X80OMW CUST. NO  : 7313 & 7314 DOC.NO. :NA
CONTRACTOR : M/S BHEL PGMA 80-303 REV. NO. : 00
SYSTEM MS PIPING TO APRDS 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 TD | MATL.SPEC. PROCESS| o ARG SPEC pre | TREATMENT| NPT |REF. [ACC.
SL.|  |DENTIFICATION | BE WELDED (am) SBZDE THICK [ oF | wewp |_TS . WP.S [4eAT METHOD /| SPEC{NORM | REMARKS
TEMP{TEMP
NO. MARK PART— PART-1 om | mm |weLoine QrY(gms) QTY(NOS.) NO. 1H1?4|ED quanTumNo. [ReF.
PART-2 PART-2 ary | e24 925 | 9315 | #4.0 < |
FITTINGS SA234WPB 6 & 9,55V | ER70SA1 E7018-1 1003 RT
07 | 1-80-303-21581 5585 | 9.53 Rev [20 [ - [ - [ |+ |®
VALVE SA105 ARC 2 184 2 | 66 |— 04
FIRINGS SAzsaure 9.53V | ER70sA1 E7018-1 1003 _T
08 | 1-80-303-21581 [por SATosoRe | 6096 | 9.53 Egc& REV |20 [ - |- |foz |* |*
PIPE SAIS 10 | 2024 462 | 726 |- 04
PIPE SA106GRB 8.18V | ER70SA1 E7018-1 1003
09 | 1-80-303-21581 2191 | 818 | TG & Rev (20 | - |- | Rl [+ |
PLATE SAB15GR70 ARC 1 69 17 | 20 |— 04 -
NOTES:
O1. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT.
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Il-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU  [R.SESHAGIRI VIVEKANANDA YELLU| 06.05.17 4—80—303—81446 01
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR:M/S BHEL PGMA 80-304 REV. NO. : 00
SYSTEM HPBP UP STREAM PIPING WELDING CODE : IBR / ASME
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| .- (ATT) ore | TREATWENT| NDT  |REF. |ACC.
SL.|  IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wep TS ARC SPEC. W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
TEMP |TEMP.
NO. MARK PART-1 PART-1 mm | mm  |[WELDING QTv(gms) QTY(NOS.) NO. ?&LED QUANTUM|NO.  |REF.
PART—2 PART—2 QrY | 2.4 925 | 0315 | 94.0 < |
PIPE SA335P92 — 2.5mtS
PIPE BEND 69 9CRWV TIG E9015-B92 1056 755 |piR . 100%
O | 2-80-304-14542 [fopp vaLvE | Sarazroz | D240 |69/75 | N & REV | 220 | 415 |miimm| 1o v | * | *  |HARDNESS
i A335P00 16 1200 112 | 128 |10592 | 02 60 min®*
NOTES:
OT. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.**5HR+15MIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC: 140'c/Hr ABOVE/UPTO 305
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESlGN/CHD. DESlGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI VIVEKANANDA YELLU| 26.10.17 4—-80—304—80896

01
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ERECTION / FIELD WELDING SCHEDULE

PROUJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80—-310 REV. NO. : 00
SYSTEM HOT REHEAT PIPING WELDING CODE IBR / ASME
PAGE NO : 01 OF O1
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |OF PARTS TO | MATL.SPEC. PROCESS| ¢ prp— pre | TREATMENT| NDT  |REF. ACC.
SL.| DENTIFiCATION | BE WELDED (ATT) S THICK | oF | wewp |_TIS : WP.S |HEAT METHOD /| SPECNORM | REMARKS
NO. MARK PART-1 PART-1 | mm |WELDING QTY(gms) QTY(NOS.) NO. |TEMP.JTEMP.HoLD QUANTUMINO. | REF.
PART-2 PART-2 ary | 624 925 | 8315 | 94.0 ¢ | ¢ | TME
MATCHING PIECE - 2.5mts
oy | 1-80-310-21628 | BOILER END) SA182F92 13 o | me s |80V 9CRWV TIG E9015-B92 ;gn/e 755 [BER mm | 100% UT & 100%
~80-310— 220 i x|
1-80-310-21628 1 pypg SA335P92 ARC ) 400 36 | 44 [332 |02 15 | e 100% MPI HARDNESS
PIPE N _ 2.5mts
oy | 1780-310-21628 | PPE BEND SA335P92 os00| 3841 | T & #MT |9CRWY TIG E9015-B92 1086 | o753 PER mm 100% UT & . |, | 100z
1-80-310-21629 [ PIPE SA335P92 +15 | miimum| 127 HARDNESS
PG S ARC 87 16095 1392 | 1740 | 47154 | o2 60 min##| 1 007% MPI
PIPE SA335P92 T |9cRWv TG | E9015-B92 2.3mts
o3 | 1780-310-21628 | PIPE BEND owol 0 | o e [0V T 755 PR mmlooz uT & | | , | 100%
1-80-310-21629  ["pjpE SA335P92 ARC 4 544 8 |60 [oes |gp |20 |E10|fmni100% M HARDNESS
FORGING SA182F92
MATCHING PIECE 2.5mts
o, | 1-80-310-21628 | (TRBINE END) SA182F92 o670| 1p75 | TG & 1287 | 9CRWV TIG E9015-B92 }1?(%?/6 755 [BER mm ogRTE| L |, 100%
—80—310— . 220 minimum
1780-310-21629 1 pjpg SA335P92 ARC 2 2 36 | 46 7478 |02 15 | | 100% MPI HARDNESS
NOTES:
OT. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.**SHR+15MIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC: 140°c/Hr ABOVE/UPTO 305
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 26.10.17 4—-80—-310—80897 01




7

ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. :NA
CONTRACTOR : M/S BHEL PGMA 80—-312 REV. NO. : 00
SYSTEM LOW PRESSURE BYPASS PIPING | WELDING CODE : IBR / ASME
PAGE NO . 01 OF O1
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. |  HEAT
WELD LOCATION |OF PARTS TO MATk-TSTPEC. PROCESS| ¢ prp— pre | TREATMENT| NDT  |REF. ACC.
SL.|  |DENTIFICATION | BE WELDED (ATT) SéZDE THCK | oF | weo |1 : 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 | 024 $25 | 8315 | 04.0 c | c
P BEND SA335P92 38T [9CRWY TG | E9015-B92 1056 755 [Fiamn 100z T & 100%
01 | 1-80-312-21630 [TpEFVALVE SATazrog ] 1D600| 38 I\'ch& on 7 300 Trooma REV | 220 | +15 {mnmuml;00% mpi| * | *  |HARDNESS
PIPE SA335P92 22 02 60 min®*
PIPE SA335P92 o £9015-B92 2.5mtS
41 9CRWV TIG 1056 755 100%
02 | 1-80-312-21630 - =BEND peoo| 41 | Te & [ REV. | 220 | 415 mimm e+ | ¢ LiaronEss
PIPE SA335P92 ARC 8 1480 128 | 160 |4336 |02 60 min¥*|
PIPE SA335P92 —~ 2.5mtS
46T |9CRWV TG E9015-B92 1056 755 100%
03 | 1-80-312-21630 |Arc BEND ID600| 46 | TG & Y REV | 220 | 415 PER mm }%%@“Lg‘l « | % |HARDNESS
PIPE SA335P92 ARC 3 555 48 60 1935 |02 60 min#|
NOTES:
OT. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT. 03.**SHR+15MIN FOR EACH ADDITIONAL 25MM THICK ABOVE 125MM,ROH/ROC: 140°c/Hr ABOVE/UPTO 305'
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Il-NDEM REV 00 DT:24.10.16
PREPARED DESlGN/CHD. DESlGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 26.10.17 4—80—312—80898 01




djn

ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA (2X8OOMW) CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR:M/S BHEL PGMA 80—-319 REV. NO. : 00
SYSTEM PERMANENT STEAM BLOWING PPG | WELDING CODE __ / ASME
PAGE NO : 01 OF 01
DRG NO. FOR | DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT MIN. HEAT
WELD LOCATION  |oF PARTS To| MATLSPEC. PROCESS]or AT PRE | TREATMENT| NDT |REF. |ACC.
SL.|" IDENTIFICATION | BE WELDED (ATT) SgZDE THICK | oF | wep TG ARC SPEC. W.P.S|HEAT METHOD /| SPEC|NORM | REMARKS
TEMP|TEMP,
NO. MARK PART-1 PART-1 mm | mm |WELDING QTY(gms) QTY(NOS.) NO. HOLD o anTum{NO.  [REF.
PART-2 PART-2 Qry | 624 925 | 9315 | 04.0 ¢ | ¢ | TME
FITTING SA234WP22 9.07V | ER90S-B3 E9018B3 25 Mts
01 |2-80-319-14606 273 | 927 | TG & 1038 1 950 |730~|peR mm|RT 10 | * | *
VALVE P92 EQUIVALENT ARC 2 180 40 60 —— [REVOS 770 | i 3omin
PIPE SA335P22 16 & 9.27V | ER90S-B3 E9018B3 1014 2.5mts
02 |2-80-319-14606 SA3I5P20 273 | 927 | o REV 03 (190 [700+20per mm |RT 10% | * | *
FITTING/PIPE | opp3awp22 14 1260 280 | 420 | —- min 1hr
NOTES: 1 « REFER NDE MANUAL DOC NO. PSQ—NDM—COM REV NO.R00,/04-02,/AMD—02.
02. * REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill=NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA [DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 09.01.18 4—-80—319—-81927 01




o

ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2XB80OMW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTOR : M/S BHEL PGMA 80-320 REV. NO. : 00
SYSTEM COLD REHEAT 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 | MATLSPEC. PROCESS| ¢ pEvp— PRe | TREATMENT NDT  |REF. |ACC.
SL | |pENTIFicATION | BE WELDED (ATT) 5(')ZDE THICK [ oF | wew | TG - WP.S |HEAT METHOD /| SPEC{NORM | REMARKS
TEMP{TEMP.
NO. MARK PART-1 PART-1 om | mm  WeLONG QTY(gms) QTY(NOS.) NO. 1H18|LED QuaNTUM[No. |REF.
PART-2 PART-2 Qv | 24 925 | 8315 |04.0 <l
L%@EZ’E‘EE SA182F22 80< | ER90SB3 E9018-B3 1014 680 ‘rxrr'nﬁ 33
01 | 1-80-320-21655 814 | 80 TG & REV 03 150 (70 [mnimmRT 100% | *+ | *
MATCHING PIECE| SA234WP22 ARC 2 538 120 | 202 |1725 790 (60 min HARDNESS
PIPE SA335P22 5mtS
FORGING SA182F22 TG & |99 | ERo0SB3 E9018-B3 1014 680 PER mm .
02 | 1-80-320-21655 711.2 | 40/45 REV 03 (150 | 70 [minmmRT 100% | * * °
PIPE SA335P22 ARC 25 5866 1344 | 2208 |sz7z 220 |60 min HARDNESS
PIPE SA335P22 ERS
FITTING SA234WP22 6 & 28 ¥ | ER90SB3 E9018-B3 1014 680 PER mm -
03 1-80-320-21655 PIPE SASISPOD 323.9 28 ARC 2 100 160 REV 03 150 T0 mnmum RT 100% * * o
PLATE SA3B7GR22 4 | |220 720 [60 min HARDNESS
FORGING SA182F11 09 ER80SB2 E£8018-B2 680 5rrrlntr§
04 | 1-80-320-21655 7M.2| 40 TG & 1012 1150 (10 |mgimmRT 100% | * | *
FITTING SA234WP22 ARC 2 469 108 | 177 |502 REV 04 720 (60 min
FORGING SA182F11 33 | ER70SA1 E7018A1 1018 660 Z2MtS
05 | 1-B0-320-21655 ma| 33 TG & REV | 150 [ 110 [rnmm[100% RT| * | #
PIPE SA106GRC ARC 2 512 18 | 194 | 550 04 60 min
SAT06GRC
E|I-|EﬁNG SA234WPC 6 & 36 < | ER70SA1 E7018-1 SmtS
06 | 1-80-320-21655 I sAloecRe | 3239 36 e ,;E“’,O& 100 BosftRmmRT 100% |+ | *
PLATE SAS15GR70 4 400 100 | 160 | 348 r 30 min
NOTES:
O1. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT.
02. * REFER NDE MANUAL NO. AA/CQ/GL/011 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN/APPD. CHD./APPD. — QA [DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 26.10.17 4-80-320—80968 01
% ERECTION / FIELD WELDING SCHEDULE
PROJECT : TELANGANA 2XB800OMW CUST. NO 7313 & 7314 DOC.NO. :NA
CONTRACTOR : M/S BHEL PGMA 80-320 REV. NO. : 00
SYSTEM COLD REHEAT 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 70 | MATLSPEC. PROCESS| * o ARG SPEC PRE | TREATMENT NPT |REF. [ACC.
SL.|  |DENTIFICATION | BE WELDED (AT) 5(')ZDE THCK | oF | wewp |_TC . W.P.S|HEAT METHOD/| SPEC{NORM | REMARKS
TEMP{TEMP.
NO. MARK PART-1 PART-1 o | mm [wELONG QrY(gms) QrY(Nos.) NO. 1H1(r)4|||-:D QUANTUM[NO. [REF.
PART—2 PART—2 QY | v2.4 925 | 315 | #4.0 c | ¢
PIPE
1-80-320-21655 SA106GRC 330 | ER70SA1 E7018-1 5mtS
07 | 1-80-320-21656 ﬁ:ﬁﬁ/ﬁﬁﬁzmg 1066RC/AT0S | /12| 33 ESC& 5350 7 e Troas R1£[\)1034 100 51&15%"}“';;"" RT100% [ * | *
FITTING SA234WPC 63 | | 30 min
FITTING SAZ34WPC 40 | ER70SA1 E7018—1 5miS
08 | 1-80-320-21656 559 | 40 TG & 1004 1400 prosisPRMMRT 100% |+ | *
RH HEADER SA106GRC ARC 2 366 84 | 140 |392 REV 04 ggmgn
min
FITTING SA234WPC 297 ER70SA1 E7018-1 SmtS
09 | 1-80-320-21656 660 | 29 TG & 1004 1450 prozisPERmNRT 100% | * | *
PIPE SA106GRC ARC 8 1780 400 | 657 |1286 REV 04 gglmgn
min
NOTES:
01. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT.
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA [DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 26.10.17 4—80-320—-80968 01




"

ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO D 7313 & 7314 DOC.NO. :NA
CONTRACTOR:M/S BHEL PGMA 80—-321 REV. NO. : 00
SYSTEM HIGH PRESSURE BYPASS WELDING CODE : IBR / ASME
DOWNSTREAM PIPING
PAGE NO : 01 OF O1
DRG NO. FOR | DESCRIPTION DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT) MIN. HEAT | oo |eer. ace
WELD LOCATION |oF PARTS TO | MATL.SPEC. PROCESS|  OF ARC SPEC PRE | TREATMENT| : :
SL.|  |DENTIFICATION | BE WELDED (ATT) SZE | ek el WeLp |16 : W.P.S |HEAT METHOD /| SPEC/NORM | REMARKS
NO. MARK PART-1 PART—1 oo | o |WELDING QTY(gms) QTY(NOS.) No. | TEMPATEMPY HOLD} o rum{ o, |ReF
mm w | o~ | TIME ' '
PART-2 PART-2 QrY | 2.4 925 | 032 [94.0 ¢ | ¢
HPBP 25 Mts
SA182F92 32 | ER90SB3 E901883
01 | 2-80-321-14566 A= 558.8| 32 TG & 10351 990 | 755 (PR Mot 400 | + | *
PIPE SA335P22 ARC 2 376 84 140 270 REV 04 415 | min 60 min
PIPE SA335P22 - 2.5mts
320 | ER90SB3 E901883 1014 680
02 | 2-80-321-14566 ;LTE'NG ::;;gz)v;zzz 558.8| 32 I\lF(%;C& REV 03|150 |10 [mmmlRT 100%| * | * %
PIPE & Sasseea 16 3008 672 | 1120 |2160 7220 160 min HARDNESS
NOTES:
O1. LPI / MPI ,UT WHEREVER APPLICABLE SHALL BE CARRIED AFTER PWHT.
02.* REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ili-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPA NAIDU R.SESHAGIRI 26.10.17 4—80—321—80969 01




o

ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 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 PAGE NO . 01 OF 01
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT MIN. | HEAT
WELD LOCATION  |oF PARTS To| MATLSPEC. PROCESS|op ATD PRE | TREATMENT| NPT | REF. JACC.
SL.|  DENTIFICATION | BE WELDED (ATT) S THICK 1 oF | wewo |G ARC SPEC. W.P.S |HEAT METHOD /| SPEC{NORM | REMARKS
TEMP |TEMP
NO. MARK PART-1 PART-1 | |wELDING QTY(gms) QTY(NOS.) NO. HOLD| - rowdvo, [Rer.
PART-2 PART-2 ary | e2.4 925 | 8315 | 940 ¢ | ¢ |TME
FITTING VA 9.27V | ER70SAT E70181 1003
o1 | 1-80-342-21988 |FIPE SAT06CRE 273 | 927 | TG & | = N Rev | 20| - | - | RT e |
VALVE wes ARC 31 2637 620 | 930 | - 107
PIPE /FITTING |SA106GRB/WPB 04
PIPE /FITTING |SAT0BGRB,/WPB G g | 818V | ER7OSAI E7018~1 1003 RT
02 | 1-80-342-21988 |varve S 2191 | 818 | T Rev | 20| - | - [RL s |
PIPE /FITTING |SA106GRB/WPB 92 6440 1564 | 1656 - 04
SA106GRB,/WPB V' | ER70SA1 - 1003
o5 | 1-80-342_21085 |FIPE/FITTING / as | ey | O & | 5O E7018~1 005 1w e
VALVE WeB ARC 10%
PIPE/FITTING |SA106GRB,/WPB 54 1458 134 | - - 04
NOTES: 41, « REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPANAIDU R.SESHAGIRI 271217 4—-80—342—-81882 01




TEO |
@f}m ERECTION / FIELD WELDING SCHEDULE
PROJECT . TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. - NA
CONTRACTORIM/S BHEL PGMA 80—343 REV. NO. . 00
SYSTEM AUXILIARY STEAM PIPING TO WELDING CODE : IBR / ASME
SOOT BLOWING 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)or e SPEC( i PRE | TREATMENT| NPT | REF. |ACC
SL | DENTIFICATION | BE WELDED (ATT) SZE | | OF | vew TG : WP.S|HEAT METHOD /| SPEC|NORM | REMARKS
TEMP.[TEMP)
NO. MARK PART—1 PART-1 | |weLONG QTY(gms) QTY(NOS.) NO. :?ALED QuANTUMINO.  [ReF.
PART-2 PART-2 QrY | 2.4 925 | 8315 |04.0 c |
FITTING SA234WPB 1 | errosa ore 1008
01 | 2-80-343-15495 |PIPE SATO6CRB 168.3 | 711 | TG & | © N Rev |20 | - | - | RT o |
VALVE WeB ARC 45 2385 675 | 405 | - | o4 10%
PIPE /FITTING |SA106GRB/WPB
PIPE SA106GRB 711V | ER70SA1 E7018-1 1017
02 | 2-80-343-15495 168.3 | 7.1 | NG & REV | 125| — | — [100% RT| * | *
FITTING SA335P12 ARC 1 53 15 9 - |o3
VALVE weo 12.5V | ER80S-B2 E8018—B2 1012 700 [
03 | 2-80-343-15495 127 | 125 | TG & REV | 150 | 100 [mr™100% RT| * | *
FITTING SA335P12 ARC 1 27 12 17 - |04 80 min
NOTES: o1 « REFER NDE MANUAL NO. AA/CQ/GL/011 PART Il-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD‘ — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPANAIDU R.SESHAGIRI 26.12.17 4—-80—345—-818/0 07
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. - NA
CONTRACTOR : M /S BHEL PGMA 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 EC pre | TREATMENT| NDT - [REF. ACC.
SL.|  DENTIFICATION | BE WELDED (ATT) S THICK 1 oF | wewo |G ; W.P.S |HEAT METHOD /| SPEC{NORM | REMARKS
_ - TY(NOS. TEMP |TEMP.
NO. MARK PART—1 PART—1 | e [wetonG QTY(gms) QTY(NOS.) NO. :(;ALED QUANTUMINO. |REF.
PART-2 PART—2 ary | 2.4 925 | 9315 |94.0 c | c
1-80-351-21987 | ot Az 9.55V | ER70SAT 1003
op | 1780351~ PIPE SAT06GRB 556 | 953 | TG & | E7018-1 ey |20 | — | - | RT A
1-80-351-21989 | vALVE WCB ARC 9 1035 243 269 B 04 10%
PIPE /FITTING |SA106GRB,/WPB
1_80-351_21987 | PIPE/FITTING |SA106GRB,/WPB 818V | ER70SA1 E7018-1 1003 -
02 2191 | 818 | MG & REV [20 | - | - x|
1-80-351-21989 | VALVE WCB ARG 10%
PIPE /FITTING |SA108GRB/WPB 108 | 7560 1836 | 1926 | — | 04
1_80-351_21987 | PIPE/FITTING |SA106GRB,/WPB 818V | ER70SA1 E7018-1 1003
03 323.9| 953 | TG & Rev (20 | - | - [ RT £
1-80-351-21989 | VALVE WCB ARG 10%
PIPE /FITTING |SATOBGRB/WPB 46 4784 104 | 1564 | - | 04
1_80-351_21987 | PIPE/FITTING |SA106GRB,/WPB 818V | ER70SA1 E70181 1003 -
04 273 | 9.27 | TIC & rev [20 | - | - x|
1-80-351-21989 | VALVE WCB ARG 10%
PIPE /FITTING |SA106GRB/WPB 14 1218 280 | 420 - 04
NOTES: 41, « REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPANAIDU R.SESHAGIRI 05.01.18 4—-80—351—81898 01
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ERECTION / FIELD WELDING SCHEDULE

PROJECT . TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. : NA
CONTRACTORZM/S BHEL PGMA 80—-370 REV. NO. : 00
SYSTEM ‘HP DRAIN FLASH TANK & FLASH WELDING CODE — / ASME
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) or s SPEC( i PRE | TREATMENT| NOT | REF. JACC.
SL|  |DENTIFICATION | BE WELDED (ATT) Sz THICK | oF | wewo |16 ; WP.S|HEAT METHOD /| SPEC/NORM | REMARKS
NO. MARK PART-1 PART-1 L weLomG QTY(gms) QTY(NOS.) No. |TEMPTEMPHOLD| oo, |ReF.
PART—2 PART-2 arY | 024 2.5 | 9315 | p40 c | ¢ |TME
SAS156R70 ER70SAT E7018—1
01 | 1780=370-21910 E:EE NOZZLE 2032 | 16 | TC& 1oV 1ROEOV3 0 |- | [*]"
ARC ;
PIE/NOEIE | SAs15GRT0 17 12359 2618 | 4284 | 1428 | 04
SAI06GRB 7 | ER70SA1 E7018—1
02 | 1=80-370-21810 E:EE 39| 953 | M6 & [ RV (20 | - | - ow |t |
ARC _ :
A GRB,/WPB 13 1352 32 | 481 04
NOTES: o1 + ReFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESlGN/CHD‘ DESlGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
PRASANTH KONDAPANAIDU R.SESHAGIRI 27.10.17 4—-80—370—81439 01
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ERECTION/FIELD WELDING SCHEDULE

PROJECT: CUST. NO: 7311
) 1X800 MW TANGEDCO NORTH CHENNAI TPP  STAGE-III BTG PGMA: 80-395
NAME OF THE TAMILNADU GENERATION & DISTRIBUTION CORPORATION LIMITED CUST. DOC. NO.
CUSTOMER: 5th FLOOR ,WESTERN WING,NPKRR MAALIGAI, SYSTEM
’ 144,ANNA SALAI,CHENNAI-600002 DESCRIPTION: AUXILIARY STEAM PIPING TO FUEL OIL ATOMISATION
Description . . + i
Dimensions Electrode filler spec. Min pre| Heat Treatment
of parts to Matl. Spec. Process Ref. | Acc.
Drg. No. for weld Type of weld W.P.S| heat
SI.No. X be welded of dti NDT method/Quantum | Spec. |Norm.| Remarks
location ID/OD Thick . TIG Arc spec no. | temp. | Temp Hold time
Part-1 Part-1 Size Welding Qty (gms) Qty(nos) " | per mmin No. | Ref.
Part-2 Part-2 mm mm Qty Dia2.4 Dia2.5 | Dia3.2 | Dia4.0 in deg C|in deg C| minutes
3-80-395-33895 PIPE SA106GRB oD 6.02 /\) ER70S-A1 E7018-1 1003/R REFER | REFER | o
1 ST E 6.02 |TIG & ARC Vo4 20 NIL NIL(NIL) 10% RT NOTE- | NOTE- NOTE-3
= FITTING SA234WPB 114.3 4 107 84 0 0 1 1
3-80-395-33895 PIPE SA106GRB oD 6.02 /\'/\ ER70S-A1 E7018-1 1003/R REFER | REFER | o
2 B o 6.02 |TIG & ARC EVO4 20 NIL NIL(NIL) 10% RT NOTE- | NOTE- NOTE-3
= VALVE SA216WCB | 114.3 2 54 42 0 0 1 1
AN
Vv REFER
NOTE-3
AN
Vv REFER
NOTE-3
AN
Vv REFER
NOTE-3
AN
\' REFER
NOTE-3
AN
Vv REFER
NOTE-3
AN
Vv REFER
NOTE-3
Notes: Rev.no. Date: Altered: Rev.no. Date: Altered:
. Approved: Approved:
(1) Refers to NDE Manual no. PSQ-NDEM-COM-2010/R01
(2) Drain & vent piping: 100% RT upto the last root valve. Beyond the last root valve, 10% RT is applicable.
(3)100% LPI on all Butt welds after PWHT for Non-P91 piping. 100% MPI on all Butt welds after PWHT for P91 piping.
PREPARED BY DESIGN/CHD. DESIGN/APPD. QA-CHD./APPRD. DATE DRAWING NO: SHEET NO: REV. NO.
PREETHIVI S.ARUN SHARMA P.SURESH VIVEKANANDA YELLU 01-08-2018 4-80-395-81589 01 ‘ OF ‘ 01 00
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ERECTION / FIELD WELDING SCHEDULE

PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. :NA
CONTRACTOR : M/S BHEL PGMA 80—-451 REV. NO. : 00
SYSTEM BOILER INTEGRAL PIPING DRAINS | 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| MATLSPEC. process| ' pre | TREATMENT| NDT |REF. [ACC.
SL.|  |DENTIFICATION | BE WELDED (ATT) SZE | THOK | oF | werp | TC ARC SPEC. WP.S|HEAT METHOD /| SPEC{NORM | REMARKS
TEMPTEMP
NO. MARK PART-1 PART-1 o | mm | weLoING QTY(gms) QTY(NOS.) NO. :i]c';LED QUANTUM|NO. | REF.
PART—2 PART—2 ary | e24 2.5 | 9315 | 940 c | ¢
P 25 Wy
o PIPE SA335P91 wo | 10| TG & [ 15247] ERo0SED £9015-891 1036 745 [PRmof100%RT&| | , | 100%
1-80-451-22270 g 24 e Rev 08| 220 | 415 |yia 0 nid 100% MPI HARDNESS
FITTING/VAL |SA234WP91 /F91 68 | 1685 564 | 704 | 352 15 | Y mi
PIPE SA335P22 1o & |10 ¥ |Er90sB3 901883 1014 680 Z&n"t:"
02 | 3-80-451—34391 483 | 10.16 ARC REV | 150 | TO  |wnimum |RT 10% | * * HARDNESS
FITTING SA234WP22 ~84 | 672 756 | 840 | - 03 720 |60 MN 3%
PIPE SAT08GRC 16 & | 900 V|ER70SA E7018-1 1003 -
03 | 3-80-451-34391 334 | 000 | O REV |20 | =1 = Jqog | |"
ATING  |SA234WPC ~50 | 200 700 | - | N A
F‘IPE/FITTING SA108GRC/WPC 16 & 15V ER70SA1 E7018-1 1003 RT
04 | 3-80-451-34391 [VALVE Wee 889 | 1824 O REV 120 | =] = Jqoy |* |*
PIPE /FITTING |SA106GRC,/WPC 10 | 240 8 | 100 | S0 o4
1-80-451-22271 | PIPE SAT08GRC 10.977 |ER708A1 E7018-1 1003
05 | 2-80-451-15522 1683 | 1097| 16 .& rRev (20 | - |- [ R | r |t
FITING  |wpe 0 | 3366 990 | 1518 | - s
PIPE /FITTING |SA106GRC/WPC (V' | ER70SA1 _ 1003
06 | 2-80-451-15523 / 730 | 1402] TG & 14V E7018-1 REV |20 | = | = | RT « |«
VALVE WCC ARG 10%
PIPE /FITTING SA106GRC /WPC 16 426 137 172 35 04
NOTES: o1, + REFER NDE MANUAL NO. AA/CQ/GL/011 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH P KONDAPA NAIDU [R.SESHAGIRI 28.02.18 4—-80—-451-81996 01
f’n_l,‘lm
E’!@ ERECTION / FIELD WELDING SCHEDULE
PROJECT . TELANGANA 2X800MW CUST. NO 7313 & 7314 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 TYPE ELECTRODE FILLER SPEC. (ATT) MIN. | HEAT
WELD LOCATION |oF PARTS To| MATLSPEC. PROCESS| ' pre | TREATENT| NDT |REF. [ACC.
SL|  \DENTIFICATION | BE WELDED (ATT) Sz THICK | oF | wewp |_T6 ARC SPEC. WP.S|HEAT METHOD,/| SPEC|NORM | REMARKS
TEMPTEMP
NO. MARK PART-1 PART-1 o | mm WeLoiNG QrY(gms) QTY(Nos.) NO. :?ALED quanTum{No. |ReF.
PART—2 PART—2 ary | 24 025 | 0315 [04.0 o
PIPE /FITTING |SA10BGRC/WPC 2750 | ER70SAT E7018-1 St
07 | 2-80-451-15524 / 168.3| 275 | M & 1004 1400 piopqsPER mm [ RT 100%| * | *
VALVE wee ARC 24 | 1080 336 | 576 | 40 [EV 04 ininum
PIPE /FITTING |SA106GRC /WPC 30 min
PIPE SA106GRC 207 |ER70SA1 E7018A1 St
08 | 3-80-451-34303 nas| 20 | fe& 1004 110 piosisfrgn | RT 1007 * | *
FITTING/VAL SA234WPC/WPC 6 186 72 | 84 | 36 30 min
PIPE SAT0BGRC 10 & | 5547 |ER7OSAT E7018-1 1003 -
09 | 3-80-451-34390 603 | 554 | O REV |20 | =] = |0 | |¥
FITTINGS SA234WPC 107 | 1349 1070 | - | - o4
Bmis
PIPE SA335P22 16 g | 147 |ERa0SES E9018B3 1014 680 PR mm 3%
10 | 1-80-451-22275 73 1402 oo REV 03 150 [ 70 |miimm|RT 100%| * | *  [HARDNESS
FTING  |wp22 B2 | 2067 640 | 1200 | - 720 60 min
NOTES: 1. + REFER NDE MANUAL NO. AA/CQ/GL/011 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH P KONDAPA NAIDU |R.SESHAGIRI 28.02.18 4—-80—-451—-81996 01
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ERECTION / FIELD WELDING SCHEDULE

PROJECT . TELANGANA 2X800MW CUST. NO 7313 & 7314 DOC.NO. - NA
CONTRACTOR : M/S BHEL PGMA 80—454 REV. NO. : 00
SYSTEM SCAPH DRAIN TO FLASH TANK WELDING CODE : —— / ASME
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] ¢ e EC pre | TREATMENT| NDT - [REF. ACC.
S| IDENTIFICATION | BE WELDED (ATT) SBZDE THICK | oF | wewo |16 ; W.P.S [HEAT METHOD /| SPECNORM | REMARKS
— — TY(NOS. TEMP.|TEMP |
NO. MARK PART-1 PART1 om | mm  |WELDING QTY(gms) QTY(NOS.) NO. HOLD oy anum| N, [REF.
PART-2 PART-2 ary | e2.4 925 | 8315 | 940 ¢ | ¢ |TME
FITTING SA234WPB S R . 1003
PIPE /FITTING |SA106GRB,/WPB ARC 21 575 454 | - - | oa °
PIPE /FITTING |SA10BGRB,/WPB 549V | ER70SA1 F7018-1 1003
02 | 1-80-454-22248 88.9 | 549 | TG & REV |20 | = | = [ 55 |t |
PIPE /FITTING |SAT0BGRB,/WPB ARC 40 800 612 | - — | o4 ’
PIPE /FITTING |SAT0BGRB,/WPB 08V | ER70SAT - 1003
03 | 1-80-454-22248 VALV/E . / 483 | s0s | TC & | 208 E7018-1 Rev (20 | - | - [ Ry ||
PIPE /FITTING |SAT0GRB /WPB ARC 1 ~230 | 2300 2070 | - N
PIPE SAT06GRB 100 — £7018-1 1021 LPI/
04 | 1-80-454-22248 483 | 508 | ARC REV 10 | = | = [ ML |, |, _
VALVE wes ~66 — 150 | - - 02 10%
PIPE /FITTING |SAT0BGRB,/WPB 547 | ER70SAT - 1003
05 | 1-80-454-22248 / / 60.3 | 554 | TC & 554V E7018-1 Rev |20 | = | = | RT x| =
VALVE WeB : : ARC 102
PIPE/FITTING |SATOBGRB,/WPB ~20 260 20 | - - | o4
NOTES: 41, « REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
RP SINGH KONDAPANAIDU R.SESHAGIRI 05.01.18 4—-80—454—-81908 01




ERECTION / FIELD WELDING SCHEDULE

PROJECT  : TELANGANA 2X80OMW CUST. NO @ 7313 & 7314 DOC.NO. -
CONTRACTOR : M/S BHEL PGMA 1 80-455 REV. NO. : 00
SYSTEM : DRAIN FROM UNLISTED EQPT/VESSEL WELDING CODE : — / ASME
—SG SCOPE PAGE NO : 01 OF 03
DRG NO. FOR DESCRIPTION
TWE | ELECTRODE FILER SPEC. (A MN. | HEAT
WELD LOCATION  [OF PARTS T0| MATL.SPEC. PROCESS o ARC svm( ™ PRe [ REATMENT) NOT |REF. ACC.
SL|  iDENTIICATION | BE WELDED (™ SZE | MO oF | wew | TG WP.S|HEAT METHOD /| SPEC]NORM | REMARKS
NO. MARK PART-1 PART-1 mm | mm |[WELONG QTY(gms) QTY(NOS.) NO. HOLD No. |ReF.
PART-2 PART-2 ary | e24 92.5 | 0315 [040 c | ¢ |TME
PIPE ISA106GRB ). ER70SA1 E7018-1
01 | 2-80-455-15498 457 | 953 Kc* 89 a2 | -] - gx |
FITTING,/PIPE |WPB/GRB 32 4800 1088 | 1696 | - 04
PIPE 9.5V
02 | 1-80-455-22249 3239 953 | T6 & ER70SA1 E7018-1 ool N I S P
FITING/PIPE |WPB/GRB ARC [ 4 | a0 960 | 1480 | I 5,
PIPE [SA106GRB 9.5V
03 | 1-80-455-22249 457 | 953 | TG & FR70M E7018-1 o L I B S O
FITTING,/PIPE |WPB/GRB ARC 13 | 1950 442 | 689 | — |'os
PIPE [SA106GRB 8167
04 | 1-80-455-22249 291 | 818 | 16 & FR7osm E7018-1 o] - - R 1|
FITTING/PIPE |WPB/GRB ARC 20 | 100 340 | 360 | N
PIPE [SA106GRB 953V
05 | 1-80-455-22254 3239| 953 | T6 & ER705A1 E7018-1 o a0 | -] - moe e
FITTING,/PIPE |WPB /GRB ARG “2 | 1248 288 | 444 | N o
PIPE [SA106GRB 953V
06 | 1-80-455-22254 3555| 953 | T6 & ER705A1 E7qie-1 o a0 | -] - A P
FITTING,/PIPE |WPB/GRB ARC 0 | 3480 810 ]_1230 | - o4
NOTES: (1. + REFER NDE MANUAL NO. AA/CQ/GL/OT PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA |DATE DRAWING NO. REV .
R.P.SINGH KONDAPANAIDU R.SESHAGIRI 08.01.18 4-80-455-81911 o1
] ERECTION / FIELD WELDING SCHEDULE
PROJECT  : TELANGANA 2XBOOMW CUST. NO & 7313 & 7314 DOC.NO. i-
CONTRACTOR : M/S BHEL PGMA : BO-455 REV. NO. + 00
SYSTEM : DRAIN FROM UNLISTED EQPT/VESSEL WELDING CODE : — / ASME
—SG SCOPE PAGE NO : 02 OF 03
DRG NO. FOR | DESCRIPTION TWE | ELECTRODE FILLER SPEC. (A M. | HEAT
WELD LOCATION [OF PARTS To| MATLSPEC. PROCESS! o ARG sw:c( ™ PRe [ REATMENT) NOT |REF. ACC.
SL | |pENTIICATION | BE WELOED ™ SZ | HCK | of | wew | TG WS |HEAT METHOD /| sPEC]NORM | REMARKS
NO. MARK |_PART-1 | PART-1 o | mm [WELONG QTY(gms) QTY(NOS.) No. |TEMPTEMPY HoLD No. |REF.
PART-2 PART-2 ary | e24 925 | 9315 | 940 c |t |™
PIPE [SA106GRB 548V |ER70SA1 E7018-1
07 | 1-B0-455-22254 889 | 549 | T6 & 1:50\/3 2| - |8
FITTING/PIPE |WPB/GRB MRC [0 | gm0 0 [- |- o
PIPE [SA106GRB 953V |ER705A1 1003
08 | 3-80-455-34326 6096 | 953 | T6 & E7018-1 v (2| - - (& e |
FITTING/PIPE [WPB/GRB we [ n [ on | a7 [ |- |
PIPE [SA106GRE 5.54V |ER70SAM 1003
09 | 3-80-455-34326 603 | 554 | T6 & E7018-1 Ry (2] - - (& |- ]
FITTING/PIPE |WPB/GRB ARC [ 104 80 | - | R
PIPE ISA106GRC - 1003
0 i&‘ﬁ:ﬁﬁ 275 | 1500 | TE & 15.08V | ER705A1 E7018-1 od P I D A P
FITTING,/PIPE |WPC/GRC ARC 2 | 228 560 | 024 | 280 | 04
PIPE [SA106GRE 1003
11| 1-80-455-22256 143 | oz | T & [SOH_|RT0SKt E70t8-1 Ry [0 - |- (& | ]
FITTING/PIPE |WPB/GRB AR |35 | s 735 | - | R Y
PIPE ISA106GRB 2.V |ER705A1 E7018-1 1017
12 | 1-80-455-22256 2191 | 127 | TE & Rev 125 - | - B [+ |
NOZZIE  |P11 EQUIVALENT ARC | o | 67 17 | 25 | 8 |os
NOTES: 1.+ REFER NDE MANUAL NO. AA/CQ/GL/O11 PART II-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /CHD. DESIGN /APPD. CHD./APPD. — QA [DATE DRAWING NO. REV .
R.P.SINGH KONDAPANAIDU R.SESHAGIRI 08.01.18 4-80—-455-81911 o1
==
o] ERECTION / FIELD WELDING SCHEDULE
PROJECT  : TELANGANA 2XBOOMW CUST. N0 : 7313 & 7314 DOC.NO. i-
CONTRACTOR : M/S BHEL PGMA : 80-455 REV. NO. : 00
SYSTEM : DRAIN FROM UNLISTED EQPT/VESSEL WELDING CODE : — / ASME
—SG SCOPE PAGE NO : 03 OF 03
DRG NO. FOR | DESCRIPTION TWE | ELECTRODE FILLER SPEC. (ATT M. | HEAT
WELD LOCATION ~ [oF PARTS To| MATLSPEC. RO o ARG sw:c( : PRE | TREATMENT| NOT  [REF. |ACC.
S| penircatoy |8 wemep | (ATD SZE | MK | o | wew | T WP.S [HEAT METHOD /| SPECNORM| REMARKS
NO. MARK |_PART-1 | PART-1 QTY(gms) QTY(NOS.) No. [TEMP{TEMPY HoLD No. |ReF.
mm | mm  |WELDNG 3
PART-2 | PART-2 Q| e 425 | 0315 [#40 c | ¢ [T
PIPE ISA108GRC 15,00V |ER70SA1 E7018-1 1018 650 |15 e
13 | 2-B0-455-15528 273 | 1500 | TG & Rev [150 [T0 [emumml BT |4 | o
NOZZLE [P EQUIVALENT ARGy 81 EHERERC 670 |4
PIPE 5A335P22 15,00V | ER80SB2 E801882 1012 700 [pmts
14 | 2-B0-455-15528 273 | 1509 | TS & REV' (150 | 420 mmm| 10 | * | *
NOZZLE [P EQUIVALENT ARC |y 81 2 | 33 | 0 |04 50
PIPE SA335P22 15.00V |ERo0SE3 E901883 680 2> M %
15 | 2-B0-455-15528 273 | 1509 | TG & :gg/‘ 150 _72°mmRT|Ox * | * [HARDNESS
PIPE/PLATE [SA335P22/GR22 MRC | 1652 w [ [2 |03 60 mi
NOTES: 7.+ REFER NDE MANUAL NO. AA/CQ/GL/O11 PART II-NDEM REV 0Q DT:24.10.16
PREPARED DESIGN /CHD. DESIGN/APPD. CHD./APPD. — QA [DATE DRAWING NO. REV .
R.P.SINGH KONDAPANAIDU R.SESHAGIRI 08.01.18 4-80—455-81911 o1




ERECTION / FIELD WELDING SCHEDULE ERECTION / FIELD WELDING SCHEDULE ERECTION / FIELD WELDING SCHEDULE
uST. NO @ 7313 & 7314 DoC.No. :NA PROJECT  : TELANGANA 2XBOOMW usT. No  : 7313 & 7314 ooc.No. NA cUST. NO  : 7313 & 7314 poc.No. “NA
PoMA : 80-460 REV. NO. i 00 CONTRACTOR : M/ BHEL PGMA : 80-460 REV. NO. iad PGUA : 80-460 REV. NO. 100
SYSTEM  : SG AUX. COOLING WATER UNIT SYSTEM | WELDING CODE : — / ASME SYSTEM ~ : SG AUX. COOLING WATER UNIT SYSTEM | WELDING CODE : — / ASME SYSTEM  : SG AUX. COOLING WATER UNIT SYSTEM | WELDING CODE : - / ASME
PAGE NO : 01 OF 05 PAGE NO 1 02 OF 05 PAGE NO : 03 OF 05
ORG NO. FOR - DESCRPTION ONENSIONS TPE | ELECTRODE ALER SPEC. HEAT ORG NO. FOR | DESCRPTION DMENSONS TPE | ELECTRODE FLLER SPEC. (ATT) HEAT ELECTRODE FILLER SPEC. (ATT) UN. | HEAT
VELD LOCATION  |0F PARTS TO| IM':-!!B. o ARG SPEC. TREA NoT  |REF. WELD LOCATION  foF PARTS To| MATLSPEC. o [To N P TREA NOT  |REF. [ACC. 53 G EC. IPRE | TREAT NOT  |REF. |ACC.

S| penmrcanon | BE wewed | 4T SzE | K[ oF | wgp [ T6 WP AT REMARKS SU| ipenmrcanon | BEvewep | (AT SzE | HOK | o | wap ————{We. REMARKS| ER = NP5 heaT| REMARKS
[ PART-| ] [ SN arves) v, o) rer. L R = = veLone — ATYNGS,) vo. rer. s I No. Lol rer.
PART-2_ | PART—2 o | #24 | 925 [eat5 [se0 | e PART2 | PART-Z Qv | 24 | e25 [s18 [se0 v | v |™E 24 | 95 [ea15 [e40 < | |

PPE 153589~ 410MPA| 6V| £7m8 E 7008 ||z|: RT PPE 151239 BLACK oo RT ERTOSAI E7018-1 11003 UNIT g1
o - 3239 6 [aRc REV. - lex |t ]* o7 - T 5 w0|-|- O Y 3 Rev |20 [-[- |R, |+ |+
Frive_| Sh 734 W 2 | | [ [- | PPE | S1230 BLAK 0% w | = [~ [ |w 1ox oy
PPE | IS3580-410NPA| V| eom €708 213 RT PPE | 151230 BLACK o wosa | Erote-1 1003 N o1
2| - |6 w0|-]- o e - 52 I S
T ES880- 0P| e 10x o sEREE | © w-]|- E " e
Frine_| Sh 734 W 0| g [ so]- [- | PPE 0% - |- [ e 1ox oy
PPE | 51239 BACK 547 | £eoi3 € 7018 001 RT PPE_ | 51239 BLAX AT E o013 £ 708 AT UNIT o1
53— t——— 150 | 54 | ac w|-]- .l w| - e N K w|-|- o e 1 w|-]- o e
EN T = | = o [ [ - 108 FPE | 51230 BAK 0% ™ [ [ - 0% oy
PPE | 51239 BLACK 347 | E6013 1001 PPE | Issaee-4t "1 T £ 7018 £ 708 RT N
o4 - e Tezeeme] ' | 54 | e £ 0]-]- :f.' s | 0 - R 4ed) 6 wl-f=-lox [*]* oc.vm 16 RY L0 ]- |- s [*|* uv”
FITING _| 151239 BLACK i s [- - FTING | SA 234 WB. a0 | sw [z [ - |
PPE 151239 BLACK 487 | E6013 £ 7018 1001 RT PPE 15358041 RT UNIT o1 £ 7018 £ 7018 RT
o5 - o Temmaas | © | % | e —T1— 10-]- . [ " - Tessso—aiow] 2° | ¢ W == fwx |*]* 17 0= lox |*|*
P | iz BiAk “o0 | w0 [e0]- [~ Ja ' Prine_| S 23w sl 70 | e [ws [ - |®
PPE_ | 131230 BLACK 457 | o3 € 7018 001 RT PPE | skosc® W 0 € 7018 € 708 AT
- —'— 4 ] - - 29| 838 |- |m wl-]- o
o e | aack | Il e - - | o (" f* ” MBS » N * 20 | w0 [m [ - |® -
NOTES: g1, + ReFER NOE MANUAL NO. AA/CQ/GL/011 PART I-NDEM REV 00 DT:24.10.18 NOTES: 01, + REFER NDE NANUAL NO. AA/CQ/GL/OTI PART Ni-NDEM REV 00 DT:24.10.16. NOTES: 01, + REFER NDE MANUAL NO. AA/CQ/GL/0T1 PART II-NDEN REV 00 DT:2410.16
PREPARED DESIGN/GH DESIGN/APFD. CHD./APPD. — QA|DATE DRAWING N REV PREPARED [DESIGN /GHD. DESIGN /APPD, CHD./APPD, — OA|DATE REV PREPARED [DESIGN /CHD. DRAWING NO.
S KONOPA WADU R.SESHAGIRI 4-80—460-81491 o R SwaH KONDAPA NADY R.SESHAGIRI o R SNoH KONIAPA NNDU 4-80-480-81491 o
ERECTION / FIELD WELDING SCHEDULE ERECTION / FIELD WELDING SCHEDULE
PROJECT  : TELANGANA 2XBOOMW lCusT. No  : 7313 & 7314 DoC.No. :NA PROJECT  : TELANGANA 2XBOOMW lousT. No & 7313 & 7314 00C.No. NA
CONTRACTOR : M/S BHEL PGMA : 80-460 REV. NO. i 00 CONTRACTOR : M/S BHEL POMA : 80— REV. NO. 00
SYSTEM  : SG AUX. COOLING WATER UNIT SYSTEM | WELDING CODE : — / ASME SYSTEM  : SG AUX. COOLING WATER UNIT SYSTEM [ WELDING CODE : — / ASME
PAGE NO : 04 OF 05 PAGE NO : 05 OF 05
ORG NO. FOR | DESCRIPTION DIMENSIONS TPE | ELECTRODE FILLER SPEC. (AT HEAT ORG NO. FOR | DESCRITION DIUENSONS. TYE | ELECTRODE FLLER SPEC. (ATT) HEAT
WELD LOCATION (oF PARTS To| o ﬁ TREAT Nor  |REF. |ACC. WELD LOCATON ~[oF PARTS To|  MATLSPEC. o 6 NC SPEC. TREA NOT [REF. |ACC.
S| oovmcanon [ewee | (MM f sz | mk| o | o e SPEEwes et RewARCs| SU| pevicanov [Beweed | AT [ sz [ K| or | yep oL wes eS|
v  owa [ eaet oot | % o [y | amtos) o, L Y Iy sy vo|  ua 7T T edll I WO aTYNOS.) o, ) rer.
PART=2_| = o | e24 925 | 315 [e40 T ¢ |™ PART-2 PaRiz__| ™ arv | s24 225 [ 6315 Jeso T | ¢ |™E
R PIPE Mﬂm O O I D €78 = w [, » L S 3057 | erser e7 el Rmoz [, |,
- T I I - bt N
FITING | SA 234 W8 i sw [ o Juso [- [® Fifiwe | Skaoswsom ~50 w0 |60 [- |- | LPrioox
PIPE | 1S3589-410uPA 6V 7o £ 7018 AT PIE | SAMZIPSOM 3057 | erar %7 1016
P - T essomopk] 64| 6 [amc Rev (10 |- |- ol - 143 | 308 P I il O
g | 53 250 W ~60 | oo | 1eo |80 | - | ox B o v = [ w [w - | 10 pnoox
FPE | ASLGRB v PFE | SASZP30AN 337
” _ [ | sso| s e €708 €708 o l- |- oLl | - e 34 | 33 noune R34 7 el || el L],
e % | w0 |0 [m0 |- e | o o | w [w[- - @ oK
PPE | SASIOPIT PPE | SASZP30MN
T o o e o [ | e [ [ Y R - ooy o N 7 W D 1 P
PPE SA33SPI1 ~10 90 200 |n |- F FITTNG | SA403WP308H ~5 [ 45 |- |- 02
FPE | SASIPIT 6357 | exros
| - 5 | e o [ et wl o [ = [,
ATING | 5A 234 B ~® | o | 40 [w0 [- o8 0% [ 1
PPE | SAIOGORB s | sar V| s E 7018 T
u| - — ' w0|-|- (R
[N ~% % 0 |“ |' o | |
NOTES: g7, + REFER NDE MANUAL NO. AA/CO/GL/0T1 PART I1-NDEM REV 00 DT:24.10.16 NOTES: g1, + REFER NOE MANUAL NO. AA/CQ/GL/OT! PART I-NDEM REV 00 DT:24.10.16
PREPARED DESIGN /GHD. DESIGN /APPD, CHD./APPD. — GA|DATE DRAWING NO. REV PREPARED DESIGN /GHD. DESIGN /APPD. CHD./APPD, — QA|DATE DRAWING NO. REV
R SNGH KONDAPA NADY R.SESHAGRI 4-80-450-81491 o1 R SwaH KONDAPA NADY R.SESHAGIRI 4-80-460-81491 o1




[/

iz ERECTION / FIELD WELDING SCHEDULE
. . DOC.NO. —
PROJECT : TELANGANA 2X800MW CUST. NO 7313 & 7314
CONTRACTOR : M /S BHEL PGMA 80—545 REV. NO. : 00
SYSTEM : LP CONDENSATE PIPING WITHIN WELDING CODE — / ASME
TG HALL PAGE NO : 01 OF 01
DRG NO. FOR  |DESCRIPTION
DIMENSIONS TYPE ELECTRODE FILLER SPEC. (ATT MN. | HEAT
WELD LOCATION |oF PARTS To| MATL.SPEC. PROCESS| o R SPEC( i PRE | TREATMENT| NDT | REF. JACC.
SL|  |\DENTIFICATION | BE WELDED (ATT) size THCK | oF | wewo |T1C ; WP.S|HEAT METHOD /| SPEC/NORM | REMARKS
TEMP |TEMP,
NO. MARK PART— PART mm | mm |WELDING QTY(gms) QTY(NOS.) NO. HOLD quanTum{No. - |REF.
PART-2 PART-2 Qry | 024 2.5 | 9315 | 940 ¢ | ¢ |TME
PIPE SA106GRB 9.550 | ER70SAT E7018-1 1003 -
01 | 1-80-545-22250 457 | 953 EISC& REV | 20— | = | oy T
FITTING/PIPE |WPB/GRB 43 6450 1462 | 2279 | - 04
PIPE SA106GRB 9.53V | ER70SAT E7018-1 1003
02 | 1-80-545-22250 508 | 12.7 Egc& ReV |20 | - | = [ R x|
FITTING/PIPE |WPB,/GRB 8 1336 304 | 480 | - | 04 ’
NOTES: o1« REFER NDE MANUAL NO. AA/CQ/GL/011 PART Ill-NDEM REV 00 DT:24.10.16
PREPARED DESlGN/CHD. DESlGN/APPD‘ CHD./APPD‘ — QA |DATE DRAWING NO. REV .
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