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THE INFORMATION ON THIS DOCUMENT IS THE PROPERTY OF BHARAT HEAVY ELECTRICALS LIMITED.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY WAY DETRIMENTAL TO THE INTEREST OF THE COMPANY.
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ENTRY OF T0P BEARING EARTHING

A ALL WELDS ARE 15 MM FILLET OF GR.lll TO AAD622101 UNLESS OTHERWISE STATED.

8. ALL WELDS TO BE CRACK DETECTED BY D.P/MCD. TO BP 0850189,

C. STRESS RELIEVE ASSY. BP 0640299 BEFORE MACHINING. THREADS OF IT.5,7,11 & 12
O BE PROTECTED DURING S.R.

D. ALL WELDS SHOWN THUS ‘LEAK TIGHT' TO BE D.P. TESTED AFTER FIRST ROOT RUN

AND ALSO AFTER COMPLETE

WELDING.

E. ALL WELDS ARE CONTINUOUS EXCEPT WHERE OTHERWISE STATED,
2. PAINTING SHALL BE CARRIED OUT AS PER PRODUCT STANDARD HG12007.
3. DIMENSIONS MARKED THUS * ARE FOR D.O. REF. ONLY.
4. SURFACE FINISH OF MACHINED SURFACE SHALL BE 3.2 MICRONS OR BETTER

5. ITEM—7 TO BE WELDED TO HOUSING AFTER THE BRACKET HAS BEEN STRESS RELIEVED.
6. MACHINED FACES OF COOLER FLANGE ITEM—7 TO BE KEPT PARALLEL TO THE BRACKET AXIS DURING WELDING

(VERTICALITY WITH IN 2 mem.)

7. ALL NACHINED SURFACES TO BE COATED WITH T.R.P. TO BP 0690084,
B. ALL VELD WHICH REQUIRE LEAK PROOF TIGHTNESS SHOULD BE PAINTED ONLY AFTER OIL LEAKAGE TEST BY GRAVITY
TO BP 0BSD0SS. REFER DRG. TO 1 263 52 12709 FOR GRAVITY TEST.
9. PRE MACHINED FACES OF GUIDE BEARING SUPPORT RING ITEM—S TO BE LEVELLED WITH WATER LEVEL & TACK WELD.
RECHECK BEFORE FINAL WELDING WITH RESPECT TO SUCTION END MARK.

10. DP TEST T0 BPOB5D199 OF THE COMPLETE LENGTH OF EACH

11. THE VOLUME OF WATER REQUIRED FOR GRAVITY TESTING IS 1700 LTRS. (APPROX.)
12. ALL FLANGES TO BE WELDED IN ACCORDANCE WITH DRG. 3 263 03 01003.
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891289/2025/HEP-HGM20300

HYDRO GENERATOR MANUFACTURING

P1-220341031 (Machining of top bracket centre assembly)

Annexure-|

Scope of work-

Complete Machining of top bracket center assy as per machining drawing
No. 12560112705 Rev-02 except joint face holes.

Note-
1) Top bracket center assy in fabricated form will be issued from
BHEL Bhopal. Raw material weight approx. 24.866 MT.

2) Each joint face machining shall be done as per drg but drilling
operation of 16 nos holes of dia 45 mm and spot face dia 90 mm
on each joint face is not in vendor scope work.

3) All tools/jigs required for machining will be arranged by vendor
only.

4) Scrap generated during machining work will be retained by
vendor and scrap cost @ Rs40.80 per kg plus extra GST charges
on scrap cost will be adjusted in bill payment.

5) Transportation and insurance will be in vendor scope.

6) Vendor to confirm latest revision of drawing each time before
machining work.
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