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NOTE.:
A BOTTOM . o5 01 TOP 1. FOR FLANGES POS.NOs 2&3 SEGMENTAL WELDING IS PERMITTED (MAXIMUM 4 SEGMENTS).
68 SACK CHIPFING NOTE 2. DIMENSIONS SHOWN ARE FINISH MACHINED DIMENSIONS
@ 21 BACK CHIPPING r=3 : '
4. RAW MATERIAL PROCUREMENT SHALL BE AS PER AA10119. UT TESTED PLATES SHALL BE
— 2 RNESS. EOUAL 10 OR hoRe i o8 e e PLATES PROCURED FOR PLATES HAVING MORE THAN OR EQUAL TO 25 MM THICK
5. D.P.T SHALL BE DONE ON 100 % OF WELDS AS PER AA0850131 ACCEPTANCE AS PER
27/45+1.0 // 0.06!B AA0850129.
\ / 7. SPOT R.T TO BE CARRIED OUT ON 10 % OF BUTT WELDS FOR PLATES UPTO 25 MM AS
5 « THIS AREA SHALL BE 1100 100 PER THE QUALIFICATION PROCEDURE—ASME SECTION VIII DIV I. UW 52.
12.5 \ 8. RT TO BE CARRIED OUT ON 100% BUTT WELD JOINT FOR MORE THAN 25 MM THICK PLATES
FINISH MAGHINED 200 60 &[@1.5]A]B PER THE QUALIFICATION PROCEDURE—ASME SECTION VIIl DIV I. UW 51.
279 @ @ 9. UT TO BE CARRIED OUT ON 100% BUTT WELD JOINT FOR MORE THAN 25 MM IF UT IS TO
50— 048 12@/ BE DONE IN PLACE OF RT PER THE MANUFACTURER STANDARD PRACTICE.
51 —
— 51 30° 10. STRESS RELIEVING TO BE DONE AS PER HY0640763
C2 N 82 BACK FACING SHALL BE 60"
- ! 2 . 11. SHOT BLASTING TO BE DONE TO REMOVE SCALES, AFTER SHORT BLASTING ONE COAT OF
12%/ ﬁ 7\P* MACHINED ONLY FOR 2 PLACES WITH X 90" INTERVAL PRIMER TO BE APPLIED WITHIN 2 HOURS
HS == [ ]
H 2] 1256.1 - / BACK CH'PP'Ng 12. WHEREVER NOT SPECIFIED, ALL SHARP EDGES TO BE CHAMFERED TO 2x45".
r:
C 25 ﬁ 13. WHEREVER NOT SPECIFIED TOLERANCE ON MACHINED DIMENSIONS SHALL BE AS PER
' (\(>/ 867.3 AA0230208 MEDIUM CLAS
14. THIS COMPONENT IS TO BE MATCHED WITH MATING COMPONENTS ON EITHER SIDE BEFORE
o DESPATCH.
o 7772
2‘% o < 15. COMPONENT SHALL BE PRESSURE TESTED AT 9.4 Kg/Sq. Cm. FOR 30 MINUTES DURATION.
tp)}
B § Qo 16. TEMPLATE TO BE MADE FOR CHECKING THE NO. OF HOLES & PCD FOR BOTTOM SIDE
* ;\ FLANGE AND SHALL BE WITNESSED BY BHEL
60° 17. VISUAL EXAMINATION AS PER MSS SP 55. 100% CHECKING TO BE DONE.
2 B
a1 9| g BACK CHIPPING 2] o | PAINTING:
=3
D § § r 1. ALL SURFACES SHALL BE PAINTED WITH TWO COATS (EACH 50 MICRONS THICK) OF
CHEMICAL RESISTANT EPOXIDE PRIMER PAINT AS PER AA56105. EXCEPT MACHINED
A _ SURFACES.
2. FINISH PAINTING FOR ALL INTERNAL SHALL BE DONE WITH THREE COATS (EACH 50
50 MICRONS THICK) OF HIGH BUILDBLACK COAL TAR EPOXIDE FINISHING PAINT AS PER
o 50 AAS6135 PROCESS STANDARD NO. AA0674104. TOTAL DFT SHALL BE 150
BACK CHIPPING 21 N\ . 3. FINISH PAINTING FOR ALL SURFACE, FINISH PAINTING FOR ALL EXTERNAL SURFACE, A
é COAT OF A COAT OF RED LEAD PRIMER OF MINIMUM THICKNESS OF 50 MICRONS FOLLOWED
r=>35 ~. UP WITH UNDERCOAT OF SYNTHETIC ENAMEL PAINT OF MINIMUM THICKNESS OF 50 MICRONS
Q\'\ SHALL BE APPLIED. THE TOP COAT SHALL CONSIST OF TWO COATS EACH OF MINIMUM
THICKNESS OF 50 MICRONS OF SYNTHETIC ENAMEL PAINT AND THUS TOTAL THICKNESS
£ SHALL BE MINIMUM 200 MICRONS. PAINT GRADE 631 OF IS=5
4. MACHINED SURFACES SHALL BE COATED WITH SUITABLE RUST PREVENTIVE COAT AS PER
o BACK CHIPPING HY0490563, CATOGERY 'B’
=
9 29.9 r=3 5. MACHINED SURFACES SHALL NOT BE PAINTED
o
8 IMPORTANT NOTE:
1 N
- BACK CHIPPING 1. THE BOTTOM SIDE OF DISCHARGE ELBOW SHALL BE MATCHED WITH THE TOP SIDE OF
r r=>3 LIFTING COLUMN PIPE AND TOP SIDE OF THE DISCHARGE ELBOW TOP SIDE SHALL BE
MATCHED WITH THE THRUST BEARING PEDESTAL BOTTOM SIDE FOR EACH SET. THE MATCHING
SHALL BE PCD AND NO. OF HOLES. MATCHING MARKS SHALL BE PROVIDED FOR EASY
IDENTIFICATION AT SITE.
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