Annexure — B

TECHNICAL REQUIRMENT FOR FINISH MACHINING OF IMPELLER BLADE CASTING

S.No. BHEL Requirement Vendor’s
Confirmation
Blade castings to be machined all over as per the 3D model provided by BHEL. Tolerance on |Vendor to confirm
1 profile shall be 0.5 mm. Drawing of 02040718103/M3 R0O0 & 02040718103/M4 ROO is
’ enclosed.
Surface finish of machined blade shall be 3.2 micron or better. Vendor to confirm
2.
Welding edges as shown in sketch and given in 3D model are also to be made on three edges. |Vendor to confirm
3.
After completion of machining, 0.3 mm deep line should be inscribed by machining tool at (Vendor to confirm
location of Section E and F, throughout the length of the blade on both suction and pressure
4. surface. The planes corresponding to Section E and F shall be marked on 3D model and
provided to machining vendor.
5 Machining allowance available for profile machining shall be 20-30 mm all around. Vendor to Note
Weight of casting in as-cast condition is estimated around:- 1550 kg (approx.) for drawing no. [Vendor to Note
6. 0.204.07.18103/M3 ROO and 2130 Kg (approx.) for drawing no. 0.204.07.18103/M4 ROO.
Weight of casting after machining is estimated as: 781 kg (approx.) for drawing no. (Vendor to Note
7. 0.204.07.18103/M3 R0OO and 1082 Kg (approx.) for drawing no. 0.204.07.18103/M4 R0O.
Total surface area of blade in finish machined condition is 3.933 sgm for drawing no. |Vendor to Note
8. 0.204.07.18103/M3 R0O0 and 5.346 sqm for drawing no. 0.204.07.18103/M4 ROO.
9 Material of blade: 13Cr-4Ni Stainless steel to ASTM A743 Gr CAGNM Vendor to Note
After machining, Blade to be inspected using 3D scanning equipment and a report of (Vendor to confirm
10. comparison of the same from theoretical 3D model to be submitted to BHEL.
Complete Dimensional, Profile, Surface finish inspection shall be carried out by BHEL [Vendor to Note
11. representative at Vendors works.
All required tools, instruments, jigs, fixtures, templates, gauges, scanning/ measuring facility |Vendor to confirm
12. etc. should be arranged by the vendor
13 After machining, blade should be given identification details by Hard punched Vendor to confirm
Job to be suitably packed after machining to avoid any damage to machined surfaces during |Vendor to confirm
14. loading/unloading/transportation
Vendor to submit following with the offer:- Vendor to submit
15. a) Details of the Organization
b) Details of the machine tools and other facilities installed in the company
Vendor to submit Filled Supplier Registration Form along with Requisite Documents to SDC |Vendor to submit
16. Cell in MM Deptt. of CFFP, BHEL, Haridwar. If already registered at CFFP or any other unit of
BHEL, then Vendor code may be furnished. Vendor may plan a visit to CFFP
17. Vendor may plan a visit to CFFP for technical discussion. Vendor to Note
18. BHEL team may visit vendor’s works for facility/capacity verification. Vendor to Note

Tender No.:FF/SC/17024/201700991
Opening Due Date: 27/06/2017

Name & Signature of Sub-contractor
With date & Seal




FIRST ANGLE PROJECTION (ALL DIMENSIONS ARE IN MM)

€IN/E0T8T-/0-€0Z-0/ 16 15 14 13 12 11 | 10 | 9 | 8 7 6 5 4 3 2 1

439NN ONIMVHA

NOTES:

1. Blade castings to be machined all over as per the 3D model provided by BHEL. Tolerance on profile
shall be 0.5 mm.

2. Surface finish of machined blade shall be 3.2 micron or better. C

3. Welding edges as shown in sketch and given in 3D model are also to be made on three edges.

4. After completion of machining, 0.3 mm deep line should be inscribed by machining tool at location

of Section E and F, throughout the length of the blade on both suction and pressure surface. The

planes corresponding to Section E and F shall be marked on 3D model and provided to machining ]

vendor.

Machining allowance available for profile machining shall be 20-30 mm all around.

Weight of casting in as-cast condition is estimated around 1550 kg for Part I.

Weight of casting after machining is estimated as 781 kg for Part I. B

Total surface area of blade in finish machined condition 3.933 sgm for Part I.

Material of blade: 13Cr-4Ni Stainless steel to ASTM A743 Gr CAGNM

0. After machining, Blade to be inspected using 3D scanning equipment and a report of comparison of

the same from theoretical 3D model to be submitted to BHEL. —
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NOTES:

1. Blade castings to be machined all over as per the 3D model provided by BHEL. Tolerance on profile

shall be 0.5 mm. C
2. Surface finish of machined blade shall be 3.2 micron or better.

w

Welding edges as shown in sketch and given in 3D model are also to be made on three edges.

4. After completion of machining, 0.3 mm deep line should be inscribed by machining tool at location

of Section E & F, throughout the length of the blade on both suction & pressure surface. The planes

corresponding to Section E & F shall be marked on 3D model & provided to machining vendor.

Machining allowance available for profile machining shall be 20-30 mm all around.

Weight of casting in as-cast condition is estimated around 2130 kg for Part Il.

Weight of casting after machining is estimated as 1082 kg for Part Il. B

Total surface area of blade in finish machined condition 5.346 sgm for Part Il.

Material of blade: 13Cr-4Ni Stainless steel to ASTM A743 Gr CAGNM

10. After machining, Blade to be inspected using 3D scanning equipment and a report of comparison of
the same from theoretical 3D model to be submitted to BHEL. -
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