ERECTION WELDING SCHEDULE PGNO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
”#" PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION, PHASE-1 (3X800 MW) SYSTEM DESCRIPTION : Start up system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. | remp. in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS | PRE o
:IE) LOCATION & DES(_:I_I:)IPB-I;?A:‘ESSEPDARTS MATERIAL SPEC. P\:?E(I:.ES;‘JZF NO/REV | HEAT NZ"U“::I?J?AD/ REMARKS REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c . . NORM
92.5 ©3.15 4.0 in mins NO | cer.
80 Vi) ER70S-A1 E7018-1 610+ 15
1 0-24-811-01088 PIPE + PIPE s;\:fg:éc; 508 | 80 imwi" 1004/04| 150 100% (ISRT + UT)
" 17 2620 620 1015 | 11031 200
80 Vi) ER70S-A1 E7018-1 610+ 15
2 0-24-811-01088 PIPE + ELBOW Ssilz(;i?/\ﬁg 508 | 80 GST\;\XVW" 1004/04| 150 100% (ISRT + UT)
14 2158 510 836 9084 200
80 iy ER70S-A1 E7018-1 610+ 15
3 0-24-811-01088 PIPE + TEE Ssﬁ\lzosi(\;/\r/ig 508 | 80 (;EXVW" 1004/04| 150 100% (ISRT + UT)
3 463 110 180 1947 200
80 iy ER70S-A1 E7018-1 610+ 15
4 0-24-811-01088 PIPE + VALVE Ssilz(ﬁ(\;/\;g 508 | 80 imwi" 1004/04| 150 100% (ISRT + UT)
4 617 146 239 2596 200
55 iy ER70S-A1 E7018-1 610+ 15
5 0-24-803-01089 | PE* R;g';?é LATION SA?;T);C * |a065| s5 (;T\;\;NW" 1004/04| 100 100% RT
1 132 30 48 287 140
55 Gyl Emvosan E7018-1 610+ 15
6 0-24-809-01089 PIPE + VALVE sslzlz(ﬁf,cgg 406.5| 55 (;T\;\;NW" 1004/04| 100 100% RT
2 264 59 9% 574 140
55 Gyl Emvosan E7018-1 610+ 15
7 0-24-809-01089 PIPE + ELBOW ssilzgif,ﬁg 406.5| 55 (;T\;\;NW" 1004/04| 100 100% RT
12 1580 350 574 3439 140
55 Vi) ER70S-A1 E7018-1 610+ 15
8 0-24-809-01089 PIPE + PIPE s;\:fgséc; 406.5| 55 imwi" 1004/04| 100 100% RT
r 1 132 30 48 287 140
55 Vi) ER70S-A1 E7018-1 610+ 15
9 0-24-808-01063 PIPE + NOZZLE SA?&%;C * |a065| s5 imwi" 1004/04| 100 100% RT
1 132 30 48 287 140
55 Vi) ER70S-A1 E7018-1 610+ 15
10 0-24-808-01063 PIPE + ELBOW Ssi\lzgif/ﬁg 406.5| 55 im\’vw" 1004/04| 100 100% RT
8 1053 234 383 2293 140
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ERECTION WELDING SCHEDULE PG NO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION, PHASE-1 (3X800 MW) SYSTEM DESCRIPTION : Start up system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
55 Vi) ER70S-A1 E7018-1 610+ 15
11 0-24-808-01063 PIPE + VALVE 55’2\12(;%3%; 406.5| 55 imwi" 1004/04| 100 100% RT
4 527 117 192 1147 140
55 Vi) ER70S-A1 E7018-1 610+ 15
12 0-24-808-01063 PIPE + PIPE s::fg:éc; 406.5| 55 imwi" 1004/04| 100 100% RT
r 2 264 59 9% 574 140
9.09 ¥ ER70S-A1 E7018-1 Nil | 20% RT subject to
13 0-24-808-01063 PIPE + PIPE S::fgs(;fg 33.4 | 9.09 (;EXVW" 1003/04| 20 min 2 weld/
4 19 48 - - welder/ shift
254 4G9 ER70S-A1 E7018-1 610+ 15
14 0-24-808-01063 PIPE + PIPE SAgﬁg;C * | 1683| 254 (;EXVW" 1004/04| 100 100% RT
1 54 13 20 27 65
80 iy ER70S-A1 E7018-1 610+ 15
15 0-24-805-01060 PIPE + PIPE SAéiif);c * | s08| g0 imwi" 1004/04| 150 100% (ISRT + UT)
1 155 37 60 649 200
80 iy ER70S-A1 E7018-1 610+ 15
16 0-24-805-01060 PIPE + TEE ssilzgif,ﬁg 508 | 80 (;T\;\;NW" 1004/04| 150 100% (ISRT + UT)
3 463 110 180 1947 200
80 iy ER70S-A1 E7018-1 610+ 15
17 0-24-805-01060 PIPE + ELBOW ssilzgif,ﬁg 508 | 80 (;T\;\;NW" 1004/04| 150 100% (ISRT + UT)
8 1233 292 478 5191 200
80 iy ER70S-A1 E7018-1 610+ 15
18 0-24-805-01060 PIPE + VALVE Zilz(ﬁ?/\;f:g 508 | 80 (;T\;\;A’W+ 1004/04| 150 100% (ISRT + UT)
4 617 146 239 2596 200
9.09 ¢ ER70S-A1 E7018-1 Nil | 20% RT subject to
19 0-24-805-01060 PIPE + PIPE S;‘:fggéfg 33.4 | 9.09 imwi" 1003/04| 20 min 2 weld/
4 19 48 - - welder/ shift
CAL0BGIC 4 0 N E7018-1 _ Nil
20 0-24-805-01060 PIPE + VALVE e 334 | 9.09 | SMAW 1021/02|  Nil 10% LPI or MPI
2 ; ; 5 .
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Start up system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS ' * REF-.
sL. LOCATION & DESCRIPTION OF PARTS | o/ cor PROCESS OF | WELD GTAW SMAW NoJrey | PRE |TEMP.in| NDTMETHOD/ REMARKS | REV
NO | o TIFICATION MARK TO BE WELDED size | tHick| WELDING | o Nos Qtyin gms Qty in Nos. NO HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
1015 ¢ ER70S-A1 E7018-1 Nil 20% RT subject to
21 0-24-805-01060 PIPE + PIPE SA106GIC+ | g3 |10.15| GTAW® 1003/04| 20 min 2 weld/
SA106GrC SMAW )
1 9 8 4 - welder/ shift
80 Vi) ER70S-A1 E7018-1 610+ 15
22 0-24-805-01060 PIPE + NOZZLE SAE(/)\GS);C * | s08 | 80 GST’\;\XVWJ' 1004/04| 150 100% (ISRT + UT)
1 155 37 60 649 200
76.2 G ER70S-A1 E7018-1 610+ 15
23 0-24-807-01062 PIPE + PIPE SAgﬁg;C * |s58.8] 762 (;EXVW" 1004/04| 150 100% (ISRT + UT)
1 180 41 66 675 195
76.2 G ER70S-A1 E7018-1 610+ 15
24 0-24-807-01062 PIPE + ELBOW 55112033(\;,\;% 558.8 | 76.2 (;TMAXVWJ' 1004/04| 150 100% (ISRT + UT)
8 1437 321 526 5396 195
76.2 G ER70S-A1 E7018-1 610+ 15
25 0-24-807-01062 PIPE + VALVE 55'2120113;25 558.8| 76.2 imXVWJ' 1004/04| 150 100% (ISRT + UT)
4 719 161 263 2698 195
9.09 ¥ ER70S-A1 E7018-1 Nil | 20% RT subject to
26 0-24-807-01062 PIPE + PIPE s:;fgs(;fg 33.4 | 9.09 (;T\;\;NW" 1003/04| 20 min 2 weld/
4 19 48 - - welder/ shift
14.02 ER70S-A1 E7018-1 Nil | 20% RT subject to
27 0-24-807-01062 PIPE + PIPE s:;fgs(;fg 73 | 14.02 (;T\;\/\ANer 1003/04| 20 min 2 weld/
1 14 11 12 - welder/ shift
76.2 G ER70S-A1 E7018-1 610+ 15
28 0-24-807-01062 PIPE + NOZZLE SAéiif);C * | ss88| 762 imrg 1004/04 150 100% (ISRT + UT)
1 180 41 66 675 195
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SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 24

PG NAME : Boiler Integral Piping and Fittings

SYSTEM DESCRIPTION : Start up system

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER.

3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 19019
2|E7018-1 4572 7168| 67562
NOTES :

EWS DOCID : 1828-24-STU-EWS REV:0

PREPARED BY : R Gopinath

CHECKED BY :

APPROVED BY : GUNASEKARAN V

DATE : 17-09-2019




ERECTION WELDING SCHEDULE PG NO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
”#" PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE- (3X800 MW) SYSTEM DESCRIPTION : Spray system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. | remp. in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS PRE o
:IE) LOCATION & DES(_:I_T)IPB-I;?A:‘ESSEP;\RTS MATERIAL SPEC. P\:?E(I:.ESI:JZF NO/REV | HEAT NZI-U“::TI_S;D/ REMARKS REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | nviE spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°C | .. . 'INORM
92.5 ©3.15 4.0 in mins NO | cer.
1349 ¢ ER70S-A1 E7018-1 Nil
70 0-00-047-16469 PIPE + PIPE s;\:fg:éc; 114.3| 13.49 imwi" 1003/04| 20 100% RT
r 8 216 156 132 -
635 ¢ ER70S-A1 E7018-1 Nil | 20% RT subject to
71 0-00-047-16469 PIPE + PIPE S;\:fg:(;fg 334 | 635 GST\;\XVW" 1003/04| 20 min 2 weld/
7 44 44 - - welder/ shift
SAL0BGIC + 7 N £7018-1 . Nil
72 0-00-047-16469 PIPE + VALVE 334 | 635 | SMAW 1021/02|  Nil 10% LPI or MPI
SA105
21 - 50 - -
SAL06GIC + 7 N E7018-1 . Nil
73 0-00-047-16469 PIPE + ELBOW 334 | 635 | SMAW 1021/02|  Nil 10% LPI or MPI
SA105
20 - 47 - B
i - +
SA335P91 + 7 LN ENiCrFe-3 745 + 15
74 0-00-047-16469 PIPE + VALVE 334 | 635 | SMAW 1063/01fon Gr 91 100% LPI or MPI
SA182F316
2 - 8 - - 30
1349 § ER70S-A1 E7018-1 Nil
75 0-00-047-16469 PIPE +TEE Ssilzgif,ﬁg 114.3| 13.49 (;T\;\;A’W+ 1003/04| 20 100% RT
4 108 78 66 -
1349 § ER70S-A1 E7018-1 Nil
76 0-00-047-16469 TEE + REDUCER SAZS:;’(\)’SPC * 11143 13.49 (;T\;\;NW" 1003/04| 20 100% RT
4 108 78 66 -
1113 ER70S-A1 E7018-1 Nil
77 0-00-047-16469 REDUCER + PIPE SAL0S+ 1 g5 g | 17,13 CTAW® 1003/04| 20 100% RT
SA106GrC SMAW
4 83 61 29 -
1113 ER70S-A1 E7018-1 Nil
78 0-00-047-16469 PIPE + ELBOW Zilz(;i?/ﬁ; 88.9 |11.13 ix\wi" 1003/04| 20 100% RT
8 165 122 57 -
1113 ER70S-A1 E7018-1 Nil
79 0-00-047-16469 ELBOW + VALVE SA23AWPB+ | ggg | 1713 CTAW* 1003/04| 20 100% RT
SA216WCC SMAW
4 83 61 29 -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) v 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
1113 ¢ ER70S-A1 E7018-1 Nil
80 0-00-047-16469 PIPE + PIPE s::fg:éc; 88.9 |11.13 imwi" 1003/04| 20 100% RT
r 8 165 122 57 -
1113 ¢ ER70S-A1 E7018-1 Nil
81 0-00-047-16469 PIPE + VALVE SA106GIC+ | g g | 11,13 GTAW® 1003/04| 20 100% RT
SA216WCC SMAW
4 83 61 29 -
1113 ER705-A1 E7018-1 Nil
82 0-00-047-16469 PIPE +CONNECTOR | SALO6GTCH+ g g | 11,13 GTAW® 1017/04| 125 100% RT
SA182F12CL2 SMAW
4 83 61 29 -
1113 § ER80S-B2 E8018-B2 680-720
CONNECTOR+ | SA182F12CL2 + GTAW +
83 0-00-047-16469 88.9 [ 11.13 1012/04| 150 100% RT
CONNECTOR SA182F22CL3 SMAW . = o1 ” ] o
1113 § ER90S-B3 E9018-B3 680-720
84 0-00-047-16469 | CONNECTOR + VALVE | SAL82F22CL3+ | g g |11 45| GTAW® 1014/03| 150 100% RT
SA217WC9 SMAW
4 83 61 29 . 60
1113 § ER90S-B3 E9018-B3 745 + 15
85 0-00-047-16469 PIPE + VALVE s’;ig‘;;ggl" 88.9 |11.13 (;T\;\;NW" 1038/05| 220 100% RT
4 139 61 29 . 30
15.24 3% ER90S-B3 E9018-B3 745+ 15
86 0-00-047-16469 PIPE + VALVE sslfz 3157 ’:;g 88.9 | 15.24 (;T\;\;NW" 1038/05| 220 100% RT
4 111 26 42 12 60
15.24 3 ER90S-B9 E9015-B91 745+ 15
87 0-00-047-16469 PIPE + TEE ss:;:i&?:g; 88.9 | 15.24 (;T\;\;A’W+ 1036/08| 220 100% UT
4 111 43 57 17 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
10 0-00-047-16470 PIPE + ELBOW ::i:ic\/g:g; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
30 831 319 426 123 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
11 0-00-047-16470 PIPE + PIPE S;\Aag’;;s 91; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
10 277 107 142 4 40
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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CAUTION :
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
1524 G|  eroosso E9015-B91 745 + 15
12 0-00-047-16470 PIPE + VALVE Z’:\i 53 Fg;; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
2 56 2 29 9 40
A335POL 4 10 N £9018-B3 745+ 15
13 0-00-047-16470 PIPE + ELBOW 334 | 9.09| sMAwW 1113/02| 220 100% LPI or MPI
SA182F22CL3
8 ; ; 19 - 30
SA335P91 + 10 N £9015-B91 745+ 15
14 0-00-047-16470 PIPE + VALVE 334 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA217C12A
6 ; ; 19 - 30
15.24 3% ER90S-B9 E9015-B91 745+ 15
1 0-00-047-16471 PIPE + PIPE S:j:;gs;; 88.9 | 15.24 (;EXVW" 1036/08| 220 100% UT
6 167 64 86 25 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
2 0-00-047-16471 PIPE + ELBOW ::2:2\7\?:9; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
26 720 277 369 106 40
15.24 3 ER90S-B9 E9015-B91 745+ 15
3 0-00-047-16472 PIPE + PIPE s:j:;gs;; 88.9 | 15.24 (;T\;\;NW" 1036/08| 220 100% UT
4 111 43 57 17 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
4 0-00-047-16472 PIPE + ELBOW ::;3325::9; 88.9 | 15.24 (;T\;\;NW" 1036/08| 220 100% UT
28 776 298 397 115 40
15.24 3 ER90S-B9 E9015-B91 745+ 15
5 0-00-047-16473 PIPE + ELBOW ss:;:ic::;l 88.9 | 15.24 iﬁ;"’w" 1036/08| 220 100% UT
30 831 319 426 123 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
6 0-00-047-16473 PIPE + PIPE S;\Aag’;;s 91; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
10 277 107 142 4 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
7 0-00-047-16473 PIPE + VALVE Zgiigi; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
2 56 2 29 9 40
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
R Gopinath GUNASEKARAN V 17-09-2019 1828-24-SPR-EWS 0 3/11
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
A335POL 5 10 N £9018-B3 745+ 15
8 0-00-047-16473 PIPE + ELBOW 334 | 9.09| sMAwW 1113/02| 220 100% LPI or MPI
SA182F22CL3
8 ; ; 19 - 30
10 N E7018-1 Nil
9 0-00-047-16473 PIPE + VALVE SA105 +SA105 | 33.4 | 9.09 | SsmAW 1021/02|  Nil 10% LPI or MPI
6 ; ; 14 .
26 9 ER70S-A1 E7018-1 610+ 15
15 0-00-047-16474 PIPE + ELBOW Ssﬁ\lzosi(\;/\r/ig 1683| 26 (;EXVW" 1004/04| 100 100% RT
20 1059 242 396 564 65
26 9 ER70S-A1 E7018-1 610+ 15
16 0-00-047-16474 PIPE + PIPE sg\:fgséc; 168.3| 26 (;EXVW" 1004/04| 100 100% RT
r 6 318 73 119 169 65
26 9 ER70S-A1 E7018-1 610+ 15
88 0-00-047-16475 PIPE + PIPE S:;fg:écg 168.3| 26 imwi" 1004/04| 100 100% RT
r 8 424 97 159 226 65
635 ¥ ER70S-A1 E7018-1 Nil | 20% RT subject to
89 0-00-047-16475 PIPE + PIPE s:;fgs(;fg 334 | 635 (;T\;\;NW" 1003/04| 20 min 2 weld/
7 44 44 - - welder/ shift
SALOBGIC + 7 [N E7018-1 . Nil
90 0-00-047-16475 PIPE + VALVE 33.4 | 6.35 SMAW 1021/02 Nil 10% LPI or MPI
SA105
21 ; 50 ; .
SALOBGIC + 7 [N E7018-1 . Nil
91 0-00-047-16475 PIPE + ELBOW 33.4 | 6.35 SMAW 1021/02 Nil 10% LPI or MPI
SA105
20 - 47 - -
i CrEe. +
CA335PO1 4 7 N ENiCrFe-3 745 + 15
92 0-00-047-16475 PIPE + VALVE 334 | 635| SMAW 1063/01jon Gr 91 100% LPI or MPI
SA182F316
2 ; 8 ; . 30
26 iy ER70S-A1 E7018-1 610+ 15
93 0-00-047-16475 PIPE +TEE Ssi\lzgif/ﬁg 168.3| 26 imwi" 1004/04| 100 100% RT
4 212 49 80 113 65
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings

SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURERARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
26 Vi) ER70S-A1 E7018-1 610+ 15
94 0-00-047-16475 TEE + REDUCER SAZ;:;’(\)’EC * 11683 26 imxlw" 1004/04| 100 100% RT
4 212 49 80 113 65
1712 G4 ER70S-AL E7018-1 Nil
95 0-00-047-16475 REDUCER + PIPE SZ%%Z +c 114.3|17.12 imxlw" 1003/04| 20 100% RT
r 4 149 33 54 27
1712 G4 ER70S-A1 E7018-1 Nil
% 0-00-047-16475 PIPE + ELBOW Ssilzgiﬁ\ﬁg 1143 17.12 (;EXVW" 1003/04| 20 100% RT
8 298 66 108 53
1712 G4 ER70S-A1 E7018-1 Nil
97 0-00-047-16475 ELBOW + VALVE S::;fxgg 114.3|17.12 imwi" 1003/04| 20 100% RT
4 149 33 54 27
1712 G4 ER70S-A1 E7018-1 Nil
98 0-00-047-16475 PIPE + PIPE s:;fggéc; 1143 17.12 imXVWJ' 1003/04| 20 100% RT
r 8 298 66 108 53
1712 G5 ER70S-A1 E7018-1 Nil
99 0-00-047-16475 PIPE + VALVE ss//ilz(ﬁfxcig 114.3]17.12 (;T\;\;A’W+ 1003/04| 20 100% RT
4 149 33 54 27
1712 G4 ER70S-A1 E7018-A1 650-670
100 | 0-00-047-16475 PIPE +CONNECTOR si%ozi(li;cc:z 114.3]17.12 (;T\;\/\ANer 1018/05| 150 100% RT
4 149 33 54 27 60
1712 G4 ER80S-B2 E8018-B2 680-720
CONNECTOR + SA182F12CL2 + GTAW +
101 |  0-00-047-16475 114.3|17.12 1012/04| 150 100% RT
CONNECTOR SA182F22CL3 SMAW . 149 3 5 27 60
1712 4% ER90S-B3 E9018-B3 680-720
SA182F22CL3 + GTAW +
102 | 0:00-047-16475 | CONNECTOR+VALVE |~ =00 =7 | 114.3|17.12| 00 1014/03| 150 100% RT
4 149 33 54 27 60
17.12 4% ER90S-B3 E9018-B3 740-770
103 |  0-00-047-16475 PIPE + VALVE S’;ig\:g’l" 114.3|17.12 iE\XIWJ' 1035/05| 220 100% RT
4 149 33 54 27 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE PGNO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Spray system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE PARTS CUSTDOCNO : - CUST DOCREV : -
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ oo o PROCESS OF | WELD GTAW SMAW norev | PRE |[TEMP.in|  NDT METHOD/ REMARKS | REV
NO | | TIFICATION MARK TO BE WELDED size | THick| WELPING [0 Nos Qty in gms Qty in Nos. NO. HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
20 Vi) ER90S-B3 E9018-B3 740-770
104 0-00-047-16475 PIPE + VALVE 551323157 F\’/?/g 127 | 20 iE\XVWJ' 1035/05| 220 100% RT
4 161 37 60 46 60
20 Vi) ER90S-B9 E9015-B91 740-770
105 0-00-047-16475 PIPE + TEE ::;:i&?:g; 127 | 20 iE\XVWJ' 1050/06| 220 100% UT
4 161 61 81 64 60
20 9 ER90S-B9 E9015-B91 740-770
17 0-00-047-16476 PIPE + PIPE S:j:;gs;; 127 | 20 (;T\:XVWJ' 1050/06| 220 100% UT
12 482 183 243 191 60
20 9 ER90S-B9 E9015-B91 740-770
18 0-00-047-16476 PIPE + ELBOW S:;:i&?:g; 127 | 20 (;EXVW" 1050/06| 220 100% UT
30 1205 456 608 478 60
20 9 ER90S-B9 E9015-B91 740-770
19 0-00-047-16476 PIPE + VALVE 2':2315;2%; 127 | 20 iT\’A'\XVWJ' 1050/06| 220 100% UT
2 81 31 41 32 60
SA335P91 + 10 N E9018-B3 745+ 15
20 0-00-047-16476 PIPE + ELBOW 33.4 | 9.09 | SMAW 1113/02| 220 100% LPI or MPI
SA182F22CL3
2 - - 5 - 30
- +
SA335P91 + 10 N E9015-B91 745+ 15
21 0-00-047-16476 PIPE + VALVE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA182F91
7 - - 22 - 30
20 vy ER90S-B9 E9015-B91 740-770
22 0-00-047-16477 PIPE + PIPE sg::;;s;; 127 | 20 im/\ANWJ' 1050/06| 220 100% UT
5 201 76 102 80 60
20 Vi) ER90S-B9 E9015-B91 740-770
23 0-00-047-16477 PIPE + ELBOW ::i:ic\/g:g; 127 | 20 imwi" 1050/06| 220 100% UT
40 1607 607 810 637 60
20 Vi) ER90S-B9 E9015-B91 740-770
SA335P91 + GTAW +
24 0-00-047-16478 PIPE + PIPE SA335P91 127 | 20 SMAW 1050/06| 220 100% UT
5 201 76 102 80 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings

SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OFPARTS | |\ PROCESS OF | WELD GTAW SMAW Nojrev| PRE |TEMP.in|  NDTMETHOD/ REMARKS | REV
NO | | ENTIFICATION MARK TO BE WELDED size | THick| WELDING | 00 o Qty in gms Qty in Nos. No. | HEAT [ TIME QUANTUM  [SPEC.] AcC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
20 Vi) ER90S-B9 E9015-B91 740-770
25 0-00-047-16478 PIPE + ELBOW ::::i&?:g; 127 | 20 imXVWJ' 1050/06| 220 100% UT
32 1286 486 648 510 60
20 Vi) ER90S-B9 E9015-B91 740-770
26 0-00-047-16478 PIPE + PIPE S;\:::;’sglf 127 | 20 imXVWJ' 1050/06| 220 100% UT
6 241 92 122 9% 60
SA335P91 + 10 N £9015-B91 745+ 15
27 0-00-047-16478 PIPE + ELBOW 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA234WP91
4 - - 13 - 30
SA335P91 + 10 N £9015-B91 745+ 15
28 0-00-047-16478 PIPE + VALVE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA182F91
4 - - 13 - 30
10 N £9015-B91 745+ 15
SA335P91 +
29 0-00-047-16478 STUB + PIPE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA335P91
1 - - 4 - 30
- +
SA335P91 + 10 N E9015-B91 745+ 15
30 0-00-047-16478 PIPE + VALVE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA182F91
3 - - 10 - 30
20 vy ER90S-B9 E9015-B91 740-770
31 0-00-047-16479 PIPE + PIPE sgj:;gg;; 127 | 20 (;EX/WJ' 1050/06| 220 100% UT
3 121 46 61 48 60
20 vy ER90S-B9 E9015-B91 740-770
32 0-00-047-16479 PIPE + ELBOW ss:;:i&?:g; 127 | 20 iE\XVW" 1050/06| 220 100% UT
38 1527 577 770 605 60
1712 G5 ER70S-A1 E7018-1 Nil
43 0-00-047-16480 PIPE + ELBOW Zilzgi?/ﬁ; 1143 17.12 imwi" 1003/04| 20 100% RT
20 743 164 269 131
1712 G5 ER70S-A1 E7018-1 Nil
44 0-00-047-16480 PIPE + PIPE s;\:fgséc; 1143 17.12 imwi" 1003/04| 20 100% RT
r 5 186 2 68 33
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
172 Gy ER70S-A1 E7018-1 Nil
52 0-00-047-16481 PIPE + PIPE s::fgséc; 114.3| 17.2 imwi" 1003/04| 20 100% RT
r 8 297 66 108 53
9.09 ¢ ER70S-A1 E7018-1 Nil | 20% RT subject to
53 0-00-047-16481 PIPE + PIPE S::fggéfg 33.4 | 9.09 imwi" 1003/04| 20 min 2 weld/
7 33 84 - - welder/ shift
SAT06GIC + 10 N - E7018-1 . Nil
54 0-00-047-16481 PIPE + VALVE 334 | 9.09 | smaw 1021/02|  Nil 10% LPI or MPI
SA105
21 - - 48 -
SAT06GIC + 10 N - E7018-1 . Nil
55 0-00-047-16481 PIPE + ELBOW 334 | 9.09 | smaw 1021/02|  Nil 10% LPI or MPI
SA105
20 - - 46 -
SA335P91 + 10 N - ENiCrFe-3 745+ 15
56 0-00-047-16481 PIPE + VALVE 334 | 9.09 | smaw 1063/01fon Gr 91 100% LPI or MPI
SA182F316
2 - - 7 - 30
17.2 Gy ER70S-A1 E7018-1 Nil
57 0-00-047-16481 PIPE +TEE ss/;xlzgi%;Eg 114.3| 17.2 (;T\;\;NW" 1003/04| 20 100% RT
4 149 33 54 27
17.2 Gy ER70S-A1 E7018-1 Nil
58 0-00-047-16481 TEE + REDUCER SAZS:;’(;/?C * 1143|172 (;T\;\;NW" 1003/04| 20 100% RT
4 149 33 54 27
15.24 3 ER70S-A1 E7018-1 Nil
59 0-00-047-16481 REDUCER + PIPE SZ’;})‘;SG +c 88.9 | 15.24 (;T\;\;A’W+ 1003/04| 20 100% RT
r 4 111 26 42 12
15.24 G4 ER70S-A1 E7018-1 Nil
60 0-00-047-16481 PIPE + ELBOW Zilzgi?/ﬁ; 88.9 | 15.24 imwi" 1003/04| 20 100% RT
8 222 51 84 24
15.24 G4 ER70S-A1 E7018-1 Nil
61 0-00-047-16481 ELBOW + VALVE s::zafgv\;crsg 88.9 | 15.24 imwi" 1003/04| 20 100% RT
4 111 26 42 12
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Spray system

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUSTDOCNO:-  CUST DOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) v 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
15.24 G4 ER70S-A1 E7018-1 Nil
62 0-00-047-16481 PIPE + PIPE s;\:fg:éc; 88.9 | 15.24 imwi" 1003/04| 20 100% RT
r 8 222 51 84 24
15.24 4 ER70S-AL E7018-1 Nil
63 0-00-047-16481 PIPE + VALVE Ssilz(i%f,\‘;i; 88.9 | 15.24 imwi" 1003/04| 20 100% RT
4 111 26 42 12
15.24 3% ER70S-A1 E7018-A1 650-670
64 0-00-047-16481 PIPE +CONNECTOR Si\%gi(;fcfz 88.9 | 15.24 (;EXVW" 1018/05| 150 100% RT
4 111 26 42 12 60
15.24 3% ER80S-B2 E8018-B2 680-720
CONNECTOR+ | SA182F12CL2 + GTAW +
65 0-00-047-16481 88.9 | 15.24 1012/04| 150 100% RT
CONNECTOR SA182F22CL3 SMAW . 11 2 ” - o
15.24 3% ER90S-B3 E9018-B3 680-720
66 0-00-047-16481 | CONNECTOR + VALVE SAslfzlef\ilch;’ "1 88.9 | 15.24 imwi" 1014/03| 150 100% RT
4 111 26 42 12 60
15.24 3 ER90S-B3 E9018-B3 745+ 15
67 0-00-047-16481 PIPE + VALVE s’;ig‘;;ggl" 88.9 | 15.24 (;T\;\;NW" 1038/05| 220 100% RT
4 111 26 42 12 60
17 iy ER90S-B3 E9018-B3 740-770
68 0-00-047-16481 PIPE + VALVE sslfz 3157 ’:;g 889 | 17 (;T\;\;NW" 1035/05| 220 100% RT
4 105 26 42 18 60
17 iy ER90S-B9 E9015-B91 740-770
69 0-00-047-16481 PIPE + TEE ss:;:i&?:g; 889 | 17 (;T\;\;A’W+ 1050/06| 220 100% UT
4 105 43 57 25 60
15.24 3% ER90S-B9 E9015-B91 745+ 15
33 0-00-047-16482 PIPE + PIPE S;\Aag’;;s 91; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
4 111 43 57 17 40
15.24 3% ER90S-B9 E9015-B91 745+ 15
34 0-00-047-16482 PIPE + ELBOW ::i:ic\/g:g; 88.9 | 15.24 imwi" 1036/08| 220 100% UT
46 1274 489 652 188 40
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ERECTION WELDING SCHEDULE PG NO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Spray system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
17 Vi) ER90S-B9 E9015-B91 740-770
35 0-00-047-16482 PIPE + ELBOW 5522325\?:9; 88.9 | 17 imr’w" 1050/06| 220 100% UT
8 210 85 114 49 60
17 Vi) ER90S-B9 E9015-B91 740-770
36 0-00-047-16482 PIPE + VALVE Zﬁi? Fg;/’: 88.9 | 17 imr’w" 1050/06| 220 100% UT
2 53 22 29 13 60
17 iy ER90S-B9 E9015-B91 740-770
37 0-00-047-16482 PIPE + PIPE S:j:;gs;; 889 | 17 (;EXVW" 1050/06| 220 100% UT
6 157 64 86 37 60
SAL0S + 10 N E7018 Nil
38 0-00-047-16482 PIPE + ELBOW 33.4 | 9.09 | SMAW 1105/03| 150 10% LPI or MPI
SA182F22CL3
6 - - 14 -
- +
SA335P91 + 10 N £9015-B91 745+ 15
39 0-00-047-16482 PIPE + PIPE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA335P91
1 - - 4 - 30
- +
SA335P91 + 10 N E9015-B91 745+ 15
40 0-00-047-16482 PIPE + VALVE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA182F91
8 - - 25 - 30
17 iy ER90S-B9 E9015-B91 740-770
41 0-00-047-16483 PIPE + ELBOW ::;3325\?:9; 88.9 | 17 (;T\;\/:A’W+ 1050/06| 220 100% UT
36 942 383 511 219 60
17 iy ER90S-B9 E9015-B91 740-770
42 0-00-047-16483 PIPE + PIPE ss::;;s;; 889 | 17 (;T\;\;A’W+ 1050/06| 220 100% UT
5 131 54 71 31 60
17 Vi) ER90S-B9 E9015-B91 740-770
SA335P91 + GTAW +
45 0-00-047-16484 PIPE + PIPE SA335P91 889 | 17 SMAW 1050/06| 220 100% UT
9 236 96 128 55 60
17 Vi) ER90S-B9 E9015-B91 740-770
46 0-00-047-16484 PIPE + ELBOW ::i:ic\/g:g; 889 | 17 imwi" 1050/06| 220 100% UT
54 1412 574 766 329 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE PG NO:24
7 CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Spray system
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV :-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) 8 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
17 Vi) ER90S-B9 E9015-B91 740-770
47 0-00-047-16484 PIPE + VALVE Zﬁzii Fg;; 88.9 | 17 GST\;\XVW" 1050/06| 220 100% UT
2 53 22 29 13 60
SA335P91 + 10 N - E9018-B3 745+ 15
48 0-00-047-16484 PIPE + ELBOW 33.4 | 9.09 | SMAW 1113/02| 220 100% LPI or MPI
SA182F22CL3
10 - - 23 - 30
SA335P91 + 10 N - £9015-B91 745+ 15
49 0-00-047-16484 PIPE + VALVE 33.4 | 9.09 | SMAW 1118/00| 220 100% LPI or MPI
SA182F91
8 - - 25 - 30
17 iy ER90S-B9 E9015-B91 740-770
50 0-00-047-16485 PIPE + ELBOW sS:;:ZC\?:s;; 88.9 | 17 (;T\:XVW" 1050/06| 220 100% UT
38 994 404 539 231 60
17 iy ER90S-B9 E9015-B91 740-770
51 0-00-047-16485 PIPE + PIPE S::;SSP:’;; 889 | 17 imwi" 1050/06| 220 100% UT
6 157 64 86 37 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 24

PG NAME : Boiler Integral Piping and Fittings

SYSTEM DESCRIPTION : Spray system

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 8805
2|ER80S-B2 429
3|ER905-B3 1399
4|ER905-B9 21452
5|E7018-1 3030 3327 2159
6|ENiCrFe-3 20 9 0
7|/E8018-B2 150 157 49
8|E9018-B3 412 575 193
9|E9015-B91 8319] 11260 5864
10|E7018-A1 74 120 49
11(E7018 0 18 0
NOTES :

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER.
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

EWS DOCID : 1828-24-SPR-EWS REV :0

PREPARED BY : R Gopinath

CHECKED BY :

APPROVED BY : GUNASEKARAN V

DATE : 17-09-2019




ERECTION WELDING SCHEDULE

PGNO:17

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Reheater System
SYSTEM DESCRIPTION : Reheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-RARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. | 7EMP. in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS PRE oc
:IE) LOCATION & DES?[I:)II’B'IQC‘)A;‘IEE);EP;\RTS MATERIAL SPEC. Ps\:)E(I:.ESIf‘lgF NO/REV | HEAT N[:;I-UIXI:?J:AD/ REMARKS REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 4.0 in mins NO | cer.
35.00 4| ER80S-B2 E8018-B2 650-670
LTRH I/L HDR + SPOOL
1 0-15-136-00395 PIPE (R-03 HDR + R03 | 1o0oP12+ oo gl 49 | CTAWH 1010/06| 150 100% RT
SA335P12 SMAW
SPOOL)
2 432 81 132 379 100
R-03(LTRH Inlet header 457 Y ER80S-B2 £8018-B2 Nil -
+ SA213T11+ GTAW + 20% RT subject to
2 -00-027-35137 69.85| 4.57 1009/03| 150 in 2 wel
0-00-027-3513 R-04TI(LTRH Inlet SA213T11 SMAW / ;’;Ley:hdh{t
Terminal Tubes) 963 18018 7042 } :
R-04TI(LTRH Inlet 427 ERE0S 82 Fe018-62 M 20% RT subject to
Terminal Tubes + SA213T11 + GTAW + °
3 -00-027-35137 69.85| 4.57 1009/03| 150 in 2 wel
0-00-027-35137 | 04L(LTRH Lower Bank|  SA213T11 SMAW / min 2 weld/
Coils) welder/ shift
963 18018 7042 - -
R-OAL(LTRH Lower Bank 457 Y ER80S-B2 E8018-B2 Nil o AT sbect
Coils + SA213T11 + GTAW + °
4 -00-027-35137 69.85| 4.57 1009/03| 150 in 2 wel
0-00-027-3513 R-04L1(LTRH Lower SA213T11 SMAW / ‘;,";Ler‘;w:h‘?{t
Inter Bank Coils) 963 18018 7042 } .
R-O4LL{LTRH Lower 457 ¥ ER80S-B2 E8018-B2 Nil Yo% AT subjct 0
Inter Bank Coils + SA213T11 + GTAW + °
5 -00-027-351 69.85| 4.57 1009/03| 150 in2
0-00-027-35137 R-0412(LTRH Inter 2 SA213T11 SMAW / min 2 weld/
Bank Coils) welder/ shift
ank tolls 963 18018 7042 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 1/6
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY |* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL. IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).




ERECTION WELDING SCHEDULE PGNO:17
e CUST No : 1828,1829,1830 PG NAME : Reheater System
””” PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Reheater System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
) 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
R-0412(LTRH Inter 2 457 ¥ ER80S-B2 E8018-B2 Nil Yo% AT subject o
Bank Coils + SA213T11 + GTAW + °
0-00-027-35137 69.85| 4.57 1011/01| 150 in 2 weld
R-O4IL(LTRH Inter 1 |  SA213T22 SMAW / min 2 weld/
Bank Coil welder/ shift
ank Coils) 963 18018 7042 - -
R-OAIL(LTRH Inter 1 457 ¥ ER90S-B3 £9018-B3 Nil Yo% AT subject o
Bank Coils + SA213T22 + GTAW + °
-00-027-35137 69.85| 4.57 1013/02| 150 in 2 wel
0-00-027-3513 R-04UI(LTRH Upper SA213T22 SMAW / ;’;Ley:hdh{t
Inter Bank Coils) 963 18018 7042 } :
Y ~ - +
R-04UI(LTRH Upper 457 ¥ ER90S-B9 £9015-B91 745 + 15
Inter Bank Coils + SA213T91 + NDT after
-00-027-35137 69.85| 4.57 TAW 1036/08| 220 100% RT
0-00-027-3513 R-04U(LTRH Upper SA213T91 G / 00% SR;
Bank Coils) 100% HC,
963 - - - 30
96659 180 HB TO
300HB
4 \% ER90S-B9 E9015-B91 745 + 15
R-04U(LTRH Upper
NDT after
0-00-027-35137 Bank Coils + s::21133T$911+ 635 | 4 GTAW 1036/08| 220 100% RT SR
R-07(LTRH Pendant ) 100% IHC
963 70821 - - - 30 i
08 180 HB TO
300HB
\ " - +
R-07(LTRH Pendant + 42 v ER90S-B9 £9015-B91 745 + 15
R-07TO(LTRH Outlet | SA213T91+ NDT after
-00-027- ) 2 1 22 9
0-00-027-35137 header Terminal tubes | SA213T91 63.5 | 4 GTAW 036/08 0 100% RT SR
) 100% HC,
963 - - - 30
76553 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 2/6
CAUTION THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
: WAY DETRIMENTAL TO INTEREST OF BHEL. IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).
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ERECTION WELDING SCHEDULE

PGNO:17

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Reheater System
SYSTEM DESCRIPTION : Reheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
R-07TO(LTRH Outlet 42 ¥ ER90S-B9 E9015-B91 745 + 15
header Terminal tubes
NDT after
11 0-00-027-35137 + SA213T91+ | oy o | 45 GTAW 1036/08| 220 100% RT
SA213T91 SR;
R-08(LTRH Outlet
Head 214 17012 - - - 30 100% HC,
eader) 180 HB TO
300HB
R-07TO(LTRH Outlet 762 ¥ ER90S-B9 £9015-B91 745 + 15
header Terminal tubes
NDT after
12 0-00-027-35137 + SA213TOL+ | g g | 762 | GTAW 1036/08| 220 100% RT
SA213T91 SMAW SR;
R-08(LTRH Outlet 100% HC,
749 144 16322 - - 30 i
Header) 30 180 HB TO
300HB
35.00 VY| ER90S-B9 E9015-B91 740-770
R-08(LTRH Outlet
NDT after
13 0-00-027-35141 Header + SAS3SPOL+ | g1 | 4o | GTAWH 1050/06| 220 100% UT
: SA234WP91 SMAW SR;
R-09(Link To RH DESH) 100% HC
2 4 195 260 791 100 i
65 180 HB TO
300HB
35.00 VY| ER90S-B9 E9015-B91 740-770
R-09(Link To RH DESH +| SA335P91 + GTAW + NDT after
14 -00-027-35141 813 | 40 1050/06| 220 100% UT
0-00-027-35 R-10(RH DESH) SA335P91 SMAW / 00% U SR;
100% HC,
2 4 195 260 791 100 ’
65 180 HB TO
300HB
R-10(RH DESH + 3500 %| ER90S-B9 £9015-B91 740-770
R-11(Link From RH SA335P91 + GTAW + NDT after
15 -00-027-35141 813 | 40 1050/06| 220 1009
0-00-027-3514 DESH To Finish RH Inlet | SA335P91 SMAW / 00% Ut SR;
Header) 100% HC,
2 195 260 791 100
654 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 3/6
CAUTION THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
: WAY DETRIMENTAL TO INTEREST OF BHEL. IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).
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ERECTION WELDING SCHEDULE

PGNO:17

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Reheater System
SYSTEM DESCRIPTION : Reheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
R-11(Link From RH —~
DESH To Finish RH Inet 3500 UU| ER90S-B9 £9015-B91 740-770
Header + SA335P91 + GTAW + NDT after
16 -00-027- 813 | 40 1050/06| 220 9
0-00-027-35140 R-11(Link From RH | SA234wWP91 SMAW / 100% UT SR;
. . 0,
DESH To Finish RH Inlet 4 1307 389 519 1581 100 100% HC,
Header) 180 HB TO
300HB
R-11(Link From RH 83.12 VY| ER90S-B3 E9018-B3 680-720
DESH To Finish RH Inlet
17 0-00-027-35140 Header) + S:j:;gszz; 711 | 95 (;EXVW" 1014/03| 150 100% (ISRT + UT)
R-12(Finish RH Inlet
Header) 2 480 102 168 2027 240
RA12 (Finish RH Inlet 559 ¥ | ER90S-B3 E9018-B3 Nil o T subct 6
0-00-027-35151 Header tubes) + R- | SA213T22 + GTAW + o
18 76.2 | 5.59 1013/02| 150 2 wel
0-00-027-35152 13(Finishing RH SA213T22 SMAW / min 2 weld/
Assembly) welder/ shift
53 1063 596 - -
Re12 (Finish RH Inlet 457 ¥ | ER90s-B3 E9018-B3 Nil o T subct 6
0-00-027-35151 Header tubes) + R- | SA213T22 + GTAW + o
19 57.15| 4.57 1013/02| 150 2 wel
0-00-027-35152 13(Finishing RH SA213T22 SMAW / min 2 weld/
Assembly) welder/ shift
212 3130 1269 - -
Re12 (Finish RH Inlet 45 V| ER90s-B3 E9018-B3 Nil o T subect
0
2 0-00-027-35151 Header tubes) +R- | SA213T22+ | o | , . | GTAW+ w1302 150 in 2 weld/
0-00-027-35152 13(Finishing RH SA213T22 SMAW :
A bly) welder/ shift
ssembly 159 1414 619 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 4/6

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).
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ERECTION WELDING SCHEDULE

PGNO:17

CUST No : 1828,1829,1830

PG NAME :

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

Reheater System

SYSTEM DESCRIPTION : Reheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
Re12 (Finish RH Inlet 508 ¥ | ER90S-B3 £9018-B3 Nil o T st
0
- 0-00-027-35151 Header tubes) +R- | SA213T22+ | yo\ | oo | GTAW+ ro13/02] 150 i 2 wald]
0-00-027-35152 13(Finishing RH SA213T22 SMAW :
A bi welder/ shift
ssembly) 318 2712 1516 - -
R-13 (Finishing RH | SA213UNSS304 508V |Nittetsu YT304H . il 20% RT subject to
0-00-027-35151 Assembly) +R-13TO 32+ ) o
2 76.2 | 5.08 TAW 1054/02|  Nil 2 wel
0-00-027-35152 (Finish RH Outlet | SA213UNSS304 G / ! ;’;Ley:hdh{t
Terminal Tubes) 32 53 7067 } } :
R-13 (Finishing RH | SA213UNSS304 413V |Nittetsu YT304H . il 20% RT subject to
0-00-027-35151 Assembly) +R-13TO 32+ ) o
23 63.5 | 4.19 TAW 1054/02|  Nil 2 wel
0-00-027-35152 (Finish RH Outlet | SA213UNSS304 G / ! \;I"e'{;ery:h‘?]{t
Terminal Tubes) 32 689 55605 : : )
9CrWV TIG/
_ > ) .
R-13TO(Finish RH 5.08 v TI:\o/le_rrr:::ét E9015-B92 745 + 15
0-00-027-35151 Outlet Terminal Tubes) | SA213T92 + NDT after
24 76.2 | 5.08 TAW 1058/02| 220 100% RT
0-00-027-35152 | +R-14 (Finish RH Outlet| SA213T92 G / 00% SR;
Header) 100% HC,
53 4 - - - 30
693 180 HB TO
300HB
9CrWV TIG/
. ; +
R-13TO(Finish RH 5.08 WV T:j—:—r;::slt E9015-B92 745 + 15
0-00-027-35151 Outlet Terminal Tubes) | SA213T92 + NDT after
25 63.5 | 5.08 1058/02| 220 1009
0-00-027-35152 | +R-14 (Finish RH Outlet| SA213T92 GTAW / 00% RT SR;
Header) 100% HC,
689 11 ; ; - 30
75114 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 5/6

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).




ERECTION WELDING SCHEDULE PGNO:17
7 CUST No : 1828,1829,1830 PG NAME : Reheater System
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE- (3X800 MW) SYSTEM DESCRIPTION : Reheater System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
) 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7 N - E8018-B2 Nil
SA182F22CL3 +
1102/01| 200 0
GAMMA PLUG SA335P12 SMAW / 100% LPI or MPI
2 - 1 - -
7 N - E9018-B3 Nil
SA182F22CL3 +
1103/01| 2 9
GAMMA PLUG SA335P22 SMAW 03/01| 200 100% LPI or MPI
2 - 1 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-17-RH-EWS 0 6/6
CAUTION s THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. [T MUST NOT BE USED DIRECTLY OR INDIRECTLY INANY |* REFER NDE MANUAL No.PS:CMX:002 REV.No.01/12-98. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS
B WAY DETRIMENTAL TO INTEREST OF BHEL. IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE CARRIED OUT (247HB MAX).




SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PGNO:17

PG NAME : Reheater System

SYSTEM DESCRIPTION : Reheater System

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|ER80S-B2 135783
2|ER90S-B3 40226
3|ER905-B9 418116
4|Nittetsu YT304H 94008
5[9CrWV TIG/ Thermanit-MTS616 123072
6|E8018-B2 52938 198 569
7|1E9018-B3 16718 252 3041
8|E9015-891 25944 1949 5931
9|E9015-B92 0 0 0
NOTES :

1. RESERVE 50% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY

EWS DOCID : 1828-17-RH-EWS REV :0

PREPARED BY : NIRMAL RAJ N

CHECKED BY : LAKAVATH PRAVEEN KUMAR

APPROVED BY : SRIDHARAN K

DATE : 17-08-2020




ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. 1 1eMp, in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS | PRE o
:; LOCATION & DESCT':)":E'("A:'EE);EP;RTS MATERIAL SPEC. Ps\zclgslng NO/REV | HEAT N[gu“::m&w REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 4.0 in mins NO | cer.
7175 UY|  ER70S-Al E7018-1 610 * 15
ECO I/L LINK + ECO I/L
0-00-027-35160 SA106GRC + GTAW +
1 - -04- 610 | 82 1004/04| 150 9
0-19-850-02316 LINK (E-04 + £-04 SA106GRC SMAW / 100% (ISRT + UT)
VALVE)
4 824 175 287 2723 205
7175 Y9Y| ER70S-A1 E7018-1 610+ 15
ECO I/L LINK +ECO I/L
0-00-027-35160 SA106GRC + GTAW +
2 LINK(E-04 + E-04 - 610 | 82 1004/04| 150 100% (ISRT + UT)
0-19-850-02316 FLOW NOZZLE) SA106GRC SMAW
3 618 132 215 2042 205
7175 VY| ER70S-A1 E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
3 610 82 1004/04| 150 100% (ISRT + UT,
0-19-850-02316 LINK(E-04 + E-04) SA234WPC SMAW / 00% (ISRT + UT)
4 824 175 287 2723 205
56.88 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
4 457.2| 65 1004/04| 100 100% RT
0-19-850-02316 LINK(E-04 + E-04A) SA234WPC SMAW / 00%
2 305 66 108 690 165
56.88 /{/| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
5 457.2| 65 1004/04| 100 1009
0-19-850-02316 LINK(E-04A + E-04A) SA234WPC SMAW / 00% RT
2 305 66 108 690 165
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 1/8
CAUTION - THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98
’ WAY DETRIMENTAL TO INTEREST OF BHEL.
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
56.88 V| ER70S-Al E7018-1 610 * 15
6 0-00-027-35160 ECOI/LLINK+ECOI/L | SAI06GRC+ |, | . | GTAW=+ 1004/04 100 100% RT
0-19-850-02316 HDR (E-04A + E-05) SA106GRC SMAW
2 305 66 108 690 165
oG . _ +
ECO I/L LINK + ECO I/L 31.50 ¥¥| ER70S-Al E7018-1 610 # 15
0-00-027-35160 LINK TO WATER SA106GRC + GTAW +
7 219.1| 36 1004/04| 100 100% RT
1-19-850-02909  |COOLED HGR I/L HDR (E{  SA106GRC SMAW / 00%
04A + E-04.01) 2 141 32 52 110 90
ECO I/L LINK TO WATER 3150 VY| ER70S-A1 E7018-1 610+ 15
COOLED HGR I/L HDR +
8 ?232;?{3?;33 ECO I/L LINK TO WATER sg:fggg;; 219.1| 36 GST\;\;NW" 1004/04| 100 100% RT
COOLED HGR I/L HDR (E
04.01 + E-04.01) 2 141 32 52 110 90
ECO I/L LINK TO WATER 3150 VY| ER70S-A1 E7018-1 610+ 15
COOLED HGR I/L HDR +
0-00-027-35160 SA106GRC + GTAW +
9 WATER COOLED HGR 219.1| 36 1004/04| 100 100% RT
1-19-850-02909 |/L HDR(E-04.01 + E- SA106GRC SMAW
05A) 2 141 32 52 110 90
71V ER70S-A1 E7018-1 Nil
ECO I/L HDR NIPP+ECO 20% RT subject to
SA210GRC + GTAW +
10 0-00-027-35137 I/L TERM TUBE (E-05 sotocre | 442 7 | ovaw 1003/04| 20 min 2 weld/
NIPPLE + E-06TI) welder/ shift
968 8949 9730 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS g * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ oo o PROCESS OF |  WELD GTAW SMAW norev | PRE |[TEMP.in|  NDT METHOD/ REMARKS | REV
NO | | TIFICATION MARK TO BE WELDED size | THick| WELPING [0 Nos Qty In gms Qty in Nos. NO HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7.1 \% ER70S-A1 E7018-1 Nil
ECO I/L TERM TUBE 20% RT subject to
11 0-00-027-35137 +ECO COIL LWR ASSY (E S;\Azzlfg(?: <:+ 44.45| 7.1 GST,\;\XVWJ' 1003/04| 20 min 2 weld/
06Tl + E-06L) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL LWR ASSY 20% RT subject to
12 0-00-027-35137 +ECO COIL INTER ASSY S’:‘:;fgg;; 44.45| 7.1 (;TMAXVWJ' 1003/04| 20 min 2 weld/
(E-06L + E-061) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL INTER ASSY 20% RT subject to
13 0-00-027-35137 +ECO COIL UPPER ASSY SSA:;SOG(?ES 44.45| 7.1 (;T,\;\;NWJ' 1003/04| 20 min 2 weld/
(E-061 + E-06U) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL UPPER ASSY + 20% RT subject to
14 0-00-027-35137 ECO O/L TERM TUBES SSA:;SOG(?;; 44.45| 7.1 (;T,\;\;NWJ' 1003/04| 20 min 2 weld/
(E-06U + E-06TO) welder/ shift
968 8949 9730 - -
71V ER70S-A1 E7018-1 Nil
ECO O/L TERM TUBES + 20% RT subject to
SA210GRC + GTAW +
15 0-00-027-35137 ECO I/L HDR NIPPLE (E- sao10Gre | 4448| 71 SMAW 1003/04| 20 min 2 weld/
06TO + E-07 NIPPLE) welder/ shift
968 8949 9730 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
WATER COOLED HGR 1349 ¥ | ER705-A1 E7018-1 610 + 15
I/L HDR + ECO WATER 20% RT subject to
16 0-00-027-35137 COOLED HGR INLET Sé\:zlfg;:g 44.45 | 13.49 imXVWJ' 1004/04|  Nil min 2 weld/
TERM TUBE (E-05A NIP welder/ shift
+ E-06AT) 484 2553 2476 | 3360 - 35
ECO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+15
HGR INLET TERM TUBE 20% RT subject to
17 0-00-027-35137 | + ECO WATER COOLED Sé\:zlfgg;; 44.45 | 13.49 (;EXVW" 1004/04|  Nil min 2 weld/
HGR TUBE (E-06ATI + E- welder/ shift
06A) 484 2553 2476 | 3360 - 35
o : _ +
£CO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+15 s T st
0
HGR TUBE + ECO SA210GRC + GTAW +
1 -00-027- 44.45 | 13.4 1004/04|  Nil i
8 0-00-027-35137 WATER COOLED HGR |  SA210GRC S B3 svaw 004/0 ! \;“;Liy::i{t
TUBE (E-06A + E-06A) 1452 7657 7426 | 10078 . 35
ECO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+ 15
HGR TUBE + ECO 20% RT subject to
19 0-00-027-35137 | WATER COOLED HGR sgjzlfg;;; 44.45 | 13.49 GST\;\;NW" 1004/04|  Nil min 2 weld/
O/L TERM TUBE (E-06A welder/ shift
+ E-06ATO) 484 2553 2476 | 3360 . 35
\ . - +
£CO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+ 15 o T st e
HGR O/L TERM TUBE + | SA210GRC + GTAW + ) o
20 -00-027-351 44.45 | 13.49 1004/04|  Nil in2
0-00-027-35137 | £y |/ HDR NIPPLE (E-|  SA210GRC SMAW / ' min 2 weld/
06ATO +E-07 ) welder/ shift
484 2553 2476 | 3360 . 35
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 a/8
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
15.09 ¥ | ER80s-B2 E8018-B2 680-720
ECO JN. HDR NIPPLE 20% RT subject to
21 0-00-027-35137  |+ECO LWR HGR TUBE (E 59:213;122; 69.85 | 15.09 imxlw" 1012/04| 150 min 2 weld/
07 NIPPLE + E-08L) welder/ shift
428 5210 4135 | 5787 - 60
£CO LWR HGR TUBE 15.09 ¥ | ER90s-B3 E9018-B3 680-720 o T st e
+ECO HGR TUBE (LTRH |  SA213T22 + GTAW + o
2 -00-027-35137 69.85 | 15.09 1014/03| 150 2 wel
0-00-027-3513 LWR ASSY) (E-08L+E- |  SA213T22 SMAW / \;’;Leyihc:]{t
08LI/R-04L HANGER) 428 5210 4135 | 5787 . 60
ECO INTER HGR TUBE _
(LTRH LWR ASSYJ+ECO 15.09 ¥ | ER90s-B3 E9018-B3 680-720 s T st
INTER HGR TUBE (LTRH | SA213T22 + GTAW + o
23 -00-027-35137 69.85 | 15.09 1014/03| 150 2 wel
0-00-027-3513 LWR INTER ASSY) (R- |  SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
04L HGR + E-08I/R-04LI 1712 20838 16539 | 23147 - 60
HGR)
ECO INTER HGR TUBE 15.09 ¥ | ER90s-B3 E9018-B3 680-720
(LTRH UPR ASSY)+ECO 20% RT subject to
24 0-00-027-35137 UPR HGR TUBE (E- 5332113;222; 69.85 | 15.09 GST\;\;NW" 1014/03| 150 min 2 weld/
08I/R-04U HGR + E- welder/ shift
08U) 428 5210 4135 | 5787 . 60
15.09 ¥ ER90S-B3 £9018-B3 680-720
ECO UPR HGR TUBE 20% RT subject to
25 g:gg:g;;jg g; +ECO HGR O/L TERM S:Sf;fzz; 69.85 | 15.09 imwi" 1014/03| 150 min 2 weld/
TUBE (E-08U + E-08TO) welder/ shift
428 5210 4135 | 5787 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) v 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
ECON JUNCTION HDR + 15.09 ¥ | ER80s-B2 £8018-B2 680-720 o st
0
ECON HGR TUBE FOR | SA213T12+ GTAW +
26 0-00-027-35163 69.85 | 15.00 1012/04| 150 in 2 weld
LTRH INLET HEADER (E-|  SA213T22 SMAW / :;Ler‘}vshh{t
07 + E-08X) 58 706 561 785 - 60
15.09 ¥ ER90S-B3 £9018-B3 680-720
ECON HGR TUBE FOR 20% RT subject to
27 0-00-027-35163 | LTRH INLET HEADER (E- 59:213;222; 69.85 | 15.09 (;EXVW" 1014/03| 150 min 2 weld/
08X + E-08X) welder/ shift
348 4236 3362 | 4706 - 60
ECON HGR TUBE FOR 15.09 ¥ | ER90s-B3 £9018-B3 680-720 s T st
0
LTRH INLET HEADER + | SA213T22 + GTAW +
28 -00-027-351 69.85 | 15.09 1014/03| 150 in 2 wel
0-00-027-35163 | £ -oN HGRTERM TUBE | SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
(E-08X + E-08TO) 58 706 561 785 ; 60
£CO HGR O/LTERM 15.09 ¥ | ER80S-B2 E8018-B2 680-720 s T st
0-00-027-35137 TUBE +ECO O/LHDR | SA213T22+ GTAW + o
29 69.85 | 15.09 1012/04| 150 2 wel
0-00-027-35198 | NIPPLE (E-08TO +E-09 | SA213T12 SMAW / \;I“e'{;ery:h‘?]{t
NIPP) 486 5916 4695 | 6571 . 60
66.68 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 | ECO O/L HDR+ECO O/L | SA106GRC + GTAW +
30 558.8| 76.2 1004/04| 150 1009
0-19-851-02315 LINK (E-09 +EF-01) | SA106GRC SMAW / 00% (ISRT + UT)
2 376 81 132 1103 195
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE PGNO: 19
7 CUST No : 1828,1829,1830 PG NAME : Economiser System
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Economiser System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
66.68 V| ER70S-Al E7018-1 610 * 15
31 0-00-027-35160 ECO O/LLINK+ECOO/L | SA234WPC+ | o of - | GTAW+ 1004/04] 150 100% (ISRT + UT)
0-19-851-02315 LINK (EF-01 + EF-01) SA106GRC SMAW
8 1504 321 526 4411 195
66.68 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO O/L LINK+ECO O/L | SA106GRC + GTAW +
32 558.8| 76.2 1004/04| 150 100% (ISRT + UT
0-19-851-02315 LINK (EF-01 + EF-01) SA106GRC SMAW / 00% (ISRT + UT)
6 1128 241 394 3308 195
66.68 V| ER70S-Al E7018-1 610+ 15
ECO O/L LINK+ECO
0-00-027-35160 SA106GRC + GTAW +
- 8| 76.2 1004/04| 1 9
33 0-19.851.02315 MIXINGELFI%EZ)(EF 0L+ | " przawpc | 5988[ 76 SMAW 004/0. 50 100% (ISRT + UT)
2 376 81 132 1103 195
66.68 VY| ER70S-Al E7018-1 610+ 15
ECO MIXING LINE+ECO
34 0-00-027-35160 WW I/L LINK (EF-02 + SAZ3AWPC+ | og gl 76,2 | CTAW* 1004/04| 150 100% (ISRT + UT)
SA106GRC SMAW
EF-03)
2 376 81 132 1103 195
66.68 VY| ER70S-Al E7018-1 610+ 15
ECO WW I/L LINK+ECO
SA106GRC + GTAW +
-00-027- - . 2 1 1 9
35 0-00-027-35160 WW I/LLINK (EF-03+ | " o000 [558.8( 76 SMAW 004/04| 150 100% (ISRT + UT)
EF-03)
2 376 81 132 1103 195
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE PGNO:19
e CUST No : 1828,1829,1830 PG NAME : Economiser System
””” PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Economiser System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
o0 ~ _ +
ECO WW I/L 66.68 VY| ER70S-A1 E7018-1 610+ 15
LINK+FURN SIDEI/L | SA106GRC + GTAW +
36 -00-027- 558.8| 76.2 1004/04| 150 9
0-00-027-35160 HDRS (EF-03 + F-16 SA234WPC SMAW / 100% (ISRT + UT)
L&R) 2 376 81 132 1103 195
7 N - E7018 Nil
SA105 +
7 1101/01| 1 9
3 GAMMA PLUG SA106GRC SMAW 01/0 50 100% LPI or MPI
18 - 5 - -
7 N - E7018 Nil
SA105 +
1101/01| 1 9
38 GAMMA PLUG SA106GRC SMAW 01/0 50 100% LPI or MPI
24 - 7 - -
7 N - E7018 Nil
SA105 +
1101/01| 1 9
39 GAMMA PLUG SA106GRC SMAW 01/0 00 100% LPI or MPI
6 - 2 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. 1 1eMp, in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS | PRE o
:; LOCATION & DESCT':)":E'("A:'EE);EP;RTS MATERIAL SPEC. Ps\zclgslng NO/REV | HEAT N[gu“::m&w REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 4.0 in mins NO | cer.
7175 UY|  ER70S-Al E7018-1 610 * 15
ECO I/L LINK + ECO I/L
0-00-027-35160 SA106GRC + GTAW +
1 - -04- 610 | 82 1004/04| 150 9
0-19-850-02316 LINK (E-04 + £-04 SA106GRC SMAW / 100% (ISRT + UT)
VALVE)
4 824 175 287 2723 205
7175 Y9Y| ER70S-A1 E7018-1 610+ 15
ECO I/L LINK +ECO I/L
0-00-027-35160 SA106GRC + GTAW +
2 LINK(E-04 + E-04 - 610 | 82 1004/04| 150 100% (ISRT + UT)
0-19-850-02316 FLOW NOZZLE) SA106GRC SMAW
3 618 132 215 2042 205
7175 VY| ER70S-A1 E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
3 610 82 1004/04| 150 100% (ISRT + UT,
0-19-850-02316 LINK(E-04 + E-04) SA234WPC SMAW / 00% (ISRT + UT)
4 824 175 287 2723 205
56.88 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
4 457.2| 65 1004/04| 100 100% RT
0-19-850-02316 LINK(E-04 + E-04A) SA234WPC SMAW / 00%
2 305 66 108 690 165
56.88 /{/| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO I/LLINK +ECO I/L | SA106GRC + GTAW +
5 457.2| 65 1004/04| 100 1009
0-19-850-02316 LINK(E-04A + E-04A) SA234WPC SMAW / 00% RT
2 305 66 108 690 165
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
56.88 V| ER70S-Al E7018-1 610 * 15
6 0-00-027-35160 ECOI/LLINK+ECOI/L | SAI06GRC+ |, | . | GTAW=+ 1004/04 100 100% RT
0-19-850-02316 HDR (E-04A + E-05) SA106GRC SMAW
2 305 66 108 690 165
oG . _ +
ECO I/L LINK + ECO I/L 31.50 ¥¥| ER70S-Al E7018-1 610 # 15
0-00-027-35160 LINK TO WATER SA106GRC + GTAW +
7 219.1| 36 1004/04| 100 100% RT
1-19-850-02909  |COOLED HGR I/L HDR (E{  SA106GRC SMAW / 00%
04A + E-04.01) 2 141 32 52 110 90
ECO I/L LINK TO WATER 3150 VY| ER70S-A1 E7018-1 610+ 15
COOLED HGR I/L HDR +
8 ?232;?{3?;33 ECO I/L LINK TO WATER sg:fggg;; 219.1| 36 GST\;\;NW" 1004/04| 100 100% RT
COOLED HGR I/L HDR (E
04.01 + E-04.01) 2 141 32 52 110 90
ECO I/L LINK TO WATER 3150 VY| ER70S-A1 E7018-1 610+ 15
COOLED HGR I/L HDR +
0-00-027-35160 SA106GRC + GTAW +
9 WATER COOLED HGR 219.1| 36 1004/04| 100 100% RT
1-19-850-02909 |/L HDR(E-04.01 + E- SA106GRC SMAW
05A) 2 141 32 52 110 90
71V ER70S-A1 E7018-1 Nil
ECO I/L HDR NIPP+ECO 20% RT subject to
SA210GRC + GTAW +
10 0-00-027-35137 I/L TERM TUBE (E-05 sotocre | 442 7 | ovaw 1003/04| 20 min 2 weld/
NIPPLE + E-06TI) welder/ shift
968 8949 9730 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 2/8
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS g * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ oo o PROCESS OF |  WELD GTAW SMAW norev | PRE |[TEMP.in|  NDT METHOD/ REMARKS | REV
NO | | TIFICATION MARK TO BE WELDED size | THick| WELPING [0 Nos Qty In gms Qty in Nos. NO HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7.1 \% ER70S-A1 E7018-1 Nil
ECO I/L TERM TUBE 20% RT subject to
11 0-00-027-35137 +ECO COIL LWR ASSY (E S;\Azzlfg(?: <:+ 44.45| 7.1 GST,\;\XVWJ' 1003/04| 20 min 2 weld/
06Tl + E-06L) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL LWR ASSY 20% RT subject to
12 0-00-027-35137 +ECO COIL INTER ASSY S’:‘:;fgg;; 44.45| 7.1 (;TMAXVWJ' 1003/04| 20 min 2 weld/
(E-06L + E-061) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL INTER ASSY 20% RT subject to
13 0-00-027-35137 +ECO COIL UPPER ASSY SSA:;SOG(?ES 44.45| 7.1 (;T,\;\;NWJ' 1003/04| 20 min 2 weld/
(E-061 + E-06U) welder/ shift
968 8949 9730 - -
71 ¥ ER70S-A1 E7018-1 Nil
ECO COIL UPPER ASSY + 20% RT subject to
14 0-00-027-35137 ECO O/L TERM TUBES SSA:;SOG(?;; 44.45| 7.1 (;T,\;\;NWJ' 1003/04| 20 min 2 weld/
(E-06U + E-06TO) welder/ shift
968 8949 9730 - -
71V ER70S-A1 E7018-1 Nil
ECO O/L TERM TUBES + 20% RT subject to
SA210GRC + GTAW +
15 0-00-027-35137 ECO I/L HDR NIPPLE (E- sao10Gre | 4448| 71 SMAW 1003/04| 20 min 2 weld/
06TO + E-07 NIPPLE) welder/ shift
968 8949 9730 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 3/8
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
WATER COOLED HGR 1349 ¥ | ER705-A1 E7018-1 610 + 15
I/L HDR + ECO WATER 20% RT subject to
16 0-00-027-35137 COOLED HGR INLET Sé\:zlfg;:g 44.45 | 13.49 imXVWJ' 1004/04|  Nil min 2 weld/
TERM TUBE (E-05A NIP welder/ shift
+ E-06AT) 484 2553 2476 | 3360 - 35
ECO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+15
HGR INLET TERM TUBE 20% RT subject to
17 0-00-027-35137 | + ECO WATER COOLED Sé\:zlfgg;; 44.45 | 13.49 (;EXVW" 1004/04|  Nil min 2 weld/
HGR TUBE (E-06ATI + E- welder/ shift
06A) 484 2553 2476 | 3360 - 35
o : _ +
£CO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+15 s T st
0
HGR TUBE + ECO SA210GRC + GTAW +
1 -00-027- 44.45 | 13.4 1004/04|  Nil i
8 0-00-027-35137 WATER COOLED HGR |  SA210GRC S B3 svaw 004/0 ! \;“;Liy::i{t
TUBE (E-06A + E-06A) 1452 7657 7426 | 10078 . 35
ECO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+ 15
HGR TUBE + ECO 20% RT subject to
19 0-00-027-35137 | WATER COOLED HGR sgjzlfg;;; 44.45 | 13.49 GST\;\;NW" 1004/04|  Nil min 2 weld/
O/L TERM TUBE (E-06A welder/ shift
+ E-06ATO) 484 2553 2476 | 3360 . 35
\ . - +
£CO WATER COOLED 1349 ¥ | ER70s-AL E7018-1 610+ 15 o T st e
HGR O/L TERM TUBE + | SA210GRC + GTAW + ) o
20 -00-027-351 44.45 | 13.49 1004/04|  Nil in2
0-00-027-35137 | £y |/ HDR NIPPLE (E-|  SA210GRC SMAW / ' min 2 weld/
06ATO +E-07 ) welder/ shift
484 2553 2476 | 3360 . 35
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 a/8
AUTON THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.No0.01/12-98
' WAY DETRIMENTAL TO INTEREST OF BHEL.




ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON PRESSURE PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
15.09 ¥ | ER80s-B2 E8018-B2 680-720
ECO JN. HDR NIPPLE 20% RT subject to
21 0-00-027-35137  |+ECO LWR HGR TUBE (E 59:213;122; 69.85 | 15.09 imxlw" 1012/04| 150 min 2 weld/
07 NIPPLE + E-08L) welder/ shift
428 5210 4135 | 5787 - 60
£CO LWR HGR TUBE 15.09 ¥ | ER90s-B3 E9018-B3 680-720 o T st e
+ECO HGR TUBE (LTRH |  SA213T22 + GTAW + o
2 -00-027-35137 69.85 | 15.09 1014/03| 150 2 wel
0-00-027-3513 LWR ASSY) (E-08L+E- |  SA213T22 SMAW / \;’;Leyihc:]{t
08LI/R-04L HANGER) 428 5210 4135 | 5787 . 60
ECO INTER HGR TUBE _
(LTRH LWR ASSYJ+ECO 15.09 ¥ | ER90s-B3 E9018-B3 680-720 s T st
INTER HGR TUBE (LTRH | SA213T22 + GTAW + o
23 -00-027-35137 69.85 | 15.09 1014/03| 150 2 wel
0-00-027-3513 LWR INTER ASSY) (R- |  SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
04L HGR + E-08I/R-04LI 1712 20838 16539 | 23147 - 60
HGR)
ECO INTER HGR TUBE 15.09 ¥ | ER90s-B3 E9018-B3 680-720
(LTRH UPR ASSY)+ECO 20% RT subject to
24 0-00-027-35137 UPR HGR TUBE (E- 5332113;222; 69.85 | 15.09 GST\;\;NW" 1014/03| 150 min 2 weld/
08I/R-04U HGR + E- welder/ shift
08U) 428 5210 4135 | 5787 . 60
15.09 ¥ ER90S-B3 £9018-B3 680-720
ECO UPR HGR TUBE 20% RT subject to
25 g:gg:g;;jg g; +ECO HGR O/L TERM S:Sf;fzz; 69.85 | 15.09 imwi" 1014/03| 150 min 2 weld/
TUBE (E-08U + E-08TO) welder/ shift
428 5210 4135 | 5787 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 5/8
AUTON THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.No0.01/12-98
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ERECTION WELDING SCHEDULE

PGNO:19

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Economiser System
SYSTEM DESCRIPTION : Economiser System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) v 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
ECON JUNCTION HDR + 15.09 ¥ | ER80s-B2 £8018-B2 680-720 o st
0
ECON HGR TUBE FOR | SA213T12+ GTAW +
26 0-00-027-35163 69.85 | 15.00 1012/04| 150 in 2 weld
LTRH INLET HEADER (E-|  SA213T22 SMAW / :;Ler‘}vshh{t
07 + E-08X) 58 706 561 785 - 60
15.09 ¥ ER90S-B3 £9018-B3 680-720
ECON HGR TUBE FOR 20% RT subject to
27 0-00-027-35163 | LTRH INLET HEADER (E- 59:213;222; 69.85 | 15.09 (;EXVW" 1014/03| 150 min 2 weld/
08X + E-08X) welder/ shift
348 4236 3362 | 4706 - 60
ECON HGR TUBE FOR 15.09 ¥ | ER90s-B3 £9018-B3 680-720 s T st
0
LTRH INLET HEADER + | SA213T22 + GTAW +
28 -00-027-351 69.85 | 15.09 1014/03| 150 in 2 wel
0-00-027-35163 | £ -oN HGRTERM TUBE | SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
(E-08X + E-08TO) 58 706 561 785 ; 60
£CO HGR O/LTERM 15.09 ¥ | ER80S-B2 E8018-B2 680-720 s T st
0-00-027-35137 TUBE +ECO O/LHDR | SA213T22+ GTAW + o
29 69.85 | 15.09 1012/04| 150 2 wel
0-00-027-35198 | NIPPLE (E-08TO +E-09 | SA213T12 SMAW / \;I“e'{;ery:h‘?]{t
NIPP) 486 5916 4695 | 6571 . 60
66.68 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 | ECO O/L HDR+ECO O/L | SA106GRC + GTAW +
30 558.8| 76.2 1004/04| 150 1009
0-19-851-02315 LINK (E-09 +EF-01) | SA106GRC SMAW / 00% (ISRT + UT)
2 376 81 132 1103 195
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 6/8
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ERECTION WELDING SCHEDULE PGNO: 19
7 CUST No : 1828,1829,1830 PG NAME : Economiser System
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Economiser System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
66.68 V| ER70S-Al E7018-1 610 * 15
31 0-00-027-35160 ECO O/LLINK+ECOO/L | SA234WPC+ | o of - | GTAW+ 1004/04] 150 100% (ISRT + UT)
0-19-851-02315 LINK (EF-01 + EF-01) SA106GRC SMAW
8 1504 321 526 4411 195
66.68 VY| ER70S-Al E7018-1 610+ 15
0-00-027-35160 ECO O/L LINK+ECO O/L | SA106GRC + GTAW +
32 558.8| 76.2 1004/04| 150 100% (ISRT + UT
0-19-851-02315 LINK (EF-01 + EF-01) SA106GRC SMAW / 00% (ISRT + UT)
6 1128 241 394 3308 195
66.68 V| ER70S-Al E7018-1 610+ 15
ECO O/L LINK+ECO
0-00-027-35160 SA106GRC + GTAW +
- 8| 76.2 1004/04| 1 9
33 0-19.851.02315 MIXINGELFI%EZ)(EF 0L+ | " przawpc | 5988[ 76 SMAW 004/0. 50 100% (ISRT + UT)
2 376 81 132 1103 195
66.68 VY| ER70S-Al E7018-1 610+ 15
ECO MIXING LINE+ECO
34 0-00-027-35160 WW I/L LINK (EF-02 + SAZ3AWPC+ | og gl 76,2 | CTAW* 1004/04| 150 100% (ISRT + UT)
SA106GRC SMAW
EF-03)
2 376 81 132 1103 195
66.68 VY| ER70S-Al E7018-1 610+ 15
ECO WW I/L LINK+ECO
SA106GRC + GTAW +
-00-027- - . 2 1 1 9
35 0-00-027-35160 WW I/LLINK (EF-03+ | " o000 [558.8( 76 SMAW 004/04| 150 100% (ISRT + UT)
EF-03)
2 376 81 132 1103 195
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 7/8
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ERECTION WELDING SCHEDULE PGNO:19
e CUST No : 1828,1829,1830 PG NAME : Economiser System
””” PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Economiser System
WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
o0 ~ _ +
ECO WW I/L 66.68 VY| ER70S-A1 E7018-1 610+ 15
LINK+FURN SIDEI/L | SA106GRC + GTAW +
36 -00-027- 558.8| 76.2 1004/04| 150 9
0-00-027-35160 HDRS (EF-03 + F-16 SA234WPC SMAW / 100% (ISRT + UT)
L&R) 2 376 81 132 1103 195
7 N - E7018 Nil
SA105 +
7 1101/01| 1 9
3 GAMMA PLUG SA106GRC SMAW 01/0 50 100% LPI or MPI
18 - 5 - -
7 N - E7018 Nil
SA105 +
1101/01| 1 9
38 GAMMA PLUG SA106GRC SMAW 01/0 50 100% LPI or MPI
24 - 7 - -
7 N - E7018 Nil
SA105 +
1101/01| 1 9
39 GAMMA PLUG SA106GRC SMAW 01/0 00 100% LPI or MPI
6 - 2 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
NIRMAL RAJ N LAKAVATH PRAVEEN KUMAR SRIDHARAN K 17-08-2020 1828-19-ECO-EWS 0 8/8
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ERECTION WELDING SCHEDULE

PG NO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. 1 1eMp. in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS PRE oc
:; LOCATION & DESCT':)":E'("A:'EE);EP;RTS MATERIAL SPEC. Pmﬁs‘zg NO/REV | HEAT N[gu"::m;o/ REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 4.0 in mins NO | cer.
SEPARATOR (F-31 43.75 Y| ER80S-B2 E8018-B2 680-720
o1 0-00-027-35157 NOZZLE)+ SA182F22CL3+| o | o | GTAW+ 1012/04| 150 100% RT
0-00-027-35140 SH CONNECTING PIPE SA335P12 SMAW
(s-01) 8 666 157 257 1020 125
43.75 UV| ER80S-B2 E8018-B2 650-670
1-12-850-02049
1-12-850-02056 ’
18 1497 353 578 2295 125
43.75 UV| ER80S-B2 E8018-B2 650-670
1-12-850-02049
SH CONN. PIPE (S-01)+ | SA335P12 + GTAW +
03 TO 273 | 50 1010/06| 150 100% RT
1-12-850-02056 SH CONN. PIPE (5-01) SA335P12 SMAW
8 666 157 257 1020 125
43.75 UV| ER80S-B2 E8018-B2 680-720
SH CONN. PIPE (S-01)+
0-00-027-35140 SA335P12 + GTAW +
04 SH FURNACE ROOF I/L 273 | 50 1012/04| 150 100% RT
0-00-027-35158 SA234WP22CL1 SMAW
HDR (S-02 TEE)
8 666 157 257 1020 125
\ " - +
SH FURNACE ROOF I/L 813 V ER90S-B3 E9018-B3 745+ 15 209 T subject o
HEADER (S-02 NIP)+ SA213T22 + GTAW + o
-00-027- 1 1 2
05 0-00-027-35142 SH FURN ROOF PANEL SA213T23 54 | 8.13 SMAW 053/04| 200 min 2 welq/
(5-03) welder/ shift
214 4353 1983 309 - 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 1/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
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LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
TO BE CARRIED OUT (247HB MAX).
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
= 3 ) +
SH FURNACE ROOF I/L 864 ¥ | ER90S-B3 £9018-B3 745+ 15 o st
HEADER (S-02 NIP)+ | SA213T22 + GTAW + o
06 0-00-027-35142 50.8 | 8.64 1053/04| 200 2 weld
SH FURN ROOF PANEL |  SA213723 SMAW / min 2 weld/
<03 welder/ shift
(5-03) 2 37 17 4 . 60
- | 2crwv-TiG/
R
S FURN ROOF PANEL 813 V| " Cromet 23L/CM 2CW 745 + 15 N
o 0-00-027-35142 LOOSETUBE (S-03)+ | SA213T23+ | , | o .| GTAW+ 1052/06| 200 o é w
0-11-791-04507 | SH FURN ROOF PANEL |  SA213T23 : SMAW welder] <hift
(5-03) EY) 651 495 63 ; 60
- | 2crwv-TiG/
R
SH FURN ROOF PANEL 864 V| T Cromet 23L/CM 2CW 745 + 15 s T st
0
o8 0-00-027-35142 LOOSE TUBE (S-03)+ | SA213T23+ | oo | oy | GTAW+ 1052/06| 200 i 2wl
0-11-791-04507 | SH FURN ROOF PANEL |  SA213T23 SMAW welder <hift
(5-03) 2 37 29 5 . 60
- | 2crwv-TiG/
.
SH FURN ROOF PANEL 10.16 Vv TGS 20W Cromet 23L/CM 2CW 745 + 15 20% T subject o
0-00-027-35142 (5-03)+ SA213T23 + GTAW + o
09 60.3 | 10.16 1052/06| 200 2 wel
0-11-991-04583 | SH FURN ROOF TUBES |  SA213T23 SMAW / \;I“e'{;ery:h‘?]{t
(5-04A) 216 4633 3501 | 1111 . 60
- | 2crwv-TiG/
'
SH FURN ROOF TUBE (51 016 V| T Cromet 23L/CM 2CW 745 + 15 o T st e
0-00-027-35142 04A)+ SA213T23 + GTAW + o
10 60.3 | 10.16 1052/06| 200 2
0-11-991-04583 | SH FURN ROOF TUBES |  SA213T23 SMAW / min 2 weld/
(5-04B) welder/ shift
216 4633 3501 | 1111 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 2/22
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMIX-002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
. TO BF CARRIFD OUT (247HBR MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
- | 2crwv-Tie/
.
SH FURN ROOF TUBES 016 V| T Cromet 23L/CM 2CW 745 + 15 o T st
0
" 0-00-027-35142 (5-04B)+ sA213T23+ | | o | GTAW 10s2/08] 200 i 2 wald]
0-10-291-01842 SH FURN ROOF O/L SA213T23 SMAW wolder/ shift
HDR (S-05 NIP) 216 4633 3501 | 1111 - 60
SH FURN ROOF O/L 87.50 VY| ER80S-B2 E8018-B2 680-720
HDR ELBOW (5-05 | SA234WP22CL1
12 g'gg'ggi'zi;jg ELBOW)+ + 457.2| 100 (;EXVW" 1012/04| 150 100% (ISRT + UT)
BP EXT SIDE I/L HDR (S- | SA234WP12CL1
06 TEE) 2 251 66 108 1304 250
o 3 ) +
P EXT SIDE I/L HDR - 762 ¥ | ER90S-B3 E9018-B3 74515 s T st
06 NIP)+ SA213T22 + GTAW + o
13 -00-027-351 44.45| 7.62 1053/04| 200 2 wel
0-00-027-35180 BP EXT SIDE WALL SA213T23 SMAW / \;I“e'{;ery:h‘?]{t
PANEL (S-07 L&R) 172 2775 1968 - - 60
BP EXT SIDE WALL 762 W Zig’:\;gﬁ/ Cromet 23L/CM 2CW 745+ 15
PANEL (S-07 L&R)+ SA213T23 + GTAW + 20% RT subject to
14 0-00-027-35180 BP EXT SIDE WALL cotarys | 4445|762 | O 1052/06| 200 min 2 weld/
TUBE+OPENING (S-07 welder/ shift
L&R) 82 1323 1564 - - 60
- | 2crwv-Tiey
.
8P EXT SIDE WALL 762 V| TS Cromet 23L/CM 2CW 745 £ 15 o T subct o
PANEL (S-07 L&R)+ | SA213T23+ GTAW + o
15 -00-027-351 44.45| 7.62 1052/06| 200 2
0-00-027-35180 BP EXT SIDE FLOOR SA213T23 SMAW / ;‘;Ler‘;’:m{t
PANEL (5-08 L&R) 172 2775 3280 ; ; 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 3/22
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CNIX:002 REV.No.01/12-8. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
. TO BF CARRIFD OUT (247HBR MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW S'\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
BP EXT SIDE FLOOR 762 9 Z%VZZCT\:\?/ Cromet 23L/CM 2CW 745+ 15
PANEL (S-08 L&R)+ 20% RT subject to
16 8’88’8;;'32;32 BP EXT SIDE FLOOR s::;f;z;; 44.45| 7.62 imwi" 1052/06| 200 min 2 weld/
PANEL (S-08TOA & S- welder/ shift
08TOB) 172 2775 3280 ; . 60
BP EXT SIDE FLOOR 762 9 Z%VZ\QCT\:\?/ Cromet 23L/CM 2CW 745+ 15
! : ! .
00002735180 | TANELISOBTOA&S 1 quri3ma3 4 GTAW + 20%RT subject to
17 | oooryanaoe 08TOB) s | 244s| 762 | L0 1052/06| 200 min 2 weld/
BP EXT SIDE O/L TERM welder/ shift
TUBES (S-08TO) 172 2775 3280 ; . 60
- | 2crwv-Ties
.
8P EXT SIDE O/L TERM I Ry Cromet 23L/CM 2CW 745+ 15 R bt
0-00-027-35180 TUBES (5-08TO)+ SA213723 + GTAW + o
1 44.45| 7.62 1052 2
8 0-00-027-35226 | BP EXT SIDE FLOORO/L|  SA213T23 51782 svaw 052/06| 200 min 2 weld/
HDR (S-09NIP) welder/ shift
- 172 2775 3280 - - 60
8P EXT SIDE FLOOR O/ 100.62 U%5|  ER80S-B2 £8018-B2 680-720
0-00-027-35180 HDR (5-09)+ SA335P22 + GTAW +
1 4572 11 1012/04| 1 9
9 | 010-284-01877 | SCFURN ARCH SUPPT |sA23awpiacit| *® > smaw 012/04) 150 100% (ISRT + UT)
/L HDR (S-09A TEE) 1 114 33 54 796 290
SC FURN ARCH SUPPT 4165 95| ER80S-B2 £8018-B2 650-670
I/L HDR (S-09A
20 | 0-00-027-35186 NOZZLE)+ SA;iigﬁclez * 11683 47.6 iE\XIWJ' 1010/06| 150 100% RT
SC FURN ARCH SUPPT
LINK (5-09B) 20 786 242 396 1205 120
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 a/22
. THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.No.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29/
B WAY DETRIMENTAL TO INTEREST OF BHEL. LATEST REV. NOTE: HARDNESS CHECK (-)r;?;:ﬁu ?E;’gzﬁLﬂ\/{\jS.{[;:g:’;T,\sﬂg\:ﬂALLoV STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SC FURN ARCH SUPT 4165 V| ER80S-B2 £8018-B2 650-670
LINK (S-09B)+
21 0-00-027-35186 SC FURN ARCH SUPPT s?fsast iﬁ::z 168.3| 47.6 imXVWJ' 1010/06| 150 100% RT
O/L HDR (5-09C
NOZZLE) 20 786 242 396 1205 120
SC FURN ARCH SUPT 61.25 Y| ER80S-B2 E8018-B2 650-670
O/L HDR (5-09C)+
22 0-00-027-35186 BP EXT SIDE 5A+2§:\3/\;r;’21c2|_1 323.9| 70 (;EXIWJ' 1010/06| 150 100% (ISRT + UT)
CONNECTING LINK (S-
10) 2 181 47 77 512 175
BP EXT SIDE CONN. 61.25 Y| ER80S-B2 £8018-B2 650-670
LINK (5-10)+ SA234WP12CL1 GTAW +
2 -12-184- 239| 7 101 1 9
3 0-12-184-03366 BP EXT SIDE CONN. vsas3spry | 3239 70 SMAW 010/06| 150 100% (ISRT + UT)
LINK (5-10) 7 631 163 267 1791 175
BP EXT SIDE CONN. 61.25 Y| ER80S-B2 E£8018-B2 680-720
0-12-184-03366 LINK (S-10)+ SA335P12 + GTAW +
24 323.9| 70 1012/04| 150 100% (ISRT + UT
0-10-185-01874 BP LWR FRONT HDR (S-|  SA335P22 SMAW / 00% (ISRT + UT)
14) 2 181 47 77 512 175
BP EXT SIDE FLOOR O/L 711 ¥ ER80S-B2 E£8018-B2 Nil _
0-00-027-35186 HDR (5-09)+ SA213T22 + GTAW + 20% RT subject to
25 1-12-184-02072 38.1 | 7.11 1011/01| 150 min 2 weld/
BP EQUALIZING LINE (S-|  SA213T12 SMAW
0-10-284-01877 Q 09D) ( welder/ shift
1 8 9 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 5/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
TQ BF CARRIFD QUT (247HB MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
BP EQUALIZING LINE (S- 711 ¥ | ER80S-B2 £8018-B2 Nil o st
09D)+ SA213T12 + GTAW + o
26 1-12-184-02072 381 | 7.11 1009/03| 150 2 weld
BP EQUALIZING LINE (S-|  SA213T12 SMAW / min 2 weld/
09D welder/ shift
) 6 44 52 ; -
BP EQUALIZING LINE (S- 711 ¥ | ER80S-B2 E8018-B2 Nl
1-12-184-02072 09D)+ 20% RT subject to
27 0-12-184-03366 BP EXT SIDE S::;f;llz; 381 | 7.11 imwi" 1009/03| 150 min 2 weld/
0-00-027-35186 | CONNECTION LINK (S- welder;/ shift
10) 1 8 9 ; -
8P EXT SIDE /L HDR {5- 7875 UU| ER805-B2 E8018-B2 650-670
0-00-027-35180 06 TEE)+ SA234WP12CL1 GTAW +
28 406.4| 90 1010/06| 150 100% (ISRT + UT
0-00-027-35141  |BP UPR SIDE I/L HDR (S-| +SA335P12 SMAW / 00% (ISRT + UT)
11L&R) 2 222 59 9% 969 225
Y ~ - +
BP UPR SIDE /L HDR (5- 864 v | ER90S-B3 E9018-B3 745 + 15 s T st
11 NIP)+ SA213T22 + GTAW + o
29 -00-027-35181 50.8 | 8.64 1053/04| 200 2 wel
0-00-027-3518 BP UPR SIDE WALL SA213T23 SMAW / \;I"e'{;ery:h‘?]{t
PANEL (S-12U L&R) 278 5077 2336 507 ; 60
- | 2crwv-TiG/
'
5P UPR SIDE WALL 864 V| T Cromet 23L/CM 2CW 745 + 15 o T st e
PANEL (S-12U L&R)+ | SA213T23 + GTAW + o
30 -00-027-35181 50.8 | 8.64 1052/06| 200 2
0-00-027-3518 BP INTER SIDE WALL |  SA213723 SMAW / ;‘;Ler‘;’:m{t
PANEL (5-121 L&R) 278 5077 3893 688 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 6/22
AUTON THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMIX-002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
B WAY DETRIMENTAL TO INTEREST OF BHEL. LATEST REV. NOTE: HARDNESS CHECK (-)r;?;ﬁu ?E;’SIﬁLﬂ\/{\jS.{S:?::T;|AI\:OALLOV STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW S'\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
- | 2crwvTies
R
B INTER SIDE WAL e V| Ty Cromet 23L/CM 2CW 745+ 15 R abectto
PANEL (S-12 L&R)+ | SA213T23+ GTAW + o
31 0-00-027-35181 50.8 | 8.64 1052/06| 200 2 weld
BP LWR SIDE WALL SA213723 SMAW / \;/nellrlier\;vshié
PANEL (S-12L L&R) 278 5077 3893 688 - 60
- | 2crwv-Ties
.
BP LWR SIDE WALL 864 V1 1es2cw Cromet 23L/CM 2CW et 20% RT subject to
PANEL (S-12L L&R)+ | SA213T23 + GTAW + o
32 -00-027-35181 50.8 | 8.64 1052/06| 200 2 wel
0-00-027-3518 BP LWR SIDE WALL SA213723 SMAW / ;’;Ley:hdh{t
OPENING (S-12L L&R) 20 . s61 % ) o
- | 2crwv-Ties
.
BP LOWER SIDE HDRS 914 VI r6sacw Cromet 23L/CM 2CW et 20% RT subject to
(S-13NIP L&R)+ SA213723 + GTAW + o
33 -00-027-35181 54 | 9.14 1052/06| 200 2 wel
0-00-027-3518 LOOSE TUBES (S-13LT |  SA213T23 SMAW / min 2 weld/
L&R) welder/ shift
12 233 178 39 . 60
- | 2crwv-Ties
.
BP LOWER SIDE HDRS 864 VI 1es2cw Cromet 23L/CM 2CW et 20% RT subject to
(S-13NIP L&R)+ SA213T23 + GTAW + o
34 -00-027-35181 50.8 | 8.64 1052/06| 200 2 wel
0-00-027-3518 LOOSE TUBES (S-13LT |  SA213T23 SMAW / min 2 weld/
L&R) welder/ shift
20 366 281 50 . 60
- | 2crwv-Ties
.
66 LWR SIDE WALL 86t V| Cromet 23L/CM 2CW 745 + 15 ot st
PANEL (S-12L L&R)+ | SA213T23 + GTAW + o
35 -00-027-35181 50.8 | 8.64 1052/06| 200 2
0-00-027-3518 BP LOWER SIDE HDRS |  SA213723 SMAW / ;‘;Ler‘;’:m{t
(513 L&R/LT)
278 5077 3893 688 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 7/22
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.No.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29/
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
. TO BF CARRIFD OUT (247HBR MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW S'\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
- | 2crwv-TiG/
R
8P LWR FRONT HDR (5- a1 V| T Cromet 23L/CM 2CW 745+ 15 o st
14 NIP)+ SA213T23 + GTAW + o
36 0-00-027-35181 54 | 9.14 1052/06| 200 2 weld
BP LOWER FRONT SA213723 SMAW / \;/nellrlier\;vshié
WALL PANEL (5-15L) 216 4179 3187 702 - 60
914 ¥ 25—2,:\;;\:\(/;/ Cromet 23L/CM 2CW 745+ 15
BP LWR FRONT HDR (S+| (0o CTAW + 20% RT subject to
37 0-00-027-35181 14 NIP)+ ro13123 s4 | e1a| G0 1052/06| 200 min 2 weld/
LOOSE TUBES (S-14LT) welder/ shift
8 155 119 26 . 60
- | 2crwv-TiG/
R
5 LWR FRONT WALL a1 V| T Cromet 23L/CM 2CW 745+ 15 ot st
PANEL (S-15L)+ SA213T23 + GTAW + o
38 -00-027-35181 54 | 9.14 1052/06| 200 2 wel
0-00-027-35181 55 ppER FRONT WALL|  SA213T23 SMAW / min 2 weld/
PANEL (S-15U) welder/ shift
216 4179 3187 702 . 60
- | 2crwv-TiG/
.
BP UPR FRONT WALL 9.14 V TGS 20W Cromet 23L/CM 2CW 745 + 15 20% T subject o
PANEL (5-15U)+ SA213T23 + GTAW + o
39 -00-027-35181 54 | 9.14 1052/06| 200 2 wel
0-00-027-3518 BP FRONT SCREEN SA213T23 SMAW / min 2 weld/
TUBES (S-16) welder/ shift
216 4179 3187 702 . 60
- | 2crwv-TiG/
'
5 FRONT SCREEN a1 V| T Cromet 23L/CM 2CW 745 + 15 ot st
TUBES (S-16)+ SA213T23 + GTAW + o
40 -00-027-35181 54 | 9.14 1052/06| 200 2
0-00-027-3518 BP FRONT SCREEN SA213T23 SMAW / min 2 weld/
TUBES (5-16) welder/ shift
216 4179 3187 702 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 8/22
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMIX-002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
. TO BF CARRIFD OUT (247HBR MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PG NAME : Superheater System

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW S'\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
- | 2crwv-TiG/
R
5P FRONT SCREEN a1 V| T Cromet 23L/CM 2CW 745+ 15 o st
TUBES (5-16)+ SA213T23 + GTAW + o
41 0-00-027-35181 54 | 9.14 1052/06| 200 2 weld
BP FRONT O/L HDR (S- |  SA213T23 SMAW / :;Ler‘}vshh{t
22NIP) 216 4179 3187 702 - 60
9.14 ¢ 2?2’:\;3\?/ Cromet 23L/CM 2CW 745+ 15
BP FRONT O/LHDR (S | ¢\ ooo o CTAW + 20% RT subject to
4 0-00-027-35181 22 NIP)+ ro13123 s4 | e1a| G0 1052/06| 200 min 2 weld/
BP ROOF PANEL (S-21) welder/ shift
216 4179 3187 702 - 60
9.14 ¢ 2?2’:\;\;\?/ Cromet 23L/CM 2CW 745+ 15
BP ROOF PANEL (S21)¢| 0o CTAW - 20% RT subject to
43 0:00-027-35181 | BP UPPERREARWALL | o= = s4 | e1a| S0 1052/06| 200 min 2 weld/
PANEL (S-20U) welder/ shift
216 4179 3187 702 . 60
- | 2crwv-TiG/
.
BP UPR REAR WALL 914 VI r6sacw Cromet 23L/CM 2CW et 20% RT subject to
PANEL (5-20U)+ SA213T23 + GTAW + o
44 -00-027-35181 54 | 9.14 1052/06| 200 2 wel
0-00-027-3518 BP INTER REAR WALL |  SA213723 SMAW / min 2 weld/
PANEL (S-201) welder/ shift
216 4179 3187 702 . 60
- | 2crwv-TiG/
'
5 INTER REAR WALL 14 V| T Cromet 23L/CM 2CW 745 + 15 o T st e
PANEL (5-201)+ SA213T23 + GTAW + o
45 -00-027-35181 54 | 9.14 1052/06| 200 2
0-00-027-3518 BP LOWER REAR WALL |  SA213T23 SMAW / min 2 weld/
PANEL (5-20L) welder/ shift
216 4179 3187 702 . 60
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 9/22
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMIX-002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
CAUTION : WAY DETRIMENTAL TO INTEREST OF BHEL LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
. TO BF CARRIFD OUT (247HBR MAX)




affer

ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON -PRESSURE PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW S'\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
914 Z%VZZCT\:\?/ Cromet 23L/CM 2CW 745+ 15
BP LWR REAR HDR (S- | (oo - 20% RT subject to
46 0-00-027-35181 17 NIP)+ orss | 54| 98| G 1052/06| 200 min 2 weld/
LOOSE TUBES (S-17LT) welder/ shift
4 78 60 13 - 60
- | 2crwv-Ties
.
BP LWR REAR WALL (5 a1 V| T Cromet 23L/CM 2CW 745 + 15 ot st
200)+ SA213T23 + GTAW + o
47 -00-027-35181 54 | 9.14 1052/06| 200 2 wel
0-00-027-3518 BP LWRREAR HDR (S- |  SA213723 SMAW / min 2 weld/
17 NIPP) welder/ shift
216 4179 3187 702 . 60
8P LWR FRONT HDR (5- 78.75 5|  ER90s-B9 E9015-B91 740-770
14)+ SA335P91 + GTAW + NDT after
4 -00-027- 406.4 1 2 9
8 0-00-027-35181 | oo | R SIDEHDRS (5- | sa23awpar | 2084 90 | smaw 050/06| 220 100% UT SR;
13 ELBOW L&R) 100% HC,
2 1 1357 2
222 98 30 35 5 180115 To
300HB
8P LWR SIDE HORS (5- 78.75 5| ER90s-B9 E9015-B91 740-770
13 ELBOW L&R)+ | SA234WPO1 + GTAW + NDT after
49 -00-027-35181 406.4| 90 1050/06| 220 100% UT
0-00-027-3518 BP LWR REAR HDR (S- |  SA335p91 SMAW / 00% U SR;
17) 100% HC,
2 222 98 130 1357 225
180 HBTO
300HB
8P FRONT O/L HDR {5- 83.12 | ER80s-B2 £8018-B2 680-720
0-00-027-35141 2)+ SA335P22 + GTAW +
2 1012 1 »
50 0-12-852-03373 | LINKFROM BP FRONT | sA33sp12 | 72| % | smaw 012/04) 150 100% (ISRT + UT)
O/LHDR (5-25A) 2 259 66 108 1210 240
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 10/22
ALTION s THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.No.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:25/
B WAY DETRIMENTAL TO INTEREST OF BHEL. LATEST REV. NOTE: HARDNESS CHECK -Or;?;:ﬁu ?E;’SIﬁLﬂV{\jS.{S:?::ThsﬂL’\:ﬂALLOV STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-RARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
LINK FROM BP FRNT 78.75 UU| ER80S-B2 E8018-B2 650-670
O/L HDR (S-25A)+ SA335P12 + GTAW +
51 -12-852- 457.2| 90 1010/06| 150 9
0-12-852-03373 LINK FROM BP FRNT SA335P12 SMAW / 100% (ISRT + UT)
O/L HDR (5-25A) 2 267 66 108 1119 225
LINK FROM BP FRNT 78.75 UU| ER80S-B2 E8018-B2 650-670
0-12-852-03373 O/L HDR (S-25A)+ SA335P12 + GTAW +
2 457.2 101 1 9
> 0-12-852-03374 | LINKTO PLATEN SH (s- | sa23awp12cL1 | +° 0 smaw 010/06| 150 100% (ISRT + UT)
25B REDUCER) 2 267 66 108 1119 225
LINK TO PLATEN SH (5- 87.50 UU| ER80S-B2 E8018-B2 650-670
25B)+ SA234WP12CL1 GTAW +
-12-852- 1 101 1 9
53 0-12:852-03374 | |\ r0 DIATENSH (S- |+ SA335P12 508 | 100 | 0 010/06| 150 100% (ISRT + UT)
258) 2 296 73 120 1482 250
LINK TO PLATEN SH {5- 87.50 UU| ER80S-B2 E8018-B2 680-720
25B)+ SA335P12 + GTAW +
4 -12-852- 1 1012/04| 1 9
5 0-12-852-03374 SH PLATEN FRONT /L |sa23awp2zcts| %8 | 10 | gmaw 012/04| 150 100% (ISRT + UT)
HDR (S-26 TEE) 2 296 73 120 1482 250
39.38 VY| ER80S-B2 E8018-B2 650-670
0-00-027-35140 | BP BYPASS PIPE (S-24)+
SA335P12 + GTAW +
55 0-12-852-03374 | LINKTO SHPLATEN (s- |~ 200 273 | 45 | 1010/06| 150 100% RT
0-12-187-03364 25B)
2 174 40 65 206 115
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 11/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /

TQ BF CARRIFD QUT (247HB MAX)

LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
33.34 UY| ERS0S-B2 £8018-B2 650-670
BP BYPASS PIPE (S-24)+
0-00-027-35140 SA335P12 + GTAW +
56 219.1] 38.1 1010/06| 150 9
0-12-187-03364 St CON'(“SE_SI;NG PIPE | sa23awp12cL1 SMAW / 100% RT
8 550 126 206 481 100
39.38 VY| ER80S-B2 E8018-B2 650-670
0-00-027-35140 BP BYPASS PIPE (5-24)+ | SA335P12 + GTAW +
57 273 | 45 1010/06| 150 100% RT
0-12-187-03364 BP BYPASS PIPE (5-24) | SA234WP12CL1 SMAW / 00%
12 1044 235 385 1231 115
33.34 Y| ER80S-B2 E8018-B2 650-670
0-00-027-35140 BP BYPASS PIPE (5-24)+| SA335P12 + GTAW +
58 219.1] 38.1 1010/06| 150 100% RT
0-12-187-03364 BP BYPASS PIPE (5-24) | SA234WP12CL1 SMAW / 00%
4 275 63 103 241 100
Y ~ - +
SH PLATEN FRONT /L 813 ¥ ER90S-B9 £9015-B91 745 + 15
HDR (S-26 NIP)+ SA213T91 + GTAW + NDT after
-00- - 7.1 .1 1 22 Y
59 0-00-027-35153 |1\ b ATEN FRONT ASSY|  sA213T91 | > 22| 813 | smaw 036/08 0 100%RT SR;
(s-27(1)) 100% HC,
35 767 579 72 - 30
6 180 HB TO
300HB
\ " - +
SH PLATEN FRONT /L 61 ¥ ER90S-B9 £9015-B91 745 + 15
HDR (S-26 NIP)+ SA213T91 + GTAW + NDT after
60 -00-027-351 334 | 6.1 1036/08| 220 1009
0-00-027-35153 I\, b ATEN FRONT ASSY|  SA213T91 SMAW / 00% RT SR;
(5-27(13-20)) 100% HC,
280 12 2682 - - 30
34 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 12/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)




affer

ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 92.5 $3.15 | 94.0 " | TEMP. | in mins NO |NORM
o g _ +
SH PLATEN FRONT I/L 61 YV ER90S-B9 E9015-B91 745 + 15
HDR (5-26 NIP)+ SA213T91 + GTAW + NDT after
61 0-00-027-35153 381 6.1 1036/08| 220 100% RT
SH PLATEN FRONT ASSY|  SA213T91 SMAW / % SR;
0,
(5-27(2-12)) 385 5583 4207 - - 30 100% HC,
180 HB TO
300HB
SH PLATEN FRONT ASSY 9.14 ¥V |Nittetsu YT304H - Nil _
0.00.027-35153 (s-27(1))+ SA213 UNS 20% RT subject to
62 432 + SA213| 50.8 | 9.14 TAW 1054/02|  Nil in 2 wel
0-00-027-35154 | SH PLATEN FRONT O/L S3SN‘Z 525‘432 3 G / ! \;’;Leyihc:]{t
TERM TUBE (5-27TO(1)) 35 356 ) ) i
SH PLATEN FRONT ASSY 813 ¥ ER347 E347 Nil
(S-27(12-20))+ 20% RT subject to
G | QOO ek pmontopt ST 4y 4| g | GTAW tot6/02| i min 2 weld/
TERM TUBE (S-27TO(12- welder/ shift
20)) 315 5018 2303 555 -
SH PLATEN FRONT ASSY 81 ¥ |Nittetsu YT304H - Nil
27(2- . .
0-00-027-35153 (S-27(2-11))+ SA213 UNS ) 20% BT subject to
64 0.00.027.35154 | SHPLATEN FRONT O/L | 530432 + SA213| 44.45| 8.1 | GTAW 1054/02|  Nil min 2 weld/
TERM TUBE (S-27TO(2- | UNS 30432 welder/ shift
11)) 350 37404 - - -
SH PLATEN FRONT O/L 921 ¥ ER90S-BY E9015-B91 745 + 15
TERM TUBE (S-
-00-027- NDT after
65 8.88-8;;-22122 27TO(L))+ S:Sf;’ 91 1+ 572 | 9.1 imwi" 1036/08| 220 100% RT o
SH PLATEN FRONT O/L 100% ch
5 35 556 117 - 30 i
HDR (S-28 NIP) 734 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 13/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SH PLATEN FRONT O/L 71V ER90S-BY E9015-B91 745 + 15
TERM TUBE (S-27TO(2-
-00-027- NDT aft
66 8 88 gg zg igz 8))+ 52\:213;9;; 381 | 71 imXVWJ' 1036/08| 220 100% RT S; er
SH PLATEN FRONT O/L 100% HC
. 245 3519 - - 30 C
HDR (S-28 NIP) 3312 180 HB TO
300HB
SH PLATEN FRONT O/L 61 ER90S-B9 E9015-B91 745 + 15
0-00-027-35153 TERM TUBE (S-27T0(5- | ¢ 513791 4 GTAW + NDT after
67 0-00-027-35154 20))+ sa13ro1 | 34| O | svaw 1036/08| 220 100%RT SR;
SH PLATEN FRONT O/L 100% HC
5 420 117 4023 - - 30 i
HDR (S-28 NIP) 5 180 HB TO
300HB
SH PLATEN FRONT O/L 78.75 Y|  ER90S-B9 E9015-B91 740-770
HDR (S-28 TEE)+
NDT after
68 0-12-178-03375 LINK TO SH SAZ3AWPIL + | oo g| gp | GTAW® 1050/06| 220 100% UT
SA234WP91 SMAW SR;
DESUPERHEATER-2 (S- 100% HC
2 134 179 1985 225 i
29) 355 180 HB TO
300HB
LINKTO SH DESH#1 (5- 78.75 UU| ER90S-B9 E9015-B91 740-770
29)+ SA234WP91 + GTAW + NDT after
12-178- ) 1 22 9
69 0-12-178-03375 LINKTO SH DESH#L (5- | SA335P01 558.8| 90 | oo 050/06| 220 100% UT SR
29) 100% HC,
2 134 179 1985 225
355 180 HB TO
300HB
78.75 VY| ER90S-B9 E9015-B91 740-770
LINK TO SH DESH#1 (S-
0-00-027-35140 SA335P91 + GTAW + NDT after
. 1 22 9
0 0-12-178-03375 29)+ saszspor | 2088 0 | quaw 050/06| 220 100% UT SR;
SH DESH#1 (5-30) 100% HC
2 134 179 1985 225 i
355 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 14/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
sL. LOCATION & DESCRIPTION OF PARTS | o/ cor PROCESS OF | WELD GTAW SMAW NoJrey | PRE |TEMP.in| NDTMETHOD/ REMARKS | REV
NO | o TIFICATION MARK TO BE WELDED size | tHick| WELDING | o Nos Qtyin gms Qty in Nos. O HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
78.75 UY|  ER90S-B9 E9015-B91 740-770
SH DESH#1 (S-30)+
0-00-027-35140 SA335P91 + GTAW + NDT after
71 558.8| 90 1050/06| 220 9
0-12-178-03375 LINKFROM SH DESHAL |~ 1 335pg1 SMAW / 100% UT SR;
(5-31) 100% HC
2 355 134 179 1985 225 iy
180 HB TO
300HB
LINK FROM SH DESH#1 78.75 UY|  ER90S-B9 E9015-B91 740-770
0-00-027-35140 (s-31)+ SA234WP91 + GTAW + NDT after
72 558.8| 90 1050/06| 220 100% UT
0-12-178-03375 SH PLATEN REARI/L | SA234WP91 SMAW / 00% U SR;
HDR (S-32 TEE) 100% HC,
2 134 179 1985 225
355 180 HB TO
300HB
v " - +
SH PLATEN REAR /L 711 ¥ ER90S-BY E9015-B91 745 + 15
0-00-027-35155 HDR (S-32 NIP)+ SA213T91 + GTAW + NDT after
7 7.15| 7.11 1 22 9
3 0-00-027-35156 SH PLATEN REAR I/L sa13tor |00 SMAW 036/08 0 100% RT SR;
TERM TUBE (S-33TI(1)) 100% HC,
35 2 756 - - 30
80 180 HB TO
300HB
SH PLATEN REAR I/L 419 ¥ ER90S-BY E9015-B91 745 + 15
HDR (S-32 NIP)+
-00-027- NDT after
74 0-00-027-35155 SH PLATEN REAR I/L SA213TOL+ 1 334 | 419 | GTAW 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SR;
TERM TUBE (S-33TI(13-
20 280 11663 - - - 30 100% HC,
) 180 HB TO
300HB
SH PLATEN REAR I/L 66 ¥V ER90S-B9 E9015-B91 745 + 15
HDR (5-32 NIP)+
-00-027- NDT after
75 0-00-027-35155 SHPLATEN REARI/L | A213T9L+ 1 g | g6 | CTAW® 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SMAW SR;
TERM TUBE (S-33TI(2- 100% HC
140 2 2349 - - 30 o RL,
3) 839 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 15/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System

SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS ] * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ o coec PROCESS OF |  WELD GTAW SMAW nosRey| PRE |TEMP.in| NDTMETHOD/ REMARKS | REV
NO | | ENTIFICATION MARK TO BE WELDED size | THick| WELOING [ o i Nos Qtyin gms Qty in Nos. NO HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SH PLATEN REAR I/L 508 ¥ ER90S-B9 £9015-B91 745 + 15
HDR (S-32 NIP)+
-00-027- NDT after
76 0-00-027-35155 SH PLATEN REAR I/L SA213T9L+ 1 391 | 508 | GTAW 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SR;
TERM TUBE (S-33TI(6-
12 245 16026 - - - 30 100% HC,
) 180 HB TO
300HB
v " - +
SH PLATEN REAR ASSY 419 V ER90S-B9 £9015-B91 745 + 15
0-00-027-35155 (5-33T1(13-20))+ SA213T91 + NDT after
77 441 1 22 9
0-00-027-35156 SH PLATEN REAR O/L SA182F91 3 9| GTAW 036/08 0 100%RT SR;
TERM TUBE (5-33(2-5)) 100% HC,
280 11 - - - 30
663 180 HB TO
300HB
SH PLATEN REAR ASSY 508 ¥ ER90S-B9 £9015-B91 745 + 15
(5-33T1(6-12))+
-00-027- NDT after
78 0-00-027-35155 SH PLATEN REAR O/L SA213T91+ 1 301 | 508 | GTAW 1036/08| 220 100% RT
0-00-027-35156 SA182F91 SR;
TERM TUBE (5-33(6-
12 245 16026 - - - 30 100% HC,
) 180 HB TO
300HB
v _ - +
SH PLATEN REAR I/L 711 ¥ ER90S-B9 £9015-B91 745 + 15
0-00-027-35155  |TERM TUBE (S-33TI(1))+| SA213T91 + GTAW + NDT after
7 7.15| 7.11 1 22 9
o 0-00-027-35156 SHPLATEN REARASSY |  SA182F01 | > 22 SMAW 036/08 0 100% RT SR;
(s-33(1)) 100% HC,
7 - -
35 802 56 30 180 HB TO
300HB
SH PLATEN REAR I/L 66 ¥V ER90S-B9 £9015-B91 745 + 15
TERM TUBE (S-33T1(2-
-00-027- NDT after
| goomoss | TR s || g |
SH PLATEN REAR ASSY 100% ch
-33(2- 1 2 - - o
(5-33(2-5)) 40 2839 349 30 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 16/22
CAUTION - THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
. WAY DETRIMENTAL TO INTEREST OF BHEL. LATEST REV. NOTE: HARDNESS CHECK (-)r;?;:{: ?E;’SIﬁLﬂ\/{\ﬁl.{[;:g)'Ll:ThsﬂlAl\:(\ALLOY STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSUREPARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW Sl\-llAW NO/REV PRE TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SHPLATEN REAR ASSY | 8.64 ¥ |Nittetsu YT304H - Nil o T st
0-00-027-35155 (5-33(1))+ ) o
81 $30432 + 5A213| 50.8 | 8.64 | GTAW 1054/02|  Nil 2 weld
0-00-027-35156 SH PLATEN REAR O/L | ' s;0 e / ' :;Ler‘}vshh{t
TERM TUBE (5-33TO(1)) 2 2820 ) ) )
SH PLATEN REAR ASSY 81 ¥ |Nittetsu YT304H - Nl
33(2- . .
0.00.027.35155 (S-33(2-5))+ SA213 UNS . 20% RT subject to
82 0.00.027-35150 SH PLATEN REAR O/L |530432+SA213|44.45| 81 | GTAW 1054/02|  Nil min 2 weld/
TERM TUBE (5-33TO(2- | UNS 530432 welder/ shift
5)) 140 14962 - - -
SH PLATEN REAR ASSY 76 ¥ |Nittetsu YT304H - Nl
33(6- . .
0-00-027-35155 (S-33(6-8))+ SA213 UNS ) 20% BT subject to
83 0.00.027.35150 SH PLATEN REAR O/L |530432+SA213|44.45| 7.6 | GTAW 1054/02|  Nil min 2 weld/
TERM TUBE (5-33TO(6- | UNS 530432 welder/ shift
8)) 105 9976 - - -
SH PLATEN REAR ASSY 762 W ER347 E347 Nil
(S-33(9-20))+ 20% RT subject to
84 8_88_8;;_;: 1:56’ SH PLATEN REAR O/L s::;f;gg:; 44.45| 7.62 G;T\;\;A/WJ' 1016/02|  Nil min 2 weld/
TERM TUBE (S-33TO(9- welder/ shift
20)) 420 6906 4805 - -
SH PLATEN REAR O/L 11 ¥ | ER90s-B9 £9015-B91 745 + 15
TERM TUBE (S-
0-00-027-35155 SA213T91 + GTAW + NDT after
11 1 2 9
8 0-00-027-35156 33TO(L)+ SA213T91 >7 SMAW 036/08) 220 100% RT SR;
SH PLATEN REAR O/L 100% HC
. 21 - C
HDR (S-34 NIP) 35 665 508 9 30 180 1B To
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 17/22

CAUTION :
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PG NAME : Superheater System

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SH PLATEN REAR O/L 56 ER90S-B9 E9015-B91 745 + 15
TERM TUBE (S-33TO(13-
-00-027- NDT aft
86 0-00-027-35155 15))+ SA213T91+ | 53 ) | 5 | CTAWS 1036/08| 220 100% RT arter
0-00-027-35156 SA213T91 SMAW SR;
SH PLATEN REAR O/L
HDR (S-34 NIP 105 1331 865 - - 30 100% HC,
(s- ) 180 HB TO
300HB
SH PLATEN REAR O/L 51 ¥ ER90S-BY E9015-B91 745 + 15
TERM TUBE (S-33TO(161
-00-027- NDT after
87 0-00-027-35155 20))+ SA213TOL+ 1 334 | 51 | GTAW 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SR;
SH PLATEN REAR O/L
HDR (S-34 NIP 175 10103 - - - 30 100% HC,
(s- ) 180 HB TO
300HB
SH PLATEN REAR O/L 11.18 ¥ ER90S-B9 E9015-B91 745 + 15
TERM TUBE (S-
0-00-027-35155 SA213T91 + GTAW + NDT after
88 TO(2 50.8 |11.18 1036/08| 220 100% RT
0-00-027-35156 33TO2))+ SA213T91 SMAW / 00% SR;
SH PLATEN REAR O/L 100% HC
. 35 2 430 209 - 30 i
HDR (S-34 NIP) 55 180 HB TO
300HB
SH PLATEN REAR O/L 10.16 ¥ ER90S-B9 E9015-B91 745 + 15
TERM TUBE (S-33TO(3-
-00-027- NDT after
89 0-00-027-35155 5)+ SA213TOL+ | 5 ¢ 110,16 CTAW® 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SMAW SR;
SH PLATEN REAR O/L 100% HC
g 105 17 1362 469 - 30 D
HDR (S-34 NIP) 60 180 HB TO
300HB
SH PLATEN REAR O/L 762 W ER90S-BY E9015-B91 745 + 15
E BE (S- -
0-00-027-35155 | |ERMTUBE (S-33TO(6- | - ¢ \)13rqy GTAW + NDT after
90 7))+ 381 | 7.62 1036/08| 220 100% RT
0-00-027-35156 SA213T91 SMAW SR;
SH PLATEN REAR O/L
HDR (S-34 NIP 70 911 1145 - - 30 100% HC,
(s- ) 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 18/22
CAUTION - THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
: WAY DETRIMENTAL TO INTEREST OF BHEL. LATEST REV. NOTE: HARDNESS CHECK (-)r;’a;: ?E:;TIsLO\{\f—I}[;igL’:T;L’\:ﬂALLOV STEEL PIPES (OTHER THAN GR91)
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
SH PLATEN REAR O/L 66 vV ER90S-B9 E9015-B91 745 + 15
TERM TUBE (S-33TO(8-
-00-027- NDT aft
91 0-00-027-35155 12))+ SA213T91+ | 50, | g | CTAWH 1036/08| 220 100% RT arter
0-00-027-35156 SA213T91 SMAW SR;
SH PLATEN REAR O/L 100% HC
. 175 2452 2202 - - 30 C
HDR (S-34 NIP) 180 HB TO
300HB
SH PLATEN REAR O/L 105.00 /|  ER90S-B9 E9015-B91 740-770
HDR (S-34 TEE)+
-00-027- NDT after
92 0-00-027-35155 LINK FROM SH SAIB2F2 + | g | 15p | CTAWH 1050/06| 220 100% UT
0-12-179-03386 SA234WP91 SMAW SR;
DESUPERHEATER#2 (S- 100% HC
2 2 122 162 2704 300 i
35) 65 180 HB TO
300HB
LINK FROM SH DESH#2 87.50 V| ER90S-B9 E9015-B91 740-770
(5-35)+ SA234WP91 + GTAW + NDT after
93 -12-179- 558.8| 100 1050/06| 220 100% UT
0 9-03386 LINK FROM SH DESH#2 |  SA335P91 SMAW / 00% U SR;
(s-35) 100% HC,
4 7 268 357 4646 250
679 180 HB TO
300HB
LINK FROM SH DESH#2 87.50 V| ER90S-B9 E9015-B91 740-770
(5-35)+ SA335P91 + GTAW + NDT after
4 -12-179- 8| 1 1 22 9
9 0-12-175-03386 SH DESUPERHEATER#2 |  sA335p91 | 02| 100 | gmaw 050/06 0 100% UT SR;
(s-36) 100% HC,
2 134 17 232 2
340 3 9 323 50 180 HB TO
300HB
87.50 VY| ER90S-B9 E9015-B91 740-770
SH DESH#2 (S-36)+
SA335P91 + GTAW + NDT after
-12-179- - 8| 1 1 22 9
95 0-12-179-03385 LINK TO Fall;l)ISH SH (S ca3zspoy | 5988[ 100 | 050/06 0 100% UT Sh:
100% HC,
2 1 1 232 2 ’
340 34 79 323 50 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 19/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)




ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos, Qtyingms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
LINKTO FINISH SH (5- 87.50 UV| ER90S-B9 E9015-B91 740-770
37)+ SA335P91 + GTAW + NDT after
9% 0-12-179-03385 558.8| 100 1050/06| 220 100% UT
FINISH SH I/L HDR (S-38| SA234WP91 SMAW / % SR;
0,
TEE) 2 340 134 179 2323 250 100% HC,
180 HB TO
300HB
v " - +
s00027-3516s | FINISHSHI/L HDR (5-38 10.67 ¥ ER90S-B9 E9015-B91 745 + 15
e NIP)+ SA213T91 + GTAW + NDT after
7 -00-027- .8 | 10.67 1 22 9
9 0-00-027-35169 FINISH SH I/L TERM A213791 50.8 |10.67| oo 036/08 0 100% RT Sh:
0-00-027-35170 TUBE (S-39TI(1)) 100% HC,
: 107 174 1350 555 - 30 T
0 180 HB TO
300HB
v " - +
s00027-3516g | FINISHSHI/L HDR (5-38 10.67 ¥ ER90S-B9 E9015-B91 745 + 15
bl NIP)+ SA213T91 + GTAW + NDT after
-00-027- 44.45 | 10.67 1 22 9
%8 8 88 3;; 22153 FINISH SH I/L TERM SA213T91 510671 vaw 036/08 0 100% RT SR;
e TUBE (S-39TI(2-4,7-10)) 100% HC,
749 1 7826 3480 - 30
983 180 HB TO
300HB
v " - +
s00027-3516s | FINISHSHI/LHDR (5-38 117 ¥ ER90S-B9 E9015-B91 745 + 15
bl NIP)+ SA213T91 + GTAW + NDT after
-00-027- 44.45| 11.7 1 22 9
% 8 88 3;; 22153 FINISH SH I/L TERM SA213T91 > SMAW 036/08 0 100% RT SR;
e TUBE (S-39TI(5,6,11)) 100% HC,
321 7 3129 1938 - 30
388 180 HB TO
300HB
0-00-027-35168 FINISH SH I/L TERM s He =y " 20% RT subject to
e TUBE (S-39TI(1))}+ | SA213TP347H + GTAW + ) o
1 -00-027- ) 1 1016/02
00 | 0-00-027-35169 | o\ o rRONT AsSY | sa213TP3a7H | “44°| 8131 gvaw 016/02) N min 2 weld/
0-00-027-35170 (5-39(1)) welder/ shift
107 1705 783 189 -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 20/22

CAUTION :
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001  CUST DOC REV : 00
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
0-00-027-35168 FINISH SH I/L TERM ey Hy =Y M 20% RT subject to
-U0- - (]
101 | 0-00-027-35169 TUBE (S-39TI(2-11))+ |SA213TP34TH +| ) /o) 5 o) | GTAW+ 1016/02|  Nil min 2 weld/
FINISH SH FRONT ASSY | SA213TP347H SMAW )
0-00-027-35170 S39(2-11 welder/ shift
(5-39(2-11)) 1070 17593 12242 - -
864 ¥V |Nittetsu YT304H - Nil
FINISH SH FRONT ASSY
(s-39(1)+ SA213 UNS 20% RT subject to
102 0-00-027-35170 $30432 + SA213 | 44.45 | 864 | GTAW 1054/02|  Nil min 2 weld/
FINISH SH REAR ASSY (S )
40(6) UNS $30432 welder/ shift
107 12894 - - -
81 ¥V |Nittetsu YT304H - Nil
FINISH SH FRONT ASSY
(5-30(2-11))+ SA213 UNS 20% RT subject to
103 0-00-027-35170 $30432 + SA213 | 44.45| 8.1 GTAW 1054/02|  Nil min 2 weld/
FINISH SH O/L HDR (S- )
40(1-5,7-11)) UNS S30432 welder/ shift
’ 1070 114348 - - -
9CrWV TIG/
— Ny ) .
0.00.027.35165 FINISH SH REAR ASSY (S 10.67 V TI:\o/le_rrr:::ét E9015-B92 745 + 15
bl 40(1, 6-9))+ SA213T92 + GTAW + NDT after
104 -00-027-3517 44.45 | 10.67 1058/02| 220 100% RT
8 88 827 gg 17(1) FINISH SH O/LHDR (S- |  SA213T92 SMAW / 00% SR;
e 41 NIP) 100% HC,
24 -
535 7022 5590 86 30 180 HB TO
300HB
9CrWv TIG/
e - +
0.00.027.35165 FINISH SH REAR ASSY (S 11.68 V T:j—:—?::slt E9015-B92 745 + 15
bl 40(2-5, 10,11))+ SA213T92 + GTAW + NDT after
105 -00-027-351 44.45 | 11.68 1058/02| 220 100%
0-00-027-35170 FINISH SH O/LHDR (S- |  SA213T92 SMAW / 00% RT SR;
0-00-027-35171 41 NIP) 100% HC,
642 6266 3857 - 30 i
7787 180 HB TO
300HB
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 21/22

CAUTION :
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ERECTION WELDING SCHEDULE

PGNO:12

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Superheater System
SYSTEM DESCRIPTION : Superheater System

CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 00

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 92.5 $3.15 | 94.0 " | TEMP. | in mins NO |NORM
762 ¥ ER90S-B3 £9018-B3 Nil
SC FURN ARCH SUPPT 20% RT subject to
106 8:(1)8:(1)2;(3) i ;‘g I/L HDR (S-09A)+ Sg\:zlf;zzz; 483 | 7.62 imXVWJ' 1013/02| 150 min 2 weld/
SC SPACER TUBE (S-44) welder/ shift
6 61 75 - -
864 ¥V |Nittetsu YT304H - Nil
0-00-027-35145 SC SPACER TUBE (S- SA213 UNS 20% RT subject to
107 0-00-027-35146 44)+ $30432 + SA213| 57.15 | 8.64 | GTAW 1054/02|  Nil min 2 weld/
0-00-027-35147 SC SPACER TUBE (5-44) |  UNS $30432 welder/ shift
55 8521 - - -
Y ~ - +
SC SPACER TUBE (5- 762 ¥ ER90S-B9 £9015-B91 745 + 15
0-00-027-34760 44)+ SA213T91 + GTAW + NDT after
1 483 | 7.62 1 22 9
08 0-00-027-35146 SH PLATEN REAR I/L SA213T91 8376 SMAW 036/08 0 100%RT SR;
HDR (5-32) 100% HC,
12 - -
6 109 5 30 180 HB TO
300HB
7 N - E8018-B2 Nil
SA335P12 +
1 1102/01| 2 9
09 GAMMA PLUG SAL82F22C13 SMAW 02/0 00 100% LPI or MPI
133 - 34 - -
7 N - E9018-B3 Nil
SA335P22 +
11 1103/01| 2 9
0 GAMMA PLUG SAL82F22CL3 SMAW 03/0 00 100% LPI or MPI
5 - 2 - -
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR VENKATESWARARAO DOODI 24-02-2021 1828-12-SH-EWS 0 22/22

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 /
LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91)

TQ BF CARRIFD QUT (247HB MAX)




SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO: 12

PG NAME : Superheater System

SYSTEM DESCRIPTION : Superheater System

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|ER80S-B2 15203
2|ER90S-B3 18455
3[2CrWV-TIG/ TGS 2CW 128391
4|ER905-B9 178664
5|Nittetsu YT304H 312422
6|ER347 46833
7[9CrWV TIG/ Thermanit-MTS616 22214
8|E8018-B2 3953 6215 33330
9|E9018-B3 9572 1230 0
10|Cromet 23L/CM 2CW 105689| 19068 0
11|E9015-891 63564| 13905 40437
12|E347 30200 1116 0
13|E9015-892 17784 9515 0
NOTES :

1. RESERVE 50% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY

EWS DOCID : 1828-12-SH-EWS REV:0

PREPARED BY : MOHD. BASEEM

CHECKED BY : LAKAVATH PRAVEEN KUMAR

APPROVED BY : VENKATESWARARAO DOODI

DATE : 24-02-2021




ERECTION WELDING SCHEDULE

PG NO : 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. "\ remP. in * REF-,
DRG NO. FOR WELD GTAW SMAW WPS PRE oc
:IS LOCATION & DES?I_':)":EI(‘:‘ESSEP; RTS | MATERIAL sPEC. PC\;ZT_I[E;ZSF NO/REV | HEAT N[g-u“::In?nD/ REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 94.0 in mins NO | cer.
e i . +
F-01(Furn Lwr Front 70.00 vV ER70S-A1 E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
01 0-00-027-35149 406.4| 80 1004/04| 150
F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
e i . +
F-07(Furn Lwr Rear 70.00 vV ER70S-A1 E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
02 -00-027-3514 406.4| 80 1004/04| 150
0-00-027-35149 F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
F-01(Furn Lwr Front 711 V ER80S-B2 E8018-B2 Nil
Inlet Hdr) + 20% RT subject to
03 0-00-027-35149 F-02TI(Furn Lwr Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Inlet Terminal welder/ shift
Tube) 284 2064 2454 - -
- 00
F-07(Furn Lwr Rear Ty ERE05-82 F8018-82 M 20% RT subject to
Inlet Hdr) + SA213T12 + GTAW + 0
04 -00-027-3514 38.1 | 7.11 1009/03| 150 2 wel
0-00-027-35149 | ¢ heri(Furn Rear Spiral | SA213T12 SMAW / min 2 weld/
Inlet T Tube) welder/ shift
nlet Term Tube 284 2064 2454 - -
- 00
F-02TI(Furn Lwr Front 88 V ER80S-B2 E8018-B2 Nil
. . o .
05 | 00002735185 o ITrﬂzZ)Tirmmal SA2ISTIZ+ | gy g | g5 | CTAW® 1009/03| 150 zoﬁm?nT ; L\j:)(fdc/t N
0-00-027-35148 SA213T12 ’ : SMAW
F-02L(Furn Lwr Front welder/ shift
Spiral Wall Panel) 272 2054 3878 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMALRAJ N 22-10-2021 1828-07-CIR-EWS 3 1/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8 v - - i
F-08TI(Furn Rear Spiral 8.8 ER80S-B2 E8018-B2 Nil 20% KT subject t0
0
06 0-00-027-35185 Inlet Term Tube) + SA213T12 + 24| 88 GTAW + 1009/03| 150 min 2 weld/
0-00-027-35148 F-08L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 272 2054 3878 } }
- 00
F-02TI(Furn Lwr Front 88 V ER80S-B2 E8018-B2 Nil
iral Inlet Terminal 20% RT subj
o7 | 20002735185 o Tnuzte) S| shamTize | | g | GTAWS 1009/03| 150 Oﬁﬂn ; Lﬁfdc/t N
0-00-027-35148 F-O8L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 - -
- 00
8 v - - i
F-08TI(Furn Rear Spiral 8.8 ER805-B2 £8018-82 il 20% RT subiect to
0-00-027-35185 Inlet Term Tube) + SA213T12 + GTAW + o )
08 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-02L(Furn Lwr Front SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 : )
- 00
F-02TI(Furn Lwr Front 88 V ER80S-B2 E8018-B2 Nil
iral Inlet T inal 20% RT j
09 0-00-027-35184 e TnuZZ) irmma SA213T12+ | s 4 | gg | CTAWH 1009/03| 150 Of:]in zs L\J,:)ef;/t °
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 - -
- 00
8 v - - i
F-08TI(Furn Rear Spiral 8.8 ER805-B2 E8018-82 il 20% RT subiect to
0-00-027-35184 Inlet Term Tube) + SA213T12 + GTAW + o )
10 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 } .
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 2/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
& v : : i
F-02L(Furn Lwr Front 8.8 ER80S-B2 E8018-B2 Nil 20% RT subject to
Spiral Wall Panel) + SA213T12 + GTAW + 0
11 0-00-027-35185 424 | 8.8 1009/03| 150 2 weld
F-02L(Furn Lwr Front | SA213T12 SMAW / \;/nellrlier\;vshié
Spiral Wall Panel) 339 2560 4833 } }
- 00
8 v i - i
F-08L(Furn Lwr Rear 8.8 ER80S-B2 E8018-B2 Nil -
Spiral Wall Panel) + | SA213T12+ GTAW + 20% RT subject to
12 -00-027-351 424 | 88 1009/03| 150 in 2 wel
0-00-027-35185 F-08L(Furn Lwr Rear | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Wall Panel) 339 2560 4833 } :
- 00
88 V ER80S-B2 E8018-B2 Nil
F-02L(Furn Lwr Front 20% RT subject to
13 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-08L(Furn Lwr Rear 20% RT subject to
14 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
& v : : i
F-02U(Furn Upper 8.8 ER80S-B2 E8018-B2 Nil -
Front Spiral Wall Panel)| SA213T12 + GTAW + 20% RT subject to
15 -00-027-351 424 | 88 1009/03| 150 in2
0-00-027-35183 + SA213T12 SMAW / ;‘;Ler‘;’:m{t
CORNERTUBES 163 1231 2324 : R
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 3/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-RARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
88 V ER80S-B2 E8018-B2 Nil
F-08U(Furn Upper Rear 20% RT subject to
16 0-00-027-35183 Spiral Wall Panel) + SSAAZZI]:?’;—_;_T; 424 | 88 (5511;/|A/\\IVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
163 1231 2324 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-17L(L&R)(Furn Lwr 20% RT subject to
17 0-00-027-35184 Side Spiral Wall) + S::;f;—:f; 424 | 88 (;'FMAXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
828 6253 11803 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-17U(L&R)(Furn Lwr 20% RT subject to
18 0-00-027-35182 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
324 2447 4619 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
19 0-00-027-35167 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
SA213T12 + GTAW +
20 0-00-027-35167 Spiral Wall Panel) + SA182F12CL2 42.4 | 8.8 SMAW 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 4/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
88 V ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
21 0-00-027-35167 Spiral Wall Panel) + S?:;f;’:f; 424 | 8.8 GS.ll;/IAXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
22 0-00-027-35167 Spiral Wall Panel) + Siqzlzizlzchz 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
23 0-00-027-35166 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
110 831 1568 - -
- 00
88 V ER80S-B2 E8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
24 0-00-027-35166 Side Spiral Wall) + SsAéélZaF-;lZilfz 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
4 31 58 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-02L(Furn Lwr Front )
0-00-027-35185 . 20% RT subject to
25 0-00-027-35172 Spr;(VFV:r'LP;;r‘:l: S:Sf;llz; 44| 88 imwi" 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 142 1073 2025 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 5/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
88 V ER80S-B2 E8018-B2 Nil
F-O8L(Furn Lwr Rear .
0-00-027-35185 R 20% RT subject to
26 | 0-00-027-35172 SFp:/r;’é(\’ijr'LP;;ri')e: 52\:213;112; 424 | 88 imXVer 1009/03| 150 min 2 weld/
0-00-027-35175 | welder/ shift
panels) 142 1073 2025 - -
- 00
F-17U(L&R)(Furn Lwr 88 V ER80S-B2 E8018-B2 Nil
0-00-027-35182 Side Spiral Wall) + 20% RT subject to
27 0-00-027-35172 F-WB(Furn Burner S::zlf;':f; 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 1854 14000 26428 - -
- 00
F-02U(F U =
Front s i(ralf';;\]/alrs:r:el) g8 ¥ ER80S-82 £8018-B2 Nil
0-00-027-35183 e, Ao13T12 + CTAW + 20% RT subject to
28 0-00-027-35172 424 | 8.8 1009/03| 150 min 2 weld/
F-WB(Furn Burner SA213T12 SMAW R
0-00-027-35175 Is )/L-OFA (C welder/ shift
paneis /- orner 920 6947 13114 - -
Sofa panel)
- 00
F-08U(Furn Upper Rear 88 V ER80S-B2 E8018-B2 Nil
0-00-027-35183 Spiral Wall Panel) + 20% RT subject to
29 0-00-027-35172 F-WB(Furn Burner s::;f;—:f; 424 | 88 G;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 920 6947 13114 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-17L(L&R)(Furn Lwr )
0-00-027-35184 ) K 20% RT subject to
30 0-00-027-35172 Fs 'S;B?}f:ﬂ \é‘f‘r'r:); S:Sf;llz; 44| 88 imwi" 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 270 2039 3849 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 6/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02U(Furn Upper g8 ¥ ER80S-B2 E8018-B2 Nil
Front Spiral Wall Panel) .
0-00-027-35183 + SA213T12 + GTAW + 20% RT subject to
31 . 42.4 | 8.8 1009/03| 150 min 2 weld/
0-00-027-35167 F-02X(Furn Front Spiral SA213T12 SMAW welder/ shift
Wall To Vert Transition 115 369 1640 } }
Panel)
- 00
F-08U(Furn Upper Rear 88 V ER80S-B2 E8018-B2 Nil
Spiral Wall Panel) + 20% RT subject to
0-00-027-35183 SA213T12 + GTAW +
32 F-08X(F R iral 424 | 8.8 1009/03| 150 in 2 wel
0-00-027-35167 08X(Furn Rear Spiral |~ ~¢ 5377, SMAW / min 2 weld/
To Vert Transition welder/ shift
Panel) 115 869 1640 - -
- 00
F-17U(L&R)(F U =
17U(L&R)(Furn Upper g8 v ER805-B2 £8018-B2 il
Side Spiral Wall Panel) 20% RT subject to
0
0-00-027-35182 + SA213T12 + GTAW +
33 424 | 8.8 1009/03| 150 in 2 wel
0-00-027-35166 F-17X(L&R)(Furn Side | SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Spiral to Vert Transition 226 1707 3222 : R
Panel)
- 00
F-02U(Furn Upper 88 V ER80S-B2 E8018-B2 Nil
F iral Wall P | 20% RT j
0-00-027-35183 | "ot Spiral WallPanel)| ¢\ 5r5 4 GTAW + 0% RT subject to
34 0-00-027-35174. + SA213T12 424 | 88 SMAW 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels) 184 1390 2623 - -
- 00
8 v i - i
F-08U(Furn Upper Rear 8.8 ER80S-B2 E8018-B2 Nil 20% RT <ublect to
0-00-027-35183 Spiral Wall Panel) + SA213T12 + GTAW + ° ) )
35 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35174 H-OFA(Furn SOFA SA213T12 SMAW welder/ shift
panels ) 184 1390 2623 - -
- 00
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-17U(L&R)(Furn Upper 88 V ER80S-B2 E8018-B2 Nil
Side Spiral Wall Panel) 20% RT subject to
36 8’88’82;';2132 + Sg\:zlfaTTllz; 04| 88 imXVWJ' 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels ) 368 2779 5246 - -
- 00
F-L7X(L&R)(Furn Upper 711 ¥ ER80S-B2 £8018-B2 Nil
Side Spiral Wall 20% RT subject to
Transition) + SA213T12 + GTAW + i )
37 -00-027-351 38.1 | 7.11 1009/03| 150 2 wel
0-00-027-35166 | ¢ 1 10(L&R)(Furn Side | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Outlet Term 280 2035 2419 ) R
Tube)
- 00
F-02X(Furn Upper Front 711 V ER80S-B2 E8018-B2 Nil
Spiral Wall Transition) + 20% RT subject to
38 0-00-027-35167 F-02TO(Furn Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Outlet Terminal welder/ shift
Tube) 144 1047 1244 - -
- 00
a1 v : : i
F-08X(Furn Upper Rear 7.11 ER80S-B2 E8018-B2 Nil Yo% AT subject 0
Spiral Wall Transition) +| SA213T12 + GTAW + 0
39 -00-027-35167 38.1| 7.11 1009/03| 150 2 wel
0:00-027-35167 | ogT0(Furn Rear Spiral|  SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Outlet Term Tube) 144 1047 1244 : )
- 00
F-17TO(L&R)(Furn Side 711 Y ER80S-B2 E8018-B2 Nil
Spiral Outlet Term 20% RT subject to
SA213T12 + GTAW +
40 0-00-027-35166 Tube) + SA213T12 38.1 | 7.11 SMAW 1009/03| 150 min 2 weld/
F-18(L&R)(Furn Interm welder/ shift
Side Hdr) 280 2035 2419 - -
- 00
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02TO(Furn Front 711 V ER80S-B2 E8018-B2 Nil
Spiral Outlet Terminal 20% RT subject to
41 0-00-027-35167 Tube) + SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
SA213T12 SMAW R
F-03(Furn Interm Front welder/ shift
Hdr) 144 1047 1244 - -
- 00
a1 v i - i
F-08TO(Furn Rear Spiral 7.11 ER80S-B2 E8018-B2 Nil 20% RT subject to
Outlet Term Tube) + SA213T12 + GTAW + 0
42 -00-027- 1] 711 1 1
0-00-027-35167 | £ (kurm Interm Rear | $A213T12 | S0 SMAW 009/03) 150 min 2 weld/
Hdr) welder/ shift
144 1047 1244 - -
- 00
59 . ! .
F-18(L&R)(Furn Interm 5.59 ER90S-B3 E9018-B3 740 + 10 Yo% AT subjct 0 100% HC,
Side Hdr) + SA213T22 + GTAW + i ) 260HV
43 -00-027-351 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-35166 F-19TI(L&R)(Furn Side |  SA213T22 SMAW / ‘:I"e'lr;er‘y:h‘?]{t (MAX)
Vert Inlet Term Tube) 840 5670 4139 } R 60 Appllca'ble
for Unit-3
only 03
F-03(Fur:|:jn;:irm Front 5.59 V ER90S-B3 E9018-B3 740+ 10 2% T subiect 100% HC,
r 6 RT subject to
260HV
44 0-00-027-35167 F-04TI(Furn Front SA213T22 + | 5 ) | 55 | GTAWH 1084/00| 200 min 2 weld/
. . SA213T22 SMAW R (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 212! - -
Tube) 3 2916 & 60 for Unit-3
only 03
F—OQ(Fur:c;n)tirm Rear 5.59 V ER90S-B3 E9018-B3 740 £ 10| 2% RT subrect ¢ 100% HC,
r 6 RT subject to
SA213T22 + GTAW + 260HV
45 -00-027-351 -1 33.4 | 5.59 1084/00| 200 in2
0-00-027-35167 F . OTI(Furn Rea‘r SA213T22 SMAW / min welc’/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
2 212! - -
Tube) 43 2916 9 60 for Unit-3
only 03
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-19TI(L&R)(Furn Side 559 V ER90S-B3 E9018-B3 740 £ 10
Vert Inlet Term Tube) + 20% RT subject to
46 0-00-027-35166 F-17X(L&R)(Furn Side | A213T22% | 33, | 559 | CTAW® 1084/00| 200 min 2 weld/
) I SA213T22 SMAW )
Spiral to Vert Transition welder/ shift 100% HC
840 4139 - B 60 6 HC,
Panel) 5670 260HV
(MAX) | o1
F-04TI(Furn Front .
04TI(Furn Fron 559 V ER90S-B3 £9018-B3 740+ 10
Vertical Inlet Terminal 20% RT subject to
Tube) + SA213T22 + GTAW + 0
47 -00-027-35167 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-3516 F-02X(Furn Front Spiral | SA213T22 SMAW / \;’;Leyihc:]{t
Wall To Vert Transition 100% HC,
432 2916 2129 - - 60
Panel) 260HV
(MAX) | o1
F-10TI(Furn R -
10TI(Furn Rear 559 V ER90S-B3 £9018-B3 740+ 10
Vertical Inet Terminal 20% RT subject to
Tube) + SA213T22 + GTAW + 0
48 -00-027-35167 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-3516 F-08X(Furn Rear Spiral |  SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
To Vert Transition 432 2916 2129 : R 60 100% HC,
Panel) 260HV
(MAX) | o1
F-02X(Furn Front Spiral -
(Furn Front Spira 813 ¥ ER90S-B3 E9018-B3 740+ 10
Wall To Vert Transition 20% RT subject to
0-00-027-35167 Panel) + SA213T22 + GTAW + o
49 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-04L (FURN FRONT SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
10,
LOWER VERT WALL 432 2865 4775 ) ) 60 100% HC,
PANEL) 260HV
(MAX) | o1
F-04L (FURN FRONT -
- - +
LOWER VERT WALL 813 V ER905-B3 E9018-B3 740 £ 10 o KT bt 0
PANEL ) + SA213T22 + GTAW + o
50 -00-027-351 38.1 | 8.13 1084/00| 200 2
0-00-027-35179 F-04U(Furn Upper SA213T22 SMAW / ;‘;Ler‘;’:m{t
Front Vertical Wall 432 2865 4775 ; R 60 100% HC,
Panel 260HV
(MAX) | o1
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-04U(Furn Upper 813 V ER90S-B3 E9018-B3 745 + 15
Front Vertical Wall 20% RT subject t
0-00-027-35179 ront verticalta SA213T23 + GTAW + % RT subject to
51 Panel ) + 38.1 | 8.13 1053/04| 200 min 2 weld/
0-00-027-35159 SA213T22 SMAW R
F-05(Furn Upper Front welder/ shift 100% HC
432 5400 4775 - - 60 o
QOutlet Hdr) 260HV
(MAX) | 01
13 v . ! .
F-08X(Furn Rear Spiral 8.13 ER90S-B3 E9018-B3 740 £ 10| 20% RT subject o
0
0-00-027-35167 To Vert Transition SA213T22 + GTAW +
52 38.1 | 8.13 1084/00| 200 in 2 wel
0-00-027-35179 Panel) + SA213T22 SMAW / ;’;Ley:hdh{t
F-11(Furn rear arch) 100% HC,
432 477 - -
3 2865 5 60 260HV
(MAX) | 01
813 V ER90S-B3 E9018-B3 745 £ 15
20% RT subject to
53 0-00-027-35144 F-11(Furn rear arch) + SA213T22 + 381 | 813 GTAW + 1053/04| 200 min 2 weld/
0-00-027-35179 F-12(Furn screen tubes) SA213T23 SMAW R
welder/ shift 100% HC
2 184 - - o RC,
88 3600 318 60 260HY
(MAX) | 01
813 V ER90S-B3 E9018-B3 740 £ 10
20% RT subject to
0-00-027-35144 F-11(Furn rear arch) + SA213T22 + GTAW + .
54 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-13(Furn Her tubes) |  SA213T22 SMAW / min 2 weld/
welder/ shift 100% HC
144 1592 - - 60 >
955 260HV
(MAX) | 01
g13 v | 2CcwvTie/ Cromet 23L/CM 2CW 745 + 15
F-12(Furn screen tubes) TGS 2CW 20% RT subject to
0
0-00-027-35144 + SA213T23 + GTAW +
55 38.1 | 8.13 1052/06| 200 in2
0-00-027-35179 | F-14(Furn Upper Rear |  SA213T23 SMAW / min 2 weld/
outlet Hdr) welder/ shift 100% HC
288 5306 - - 60 >
3600 260HV
(MAX) | 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
127 V zirGV:\;_(;r\:\?/ Cromet 23L/CM 2CW 745 + 15
2 o )
56 0-00-027-35144 FF 111((22':1 TJgr t:rbr:)a: SA213T23 + | 3 o | 457 | GTAWS 1052/06| 200 zof;iRnT zS L\Jubejfcf/t to
0-00-027-35179 PP $A213T23 : 7 smaw :
outlet Hdr) welder/ shift 100% HC
144 2242 1608 - 60 o
2955 260HV
(MAX) | 01
F-17X(L&R)(Furn Side 95 V ER90S-B3 E9018-B3 740 £ 10|
. L o .
0-00-027-35166 Spiral to Vert Transition SA213T22 + GTAW + 20% BT subject to
57 Panel) + 38.1| 9.5 1084/00| 200 min 2 weld/
0-00-027-35179 . SA213T22 SMAW R
F-19L(L&R)(Furn Side welder/ shift 100% HC
4 12422 - - o HC,
Lower Vert Wall Panel) 840 4855 60 260HV
(MAX) | 01
F-19L(L&R)(Furn Side 95 V ER90S-B3 E9018-B3 740 £ 10|
Lower Vert Wall Panel) 20% RT subject to
58 0-00-027-35179 + SA213T22+ | 401 | g5 | GTAWH 1084/00| 200 min 2 weld/
SA213T22 SMAW R
F-19U(L&R)(Furn Upper welder/ shift 100% HC
i 4 12422 - - 6 HC,
Side Vert Wall Panel) 840 4855 60 260HY
(MAX) | 01
5 v ) ! .
F-19U(L&R)(Furn Upper 9.5 ER90S-B3 E9018-B3 740 £ 10| 20% RT sublect to
59 0-00-027-35179 Side Vert Wall Panel) + SA213T22 + 381 95 GTAW + 1084/00| 200 r:ﬂn 5 wéld/
0-00-027-35159 F-20(L&R)(Furn Upper |  SA213T22 ‘ ’ SMAW .
Side Outlet Hdrs) welder/ shift 100% HC
4 12422 - - 6 HC,
840 4855 60 260HY
(MAX) | 01
35.00 V% ER80S-B2 E8018-B2 650-670
F-05(Furn Upper Front
SA182F12CL2 + GTAW + 100% RT
60 -00-027-351 219.1| 40 1010/06| 150
0-00-027-35159 Outlet Hdr ) + SA335P12 SMAW / 100% MPI/LPI
F-06(Front Riser pipes )
4 270 63 103 261 100
- 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 VYV ER80S-B2 E8018-B2 650-670
1-07-318-01205 F-06(Front Riser pipes ) .
o1 0 : aspn | 291 | G 1010/06| 150 100 MPLP
1-07-318-01208 F-06(Front Riser pipes ) :
10 673 158 258 651 100
- 01
35.00 YV ER80S-B2 £8018-B2 680-720
F-06(Front Riser pi
0-00-027-35157 O6(Front Riser pipes ) | ¢)33cp1 . GTAW + 100% RT
62 + 219.1| 40 1012/04| 150
0-00-027-35140 SA182F22CL3 SMAW 100% MPI/LPI
F-31(Separator)
4 270 63 103 261 100
- 01
35.00 YV ER80S-B2 £8018-B2 680-720
F-14(Furn Upper Rear
SA182F22CL3 + GTAW + 100% RT
-00-027- 219.1| 4 1012/04| 1
63 0-00-027-35159 outlet Ijidr)+. SA335P12 9 0 SMAW 012/0 50 100% MPI/LPI
F-15(Rear Riser Pipes)
4 270 63 103 261 100
- 01
35.00 YV ER80S-B2 E£8018-B2 650-670
1-07-316-01201
64 0 3Tgo 0 F-15(Rear Riser Pipes) +| SA335P12 + 219.1| 40 GTAW + 1010/06| 150 100% RT
1-07-316-01201 F-15(Rear Riser Pipes) SA335P12 SMAW 100% MPI/LPI
16 1077 252 412 1042 100
- 01
35.00 YV ER80S-B2 E£8018-B2 680-720
6 0-00-027-35157 | F-15(Rear Riser Pipes) +| SA335P12+ |, o | ,o | GTAW+ 1012/04 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
4 270 63 103 261 100
- 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 VY ER80S-B2 E8018-B2 650-670
F-20(Furn Upper Side
SA182F12CL2 + GTAW + 100% RT
66 -00-027- 219.1| 40 1010/06| 150
0-00-027-35159 Ou.tlet Hdrs) " SA335P12 SMAW / 100% MPI/LPI
F-21(Side Riser Pipes)
8 539 126 206 521 100
- 01
35.00 YV ER80S-B2 £8018-B2 650-670
1-07-315-012
7 0 3TZO 09 F-21(Side Riser Pipes) + | SA335P12+ | 0. | ,0 | GTAW+ 1010/08| 150 100% RT
1-07-315-01216 F-21(Side Riser Pipes) SA335P12 SMAW 100% MPI/LPI
25 1682 393 644 1628 100
- 01
35.00 YV ER80S-B2 £8018-B2 680-720
- | . - 1 i i 0,
68 0-00-027-35157 F-21(Side Riser Pipes) + | SA335P12+ | oo | , | GTAW+ 1012/04] 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
8 539 126 206 521 100
- 01
56.88 UV ER80S-B2 E£8018-B2 680-720
F-31(Separator) +
SA182F22CL3 + GTAW + 100% RT
-00-027- 32(Li . 1012/04| 1
69 0-00-027-35157 F-32(Link To Separator SA335P12 355.6| 65 SMAW 012/0: 50 100% MPI/LP!
Storage Tank)
4 432 102 168 1030 165
- 01
F-32(Link To Separator 56.88 VY ER80S-B2 E£8018-B2 650-670
Storage Tank) + SA335P12 + GTAW + 100% RT
70 -07-102-02 355.6| 65 1010/06| 150
0-07-102-02064 F-32(Link To Separator | SA234WP12CL1 SMAW / 100% MPI/LPI
Storage Tank) 4 432 102 168 1030 165
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 14/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
56.88 VY ER80S-B2 E8018-B2 680-720
F-32(Link To Separator
SA335P12 + GTAW + 100% RT
71 0-00-027-35157 St Tank 355.6| 65 1012/04| 150
orage Tank) + SA182F22CL3 SMAW / 100% MPI/LPI
F-33(Storage tank )
4 432 102 168 1030 165
- 01
61.25 UV ER80S-B2 £8018-B2 680-720
F-33(Storage tank )+
SA182F22CL3 + GTAW + 100% (ISRT+UT)
72 -00-027-35157 F-49(Furn D 406.4| 70 1012/04| 150
0-00-027-3515 9(Furn Downcomer | ™'\ 0500 SMAW / 100% MPI/LPI
To Connecting sphere )
2 253 59 96 673 175
- 01
F-49(Furn Downcomer 61.25 UV ER80S-B2 E8018-B2 650-670
To Connecting sphere )
SA335P12 + GTAW + 100% (ISRT+UT)
73 -00-027-35157 406.4| 70 1010/06| 150
0-00-027-3515 i ) SA182F12CL2 SMAW / 100% MPI/LPI
F-50(Furn Connecting
Sphere) 2 253 59 96 673 175
- 01
F-33(Storage tank ) + 14.00 WV ER80S-B2 E8018-B2 680-720
F-34(SEPARATOR | SA182F22CL3 + GTAW +
74 -00-027- . 1 1012/04| 1 9
0-00-027-35157 STORAGE TANK VENT SA335P12 88.9 | 16 SMAW 012/0 >0 100% RT
LINK) 2 58 13 21 4 60
- 00
F-34(SEPARATOR g,
STORAGE TANK VENT 14.00 GV ER80S-B2 E8018-B2 680-720
LINK)+ SA234WP22CL1 GTAW +
75 1-07-217-01242 83.9 | 16 1012/04| 150 100%
07-217-0124 F-34(SEPARATOR +SA335P12 SMAW / 00% RT
STORAGE TANK VENT 5 58 13 ”n 4 €0
LINK
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 15/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-34(SEPARATOR 14.00 GV ER80S-B2 £8018-B2 650-670
STORAGE TANK VENT
76 1-07-217-01242 LINK) + SA33PI2+ | ggg | 16 | GTAWY 1010/06| 150 100% RT
0-00-027-35157 ) SA335P12 SMAW
S-01(SH Connecting
Pipe) 1 29 7 11 2 60
- 00
F-03 (FURN FRONT 34.74 GV ER80S-B2 £8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
77 -00-027-35167 168.3| 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) + | SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 5 01 25 0 9 100
- 01
F-09 (FURN REAR 34.74 GV ER80S-B2 £8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
78 -00-027-35167 168.3| 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) + | SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 5 91 25 0 9 100
- 01
F-18 (FURN INTERM 34.74 GV ER80S-B2 E£8018-B2 650-670
HDR INSPECTION | SA182F12CL2 + GTAW + 100% RT
79 -00-027-351 168.3| 39.7 1010/06| 150
0-00-027-35166 NOZZLE) + SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 4 182 49 80 184 100
- 01
7 M - E7018 Nil
SA105 + )
1101/01 9
80 GAMMA PLUG SALD6GRC SMAW 01/01| Nil 100% LPI or MPI
- 2 - -
4 FILLET
WELD | 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7 M - E8018-B2 Nil
SA335P12 +
81 1102/01| 200 9
GAMMA PLUG SA182F22CL3 SMAW /! 100% LPI or MPI
99 - 25 - -
FILLET
WELD 00
6 v - - i
F-18(L&R)(Furn Interm >6 ER905-B3 E9018-83 Nil 30% RT subject to 100% HC,
Side Hdr) + SA213T12 + GTAW + o 260HV
82 -00-027-351 334 | 5.6 1095/00| 150 2 wel
0-00-027-35166 | | 57)(LaR)(Furn Side |  SA213T22 SMAW / ;’;Ley:hdh{t (MAX)
Vert Inlet Term Tube) 840 5670 4139 ) R Appllc'able
for Unit-1 &
2 only 03
F-O3(Fur::jn;irm Front 56 WV ER90S-B3 E9018-B3 Nil 2% RT subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
83 -00-027-35167 F-04TI(F F 334 | 5.6 1095/00| 150 in 2 wel
0-00-027-3516 0 (Furn ron-t SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 291 2129 - -
Tube) 916 for Unit-1 &
2 only 03
F-OQ(Fur:c;n)tirm Rear 56 V ER90S-B3 E9018-B3 Nil 2% RT subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
84 -00-027-35167 F-10TI(F R 334 | 5.6 1095/00| 150 in 2 wel
0-00-027-3516 : OTI(Furn ea‘r SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
432 291 2129 - -
Tube) 916 for Unit-1 &
2 only 03
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 22-10-2021 1828-07-CIR-EWS 3 17/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 07

PG NAME :

Circulation System

SYSTEM DESCRIPTION : Circulation System

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 711
2|ER80S-B2 135063
3|ER905-B3 101432
4|2CrWV-TIG/ TGS 2CW 9833
5|/E7018-1 177 288 2454
6|E8018-B2 222419 4571 15332
7|E9018-B3 129500 0 0
8|Cromet 23L/CM 2CW 11322 2412 0
9|E7018 3 0 0
NOTES :

1. RESERVE 50% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY

EWS DOCID : 1828-07-CIR-EWS REV:3

PREPARED BY : RUDRABHATLA SAIKUMAR

CHECKED BY : LAKAVATH PRAVEEN KUMAR

APPROVED BY : NIRMAL RAJ N

DATE : 22-10-2021




ERECTION WELDING SCHEDULE

PG NO : 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. "\ remP. in * REF-,
DRG NO. FOR WELD GTAW SMAW WPS PRE oc
:IS LOCATION & DESﬁ_’:)':;‘xLS;:; RTS | MATERIAL sPEC. PC\:Z?.ESIZSF NO/REV | HEAT N[c):-u“:ﬂnf\)nn/ REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | nviE spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 ©4.0 in mins NO | cer.
o . _ +
F-01(Furn Lwr Front 70.00 v ER70S-A1 E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
01 0-00-027-35149 406.4| 80 1004/04| 150
F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
oo _ _ +
F-07(Furn Lwr Rear 70.00 WV ER70S-Al E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
02 -00-027-3514 406.4| 80 1004/04| 150
0-00-027-35149 F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
F-01(Furn Lwr Front 711 ¥ ER80S-B2 E8018-B2 Nil
Inlet Hdr) + 20% RT subject to
03 0-00-027-35149 F-02TI(Furn Lwr Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Inlet Terminal welder/ shift
Tube) 284 2064 2454 - -
- 00
F-07(Furn Lwr Rear 7Y ERE05-82 F8018-82 M 20% RT subject to
Inlet Hdr) + SA213T12 + GTAW + 0
04 -00-027-3514 38.1 | 7.11 1009/03| 150 2 wel
0-00-027-35149 | ¢ heri(Furn Rear Spiral | SA213T12 SMAW / min 2 weld/
Inlet T Tube) welder/ shift
nlet Term Tube 284 2064 2454 - -
- 00
F-02TI(Furn Lwr Front 8.8 \% ER80S-B2 E8018-B2 Nil
. . o .
05 | 00002735185 o ITrﬂzZ)Tirmmal SA2ISTIZ+ | gy g | g5 | CTAW® 1009/03| 150 zoﬁm?nT ; L\j:)(fdc/t N
0-00-027-35148 SA213T12 ’ : SMAW
F-02L(Furn Lwr Front welder/ shift
Spiral Wall Panel) 272 2054 3878 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMALRAJ N 29-11-2021 1828-07-CIR-EWS 4 1/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-08TI(Furn Rear Spiral 8.8 % ER80S-B2 E8018-B2 Nil 20% R subject o
0
06 0-00-027-35185 Inlet Term Tube) + SA213T12 + 24| s GTAW + 1009/03| 150 min 2 weld/
0-00-027-35148 F-08L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 272 2054 3878 } }
- 00
F-02TI(Furn Lwr Front 8.8 \% ER80S-B2 E8018-B2 Nil
iral Inlet Terminal 20% RT j
o7 | 00002735185 e Tnuzte) irmma SA2ISTI2 + 1 o4 | gg | CTAWH 1009/03| 150 Oﬁﬂn zs Lﬁfdc/t ©
0-00-027-35148 F-08L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 - -
- 00
F-08TI(Furn Rear Spiral 8.8 % ER80S-B2 E8018-B2 Nil 2% AT subiect to
0-00-027-35185 Inlet Term Tube) + SA213T12 + GTAW + o )
08 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-02L(Furn Lwr Front SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 : )
- 00
F-02TI(Furn Lwr Front 88 V| ER80S-B2 £8018-B2 Nil
iral Inlet Terminal 20% RT j
09 0-00-027-35184 o TnuZZ) irmma SA2ISTI2 + 1 o4 | gg | CTAWH 1009/03| 150 Of:]in zs L\J,:)ef;/t ©
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 - -
- 00
F-08TI(Furn Rear Spiral 8.8 % ER80S-B2 E8018-B2 Nil 2% RT sublect 10
0-00-027-35184 Inlet Term Tube) + SA213T12 + GTAW + o )
10 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 } .
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 2/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02L(Furn Lwr Front 8.8 WV ER80S-B2 E8018-B2 Nil 20% RT subject to
Spiral Wall Panel) + SA213T12 + GTAW + 0
11 0-00-027-35185 424 | 8.8 1009/03| 150 2 weld
F-02L(Furn Lwr Front | SA213T12 SMAW / \;/nellrlier\;vshié
Spiral Wall Panel) 339 2560 4833 } }
- 00
F-08L(Furn Lwr Rear 8.8 % ER80S-B2 E8018-B2 Nil -
Spiral Wall Panel) + | SA213T12+ GTAW + 20% RT subject to
12 -00-027-351 424 | 88 1009/03| 150 in 2 wel
0-00-027-35185 F-08L(Furn Lwr Rear | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Wall Panel) 339 2560 4833 } :
- 00
88 v ER80S-B2 E8018-B2 Nil
F-02L(Furn Lwr Front 20% RT subject to
13 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
88 vV ER80S-B2 E8018-B2 Nil
F-08L(Furn Lwr Rear 20% RT subject to
14 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
F-02U(Furn Upper 8.8 % ER80S-B2 E8018-B2 Nil -
Front Spiral Wall Panel)| SA213T12 + GTAW + 20% RT subject to
15 -00-027-351 424 | 88 1009/03| 150 in2
0-00-027-35183 + SA213T12 SMAW / ;‘;Ler‘;’:m{t
CORNERTUBES 163 1231 2324 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 3/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-RARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8.8 \% ER80S-B2 E8018-B2 Nil
F-08U(Furn Upper Rear 20% RT subject to
16 0-00-027-35183 Spiral Wall Panel) + SSAAZZI]:?’;—_;_T; 424 | 88 (5511;/|A/\\IVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
163 1231 2324 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-17L(L&R)(Furn Lwr 20% RT subject to
17 0-00-027-35184 Side Spiral Wall) + S::;f;—:f; 424 | 88 (;'FMAXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
828 6253 11803 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-17U(L&R)(Furn Lwr 20% RT subject to
18 0-00-027-35182 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
324 2447 4619 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
19 0-00-027-35167 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
SA213T12 + GTAW +
20 0-00-027-35167 Spiral Wall Panel) + SA182F12CL2 42.4 | 8.8 SMAW 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 4/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8.8 % ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
21 0-00-027-35167 Spiral Wall Panel) + SSAAzzlf;]_'f; 424 | 8.8 GSTMAXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
22 0-00-027-35167 Spiral Wall Panel) + Siqzlzizlzchz 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
88 Vv ER80S-B2 E8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
23 0-00-027-35166 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
110 831 1568 - -
- 00
88 V| ER80S-B2 £8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
24 0-00-027-35166 Side Spiral Wall) + SsAéélZaF-;lZilfz 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
4 31 58 - -
- 00
88 V| ER80S-B2 £8018-B2 Nil
F-02L(Furn Lwr Front )
0-00-027-35185 . 20% RT subject to
25 | 0-00-027-35172 Spr;(VFV:r'LP;;r‘:l: S:Sf;llz; 424 | 88 imwi" 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 142 1073 2025 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 5/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8.8 % ER80S-B2 E8018-B2 Nil
F-O8L(Furn Lwr Rear .
0-00-027-35185 R 20% RT subject to
26 | 0-00-027-35172 SFp:/r;’é(\’ijr'LP;;ri')e: 52\:213;112; 424 | 88 imXVer 1009/03| 150 min 2 weld/
0-00-027-35175 | welder/ shift
panels) 142 1073 2025 - -
- 00
F-17U(L&R)(Furn Lwr 8.8 % ER80S-B2 E8018-B2 Nil
0-00-027-35182 Side Spiral Wall) + 20% RT subject to
27 0-00-027-35172 F-WB(Furn Burner S::zlf;':f; 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 1854 14000 26428 - -
- 00
F-02U(F U —
Fronts i(ralf';;\]/alrs:r:el) 88 ¥ | ER80s-B2 £8018-B2 Nil
0-00-027-35183 e, Ao13T12 + CTAW + 20% RT subject to
28 0-00-027-35172 42.4 | 8.8 1009/03| 150 min 2 weld/
F-WB(Furn Burner SA213T12 SMAW R
0-00-027-35175 Is )/L-OFA (C welder/ shift
panels J/1- orner 920 6947 13114 - -
Sofa panel)
- 00
F-08U(Furn Upper Rear 8.8 % ER80S-B2 E8018-B2 Nil
0-00-027-35183 Spiral Wall Panel) + 20% RT subject to
29 0-00-027-35172 F-WB(Furn Burner s::;f;—:f; 424 | 88 G;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 920 6947 13114 - -
- 00
88 V| ER80S-B2 £8018-B2 Nil
F-17L(L&R)(Furn Lwr )
0-00-027-35184 ) K 20% RT subject to
30 0-00-027-35172 Fs 'S;B?}f:ﬂ \é‘f‘r'r:); S:Sf;llz; 44| 88 imwi" 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 270 2039 3849 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 6/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F—OZU'(Furn Upper 8.8 % ER80S-B2 E8018-B2 Nil
Front Spiral Wall Panel) .
0-00-027-35183 + SA213T12 + GTAW + 20% RT subject to
31 . 42.4 | 8.8 1009/03| 150 min 2 weld/
0-00-027-35167 F-02X(Furn Front Spiral SA213T12 SMAW welder/ shift
Wall To Vert Transition 115 369 1640 } }
Panel)
- 00
F-08U(Furn Upper Rear 8.8 % ER80S-B2 E8018-B2 Nil
Spiral Wall Panel) + 20% RT subject to
0-00-027-35183 SA213T12 + GTAW +
32 F-08X(F R iral 424 | 8.8 1009/03| 150 in 2 wel
0-00-027-35167 08X(Furn Rear Spiral |~ ~¢ 5377, SMAW / min 2 weld/
To Vert Transition welder/ shift
Panel) 115 869 1640 - -
- 00
F-17U(L&R)(F U —
17U(L&R)(Furn Upper 88 V| ER805-B2 £8018-B2 il
Side Spiral Wall Panel) 20% RT subject to
0
0-00-027-35182 + SA213T12 + GTAW +
33 424 | 8.8 1009/03| 150 in 2 wel
0-00-027-35166 F-17X(L&R)(Furn Side | SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Spiral to Vert Transition 226 1707 3222 : R
Panel)
- 00
F-02U(Furn Upper 88 ¥ ER80S-B2 E8018-B2 Nil
F iral Wall P | 20% RT j
0-00-027-35183 | "ot Spiral WallPanel)| ¢\ 5r5 4 GTAW + 0% RT subject to
34 0-00-027-35174. + SA213T12 424 | 88 SMAW 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels) 184 1390 2623 - -
- 00
F-08U(Furn Upper Rear 8.8 WV ER80S-B2 E8018-B2 Nil 20% RT <ublect to
0-00-027-35183 Spiral Wall Panel) + SA213T12 + GTAW + ° ) )
35 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35174 H-OFA(Furn SOFA SA213T12 SMAW welder/ shift
panels ) 184 1390 2623 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 7/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




affer

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-17U(L&R)(Furn Upper 8.8 % ER80S-B2 E8018-B2 Nil
Side Spiral Wall Panel) 20% RT subject to
36 8’88’82;';2132 + Sg\:zlfaTTllz; 04| 88 imXVWJ' 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels ) 368 2779 5246 - -
- 00
F-17X(L&R)(F U —
(L&R)(Furn Upper 711 ¥ | ER80s-B2 E8018-B2 il
Side Spiral Wall 20% RT subject to
Transition) + SA213T12 + GTAW + i )
37 -00-027-351 38.1| 7.11 1009/03| 150 2 wel
0-00-027-35166 | ¢ 1 10(L&R)(Furn Side | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Outlet Term 280 2035 2419 ) R
Tube)
- 00
F-02X(Furn Upper Front 711 ¥ ER80S-B2 E8018-B2 Nil
Spiral Wall Transition) + 20% RT subject to
38 0-00-027-35167 F-02TO(Furn Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Outlet Terminal welder/ shift
Tube) 144 1047 1244 - -
- 00
F-08X(Furn Upper Rear 7.11 WV ER80S-B2 E8018-B2 Nil 20% RT subject o
Spiral Wall Transition) +| SA213T12 + GTAW + 0
39 -00-027-35167 38.1| 7.11 1009/03| 150 2 wel
0-00-027-3516 F-08TO(Furn Rear Spiral|  SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Outlet Term Tube) 144 1047 1244 : )
- 00
F-17TO(L&R)(Furn Side 7.11 % ER80S-B2 E8018-B2 Nil
Spiral Outlet Term 20% RT subject to
SA213T12 + GTAW +
40 0-00-027-35166 Tube) + SA213T12 38.1 | 7.11 SMAW 1009/03| 150 min 2 weld/
F-18(L&R)(Furn Interm welder/ shift
Side Hdr) 280 2035 2419 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 8/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02TO(Furn Front 7.11 % ER80S-B2 E8018-B2 Nil
Spiral Outlet Terminal 20% RT subject to
41 0-00-027-35167 Tube) + SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
SA213T12 SMAW R
F-03(Furn Interm Front welder/ shift
Hdr) 144 1047 1244 - -
- 00
F-08TO(Furn Rear Spiral 7.11 WV ER80S-B2 E8018-B2 Nil 20% RT subject to
Outlet Term Tube) + SA213T12 + GTAW + 0
42 -00-027- 1] 711 1 1
0-00-027-35167 | £ (kurm Interm Rear | $A213T12 | S0 SMAW 009/03) 150 min 2 weld/
Hdr) welder/ shift
144 1047 1244 - -
- 00
o g _ +
F-18(L&R)(Furn Interm 5.59 % ER90S-B3 E9018-B3 740 £ 10| 20% RT subject o 100% HC,
Side Hdr) + SA213T22 + GTAW + i ) 260HV
43 -00-027-351 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-35166 F-19TI(L&R)(Furn Side |  SA213T22 SMAW / ‘:I"e'lr;er‘y:h‘?]{t (MAX)
Vert Inlet Term Tube) 840 5670 4139 } R 60 Appllca'ble
for Unit-3
only 03
F-03(Fur:|:jn;:irm Front 559 V ER90S-B3 E9018-B3 740 £ 10| 20% RT subrect ¢ 100% HC,
r 6 RT subject to
260HV
44 0-00-027-35167 F-04TI(Furn Front SA213T22 + | 5 ) | 55 | GTAWH 1084/00| 200 min 2 weld/
. . SA213T22 SMAW R (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 212! - -
Tube) 3 2916 & 60 for Unit-3
only 03
F—OQ(Fur:c;n)tirm Rear 559 V ER90S-B3 E9018-B3 740 £ 10| 2% RT subrect ¢ 100% HC,
r 6 RT subject to
SA213T22 + GTAW + 260HV
45 -00-027-351 -1 33.4 | 5.59 1084/00| 200 in2
0-00-027-35167 F . OTI(Furn Rea‘r SA213T22 SMAW / min welc’/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
2 212! - -
Tube) 43 2916 9 60 for Unit-3
only 03
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 9/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-19TI(L&R)(Furn Side 559 Y ER90S-B3 E9018-B3 740 £ 10
Vert Inlet Term Tube) + 20% RT subject to
46 0-00-027-35166 F-17X(L&R)(Furn Side | A213T22% | 33, | 559 | CTAW® 1084/00| 200 min 2 weld/
) I SA213T22 SMAW )
Spiral to Vert Transition welder/ shift 100% HC
840 4139 - N 60 6 HC,
Panel) 5670 260HV
(MAX) | o1
F-04TI(Furn Front -
04TI(Furn Fron 559 ¥ | ER90S-B3 £9018-B3 740+ 10
Vertical Inlet Terminal 20% RT subject to
Tube) + SA213T22 + GTAW + 0
47 -00-027-35167 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-3516 F-02X(Furn Front Spiral | SA213T22 SMAW / \;’;Leyihc:]{t
Wall To Vert Transition 100% HC,
432 2916 2129 - - 60
Panel) 260HV
(MAX) | o1
F-10TI(Furn R ~
10TI(Furn Rear 559 ¥ | ER90S-B3 £9018-B3 740+ 10
Vertical Inet Terminal 20% RT subject to
Tube) + SA213T22 + GTAW + 0
48 -00-027-35167 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-3516 F-08X(Furn Rear Spiral |  SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
To Vert Transition 432 2916 2129 : R 60 100% HC,
Panel) 260HV
(MAX) | o1
F-02X(Furn Front Spiral ~
(Furn Front Spira 813 ¥ ER90S-B3 E9018-B3 740 + 10
Wall To Vert Transition 20% RT subject to
0-00-027-35167 Panel) + SA213T22 + GTAW + o
49 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-04L (FURN FRONT SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
10,
LOWER VERT WALL 432 2865 p— ) ) 60 100% HC,
PANEL) 260HV
(MAX) | o1
F-04L (FURN FRONT ~
- - +
LOWER VERT WALL 813 ¥ ER90S-B3 E9018-B3 740 £ 10 o KT bt 0
PANEL ) + SA213T22 + GTAW + o
50 -00-027-351 38.1 | 8.13 1084/00| 200 2
0-00-027-35179 F-04U(Furn Upper SA213T22 SMAW / ;‘;Ler‘;’:m{t
Front Vertical Wall 432 2865 4775 ; R 60 100% HC,
Panel 260HV
(MAX) | o1
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS a 10/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-04U(Furn Upper 8.13 % ER90S-B3 E9018-B3 745 + 15
) o )
0-00-027-35179 Front Vertical Wall SA213T23 + GTAW + 20% BT subject to
51 Panel ) + 38.1 | 8.13 1053/04| 200 min 2 weld/
0-00-027-35159 SA213T22 SMAW R
F-05(Furn Upper Front welder/ shift 100% HC
432 5400 4775 - - 60 o
QOutlet Hdr) 260HV
(MAX) | 01
o g _ +
F-08X(Furn Rear Spiral 8.13 WV ER90S-B3 E9018-B3 740 £ 10| 20% RT subject o
0
0-00-027-35167 To Vert Transition SA213T22 + GTAW +
52 38.1 | 8.13 1084/00| 200 in 2 wel
0-00-027-35179 Panel) + SA213T22 SMAW / ;’;Ley:hdh{t
F-11(Furn rear arch) 100% HC,
432 2 4775 - - 60
865 260HV
(MAX) | 01
813 ¥ ER90S-B3 E9018-B3 745+ 15
20% RT subject to
53 0-00-027-35144 F-11(Furn rear arch) + SA213T22 + 381 | 813 GTAW + 1053/04| 200 min 2 weld/
0-00-027-35179 F-12(Furn screen tubes) SA213T23 SMAW R
welder/ shift 100% HC
288 3184 - - 60 >
3600 260HV
(MAX) | 01
813 V ER90S-B3 E9018-B3 740+ 10
20% RT subject to
0-00-027-35144 F-11(Furn rear arch) + SA213T22 + GTAW + .
54 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-13(Furn Her tubes) |  SA213T22 SMAW / min 2 weld/
welder/ shift 100% HC
144 1592 - - 60 >
955 260HV
(MAX) | 01
g1z v | 2CrWvTie/ Cromet 23L/CM 2CW 745 £15
F-12(Furn screen tubes) TGS 2CW 20% RT subject to
0
0-00-027-35144 + SA213T23 + GTAW +
55 38.1 | 8.13 1052/06| 200 in2
0-00-027-35179 | F-14(Furn Upper Rear |  SA213T23 SMAW / min 2 weld/
outlet Hdr) welder/ shift 100% HC
288 5306 - - 60 >
3600 260HV
(MAX) | 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 11/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
12.7 v 2?2’:2?\:\?/ Cromet 23L/CM 2CW 745 + 15
i o )
56 0-00-027-35144 FF 111((22':1 TJgr t:rbr:)a: SA213T23 + | 3 o | 457 | GTAWS 1052/06| 200 zof;iRnT zS L\Jubejfcf/t to
0-00-027-35179 PP $A213T23 : 7 smaw :
outlet Hdr) welder/ shift 100% HC
144 2242 1608 - 60 o
2955 260HV
(MAX) | 01
F-17X(L&R)(Furn Side 9.5 % ER90S-B3 E9018-B3 740 £ 10|
. o 5 )
0-00-027-35166 Spiral to Vert Transition SA213T22 + GTAW + 20% BT subject to
57 Panel) + 38.1| 9.5 1084/00| 200 min 2 weld/
0-00-027-35179 . SA213T22 SMAW R
F-19L(L&R)(Furn Side welder/ shift 100% HC
4 12422 - - o HC,
Lower Vert Wall Panel) 840 4855 60 260HV
(MAX) | 01
F-19L(L&R)(Furn Side 9.5 % ER90S-B3 E9018-B3 740 £ 10|
Lower Vert Wall Panel) 20% RT subject to
58 0-00-027-35179 + SA213T22+ | 401 | g5 | GTAWH 1084/00| 200 min 2 weld/
SA213T22 SMAW R
F-19U(L&R)(Furn Upper welder/ shift 100% HC
i 4 12422 - - 6 HC,
Side Vert Wall Panel) 840 4855 60 260HY
(MAX) | 01
v _ - +
F-19U(L&R)(Furn Upper 9.5 % ER90S-B3 E9018-B3 740 £ 10| 20% RT sublect to
59 0-00-027-35179 Side Vert Wall Panel) + SA213T22 + 381 95 GTAW + 1084/00| 200 r:ﬂn 5 wéld/
0-00-027-35159 F-20(L&R)(Furn Upper |  SA213T22 ‘ ’ SMAW .
Side Outlet Hdrs) welder/ shift 100% HC
1257 - - 0
850 4913 570 60 260HY
(MAX) | 04
35.00 VY| ER80S-B2 E8018-B2 650-670
F-05(Furn Upper Front
SA182F12CL2 + GTAW + 100% RT
60 -00-027-351 219.1| 40 1010/06| 150
0-00-027-35159 Outlet Hdr ) + SA335P12 SMAW / 100% MPI/LPI
F-06(Front Riser pipes )
4 270 63 103 261 100
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 12/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 VY| ER80S-B2 E8018-B2 650-670
1-07-318-01205 F-06(Front Riser pipes ) .
1-07-318-01208 F-06(Front Riser pipes ) :
10 673 158 258 651 100
- 01
35.00 VY| ER80S-B2 E8018-B2 680-720
F-06(Front Ri i
0-00-027-35157 O6(Front Riser pipes ) | ¢)33cp1 . GTAW + 100% RT
62 + 219.1| 40 1012/04| 150
0-00-027-35140 SA182F22CL3 SMAW 100% MPI/LPI
F-31(Separator)
4 270 63 103 261 100
- 01
35.00 VY| ER80S-B2 E8018-B2 680-720
F-14(Furn Upper Rear
SA182F22CL3 + GTAW + 100% RT
63 -00-027-351 let H 219.1| 40 1012/04| 150
0-00-027-35159 outlet Hdr) + SA335P12 SMAW / 100% MPI/LPI
F-15(Rear Riser Pipes)
4 270 63 103 261 100
- 01
35.00 VY| ER80S-B2 E8018-B2 650-670
1-07-316-01201
64 0 3Tgo 0 F-15(Rear Riser Pipes) +| SA335P12 + 219.1| 40 GTAW + 1010/06| 150 100% RT
1-07-316-01201 F-15(Rear Riser Pipes) SA335P12 SMAW 100% MPI/LPI
16 1077 252 412 1042 100
- 01
35.00 VY| ER80S-B2 E8018-B2 680-720
6 0-00-027-35157 F-15(Rear Riser Pipes) +| SA335P12+ | o | , | GTAW+ 1012/04 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
4 270 63 103 261 100
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 13/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ oo o PROCESS OF | WELD GTAW SMAW norev | PRE |[TEMP.in|  NDT METHOD/ REMARKS | REV
NO | | TIFICATION MARK TO BE WELDED size | THick| WELPING [0 Nos Qty In gms Qty in Nos. NO. HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 VY| ER80S-B2 E8018-B2 650-670
F-20(Furn Upper Side
SA182F12CL2 + GTAW + 100% RT
66 0-00-027-35159 Outlet Hd 219.1| 40 1010/06| 150
areth rs) " SA335P12 SMAW / 100% MPI/LPI
F-21(Side Riser Pipes)
8 539 126 206 521 100
- 01
35.00 ¥/| ER80S-B2 E8018-B2 650-670
1-07-315-012
67 0 3TZO 09 F-21(Side Riser Pipes) +| SA335P12 + y19.1| a0 | GTAW+ 1010/06| 150 100% RT
oA (Cida R i . o
1-07-315-01216 F-21(Side Riser Pipes) SA335P12 SMAW 100% MPI/LPI
25 1682 393 644 1628 100
- 01
35.00 VY ER80S-B2 E8018-B2 680-720
- | . - 1 i i 0,
68 0-00-027-35157 F-21(Side Riser Pipes) +| SA335P12 + y191| a0 | GTAW+ 1012/04| 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
8 539 126 206 521 100
- 01
56.88 Y ER80S-B2 E8018-B2 680-720
F-31(Separator) +
SA182F22CL3 + GTAW + 100% RT
69 -00-027-35157 F-32(Link T 355.6| 65 1012/04| 150
0-00-027-3515 32(Link To Separator | ¢ \33051, SMAW / 100% MPI/LPI
Storage Tank)
4 432 102 168 1030 165
- 01
F-32(Link To Separator 56.88 V%| ER80S-B2 E8018-B2 650-670
Storage Tank) + SA335P12 + GTAW + 100% RT
70 -07-102-02 355.6| 65 1010/06| 150
0-07-102-02064 F-32(Link To Separator | SA234WP12CL1 SMAW / 100% MPI/LPI
Storage Tank) 4 432 102 168 1030 165
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 14/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
56.88 VY| ER80S-B2 E8018-B2 680-720
F-32(Link To Separator
SA335P12 + GTAW + 100% RT
71 0-00-027-35157 St Tank) + 355.6| 65 1012/04| 150
orage Tank) SA182F22CL3 SMAW / 100% MPI/LPI
F-33(Storage tank )
4 432 102 168 1030 165
- 01
61.25 VY| ER80S-B2 E8018-B2 680-720
F-33(Storage tank )+
SA182F22CL3 + GTAW + 100% (ISRT+UT)
72 -00-027-35157 F-49(Furn D 406.4| 70 1012/04| 150
0-00-027-3515 9(Furn Downcomer | ™'\ 0500 SMAW / 100% MPI/LPI
To Connecting sphere )
2 253 59 96 673 175
- 01
F-49(Furn Downcomer 61.25 Y| ER80S-B2 E8018-B2 650-670
To Connecting sphere )
SA335P12 + GTAW + 100% (ISRT+UT)
73 -00-027-35157 + 406.4| 70 1010/06| 150
0-00-027-3515 ) SA182F12CL2 SMAW / 100% MPI/LPI
F-50(Furn Connecting
Sphere) 2 253 59 96 673 175
- 01
F-33(Storage tank ) + 14.00 VY| ER80S-B2 E8018-B2 680-720
F-34(SEPARATOR | SA182F22CL3 + GTAW +
74 -00-027- . 1 1012/04| 1 9
0-00-027-35157 STORAGE TANK VENT SA335P12 88.9 6 SMAW 012/0 >0 100% RT
LINK) 2 58 13 21 4 60
- 00
F-34(SEPARATOR .
STORAGE TANK VENT 14.00 VY| ER80S-B2 E8018-B2 680-720
LINK)+ SA234WP22CL1 GTAW +
75 1-07-217-01242 889 | 16 1012/04| 150 1009
07-217-0124 F-34(SEPARATOR +SA335P12 SMAW / 00% RT
STORAGE TANK VENT ) 58 13 ”n 4 60
LINK
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 15/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY

WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




affer

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-34(SEPARATOR 14.00 V| ER80S-B2 £8018-B2 650-670
STORAGE TANK VENT
76 1-07-217-01242 LINK) + SA33PI2+ | ggg | 16 | GTAWY 1010/06| 150 100% RT
0-00-027-35157 ) SA335P12 SMAW
S-01(SH Connecting
Pipe) 1 29 7 11 2 60
- 00
F-03 (FURN FRONT 34.74 Y| ER80S-B2 £8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
77 -00-027-35167 168.3| 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) + | SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 5 01 25 0 9 100
- 01
F-09 (FURN REAR 34.74 Y| ER80S-B2 £8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
78 -00-027-35167 168.3| 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) + | SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 5 91 25 0 9 100
- 01
F-18 (FURN INTERM 34.74 Y| ER80S-B2 E£8018-B2 650-670
HDR INSPECTION | SA182F12CL2 + GTAW + 100% RT
79 -00-027-351 168.3| 39.7 1010/06| 150
0-00-027-35166 NOZZLE) + SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 4 182 49 80 184 100
- 01
7 N - E7018 Nil
SA105 + )
1101/01 9
80 GAMMA PLUG SALD6GRC SMAW 01/01| Nil 100% LPI or MPI
- 2 - -
4 FILLET
WELD | 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7 [\ - E8018-B2 Nil
SA335P12 +
81 1102/01| 200 9
GAMMA PLUG SA182F22CL3 SMAW /! 100% LPI or MPI
99 - 25 - -
FILLET
WELD 00
F-18(L&R)(Furn Interm >6 v ER805-B2 E8018-82 Nil 20% RT subject to 100% HC,
Side Hdr) + SA213T12 + GTAW + o 260HV
82 -00-027-351 334 | 5.6 1011/01| 150 2 wel
0-00-027-35166 | | 57)(LaR)(Furn Side |  SA213T22 SMAW / ;’;Ley:hdh{t (MAX)
Vert Inlet Term Tube) 840 5665 4152 ) R Appllc'able
for Unit-1 &
2 only 03
F-O3(Fur::jn;irm Front 5.6 vV ER80S-B2 E8018-B2 Nil 2% T subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
83 -00-027-35167 F-04TI(F F 334 | 5.6 1011/01| 150 in 2 wel
0-00-027-3516 0 (Furn ron-t SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 291 2136 - -
Tube) 913 for Unit-1 &
2 only 03
F-OQ(Fur:c;n)tirm Rear 5.6 v ER80S-B2 E8018-B2 Nil 2% T subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
84 -00-027-35167 F-10TI(F R 334 | 5.6 1011/01| 150 in 2 wel
0-00-027-3516 .0 (Furn ea‘r SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
432 291 2136 - -
Tube) 913 for Unit-1 &
2 only 03
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
RUDRABHATLA SAIKUMAR LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 29-11-2021 1828-07-CIR-EWS 4 17/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 07

PG NAME :

Circulation System

SYSTEM DESCRIPTION : Circulation System

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 711
2|ER80S-B2 152300
3|ER905-B3 84266
4|2CrWV-TIG/ TGS 2CW 9833
5|/E7018-1 177 288 2454
6|E8018-B2 235055 4571 15332
7|1E9018-B3 117126 0 0
8|Cromet 23L/CM 2CW 11322 2412 0
9|E7018 3 0 0
NOTES :

1. RESERVE 50% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY

EWS DOCID : 1828-07-CIR-EWS REV : 4

PREPARED BY : RUDRABHATLA SAIKUMAR

CHECKED BY : LAKAVATH PRAVEEN KUMAR

APPROVED BY : NIRMAL RAJ N

DATE : 29-11-2021




ERECTION WELDING SCHEDULE

PG NO : 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. "\ remP. in * REF-,
DRG NO. FOR WELD GTAW SMAW WPS PRE oc
:IS LOCATION & DES?I_':)":EI?:E?;EP; RTS | MATERIAL sPEC. Pmﬁslzg': NO/REV | HEAT N[g-U“::Trnf\)nD/ REMARKS | REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . 'INORM
92.5 ©3.15 94.0 in mins NO | cer.
e : ~ +
F-01(Furn L Front 70.00 GG | ER70S-A1 E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
01 0-00-027-35149 406.4| 80 1004/04| 150
F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
e : _ +
F-07(Furn Lwr Rear 70.00 #y/ ER70S-Al E7018-1 610+ 15
Inlet Hdr) + SA106GRC + GTAW + 100% (ISRT+UT)
02 -00-027-3514 406.4| 80 1004/04| 150
0-00-027-35149 F-16(Furn Lwr Side Inlet| SA234WPC SMAW / 100% MPI/LPI
Hdr) 2 237 59 96 818 200
- 01
F-01(Furn Lwr Front 711§ ER80S-B2 E8018-B2 Nil
Inlet Hdr) + 20% RT subject to
03 0-00-027-35149 F-02TI(Furn Lwr Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Inlet Terminal welder/ shift
Tube) 284 2064 2454 - -
- 00
F-07(Furn Lwr Rear Ty ERE0S 82 Fe018-62 M 20% RT subject to
Inlet Hdr) + SA213T12 + GTAW + 0
04 -00-027-3514 38.1 | 7.11 1009/03| 150 2 wel
0-00-027-35149 | ¢ heri(Furn Rear Spiral | SA213T12 SMAW / min 2 weld/
Inlet T Tube) welder/ shift
nlet Term Tube 284 2064 2454 - -
- 00
F-02TI(Furn Lwr Front 88 ER80S-B2 E8018-B2 Nil
. . o .
05 | 00002735185 o ITrﬂzZ)Tirmmal SA2ISTIZ+ | gy g | g5 | CTAW® 1009/03| 150 zoﬁm?nT ; L\j:)(fdc/t N
0-00-027-35148 SA213T12 ’ : SMAW
F-02L(Furn Lwr Front welder/ shift
Spiral Wall Panel) 272 2054 3878 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMALRAJ N 30-11-2021 1828-07-CIR-EWS 5 1/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-08TI(Furn Rear Spiral 88 Vv ER80S-B2 E8018-B2 Nil 20% R subject o
0
06 0-00-027-35185 Inlet Term Tube) + SA213T12 + 24| s GTAW + 1009/03| 150 min 2 weld/
0-00-027-35148 F-08L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 272 2054 3878 } }
- 00
F-02TI(Furn Lwr Front 88 ¥ ER80S-B2 E8018-B2 Nil
iral Inlet Terminal 20% RT j
o7 | 20002735185 o Tnuzte) S| shamTize | | g | GTAWS 1009/03| 150 Oﬁﬂn ; ib.ifﬁ/t N
0-00-027-35148 F-08L(Furn Lwr Rear SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 - -
- 00
F-08TI(Furn Rear Spiral 88 v ER805-B2 £8018-82 il 20% RT subiect to
0-00-027-35185 Inlet Term Tube) + SA213T12 + GTAW + o )
08 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-02L(Furn Lwr Front SA213T12 SMAW welder/ shift
Spiral Wall Panel) 3 23 43 : )
- 00
F-02TI(Furn Lwr Front 88 ¥ ER80S-B2 E8018-B2 Nil
iral Inlet T inal 20% RT j
09 0-00-027-35184 o TnuZZ) irmma SARSTIZ+ | gy g | g5 | CTAW® 1009/03| 150 Of:]in zs L\J,:)é‘le;/t N
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 - -
- 00
F-08TI(Furn Rear Spiral 88 VvV ER80S-B2 E8018-B2 Nil 2% RT sublect 10
0-00-027-35184 Inlet Term Tube) + SA213T12 + GTAW + o )
10 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35148 F-17L(L&R)(Furn Lwr SA213T12 SMAW welder/ shift
Side Spiral Wall) 18 136 257 } .
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 2/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02L(Furn Lwr Front 8.8 \ ER80S-B2 E8018-B2 Nil 20% RT subject to
Spiral Wall Panel) + SA213T12 + GTAW + 0
11 0-00-027-35185 424 | 8.8 1009/03| 150 2 weld
F-02L(Furn Lwr Front | SA213T12 SMAW / \;/nellrlier\;vshié
Spiral Wall Panel) 339 2560 4833 } }
- 00
F-08L(Furn Lwr Rear 8.8 A ER80S-B2 E8018-B2 Nil 20% RT subject to
Spiral Wall Panel) + SA213T12 + GTAW + 0
12 -00-027-351 424 | 88 1009/03| 150 2 wel
0-00-027-35185 F-08L(Furn Lwr Rear | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Wall Panel) 339 2560 4833 } :
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-02L(Furn Lwr Front 20% RT subject to
13 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-08L(Furn Lwr Rear 20% RT subject to
14 0-00-027-35185 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
417 3149 5945 - -
- 00
F-02U(Furn Upper 8.8 A ER80S-B2 E8018-B2 Nil 20% RT subject o
Front Spiral Wall Panel)| SA213T12 + GTAW + o
15 -00-027-351 424 | 88 1009/03| 150 2
0-00-027-35183 + SA213T12 SMAW / ;‘;Ler‘;’:m{t
CORNERTUBES 163 1231 2324 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 3/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




affed

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-RARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
88 V¥ ER80S-B2 E8018-B2 Nil
F-08U(Furn Upper Rear 20% RT subject to
16 0-00-027-35183 Spiral Wall Panel) + SSAAZZIf;—_l:_lf; 424 | 88 (551’;/|AXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
163 1231 2324 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-17L(L&R)(Furn Lwr 20% RT subject to
17 0-00-027-35184 Side Spiral Wall) + S::;f;:f; 424 | 88 (;"(AAXVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
828 6253 11803 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-17U(L&R)(Furn Lwr 20% RT subject to
18 0-00-027-35182 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
324 2447 4619 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
19 0-00-027-35167 Spiral Wall Panel) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 v ER80S-B2 E8018-B2 Nil
F-02X(Furn Upper Front 20% RT subject to
SA213T12 + GTAW +
20 0-00-027-35167 Spiral Wall Panel) + SA182F12CL2 42.4 | 8.8 SMAW 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 4/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8.8 Y ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
21 0-00-027-35167 Spiral Wall Panel) + SSAAZZIEI—_;I_'f; 424 | 8.8 (5511;/IA/\-\IVW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
51 386 727 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-08X(Furn Upper Front 20% RT subject to
22 0-00-027-35167 Spiral Wall Panel) + Siqzlzizlzchz 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
2 16 29 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
23 0-00-027-35166 Side Spiral Wall) + s::;f;:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
110 831 1568 - -
- 00
88 ¥ ER80S-B2 E8018-B2 Nil
F-17X(L&R)(Furn Lwr 20% RT subject to
24 0-00-027-35166 Side Spiral Wall) + SsAéélZaF-;lZilfz 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
CORNERTUBES welder/ shift
4 31 58 - -
- 00
88 v ER80S-B2 E8018-B2 Nil
F-02L(Furn Lwr Front )
0-00-027-35185 . 20% RT subject to
25 0-00-027-35172 Spr;(VFV:r'LP;;r‘:l: S:Sf;llz; 44| 88 imwi" 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 142 1073 2025 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 5/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
8.8 Y ER80S-B2 E8018-B2 Nil
F-O8L(Furn Lwr Rear .
0-00-027-35185 R 20% RT subject to
26 | 0-00-027-35172 SFp:/r;’é(Vijr'LP;;r‘;')e: Sg\:zlfaTTllz; 424 | 88 imXVer 1009/03| 150 min 2 weld/
0-00-027-35175 | welder/ shift
panels) 142 1073 2025 - -
- 00
F-17U(L&R)(Furn Lwr 88 ER80S-B2 E8018-B2 Nil
0-00-027-35182 Side Spiral Wall) + 20% RT subject to
27 0-00-027-35172 F-WB(Furn Burner S::zlf;‘l%lz; 42.4 | 8.8 (;.’(AAXVWJr 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 1854 14000 26428 - -
- 00
F-02U(F U —~
(Furn Upper 88 ¢ ER805-B2 E8018-B2 il
Front Spiral Wall Panel) .
0-00-027-35183 . SA213T12 + GTAW + 20% RT subject to
28 0-00-027-35172 42.4 | 8.8 1009/03| 150 min 2 weld/
F-WB(Furn Burner SA213T12 SMAW R
0-00-027-35175 Is )/L-OFA (C welder/ shift
panels orner 920 6947 13114 - -
Sofa panel)
- 00
F-08U(Furn Upper Rear 8.8 Y ER80S-B2 E8018-B2 Nil
0-00-027-35183 Spiral Wall Panel) + 20% RT subject to
29 0-00-027-35172 F-WB(Furn Burner s::;f;—:f; 424 | 88 (;-L/IA,\ANW+ 1009/03| 150 min 2 weld/
0-00-027-35175 panels )/L-OFA (Corner welder/ shift
Sofa panel) 920 6947 13114 - -
- 00
88 v ER80S-B2 E8018-B2 Nil
F-17L(L&R)(F L
0-00-027-35184 Side(S irl(l \L/Jvr:n)rl ' SA213T12 + GTAW + 20% RT subject to
30 0-00-027-35172 r WB(Eurn Burner SA213T12 424 | 88 SMAW 1009/03| 150 min 2 weld/
0-00-027-35175 Is) welder/ shift
panels 270 2039 3849 - -
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 6/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02U(Furn Upper 88 ¢ ER80S-B2 E8018-B2 Nil
Front Spiral Wall Panel) 20% RT subject to
0
31 0-00-027-35183 + ' SA213T12 + 04| 88 GTAW + 1009/03| 150 min 2 weld/
0-00-027-35167 F-02X(Furn Front Spiral SA213T12 SMAW welder/ shift
Wall To Vert Transition 115 369 1640 } }
Panel)
- 00
F-08U(Furn Upper Rear 8.8 v ER80S-B2 E8018-B2 Nil
Spiral Wall Panel) + 20% RT subject to
0-00-027-35183 SA213T12 + GTAW +
32 F-08X(Furn R iral 424 | 88 1009/03| 150 in 2 wel
0-00-027-35167 08X(Furn Rear Spiral |~ ~¢ 5377, SMAW / min 2 weld/
To Vert Transition welder/ shift
Panel) 115 869 1640 - -
- 00
F-17U(L&R)(F U —~
17U(L&R)(Furn Upper 88 ¢ ER805-B2 E8018-B2 il
Side Spiral Wall Panel) 20% RT subject to
0
0-00-027-35182 + SA213T12 + GTAW +
33 424 | 88 1009/03| 150 in 2 wel
0-00-027-35166 F-17X(L&R)(Furn Side | SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Spiral to Vert Transition 226 1707 3222 : R
Panel)
- 00
F-02U(Furn Upper 88 ER80S-B2 E8018-B2 Nil
F iral Wall P | 20% RT j
0-00-027-35183 | "ot Spiral WallPanel)| ¢\ 5r5 4 GTAW + 0% RT subject to
34 0-00-027-35174. + SA213T12 424 | 88 SMAW 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels) 184 1390 2623 - -
- 00
F-08U(Furn Upper Rear 8.8 A ER80S-B2 E8018-B2 Nil 20% RT <ublect to
0-00-027-35183 Spiral Wall Panel) + SA213T12 + GTAW + ° ) )
35 424 | 88 1009/03| 150 min 2 weld/
0-00-027-35174 H-OFA(Furn SOFA SA213T12 SMAW welder/ shift
panels ) 184 1390 2623 - -
- 00
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-17U(L&R)(Furn Upper 8.8 Y ER80S-B2 E8018-B2 Nil
Side Spiral Wall Panel) 20% RT subject to
36 8’88’82;';2132 + Sg\:zlfaTTllz; 04| 88 imXVWJ' 1009/03| 150 min 2 weld/
H-OFA(Furn SOFA welder/ shift
panels ) 368 2779 5246 - -
- 00
F-17X(L&R)(F U —~
.( )F urn Upper 7.11 v ER80S-B2 E8018-B2 Nil
Side Spiral Wall 20% RT subject to
Transition) + SA213T12 + GTAW + i )
37 -00-027-351 38.1| 7.11 1009/03| 150 2 wel
0-00-027-35166 | ¢ 1 10(L&R)(Furn Side | SA213T12 SMAW / ;’;Ley:hdh{t
Spiral Outlet Term 280 2035 2419 ) R
Tube)
- 00
F-02X(Furn Upper Front 711§ ER80S-B2 E8018-B2 Nil
Spiral Wall Transition) + 20% RT subject to
38 0-00-027-35167 F-02TO(Furn Front SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
. . SA213T12 SMAW R
Spiral Outlet Terminal welder/ shift
Tube) 144 1047 1244 - -
- 00
F-08X(Furn Upper Rear 7.11 v ER80S-B2 E8018-B2 Nil 20% RT subject o
Spiral Wall Transition) +| SA213T12 + GTAW + 0
39 -00-027-35167 38.1| 7.11 1009/03| 150 2 wel
0:00-027-35167 | ogT0(Furn Rear Spiral|  SA213T12 SMAW / \;I"e'{;ery:h‘?]{t
Outlet Term Tube) 144 1047 1244 : )
- 00
F-17TO(L&R)(Furn Side 711 ER80S-B2 ES018-B2 Nil
Spiral Outlet Term 20% RT subject to
SA213T12 + GTAW +
40 0-00-027-35166 Tube) + SA213T12 38.1 | 7.11 SMAW 1009/03| 150 min 2 weld/
F-18(L&R)(Furn Interm welder/ shift
Side Hdr) 280 2035 2419 - -
- 00
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-02TO(Furn Front 711 Y ER80S-B2 E8018-B2 Nil
Spiral Outlet Terminal 20% RT subject to
41 0-00-027-35167 Tube) + SA213T12 + 38.1 | 7.11 GTAW + 1009/03| 150 min 2 weld/
SA213T12 SMAW R
F-03(Furn Interm Front welder/ shift
Hdr) 144 1047 1244 - -
- 00
F-08TO(Furn Rear Spiral 711 v ER80S-B2 E8018-B2 Nil 20% RT subject to
Outlet Term Tube) + SA213T12 + GTAW + 0
42 -00-027- 1] 711 1 1
0-00-027-35167 | £ (kurm Interm Rear | $A213T12 | S0 SMAW 009/03) 150 min 2 weld/
Hdr) welder/ shift
144 1047 1244 - -
- 00
G ~ ~ +
F-18(L&R)(Furn Interm 559 ¢ ER90S-B3 E9018-B3 740 + 10 Yo% AT subjct 0 100% HC,
Side Hdr) + SA213T22 + GTAW + i ) 260HV
43 -00-027-351 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-35166 F-19TI(L&R)(Furn Side |  SA213T22 SMAW / ‘:I"e'lr;er‘y:h‘?]{t (MAX)
Vert Inlet Term Tube) 840 5670 4139 } R 60 Appllca'ble
for Unit-3
only 03
F-03(Fur:|:jn;:irm Front 5.59 Vv ER90S-B3 ES018-B3 740 + 10| 20% RT subrect ¢ 100% HC,
r 6 RT subject to
260HV
44 0-00-027-35167 F-04TI(Furn Front SA213T22 + | 5 ) | 55 | GTAWH 1084/00| 200 min 2 weld/
. . SA213T22 SMAW R (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 212! - -
Tube) 3 2916 & 60 for Unit-3
only 03
F—OQ(Fur:c;n)tirm Rear 5.59 Vv ER90S-B3 ES018-B3 740 + 10| 2% RT subrect ¢ 100% HC,
r 6 RT subject to
SA213T22 + GTAW + 260HV
45 -00-027-351 -1 33.4 | 5.59 1084/00| 200 in2
0-00-027-35167 F . OTI(Furn Rea‘r SA213T22 SMAW / min welc’/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
2 212! - -
Tube) 43 2916 9 60 for Unit-3
only 03
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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CAUTION :
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-19TI(L&R)(Furn Side 559 ¥ ER90S-B3 E9018-B3 740 10|
Vert Inlet Term Tube) + 20% RT subject to
46 0-00-027-35166 F-17X(L&R)(Furn Side SA213T22 + | 33 ) | 55 | CTAW® 1084/00| 200 min 2 weld/
. . SA213T22 SMAW X
Spiral to Vert Transition welder/ shift 100% HC
840 4139 - - 60 >
Panel) 5670 260HV
(MAX) | 01
F-04TI(Furn Front -
04T(Furn From 559 ¢ ER905-B3 E9018-B3 740 £ 10
Vertical Inlet Terminal .
Tube) + SA213T22 + GTAW + 20% RT subject to
47 -00-027-35167 33.4 | 5.59 1084/00| 200 in 2 wel
0-00-027-3516 F-02X(Furn Front Spiral | SA213T22 SMAW / \;’;Leyihc:]{t
Wall To Vert Transition 100% HC,
432 2916 2129 - - 60
Panel) 260HV
(MAX) | 01
F-10TI(F R —~
10TH{Furn Rear 559 ¢ ER905-B3 E9018-B3 740 £ 10
Vertical Inet Terminal 20% RT subject to
Tube) + SA213T22 + GTAW + 0
48 -00-027-35167 33.4 | 5.59 1084/00| 200 2 wel
0-00-027-3516 F-08X(Furn Rear Spiral |  SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
To Vert Transition 432 2916 2129 : R 60 100% HC,
Panel) 260HV
(MAX) | 01
F-02X(F Front Spiral —~
(Furn Fron F)!ra 8.13 v ER90S-B3 E9018-B3 740 £ 10|
Wall To Vert Transition 20% RT subject to
0-00-027-35167 Panel) + SA213T22 + GTAW + § .
49 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-04L (FURN FRONT SA213T22 SMAW / \;I“e'{;ery:h‘?]{t
0,
LOWER VERT WALL 432 2865 4775 : R 60 100% HC,
PANEL) 260HV
(MAX) | 01
F-04L (FURN FRONT —~
- - +
LOWER VERT WALL 813 v ER90S-B3 E9018-B3 740 £ 10 205 BT subject o
PANEL ) + SA213T22 + GTAW + § .
50 -00-027-351 38.1 | 8.13 1084/00| 200 2
0-00-027-35179 F-04U(Furn Upper SA213T22 SMAW / ;‘;Ler‘;’:m{t
Front Vertical Wall 432 2865 4775 ; R 60 100% HC,
Panel 260HV
(MAX) | 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

WELDING CODE : IBR / ASME

PRESSURE PARTS/NON-PRESSURE-RPARTS

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System
CUST DOC NO : 9585-001-102-QVM-V-001

CUST DOCREV : 02

TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-04U(Furn Upper 813 ¥ ER90S-B3 E9018-B3 745 + 15
) o )
0-00-027-35179 Front Vertical Wall SA213T23 + GTAW + 20% BT subject to
51 Panel ) + 38.1 | 8.13 1053/04| 200 min 2 weld/
0-00-027-35159 SA213T22 SMAW R
F-05(Furn Upper Front welder/ shift 100% HC
432 5400 4775 - - 60 o
QOutlet Hdr) 260HV
(MAX) | 01
G ~ ~ +
F-08X(Furn Rear Spiral 8.13 v ER90S-B3 E9018-B3 740 £ 10| 20% RT subject o
0
0-00-027-35167 To Vert Transition SA213T22 + GTAW +
52 38.1 | 8.13 1084/00| 200 in 2 wel
0-00-027-35179 Panel) + SA213T22 SMAW / ;’;Ley:hdh{t
F-11(Furn rear arch) 100% HC,
432 2 4775 - - 60
865 260HV
(MAX) | 01
813 ¥ ER90S-B3 E9018-B3 745+ 15
20% RT subject to
53 0-00-027-35144 F-11(Furn rear arch) + SA213T22 + 381 | 813 GTAW + 1053/04| 200 min 2 weld/
0-00-027-35179 F-12(Furn screen tubes) SA213T23 SMAW R
welder/ shift 100% HC
288 3184 - - 60 >
3600 260HV
(MAX) | 01
813 ¥ ER90S-B3 E9018-B3 740 + 10|
20% RT subject to
0-00-027-35144 F-11(Furn rear arch) + SA213T22 + GTAW + .
54 38.1 | 8.13 1084/00| 200 2 wel
0-00-027-35179 F-13(Furn Her tubes) |  SA213T22 SMAW / min 2 weld/
welder/ shift 100% HC
144 1592 - - 60 >
955 260HV
(MAX) | 01
g1z ¢ | 2CWvTIe/ Cromet 23L/CM 2CW 745 £15
F-12(Furn screen tubes) TGS 2CW 20% RT subject to
0
0-00-027-35144 + SA213T23 + GTAW +
55 38.1 | 8.13 1052/06| 200 in2
0-00-027-35179 | F-14(Furn Upper Rear |  SA213T23 SMAW / min 2 weld/
outlet Hdr) welder/ shift 100% HC
288 5306 - - 60 >
3600 260HV
(MAX) | 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
127 § zigvg\ég\:\?/ Cromet 23L/CM 2CW 745 + 15
2 o )
56 0-00-027-35144 FF 111((22':1 TJgr t:rbr:)a: SA213T23 + | 3 o | 457 | GTAWS 1052/06| 200 zof;iRnT zS L\Jubejfcf/t to
0-00-027-35179 PP $A213T23 : 7 smaw :
outlet Hdr) welder/ shift 100% HC
144 2955 2242 1608 - 60 o
260HV
(MAX) | 01
F-17X(L&R)(Furn Side 9.5 Y ER90S-B3 E9018-B3 740 £ 10|
. L o .
0-00-027-35166 Spiral to Vert Transition SA213T22 + GTAW + 20% BT subject to
57 Panel) + 38.1| 9.5 1084/00| 200 min 2 weld/
0-00-027-35179 . SA213T22 SMAW R
F-19L(L&R)(Furn Side welder/ shift 100% HC
840 4, 12422 - - 60 o nC,
Lower Vert Wall Panel) 855 260HY
(MAX) | 01
F-19L(L&R)(Furn Side 9.5 Y ER90S-B3 E9018-B3 740 £ 10|
Lower Vert Wall Panel) 20% RT subject to
58 0-00-027-35179 + SA213T22+ | 401 | g5 | GTAWH 1084/00| 200 min 2 weld/
SA213T22 SMAW R
F-19U(L&R)(Furn Upper welder/ shift 100% HC
i 840 4 12422 - - 60 >
Side Vert Wall Panel) 855 260HV
(MAX) | 01
= g _ +
F-19U(L&R)(Furn Upper 9.5 A ER90S-B3 E9018-B3 740 £ 10| 20% RT sublect to
59 0-00-027-35179 Side Vert Wall Panel) + SA213T22 + 381 95 GTAW + 1084/00| 200 r:ﬂn 5 wéld/
0-00-027-35159 F-20(L&R)(Furn Upper |  SA213T22 ‘ ’ SMAW .
Side Outlet Hdrs) welder/ shift 100% HC
850 491 12570 - - 60 >
913 260HV
(MAX) | 04
35.00 ¥ ER80S-B2 E8018-B2 650-670
F-05(Furn Upper Front
SA182F12CL2 + GTAW + 100% RT
60 -00-027-351 219.1| 40 1010/06| 150
0-00-027-35159 Outlet Hdr ) + SA335P12 SMAW / 100% MPI/LPI
F-06(Front Riser pipes )
4 270 63 103 261 100
- 01
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 ¥ ER80S-B2 E8018-B2 650-670
1-07-318-01205 F-06(Front Riser pipes ) .
1-07-318-01208 F-06(Front Riser pipes ) :
10 673 158 258 651 100
- 01
35.00 G ER80S-B2 E8018-B2 680-720
F-06(Front Riser pi
0-00-027-35157 06(Front Riser pipes ) | ¢ \335p15 4 GTAW + 100% RT
62 + 219.1| 40 1012/04| 150
0-00-027-35140 SA182F22CL3 SMAW 100% MPI/LPI
F-31(Separator)
4 270 63 103 261 100
- 01
35.00 G ER80S-B2 E8018-B2 680-720
F-14(Furn Upper Rear
SA182F22CL3 + GTAW + 100% RT
-00- - 219.1| 4 1012/04| 1
63 0-00-027-35159 outlet Hdr) + SA335P12 9 0 SMAW 012/0 50 100% MPI/LPI
F-15(Rear Riser Pipes)
4 270 63 103 261 100
- 01
35.00 GV ER80S-B2 E8018-B2 650-670
1-07-316-01201
64 0 3Tgo 0 F-15(Rear Riser Pipes) +| SA335P12 + 219.1| 40 GTAW + 1010/06| 150 100% RT
: ; - . o
1-07-316-01201 F-15(Rear Riser Pipes) SA335P12 SMAW 100% MPI/LPI
16 1077 252 412 1042 100
- 01
35.00 GV ER80S-B2 E8018-B2 680-720
0.9 : ’ ’ .
65 0-00-027-35157 F-15(Rear Riser Pipes) +| SA335P12 + 219.1| 40 GTAW + 1012/04| 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
4 270 63 103 261 100
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
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affed

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS i * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
35.00 ¥ ER80S-B2 E8018-B2 650-670
F-20(Furn Upper Side
SA182F12CL2 + GTAW + 100% RT
66 -00-027- 219.1| 40 1010/06| 150
0-00-027-35159 Ou.tlet Hdrs) + SA335P12 SMAW / 100% MPI/LPI
F-21(Side Riser Pipes)
8 539 126 206 521 100
- 01
35.00 G ER80S-B2 E8018-B2 650-670
1-07-315-012
67 0 3TZO 09 F-21(Side Riser Pipes) + | SA335P12 + 219.1| 40 GTAW + 1010/06| 150 100% RT
(i . ; . o
1-07-315-01216 F-21(Side Riser Pipes) SA335P12 SMAW 100% MPI/LPI
25 1682 393 644 1628 100
- 01
35.00 G ER80S-B2 E8018-B2 680-720
- - - - i i i 0,
68 0-00-027-35157 F-21(Side Riser Pipes) +| SA335P12 + 219.1| 40 GTAW + 1012/04| 150 100% RT
0-00-027-35140 F-31(Separator) SA182F22CL3 SMAW 100% MPI/LPI
8 539 126 206 521 100
- 01
56.88 GV ER80S-B2 E8018-B2 680-720
F-31(Separator) +
SA182F22CL3 + GTAW + 100% RT
-00- - . i ) 1012/04| 1
69 0-00-027-35157 F-32(Link To Separator SA335P12 355.6| 65 SMAW 012/0: 50 100% MPI/LP!
Storage Tank)
4 432 102 168 1030 165
- 01
F-32(Link To Separator 56.88 /\/ ER80S-B2 E8018-B2 650-670
Storage Tank) + SA335P12 + GTAW + 100% RT
70 -07-102-02 355.6| 65 1010/06| 150
0-07-102-02064 F-32(Link To Separator | SA234WP12CL1 SMAW / 100% MPI/LPI
Storage Tank) 4 432 102 168 | 1030 165
- 01
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 14/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




affed

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. | PWHT
DRG NO. FOR WELD DIMENSIONS WPS g * REF-.
SL. LOCATION & DESCRIPTION OF PARTS | |\ oo o PROCESS OF | WELD GTAW SMAW norev | PRE |[TEMP.in|  NDT METHOD/ REMARKS | REV
NO | | TIFICATION MARK TO BE WELDED size | THick| WELPING [0 Nos Qty In gms Qty in Nos. NO. HEAT | TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
56.88 /% ER80S-B2 E8018-B2 680-720
F-32(Link To Separator
SA335P12 + GTAW + 100% RT
71 0-00-027-35157 St Tank 355.6| 65 1012/04| 150
orage Tank) + SA182F22CL3 SMAW / 100% MPI/LPI
F-33(Storage tank )
4 432 102 168 1030 165
- 01
61.25 %/ ER80S-B2 E8018-B2 680-720
F-33(Storage tank )+
SA182F22CL3 + GTAW + 100% (ISRT+UT)
72 -00-027-35157 F-49(F D 406.4| 70 1012/04| 150
0-00-027-3515 S(Furn Downcomer | ¢, 13050, SMAW / 100% MPI/LPI
To Connecting sphere )
2 253 59 96 673 175
- 01
F-49(Furn Downcomer 61.25 ER80S-B2 E8018-B2 650-670
To Connecting sphere )
SA335P12 + GTAW + 100% (ISRT+UT)
73 -00-027-35157 406.4| 70 1010/06| 150
0-00-027-3515 * . SA182F12CL2 SMAW / 100% MPI/LPI
F-50(Furn Connecting
Sphere) 2 253 59 96 673 175
- 01
F-33(Storage tank ) + 14.00 %/ ER80S-B2 E8018-B2 680-720
F-34(SEPARATOR SA182F22CL3 + GTAW +
74 -00- - . 1 1012/04| 1 Y
0-00-027-35157 STORAGE TANK VENT SA335P12 88.9 6 SMAW 012/0 50 100%RT
LINK) 2 58 13 21 4 60
- 00
F-34(SEPARATOR —
STORAGE TANK VENT 14.00 %/ ER80S-B2 E8018-B2 680-720
LINK)+ SA234WP22CL1 GTAW +
75 1-07-217-01242 88.9 16 1012/04| 150 100%
07-217-0124 F-34(SEPARATOR + SA335P12 SMAW / 00% RT
STORAGE TANK VENT 2 58 13 271 4 60
LINK
- 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 15/17

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.

* REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE

CARRIED OUT (260 HV MAX).




affed

ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-PRESSURE-RPARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOCREV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP.in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED size | THICK WELDING Qty in Nos Qtyingms Qty in Nos. NO. HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
F-34(SEPARATOR 14.00 ER80S-B2 E8018-B2 650-670
STORAGE TANK VENT
76 1-07-217-01242 LINK) + SA33PI2+ | ggg | 16 | GTAWY 1010/06| 150 100% RT
0-00-027-35157 . SA335P12 SMAW
S-01(SH Connecting
Pipe) 1 29 7 11 2 60
- 00
F-03 (FURN FRONT 34.74 N/ ER80S-B2 E8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
77 -00-027-35167 168.3 | 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) +| SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 2 91 25 40 9 100
- 01
F-09 (FURN REAR 34.74 N/ ER80S-B2 E8018-B2 650-670
INTERM HDR SA182F12CL2 + GTAW + 100% RT
78 -00-027-35167 168.3 | 39.7 1010/06| 150
0-00-027-3516 INSPECTION NOZZLE) +| SA182F12CL2 SMAW / 100% MPI/LPI
FLAT END COVER 2 91 25 40 9 100
- 01
F-18 (FURN INTERM 34.74 N/ ER80S-B2 E8018-B2 650-670
HDR INSPECTION SA182F12CL2 + GTAW + 100% RT
79 -00-027-351 168.3 | 39.7 1010/06| 150
0-00-027-35166 NOZZLE) + SA182F12CL2 SMAW / 100% MPI/LPI
FLATEND COVER 4 182 49 80 184 100
- 01
7 N - E7018 Nil
SA105 + .
1101/01 %
80 GAMMA PLUG SA106GRC SMAW 01/0 Nil 100% LPI or MPI
_ 2 R _
4 FILLET
WELD 00
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 16/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).
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ERECTION WELDING SCHEDULE

PG NO: 07

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Circulation System
SYSTEM DESCRIPTION : Circulation System

WELDING CODE : IBR / ASME PRESSURE PARTS/NON-RRESSURE-PARTS CUST DOC NO : 9585-001-102-QVM-V-001 CUST DOC REV : 02
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\-IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) ving 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
7 N - E8018-B2 Nil
SA335P12 +
81 1102/01| 200 9
GAMMA PLUG SA182F22CL3 SMAW /! 100% LPI or MPI
99 - 25 - -
FILLET
WELD 00
F-18(L&R)(Furn Interm 56V ER905-B3 E9018-83 Nil 30% RT subject to 100% HC,
Side Hdr) + SA213T12 + GTAW + o 260HV
82 -00-027-351 334 | 5.6 1095/00| 150 2 wel
0-00-027-35166 | | 57)(LaR)(Furn Side |  SA213T22 SMAW / ;’;Ley:hdh{t (MAX)
Vert Inlet Term Tube) 840 5670 4139 ) R Appllc'able
for Unit-1 &
2 only 05
F-O3(Fur::jn;irm Front 5.6 \ ER90S-B3 E9018-B3 Nil 2% RT subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
83 -00-027-35167 F-04TI(F F 334 | 5.6 1095/00| 150 in 2 wel
0-00-027-3516 0 (Furn ron-t SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inlet Terminal welder/ shift Applicable
432 291 2129 - -
Tube) 916 for Unit-1 &
2 only 05
F-OQ(Fur:c;n)tirm Rear 5.6 \ ER90S-B3 ES018-B3 Nil 2% RT subiect 100% HC,
r 6 RT subject to
SA213T12 + GTAW + 260HV
84 -00-027-35167 F-10TI(F R 334 | 5.6 1095/00| 150 in 2 wel
0-00-027-3516 : OTI(Furn ea‘r SA213722 SMAW / min 2 we o.i/ (MAX)
Vertical Inet Terminal welder/ shift Applicable
432 291 2129 - -
Tube) 916 for Unit-1 &
2 only 05
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
MOHD. BASEEM LAKAVATH PRAVEEN KUMAR NIRMAL RAJ N 30-11-2021 1828-07-CIR-EWS 5 17/17
THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98. * ALSO REFER QUALITY GUIDELINE NO: SIP:PP:29 / LATEST REV. AND
CAUTION : SIP:PP:31 / LATEST REV. NOTE: HARDNESS CHECK OF 3% OF TOTAL WELD JOINTS IN ALLOY STEEL PIPES (OTHER THAN GR91) TO BE
WAY DETRIMENTAL TO INTEREST OF BHEL. CARRIED OUT (260 HV MAX).




SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 07

PG NAME :

Circulation System

SYSTEM DESCRIPTION : Circulation System

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 711
2|ER80S-B2 135063
3|ER905-B3 101490
4|2CrWV-TIG/ TGS 2CW 9833
5|/E7018-1 177 288 2454
6|E8018-B2 222419 4571 15332
7|E9018-B3 129648 0 0
8|Cromet 23L/CM 2CW 11322 2412 0
9|E7018 3 0 0
NOTES :

1. RESERVE 50% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY

EWS DOCID : 1828-07-CIR-EWS REV:5

PREPARED

BY : MOHD. BASEEM

CHECKED BY : LAKAVATH PRAVEEN KUMAR

APPROVED BY : NIRMAL RAJ N

DATE : 30-11-2021




ERECTION WELDING SCHEDULE

PGNO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Start up system

WELDING CODE : IBR PRESSURE PARTS/NONPRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV : -
TYPE OF ELECTRODE FILLER SPEC PWHT
DIMENSIONS WELD MIN. | 7EmP. in * REF-.
DRG NO. FOR WELD GTAW SMAW WPS | PRE o
:IE) LOCATION & DES(_:I_T)IPB.IQC"A:‘ES;EPDARTS MATERIAL SPEC. P\::)E(I:.ES;‘JZF NO/REV | HEAT NZL“::}’J;D/ REMARKS REV
IDENTIFICATION MARK Qty in Nos. NO. | TEMP. | 1M spec.| ACC
SIZE | THICK Qty in Nos. Qty in gms in°c |. . "INORM
92.5 ©3.15 4.0 in mins NO | cer.
PIPE + PIPE 80 Gyl  emvosal E7018-1 610+ 15
1 0-24-811-01088 (LINE - F-67A,F678 S;\:fg:écg 508 | 80 imwi" 1004/04| 150 100% (ISRT + UT)
F67C) " 4 617 146 239 2596 200 )
PIPE + ELBOW 80 Gyl  emvosal E7018-1 610+ 15
2 0-24-811-01088 (LINE - F-67A,F67B Ssilz(;i?/\ﬁg 508 | 80 GST\;\XVW" 1004/04| 150 100% (ISRT + UT)
F67C) 8 1233 292 478 5191 200 .
PIPE + TEE 80 iy ER705-A1 E7018-1 610+ 15
3 0-24-811-01088 (LINE - F-67A,F67B Ssﬁ\lzosi(\;/\r/ig 508 | 80 (;EXVW" 1004/04| 150 100% (ISRT + UT)
F67C) 2 309 73 120 1298 200 )
PIPE + VALVE 80 iy ER70S-A1 E7018-1 610+ 15
4 0-24-811-01088 (LINE - F-67A,F67B Ssilz(ﬁ(\;/\ﬁg 508 | 80 (;EXVW" 1004/04| 150 100% (ISRT + UT)
F67C) 8 1233 292 478 5191 200 .
PIPE + RECIRCULATION 55 gyl emosar E7018-1 610+15
5 0-24-809-01089 NOZZLE (F-57) SA?;T);C * |a065| s5 (;T\;\;NW" 1004/04| 100 100% RT
(LINE - F-668) 1 132 30 48 287 140 .
55 gyl emmosar E7018-1 610+ 15
6 0-24-809-01089 (PL':;E; \F/ZLG\;E) sslzlz(ﬁf,cgg 406.5| 55 (;T\;\;NW" 1004/04| 100 100% RT
o 2 264 59 96 574 140 N
55 gyl emmosar E7018-1 610+ 15
7 0-24-809-01089 ng _EFL_'E(;;\)’ ssilzgif,ﬁg 406.5| 55 (;T\;\;NW" 1004/04| 100 100% RT
5 659 146 239 1433 140 .
55 Vi) ER70S-A1 E7018-1 610+ 15
8 0-24-809-01089 (LF:\‘PEEf:'GZEB) s;\:fgséc; 406.5| 55 imwi" 1004/04| 100 100% RT
r 1 132 30 48 287 140 L
55 Vi) ER70S-A1 E7018-1 610+ 15
9 0-24-809-01089 Pg’ZE) * (,I\_Ilcl\)leZ—L}E—(GEGCB);l SA?&%;C * |a065| s5 imwi" 1004/04| 100 100% RT
, 1 132 30 48 287 140 )
55 Vi) ER70S-A1 E7018-A1 635+ 15
10 0-24-808-01063 PIPE + NOZZLE (F-60) S@i\‘ﬁg;ﬁ * |4065| 55 im\’vw" 1091/00| 150 100% RT
1 132 30 48 287 140 )
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REVNO: PAGE NO.
R Gopinath GUNASEKARAN V 22022022 1828-24-STU-EWS 1 1/3
aumon. THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98
' WAY DETRIMENTAL TO INTEREST OF BHEL.




ERECTION WELDING SCHEDULE PG NO:24
e CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Start up system
WELDING CODE : IBR PRESSURE PARTS/NON-PRESSURE-PARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qtyin Nos Qtyingms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
) 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
55 Vi) ER70S-A1 E7018-1 610+ 15
0-24-808-01063 (F GPI';’EF":ILBBOFVZIC) Ssilzgiflﬁg 406.5| 55 imwi" 1004/04| 100 100% RT
R TRER T 4 527 117 192 1147 140 N
55 Vi) ER70S-A1 E7018-1 610+ 15
0-24-808-01063 (F GELPEF;\IQL\F’EGIC) Ssilz(i%?,\;cég 406.5| 55 imwi" 1004/04| 100 100% RT
R TRER T 2 264 59 96 574 140 N
55 iy ER70S-A1 E7018-1 610+ 15
0-24-808-01063 " SELPEF“LG\{:L\F’Z 10 SAgﬁg;C * |a065| s5 (;EXVW" 1004/04| 100 100% RT
R TRER T 2 264 59 96 574 140 N
55 iy ER70S-A1 E7018-1 610+ 15
PIPE + PIPE SA106GrC + GTAW +
0-24-808-01063 406.5| 55 1004/04| 100 100% RT
(F-61A, F-61B, F-61C) SA106GrC SMAW 1 132 30 18 287 140 .
55 iy ER70S-A1 E7018-1 610+ 15
0-24-808-01063 T'FPE 115?63“(: Séfg)) SAéiif);c * |a065| s5 imwi" 1004/04| 100 100% RT
o TR T 1 132 30 48 287 140 N
80 iy ER70S-A1 E7018-1 610+ 15
0-24-805-01060 ( F:'f: ngi ) s:;fgséc; 508 | 80 (;T\;\;NW" 1004/04| 150 100% (ISRT + UT)
i r 1 155 37 60 649 200 L
80 iy ER70S-A1 E7018-1 610+ 15
0-24-805-01060 :)F':i ;SEZL';S;’\; ssilzgif,ﬁg 508 | 80 (;T\;\;NW" 1004/04| 150 100% (ISRT + UT)
et 4 617 146 239 2596 200 )
80 iy ER70S-A1 E7018-1 610+ 15
0-24-805-01060 (i'spf ;s\zlié\f) 551120166?/\;25 508 | 80 (;T\;\;A’W+ 1004/04| 150 100% (ISRT + UT)
e 4 617 146 239 2596 200 N
80 Vi) ER70S-A1 E7018-A1 650-670
PIPE + NOZZLE SA106GrC + GTAW +
0-24-805-01060 508 | 80 1018/05| 150 100% (ISRT + UT)
(F51,F52,F53 ) SA182F12CL2 SMAW 1 155 37 60 649 200 .
80 Vi) ER70S-A1 E7018-1 610+ 15
PIPE + NOZZLE SA106GrC + GTAW +
0-24-805-01060 (F51.F52.F53 ) AL o; 508 | 80 SMAW 1004/04| 150 100% (ISRT + UT)
25 1 155 37 60 649 200 N
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
R Gopinath GUNASEKARAN V 22-02-2022 1828-24-STU-EWS 1 2/3
CAUTION - THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY * REFER NDE MANUAL No.PS:CMX:002 REV.N0.01/12-98
’ WAY DETRIMENTAL TO INTEREST OF BHEL.




ERECTION WELDING SCHEDULE

PG NO:24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Start up system

WELDING CODE : IBR PRESSURE PARTS/NON-PRESSUREPARTS CUSTDOCNO:-  CUSTDOCREV:-
TYPE OF ELECTRODE FILLER SPEC MIN. PWHT
DRG NO. FOR WELD DIMENSIONS WPS . * REF-.
SL. LOCATION & DESCRIPTION OF PARTS MATERIAL SPEC. PROCESS OF WELD GTAW SI\_IIAW NO/REV PRE |TEMP. in NDT METHOD/ REMARKS | REV
NO IDENTIFICATION MARK TO BE WELDED s1zE | THICK WELDING Qty in Nos Qty in gms Qty in Nos. NO HEAT TIME QUANTUM SPEC.| ACC
v ) 8 925 | @315 | 04.0 " | TEMP. | in mins NO |NORM
762 Gy ER7osal E7018-1 610+ 15
21 0-24-807-01062 F 59PAPFE §9PB' PFE59<:) SA;S&?);C * |s58.8] 762 imwi" 1004/04| 150 100% (ISRT + UT)
TRIMETIET 2 360 81 132 1349 195 N
762 Gy ER7osAl E7018-1 610+ 15
22 0-24-807-01062 F ;F;EF"SE;:SVSV%) SS?-\IZ(;TI\;IC); 558.8| 76.2 imwi" 1004/04| 150 100% (ISRT + UT)
TOTMEERT 3 539 121 197 2024 195 1
76.2 G ER70S-A1 E7018-1 610+ 15
23 0-24-807-01062 " SZZEF+5\9/:LF\’ E 00 Ssilz(ﬁ(\;/\ﬁg 558.8| 76.2 (;EXVW" 1004/04| 150 100% (ISRT + UT)
’ ’ 4 719 161 263 2698 195 L
76.2 G ER70S-A1 E7018-1 610+ 15
24 0-24-807-01062 ';'FPE 9+ ANFoszgéEF(; 95c7)) SAgﬁ?)gC * |s58.8] 762 (;EXVW" 1004/04| 150 100% (ISRT + UT)
d ' 1 180 a1 66 675 195 L
PREPARED CHECKED (W.T.C) APPROVED DATE DOC NO. REV NO : PAGE NO.
R Gopinath GUNASEKARAN V 22-02-2022 1828-24-STU-EWS 1 3/3

CAUTION :

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL. IT MUST NOT BE USED DIRECTLY OR INDIRECTLY IN ANY
WAY DETRIMENTAL TO INTEREST OF BHEL.
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SUMMARY LIST FOR SITE ELECTRODES

CUST NO : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NO : 24

PG NAME : Boiler Integral Piping and Fittings

SYSTEM DESCRIPTION : Start up system

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER.
3. THIS FIELD WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

SLNO TYPE OF SIZE AND QTY (Nos) GTAW ROD WT
ELECTRODE/ROD (gm)
g25 | 4315 | d4a.0
1|/ER70S-Al 12074
2|E7018-1 2704 4413 41562
3|/E7018-Al 84 135 1170
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ERECTION WELDING SCHEDULE

PGNO: 24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Boiler Trim piping

WELDING CODE : IBR PRESSURE PARTS/NON-PRESSURERARTS CUSTDOCNO : - CUST DOCREV : -
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&’:T cer
N WELD .in * -
SL. DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
o PARTS TO BE MATERIAL SPEC. WELDING - NO/REV | HEAT QUANTUM NORM REMARKS | REV
WELDED sizE | THICK Qtyin Nos. Qtyingms Qty in Nos. NO. T.EMP' »TIME SPEC.
925 | 9315 | 940 in°c | inmins NO | REF.
0-00-047-16618
-00-047- 1016 & ER90S-B3 E9018-B3 680-720 0 i

0-00-047-16619 | o oipeOR)BEN | SA335P22 + GTAW + 20%RT subject to
1 0-00-047-16620 48.3 10.16 1014/03| 150 min 2 weld/

D SA335P22 SMAW .
0-00-047-16621 115 982 836 363 _ 30 welder/ shift
0-00-047-16622
0-00-047-16618

-00-047- 12 - E9018-B3 Nil
0-00-047-16619 SA33P22 + (N
2 | 0-00-047-16620 PIPE+VALVE 48.3 |10.16| SMAW 1020/01| 150 100% LPI or MPI
SA182F22
0-00-047-16621 32 N R 49 63
0-00-047-16622
0-00-047-16618 |
-00-047- 12 - E8018-B2 Ni
0-00-047-16619 SA335P22 + N
3 0-00-047-16620 PIPE+ STUB 49 |10.25| SMAW 1107/02| 150 100% LPI or MPI
SA182F12CL2
0-00-047-16621 8 ; ; 13 16
0-00-047-16622
11.07 ¢ ER708-Al E7018-1 Nil 0 i
4 0-00-047-16627 PIPE+BEND SAL06GRC + 60.3 | 11.07 CTAW + 1003/04| 20 20:?1'::1-[2&\‘/'\2?;; °
SA106GRC : : SMAW "
16 188 150 79 _ welder/ shift
13 B - E7018-1 Nil
5 0-00-047-16627 PIPE+VA|EVE(OR)TE SA]é?AGl%ZC * 60.3 |11.07| SMAW 1021/02 Nil 10% LPI or MPI
7 - - 13 21
11.07 & ER70S-AL E7018-1 Nil 0 i
SAL06GRC + GTAW + 20% RT subject to
6 0-00-047-16627 PIPE+REDUCER 60.3 | 11.07 1003/04| 20 min 2 weld/
SA105 SMAW X
1 12 10 5 - welder/ shift
1524 5y ER70S-AL E7018-1 Nil
SA105 + GTAW +
-00- - 0,
7 0-00-047-16627 REDUCER+PIPE SA106GRC 88.9 | 15.24 SMAW 1003/04| 20 100% RT
1 28 7 11 3
SALOBGRC 6 26 9 ER70S-AL E7018-1 610+ 15
AL06GRC + TAW +
- | - - 0,
8 0-00-047-16626 PIPE+ELL SA106GRC 168.3| 26 SMAW 1004/04| 100 100% RT
2 106 25 40 57 65
26 G ER70S-AL E7018-1 610+ 15
SA106GRC + GTAW +
-00- - 0,
9 0-00-047-16626 | PIPE+ELL(OR)PWS SA106GRC 168.3| 26 SMAW 1004/04| 100 100% RT
4 212 49 80 113 65
26 vV ER70S-AL E7018-1 610+ 15
SA106GRC + GTAW +
-00- - 0,
10 | 0-00-047-16626 PIPE+VALVE SA216WCC 168.3| 26 SMAW 1004/04| 100 100% RT
3 159 37 60 85 65
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ERECTION WELDING SCHEDULE PG NO : 24
CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Boiler Trim piping
WELDING CODE : IBR PRESSURE PARTS/MON-PRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&’:T cer
. WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT moo—| REMARKS |REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o, | Temp. | TivE QUANTUM  [qpec 5
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
a Qing 925 | 315 | g40 in°c | inmins no | P
1402 ER80S-B2 E8018-B2 680-720/ 20 i
11 | 0-00-047-16628 PIPE+ STUB SASBSP22+ | ga 14 0p| CTAWH 1012/04| 150 zoﬁliRnTzs L\j\?éfdclt °
SA182F12CL2 : SMAW ’
1 14 11 12 _ 60 welder/ shift
1402 G ER905-B3 E9018-B3 680-720| 209 ;
SA335P22 + GTAW + 20%RT subject to
12 | 0-00-047-16628 PIPE+BEND 73 |14.02 1014/03| 150 min 2 weld/
SA335P22 SMAW .
10 139 108 119 - 60 welder/ shift
1402 G ER90S-B3 E9018-B3 680-720 20 i
13 | 0-00-047-16628 PIPE+VALVE SA3BSP22 + | gg 14y gp| CTAWH 1014/03| 150 zof;iRnTzs L\j\?éfdclt ©
SA217WC9 ’ SMAW 8
4 56 43 48 - 60 welder/ shift
1524 <G| ERoos-Bo E9015-B91 745+ 15
SA182F91 + GTAW + vV NDT atfter
14 | 0-00-047-16629 STUB+PIPE 88.9 |15.24 1036/09| 220 100% UT SR; 100%
SA335P91 SMAW
1 28 11 15 5 60 HC, 180 HB
TO 300HB
1524 | ERoos-B9 E9015-B91 745+ 15
SA335P91 + GTAW + YV NDT after
15 | 0-00-047-16629 PIPE+BEND 88.9 | 15.24 1036/09| 220 100% UT SR; 100%
SA335P91 SMAW
4 111 43 57 17 60 HC, 180 HB
TO 300HB
1524 0| ER9os-B9 E9015-B91 745+ 15
SA335P91 + GTAW + vV NDT after
16 | 0-00-047-16629 PIPE+VALVE 88.9 |15.24 1036/09| 220 100% UT SR; 100%
SA217C12A SMAW
4 111 43 57 17 60 HC, 180 HB
TO 300HB
10 N - E7018-1 Nil
SA105 + )
-00- - 0,
17 | 0-00-047-16631 STUB +PIPE sal06GRe | 334 | 909 | SMAW 1021/02| Nil 10% LPI or MPI
1 - - 3 -
9.0 ¢ ER70S-AL E7018-1 Nil | 209% RT subject to
0-00-047-16631 SAL106GRC + GTAW + ;
18 | (.00-047-16632 PIPE+BEND satoecre | 34| 909 | Guaw 1003/04| 20 min 2 weld/
19 87 227 _ _ welder/ shift
0-00-047-16631 N }
0-00-047-16632 10 E7018-1 Ni
19 | 0-00-047-16726 | TE(ORIBENDHVAL| SAI06GRC+ | 53 ) | g 09 | smaW 1021/02| Nil 10% LPI or MPI
VE SA105
0-00-047-16731 24 R - 55 R
0-00-047-16733
14.02 G ER70S-AL E7018-1 Nil 20% RT subject to
PIPE+NOZZLE(OR)E | SA106GRB + GTAW + ;
20 | 0-00-047-16633 L SA106GRB 73 |14.02 SMAW 1003/04| 20 min 2 Welc_i/
5 70 54 60 _ welder/ shift
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ERECTION WELDING SCHEDULE

PGNO: 24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Boiler Trim piping

WELDING CODE : IBR PRESSURE PARTS/NON-PRESSURE-RARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&’:T cer
N WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTSTOBE | MATERIAL SPEC. NO/REV | HEAT oo— REMARKS | REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o | Temp. | TiME QUANTUM  [gpee
IZE | THICK in Nos. i - ' . . .
MARK S| C Qtyin Nos Qtyingms 05 | 03,15 I 210 inec | inmins NO NORM
DCC
1402 G ER705-AL E7018-1 Nil " ;
21 | 0-00-047-16633 PIPE+VALVE SAL08GRB+ | 5 |1, gp| CTAW® 1003/04| 20 ZoﬁliRnTzs L\j\?éfdclt °
SA216WCC . SMAW )
6 83 65 72 _ welder/ shift
1402 G ER70S-AL E7018-1 Nil 0 ;
22 | 0-00-047-16633 PIPE+TEE SAL06CRB + | 75 |1y 0p| CTAW® 1003/04| 20 20:1:225 L\j:)éfdc/t °
SA234WPB . SMAW X
3 42 33 36 _ welder/ shift
1524 GO|  ER90s-BO E9015-891 745+ 15
SA335P91 + GTAW + vV NDT after
23 | 0-00-047-16634 PIPE+STUB 88.9 | 15.24 1036/09| 220 100% UT SR; 100%
SA182F91 SMAW
1 28 11 15 5 60 HC, 180 HB
TO 300HB
1524 GO EroosBo E9015-B91 74515
SA335P91 + GTAW + vV NDT atfter
24 | 0-00-047-16634 PIPE+BEND 88.9 | 15.24 1036/09| 220 100% UT SR; 100%
SA335P91 SMAW
12 333 128 171 49 60 HC, 180 HB
TO 300HB
1524 OQ|  ER90S-BO E9015-891 745+ 15
SA335P91 + GTAW + YV NDT after
25 | 0-00-047-16634 PIPE+VALVE 88.9 |15.24 1036/09| 220 100% UT SR; 100%
SA217C12A SMAW
4 111 43 57 17 60 HC, 180 HB
TO 300HB
12 - E9018-B3 745+ 15
SAL82FO1 + N NDT after
26 | 0-00-047-16609 STUB+PIPE SA33ep2o | 483 [10.16| SMAW 1113/02| 220 100% LPI or MPI SR; 100%
2 - - 4 4 30 HC, 180 HB
TO 300HB
1016 ¢ ER90S-B3 E9018-B3 680-720| 209 i
SA335P22 + GTAW + 20%RT subject to
27 | 0-00-047-16609 PIPE+BEND 48.3 |10.16 1014/03| 150 min 2 weld/
SA335P22 SMAW )
30 257 218 95 - 30 welder/ shift
12 - E9018-B3 745+ 15
SA335P22 + N NDT after
28 | 0-00-047-16609 PIPE+VALVE sAlsorol | 483 |1016] smAw 1113/02| 220 100% LPI or MPI SR; 100%
8 _ _ 13 16 30 HC, 180 HB
TO 300HB
12 E9018-B3 745+ 15
SA335P22 + [N NDT after
29 | 0-00-047-16609 PIPE+TEE sAtgorol | 483 |1016] SMAW 1113/02| 220 100% LPI or MPI SR; 100%
4 N . 7 8 30 HC, 180 HB
TO 300HB
21 vV ER90S-83 E9018-B3 680-720
SA182F22CL3 + GTAW +
-| - - 0,
30 | 0-00-047-16636 | END COVER+PIPE | "o =i ™" | 889 | 21 | o 1014/03| 150 100% RT
1 23 7 11 8 60
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ERECTION WELDING SCHEDULE PG NO: 24
CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Boiler Trim piping
WELDING CODE : IBR PRESSURE PARTS/NON-PRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
. WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTSTOBE | MATERIAL SPEC. NO/REV | HEAT moo— REMARKS | REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o, | Temp. | TimE QUANTUM  [qpec A
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
i Quing 92.5 | $3.15 I 94.0 in°c | inmins NO
DCC
21 Gig|  ERo0s-B3 E9018-B3 680-720
0-00-047-16636 | PIPE+PIPEWITH | SA335P22 + GTAW +
0,
31| 0.00-047-16637 STUB saassp22 | 989 | 2L | gvaw 1014/03| 150 100%RT
34 771 217 356 257 60
21 g Erooses E9018-B3 740-770 NDT after
0-00-047-16636 SA335P22 + GTAW +
0, - 0/
32 | 0 00-047-16637 | PIPEFELBOW saosawpor | 889 21 | Guaw 1035/05| 220 100% RT SR; 100%
43 975 275 450 325 60 HC, 180 HB
TO 300HB
0-00-047-16636
-00-047- 209 ER90S-B3 E9018-B3 680-720/ 20 ;
0-00-047-16638 PIPE+BEND SA335P22 + GTAW + 20% _RT subject to
33 | 1-00-047-48215 | (OR)PIPE WITH 33.4 | 9.09 1014/03| 150 min 2 weld/
SA335P22 SMAW X
1-00-047-48280 STUB 422 1931 5036 - - 30 welder/ shift
1-00-047-48282
21 G9 ER90S-83 E9018-B3 680-720
SA335P22 + GTAW +
-00- - 0,
34 | 0-00-047-16637 PIPE+VALVE saoiwes | 89 2| qvaw 1014/03| 150 100% RT
4 91 26 42 31 60
1524 GG ERo0s-B3 E9018-B3 745+ 15
SA182F22CL3 + GTAW + vV NDT after
35 | 0-00-047-16638 | END COVER+PIPE 88.9 |15.24 1038/05| 220 100% RT SR; 100%
SA335P91 SMAW
1 28 7 11 3 60 HC, 180 HB
TO 300HB
1524 G| ER90S-BO E9015-B91 745 + 15 NDT after
0-00-047-16638 | PIPE+PIPEWITH | SA335P91 + GTAW +
0, . 10/
36 | 0.00.047.16639 STUB sasaspoy | 889 1524 S 1036/09| 220 100% UT SR; 100%
18 499 192 256 74 60 HC, 180 HB
TO 300HB
15.24 <G ER90S-B3 E9018-B3 745+ 15
SA335P22 + GTAW + vV NDT after
37 | 0-00-047-16638 | PIPE+ELBOW 88.9 |15.24 1038/05| 220 100% RT SR; 100%
SA234WP91 SMAW
2 56 13 21 6 60 HC, 180 HB
TO 300HB
9209 © ERO0S-B3 E9018-B3 745 + 15| 500 i
PIPE+PIPEWITH | SA335P22 + GTAW + 20% R subject to NDT after
38 | 0-00-047-16638 33.4 | 9.09 1038/05| 220 min 2 weld/ SR; 100%
STUB SA335P91 SMAW X
8 74 96 . _ 30 welder/ shift HC, 180 HB
TO 300HB
1524 Gip|  ER90S-BY E9015-B91 745 + 15 NDT after
39 | 0-00-047-16639 | PEYFIPE(ORJELBO| SASSSPOL+ | g0 o 1) | CTAWS 1036/09| 220 100% UT SR; 100%
w SA234WP91 SMAW
34 942 362 482 139 60 HC, 180 HB
TO 300HB
15.24 GG ER90S-B3 E9018-B3 745+ 15
SA335P91 + GTAW + A NDT after
40 | 0-00-047-16639 PIPE+VALVE 88.9 | 15.24 1038/05| 220 100% RT SR; 100%
SA217WC9 SMAW
4 111 26 42 12 60 HC, 180 HB
TO 300HB
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ERECTION WELDING SCHEDULE

PGNO: 24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Boiler Trim piping

WELDING CODE : IBR PRESSURE PARTS/MON-PRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
. WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT moo—| REMARKS |REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o, | Temp. | TivE QUANTUM sec|\
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
a Qing 925 | 315 | g40 in°c | inmins no | P
0-00-047-16640
.00-047- 1016 ER90S-BY E9015-B91 745+ 15
0-00-047-16641 SA335PO1 + GTAW + NDT after
41 | 1-00-047-48219 PIPE+BEND 48.3 |10.16 1036/09| 220 100% RT SR; 100%
SA335P91 SMAW
1-00-047-48222 TO 300HB
0-00-047-16640
1-00-047-48219 SA335PO1 + 2N : E9015-B91 74515 NDT after
42 | 0-00-047-16646 PIPE+VALVE 48.3 |10.16| SMAW 1118/00| 220 100% LPI or MPI SR; 100%
SA182F91
1-00-047-48222 20 - B 42 55 30 HC, 180 HB
0-00-047-16647 TO 300HB
0-00-047-16640
1-00-047-48219 SA335PO1 + 12 N - E9015-B91 745+ 15 NDT after
43 | 0-00-047-16646 PIPE+TEE 48.3 |10.16| SMAW 1118/00| 220 100% LPI or MPI SR; 100%
SA182F91
1-00-047-48222 14 B _ 29 39 30 HC, 180 HB
0-00-047-16647 TO 300HB
0-00-047-16642
0-00-047-16643 9.09 ¢ ER90S-89 E9015-B91 745+ 15 NDT after
44 | 0-00-047-16644 | PPEFPIPEORIBEN | SASSSPOL+ | 4 | g o | CTAW® 1036/09| 220 100% RT SR; 100%
D SA335P91 SMAW
0-00-047-16645 109 1007 2168 B _ 20 HC, 180 HB
1-00-047-48220 TO 300HB
0-00-047-16642
0-00-047-16643 SA335P9L + 10 N - E9015-B91 745+ 15 NDT after
45 | 0-00-047-16644 PIPE+VALVE salgorol | 334 | 909 | sMAw 1118/00| 220 100% LPI or MPI SR; 100%
0-00-047-16645 20 _ _ 62 _ 30 HC, 180 HB
1-00-047-48220 TO 300HB
-00-047- 10 - E9018-B3 Nil
1-00-047-48215 SA335P22 + N
46 | 1-00-047-48280 PIPE+VALVE 334 (9.09 | SMAW 1020/01| 150 100% LPI or MPI
SA182F22
1-00-047-48283 12 B . 28 N
12 N - ENiCrFe-3 745+ 15 NDT after
47 | 1-00-047-48220 PIPE+TEE SASSPILE | a3 {10.06| smAW 1063/01 pon Gr 91 100% LPI or MPI SR; 100%
SA182F316
2 _ _ 5 6 30 HC, 180 HB
TO 300HB
10 - E9018-B3 745+ 15
4g | 000-047-16649 PIPE+VALVE SAS3P22+ | 354 1 909 | SMAW - 1113/02| 220 100% LPI or MPI '\éz-Tlgfot;r
0-00-047-16650 SA182F91 ’ ’ ’ '
N . _ HC, 180 HB
8 19 30
TO 300HB
OR) 711§ ER70S-AL E7018-1 Nil
PIPE+PIPE(OR)ELBO| SA106GRB + GTAW +
-00- - 0,
49 | 0-00-047-16632 W(ORIPWS(OR)TEE|  SA234WPB 168.3| 701 | oy 1003/04| 20 100% RT
18 860 687 - -
711G ER70S-AL E7018-1 Nil
SAL106GRB + GTAW +
-00- - 0,
50 | 0-00-047-16632 TEE+VALVE sa2iewee | 1683| 7L o 1003/04| 20 100% RT
1 48 39 - -
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ERECTION WELDING SCHEDULE PGNO:24
CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Boiler Trim piping
WELDING CODE : IBR PRESSURE PARTS/NON-RRESSURE-RARTS CUSTDOCNO : - CUSTDOCREV : -
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
N WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT ACGC REMARKS | REV
NO IDENTIFICATION WELDED WELDING Qty in Nos NO TEMP TIME QUANTUM SPEC o
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
i Quing 92.5 | $3.15 I 94.0 in°c | inmins NO
DCC
OR) 30 929 ER70S-AL E7018-1 610 + 15
VALVE+PIPE(OR)P | SA216WCC + GTAW +
-00- - 0,
51 | 0-00-047-16632 WS SAL06GRC 159 | 30 SMAW 1004/04| 100 100% RT
3 137 35 57 101 75
©OR) SALOBGRC 6 30 Y ER70S-A1 E7018-1 610 £ 15
PIPE+BEND(OR)PW Al RC + TAW +
-00-! - 0,
52 | 0-00-047-16632 S SA106GRC 159 | 30 SMAW 1004/04| 100 100% RT
3 137 35 57 101 75
30 GV ER70S-AL E7018-1 610 + 15
SA106GRC + GTAW +
-| - - 0,
53 | 0-00-047-16632 | PIPE+CONNECTOR SA105 159 | 30 SMAW 1004/04| 100 100% RT
1 46 12 19 34 75
20 G ER70S-AL E7018-1 Nil
SA105 + GTAW +
-00- - 0,
54 | 0-00-047-16632 | CONNECTOR+TEE SA234WPC 114.3| 20 SMAW 1003/04| 20 100% RT
1 35 9 14 10
sA23 c 6 20 [9ey; ER70S-AL E7018-A1 650-670
A234WPC + TAW +
-| - - 0,
55 | 0-00-047-16632 | TEE+CONNECTOR SA182F12CL2 114.3| 20 SMAW 1018/05| 150 100% RT
4 139 33 54 40 60
20 G ER80S-B2 E8018-B2 680-720
SA182F12CL2 + GTAW +
-| - - 0,
56 | 0-00-047-16632 | CONNECTOR+PIPE SA335p22 114.3| 20 SMAW 1012/04| 150 100% RT
7 243 58 94 69 60
20 G ER70S-AL E7018-A1 650-670
CONNECTOR+VALV | SA182F12CL2 + GTAW +
-00- - 0,
57 | 0-00-047-16632 £ SA216WCC 114.3| 20 SMAW 1018/05| 150 100% RT
3 104 25 41 30 60
SA335P22 6 20 9 ER90S-B3 E9018-B3 680-720
A335P22 + TAW +
-| - - 0,
58 | 0-00-047-16632 PIPE+ELBOW SA234WP22CLL 1143| 20 SMAW 1014/03| 150 100% RT
8 277 66 108 79 60
6.02 & ER70S-AL E7018-1 Nil
SA234WPB + GTAW +
-00- - 0,
59 | 0-00-047-16632 TEE+PIPE SAL06GRB 114.3| 6.02 SMAW 1003/04| 20 100% RT
1 32 20 - -
6.02 ¢ ER70S-Al E7018-1 Nil
SA106GRB + GTAW +
-00-! - 0,
60 | 0-00-047-16632 PIPE+ELBOW SA234WPB 114.3| 6.02 SMAW 1003/04| 20 100% RT
18 570 346 - -
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ERECTION WELDING SCHEDULE

PGNO: 24

CUST No : 1828,1829,1830

PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW)

PG NAME : Boiler Integral Piping and Fittings
SYSTEM DESCRIPTION : Boiler Trim piping

WELDING CODE : IBR PRESSURE PARTS/NON-PRESSURERARTS CUSTDOCNO : - CUST DOCREV : -
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
N WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT Aoo—| REMARKS |REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos vo. | 1eme. | ive QUANTUM SPEC
IZE | THICK in Nos. i - : N :
MARK S| C Qtyin Nos Qtyingms 05 | 03,15 I 210 inec | inmins NO NORM
DCC
1712 G5 ER708-AL E7018-1 Nil
SA106GRC + GTAW +
-00- - 0,
61 0-00-047-16632 PIPE+BEND SA23AWPC 114.317.12 SMAW 1003/04| 20 100% RT
8 298 66 108 53
oR) SAZLBWCC R 1712 5y ER70S-AL E7018-1 Nil
VALVE+PIPE(OR)BE | SA216WCC + TAW +
-00-! - 0,
62 0-00-047-16632 ND SA234WPC 114.3(17.12 SMAW 1003/04| 20 100% RT
4 149 33 54 27
1712 G ER70S-AL E7018-1 Nil
SA106GRC + GTAW +
- | - - 0,
63 0-00-047-16632 PIPE+TEE SAD3AWPC 114.317.12 SMAW 1003/04| 20 100% RT
1 38 9 14 7
0-00-047-16726 11.07 ¢ ER70S-AL E7018-1 Nil 0 i
o4 | 0-00:047-16729 | PIPEPIPE(OR)BEN | SAL06GRC+ | |, | GTAW+ ro0s/os| 20 20(:] f:;‘;féf;/t to
0-00-047-16730 D SA106GRC ’ ’ SMAW R
0-00-047-16731 79 925 739 390 - welder/ shift
13 N - E7018-1 Nil
65 0-00-047-16726 PIPE+NIPELE(OR)TE SAls?AGl%ZC * 60.3 | 11.07| SMAW 1021/02| Nil 10% LPI or MPI
4 - - 8 12
0-00-047-16726 SAL0BGRC + BN - E7018-1 Nil
66 0-00-047-16730 PIPE+VALVE SA105 60.3 |11.07| SMAW 1021/02| Nil 10% LPI or MPI
0-00-047-16731 8 - - 15 24
11.07 ¢ ER708-Al E7018-1 Nil 0 i
67 0-00-047-16726 TEE+REDUCER SAL05 + 60.3 | 11.07 GTAW + 1003/04| 20 zoﬁ;'i?l;rZSL\j\?éF(f/t °
SA234WPB ' ' SMAW 3
1 12 10 5 _ welder/ shift
9.09 ¢ ER70S-AL E7018-1 Nil 0 i
68 0-00-047-16726 | REDUCER+BEND SAL06GRC + 33.4 | 9.09 GTAW + 1003/04| 20 zof;;T;L\feJch/t ©
SA234WPB ' ' SMAW .
1 5 12 R R welder/ shift
11.07 ER70S-A1 E7018-1 Nil 20% RT subject to
0-00-047-16728 SA106GRC + GTAW + .
69 0-00-047-16731 PIPE+REDUCER SAD3AWPC 60.3 | 11.07 SMAW 1003/04| 20 min 2 Welql
2 24 19 10 - welder/ shift
1015 ¢ ER70S-AL E7018-1 Nil | 20% RT subject to
0-00-047-16728 SA234WPC + GTAW + .
70 | 0.00-047-16731 | REDUCER+PIPE sa106GRC | 483 |1015| ovw 1003/04| 20 min 2 weld/
2 18 15 7 N welder/ shift
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ERECTION WELDING SCHEDULE PG NO: 24
CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Boiler Trim piping
WELDING CODE : IBR PRESSURE PARTS/MON-PRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
. WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT moo—| REMARKS |REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o, | Temp. | TivE QUANTUM sec|\
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
a Qing 925 | 315 | g40 in°c | inmins no | P
0-00-047-16728 )
0-00-047-16731 1015 ER70S-AL E7018-1 Nil | 208 RT subject to
71 | 0-00-047-16732 | PPE*PIPEORIBEN | SAL06CRC+ | 0 |1 15| CTAW® 1003/04| 20 min 2 weld/
D SA106GRC SMAW ’
0-00-047-16727 150 1282 1091 472 _ welder/ shift
1-00-047-48214
1107 § ER70S-AL E7018-1 Nil 0 ;
72 | 0-00-047-16729 | PIPE+CONNECTOR | SALOBGRC* | g 5149 g7| CTAW 1017/04| 150 20:15:25 L\j:)éfdc/t °
SA182F12CL2 ’ ' SMAW .
1 12 10 5 _ welder/ shift
11.07 G ERB0S-B2 E8018-B2 680-720| 20% RT subject to
CONNECTOR+CON | SA182F12CL2 + GTAW + ;
73 | 0-00-047-16729 NECTOR sasaspay | 803 [1LO7| “oon 1012/04| 150 min 2 weld/
1 12 10 5 - 30 welder/ shift
13 B - E9018-B3 745+ 15 NDT after
74 | 0-00-047-16729 [CONNECTOR®VALV| SAS3SP22+ 1 o o 11y 571 smaw 1113/02| 220 100% LPI or MPI SR; 100%
E SA182F91
1 B . 2 3 20 HC, 180 HB
TO 300HB
4 N - E9015-B91 745+ 15 NDT after
75 | 0-00-047-16729 VALVE+TUBE SALB2FOL+ | ool 15 | swaw 1118/00| 220 100% LPI or MP SR; 100%
SA213T91
1 _ _ 3 6 30 HC, 180 HB
TO 300HB
12 G ER905-BY E9015-B91 745+ 15
SA213T91 + GTAW + NDT after
76 | 0-00-047-16729 TUBE+BEND 60.3 | 12 1036/09| 220 100% RT SR; 100%
SA213T91 SMAW
4 79 60 34 - 30 HC, 180 HB
TO 300HB
13 N - E7018-1 Nil
0-00-047-16730 SAL06GRC + )
0,
7 | 0.00-047-16731 PIPE+VALVE sa21ewee | 603 [11.07| SMAW 1021/02| Nil 10% LPI or MPI
4 - - 8 12
8-88-847-1272; SAL06GRC Z oA ) Froted N
-00-047-167 AL06GRC + )
0,
8 | 0.00-047-16727 PIPE+TEE SAL0S 483 |10.15| SMAW 1021/02| Nil 10% LPI or MPI
1-00-047-48214 1 - - 17 22
10 N E7018-1 Nil
SA105 + )
-00- - 0,
79 | 0-00-047-16731 TEE+PIPE sal06GRC | 334 | 909 | smAw 1021/02| Nil 10% LPI or MPI
1 - - 3 -
2 N - E7018-1 Nil
0-00-047-16732 SAL06GRC + )
0,
80 | 0.00-047-16727 PIPE+VALVE sa2iewee | 483 [10.15| SMAW 1021/02| Nil 10% LPI or MPI
4 - - 7 8
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ERECTION WELDING SCHEDULE PG NO : 24
CUST No : 1828,1829,1830 PG NAME : Boiler Integral Piping and Fittings
PROJECT : PATRATU SUPER THERMAL POWER STATION EXPANSION,PHASE-I (3X800 MW) SYSTEM DESCRIPTION : Boiler Trim piping
WELDING CODE : IBR PRESSURE PARTS/MON-PRESSURE PARTS CUSTDOCNO:-  CUSTDOCREV:-
DRG NO. FOR WELD DIMENSIONS TYPE OF ELECTRODE FILLER SPEC MIN. TE&V:T s
. WELD .in * -
SL. LOCATION & DESCRIPTION OF PROCESS OF GTAW SMAW WeS PRE °c NDT METHOD/
PARTS TO BE MATERIAL SPEC. NO/REV | HEAT moo—| REMARKS |REV
NO | IDENTIFICATION WELDED WELDING Oty in Nos o, | Temp. | TivE QUANTUM  [qpec 5
MARK SIZE | THICK ty in Nos. ingms . : R . ‘INORM
a Qing 925 | 315 | g40 in°c | inmins no | P
0-00-047-16732 SAL0BGRC + 2N - E7018-1 Nil
81 | 0-00-047-16727 PIPE+VALVE 483 [10.15| SMAW 1021/02| Nil 10% LPI or MPI
SA105
1-00-047-48214 8 - - 13 16
909 ¢ ER70S-AL E7018-1 Nil | 209 RT subject to
82 | 0-00-047-16733 | PPEFPIPEORIBEN | SA106CRC+ | 5 ) | g og | CTAW® 1003/04| 20 min 2 weld/
D SA105 SMAW .
18 83 215 _ _ welder/ shift
209 ¢ ER905-B3 E9018-B3 680-720| 20% RT subject to
PIPE+PIPE(OR)BEN | SA335P22 + GTAW + ;
83 | 0-24-800-01103 b sazgspoy | 334909 | g 1014/03| 150 min 2 weld/
300 1373 3580 - - 30 welder/ shift
oR) 10 N - E9018-83 Nil
PIPE(OR)REDUCER+| SA335P22 +
-2 - - 0,
84 | 0-24-800-01103 VALVE sALeorzn | 334|909 | SmAW 1020/01| 150 100% LPI or MPI
140 - - 318 -
209 ¢ ER905-B9 E9015-B91 745+ 15
PIPE+PIPE(OR)BEN | ¢\ 000, GTAW + NDT after
85 | 0-24-800-01103 D 33.4 | 9.09 1036/09| 220 100% RT SR; 100%
SA182F91 SMAW
(OR)ELBOW 25 231 498 R R 30 HC, 180 HB
TO 300HB
10 N - E9018-B3 745+ 15 NDT after
86 | 0-24-800-01103 PIPE+VALVE Sé:fgs ;:921; 334 9.09 | SMAW 1113/02| 220 100% LPI or MPI SR; 100%
10 - - 23 - 30 HC, 180 HB
TO 300HB
635 ¢ ER70S-AL E7018-1 Nil | 20% RT subject to
PIPE+PIPE(OR)BEN | SA106GRC + GTAW + ;
87 | 0-24-800-01104 5 satoecre | 34| 635 | suaw 1003/04| 20 min 2 weld/
100 628 618 _ _ welder/ shift
7 N - E7018-1 Nil
SAL106GRC + )
88 | 0-24-800-01104 PIPE+VALVE SAL0S 334 | 635 SMAW 1021/02| Nil 10% LPI or MPI
38 - 90 - -
CONNECTOR#PIPE |\ 0 6 N E7018-1 Nil
89 | 0-24-800-01104 | (CONDENSING 213 | 478 | SMAW 1021/02| Nil 10% LPI or MPI
SA106GRC
LOOP) 2 R 3 R R
10 B - E9018-B3 745+ 15 NDT after
90 | 0-24-800-01203 | VALVEFCONNECTO| SAL82F22+ | 55 ) 1 909 | smAW 1113/02| 220 100% LPI or MPI SR; 100%
R SA182F91
2 _ _ 5 _ 30 HC, 180 HB
TO 300HB
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