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1MATERIAL REQUIREMENTS:

1L.THE HEAT EXCHANGE TUBE SHALL MEET THE REQUIREMENTS OF NB/T 47019-2021 "TECHNICAL CONDITIONS FOR ORDERING TUBES FOR BOILERS
AND HEAT EXCHANGERS". GRADE | (ADVANCED) COLD-DRAWN STEEL PIPE SHALL BE SELECTED FOR THE HEAT EXCHANGE TUBE, AND SHALL NOT BE
SPLICED. THE GUTER DIAMETER DEVIATION OF THE STEEL PIPE SHALL BE +0.08MM, AND THE WALL THICKNESS DEVIATION SHALL BE +15%S, 0. THE
HEAT EXCHANGE TUBE SHOULD BE QUALIFIED IN THE EDDY CURRENT TEST, AND THEN ACCORDING TO THE PROVISIONS OF GB/T13296 STANDARD
FOR HYDRAULIC TEST.

2).STAINLESS STEEL COMPRESSION MATERIALS AND THEIR WELDED JOINTS SHOULD UNDERGO INTERGRANULAR CORROSION TENDENCY TESTING
ACCORDING TO THE GB/T 4334-2020 B METHOD,THE AVERAGE CORROSION RATE SHOULD BE NO INTERGRANULAR CORROSION CRACKS IN THE TEST
PIECECARRIED OUT IN ACCORDANCE WITHHOULD NOT BE GREATER THAN 1.6g/m?+h, AFTER BENDING, THERE S. SAMPLING AND GROUPING OF
CORROSION TEST PIECES SHOULD BE ARTICLE 8 OF GB/T21433-2008;

3).THE Q345R PLATE USED IN THE EQUIPMENT SHOULD COMPLY WITH THE PROVISIONS OF GB/T 713.2-2023 STAINLESS PLATE,SHEET AND STRIP
FOR PRESSURE EQUIPMENTS - PART 2: NON-ALLOY STEEL WITH SPECIFIED TEMPERATURE PROPERTIES, AND BE SUPPLIED IN HOT-ROLLED
CONDITION;

L).THE $31603 PLATE USED IN THE EQUIPMENT SHOULD COMPLY WITH THE PROVISIONS OF GB/T 713.7-2023 STAINLESS PLATE,SHEET AND STRIP
FOR PRESSURE EQUIPMENTS - PART 7: STAINLESS STEEL AND HEAT RESISTING STEEL , AND BE SUPPLIED IN A SOLID SOLUTION STATE.

5).THE 20 PIPES USED IN THE EQUIPMENT SHOULD COMPLY WITH THE PROVISIONS OF GB/T 9948-2013 "SEAMLESS STEEL TUBES FOR PETROLEUM
CRACKING",AND SHALL COMPLY WITH THE PROVISIONS OF GB/T150-2024 ARTICLE 6.1.5, NOZZLE THICKNESS NEGATIVE DEVIATION IS NOT MORE
THAN 10%S; THE $31603 PIPE USED IN THE EQUIPMENT SHOULD COMPLY WITH THE PROVISIGNS OF GB/T 13296-2023 "SEAMLESS STAINLESS STEEL
TUBES FOR BOILER AND HEAT EXCHANGER";

6).THE 16MN FORGINGS USED IN THE EQUIPMENT SHALL COMPLY WITH THE PROVISIONS OF NB/T 47008-2017 CARBON AND ALLOY STEEL FORGINGS
FOR PRESSURE EQUIPMENT, AND SHALL BE SUPPLIED IN' A NORMALIZED STATE; THE $31603 FORGINGS USED IN THE EQUIPMENT SHALL COMPLY
WITH THE PROVISIONS OF NB/T 47010-2017 STAINLESS STEEL AND HEAT RESISTANT STEEL FORGINGS FOR PRESSURE EQUIPMENT, AND SHALL BE
SUPPLIED IN' A SOLID SOLUTION STATE;

7 .THE TYPE A WELDED JOINT OF THE SHELL OF THE EQUIPMENT SHALL BE PREPARED ACCORDING TO THE PROVISIONS OF ARTICLE 9 OF GB/T
150.4-2024, AND THE INSPECTION AND EVALUATION OF THE WELDED SAMPLE SHALL BE CARRIED OUT ACCORDING TO THE REQUIREMENTS OF NB/T
4£7016-2023.
2PROCESSING AND MANUFACTURING:

1L.THE SEALING SURFACE OF THE TUBE PLATE IS PERPENDICULAR TO THE AXIS OF THE SHELL, WITH A TOLERANCE OF tMM.

2).ALL INTERNAL AND EXTERNAL ACCESSORIES SHOULD BE CONTINUOUSLY WELDED TO THE EQUIPMENT. ALL PRESSURE BEARING WELDING JOINTS
ON THE EQUIPMENT SHOULD BE POLISHED SMGOTH AND SMOOTHLY TRANSITIONED, WITHOUT SHARP CORNERS OR BURRS. CORNER WELDS SHOULD
HAVE CONCAVE AND SMOOTH TRANSITIONS.

3).THE CONNECTION METHOD BETWEEN THE HEAT EXCHANGE TUBE AND THE TUBE PLATE ADOPTS STRENGTH WELDING (FILLED WIRE ARGON ARC
WELDING)+ADHESIVE EXPANSION (HYDRAULIC EXPANSION). WELD AT LEAST TWO LAYERS OF STRENGTH WELDING. AFTER WELDING THE FIRST
LAYER, PASS COMPRESSED AIR (0.05-0.IMPA) THROUGH THE SHELL SIDE AND USE NEUTRAL SOAPY WATER TO CHECK FOR LEAKS AT THE PIPE
HEAD. AFTER NO LEAKAGE, CLEAN THE PIPE HEAD AND WELD THE SECOND LAYER. AFTER WELDING IS COMPLETED, THE WELDED JOINT SHOULD
UNDERGO 100% PENETRATION TESTING ACCORDING TO NB/T 47013.5-2015 AND THE FIRST MODIFICATION SHEET. IT SHOULD BE QUALIFIED AT LEVEL |
AND THERE SHOULD BE NO CRACKS, SLAG INCLUSIONS, INCOMPLETE FUSION, INCOMPLETE WELDING AND OTHER DEFECTS ON THE SURFACE.

L).AFTER THE WELDING OF THE SEGMENTED PARTITION OF THE PIPE BOX IS COMPLETED, THE ENTIRE PIPE BOX MUST UNDERGO STRESS RELIEF
HEAT TREATMENT. THE SEALING SURFACE SHOULD BE PRECISION MACHINED AFTER HEAT TREATMENT, THE FLANGE SEALING SURFACE OF THE
EQUIPMENT AND THE SPLIT PARTITION SEALING SURFACE ARE FINISHED TOGETHER TO ENSURE THAT THEY ARE IN THE SAME PLANE. AFTER THE
HEAT TREATMENT IS COMPLETED, HOT WORK WELDING SHALL NOT BE CARRIED OUT AGAIN.

5].AFTER THE SHELL ASSEMBLY WELBING IS COMPLETED, THE ROUNDNESS OF THE SHELL SHOULD BE CHECKED ACCORDING TO ARTICLE 6.5.11 OF
(0B/T150.4-202L,

6) THE MAIN CATEGORY AB WELDED JOINTS OF S31603 MATERIAL IN CONTACT WITH PROCESS MEDIA SHALL BE ROOT/COVER PASSED BY TIG
WELDING AND MAINTAINED IN AS-WELDED CONDITION.
3NON DESTRUCTIVE TESTING:

1).THE FINAL WELDING JOINT BETWEEN THE SHELL AND TUBE PLATE SHOULD BE ARGON ARC WELDED WITH FULL PENETRATION, AND UNDERGO
100%UT AND 100%PT, THE UT TEST SHALL MEET THE LEVEL | QUALIFICATION OF NB/T47013.3-2023, AND THE PT TEST SHALL MEET THE LEVEL |
QUALIFICATION OF NB/T 47013.5-2015 AND AMENDMENT NO. 1

2) THE BUTT JOINT OF THE NOZZLE AND FLANGE WITH DN<250 SHALL BE TESTED WITH 100%MT OR 100%PT IN ACCORDANCE WITH
NB/T47013.6-2015 OR NB/T47013.5-2015, AND THE QUALIFICATION LEVEL SHALL NOT BE LOWER THAN CLASS I
4.VOLTAGE WITHSTAND TEST:

1).AFTER THE EQUIPMENT IS MANUFACTURED, A WATER PRESSURE TEST SHALL BE CONDUCTED, AND THE CHLORIDE ION CONTENT IN THE WATER
SHALL NOT EXCEED 25MG/L. AFTER PASSING THE TEST, THE WATER STAINS SHOULD BE IMMEDIATELY REMOVED TO ENSURE INTERNAL DRYNESS;
THE SURFACE OF STAINLESS STEEL IN CONTACT WITH THE MEDIUM SHOULD UNDERGO ACID PICKLING AND PASSIVATION TREATMENT. THE FORMED
PASSIVATION FILM SHOULD BE TESTED ACCORDING TO THE METHOD SPECIFIED IN GB/T 25150-2010, AND IT IS QUALIFIED IF THERE ARE NO BLUE
SPOTS. AFTER PICKLING AND PASSIVATION, IT SHOULD BE THOROUGHLY RINSED (WITH THE SAME WATER QUALITY AS THE PRESSURE TEST
WATER), THE WATER SHOULD BE DRAINED AND DRIED WITH COMPRESSED AR

2).AFTER THE EQUIPMENT MANUFACTURING IS COMPLETED, THE OUTER SURFACE OF THE EQUIPMENT (CARBON STEEL) NEEDS TO BE COATED WITH
PAINT, AND THE PAINT REQUIREMENTS IS 22150-00000-MC08.
5.0THER:

1).ACCORDING TO THIS DIAGRAM, ALL FLANGE BOLT HOLES SHOULD BE EVENLY DISTRIBUTED ACROSS THE MAIN AXIS OR VERTICAL LINE OF THE
SHELL, AND THE SHELL SIDE CONNECTING PIPE SHOULD BE FLUSH WITH THE INNER SURFACE OF THE EQUIPMENT.

2JLIFTING EARS CAN ONLY LIFT THE EMPTY WEIGHT OF THE PIPE BOX, AND TWO LIFTING EARS MUST BE USED SIMULTANEOUSLY DURING LIFTING,
AND CANNOT BE USED TO LIFT THE ENTIRE EQUIPMENT.

NOTE:

(1). THE HIGHEST METAL WALL TEMPERATURE/SURFACE WALL TEMPERATURE OF CIRCULATING COOLING WATER SIDE (T) : 51/4L.

(2).THE MEDIUM OF WT % : FORMALDEHYDE: 10.65  10.79, METHANOL: 878 ~ 15.18, ISOBUTYL ALDEHYDE: 1519 ~ 60.59, TRIMETHYLAMINE:
1344-75.05, WATER: 0.01 ~ 0.99.

(3). THE FOLLOWING PIPES NEED TO BE ACCOMPANIED BY HEAT TRACING, AND ITS SPECIFICATIONS ARE AS FOLLOWS:

THE TRACING INLET OF THE NO1 PIPE PORT IS 11, THE TRACING QUTLET IS 01, THE TRACING PIPE PORT SIZE IS DN20, AND THE NOZZLE SIZE IS
$26.7X3.91.
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29 A | PLATE $hio 14 4 S31603 | 0.005 | 0.02
28 A | JACK SCREW Ti#M16x55 8 A2-10 005 | 04
2 A | INSULATION SUPPORTS | A A(EA) 14 1 | @&# ASSEMBLY 20| 06-STO-EQ1202
26 A | ELLIPTICAL HEAD | 4% EHA450X8(6.9) 1 345R 16.2 | GB/T 25198-2010
25 A | SADDLE B2k BIL50-F h=250 1 | Q345R/S31603 Lb [ NB/T 406542018
24 | HRQO1-00134-02| A | WANEPLATE AND NAMEPLATE HOLDRR| 4618 Fde e ik 1 |4A# ASSEMBLY 25
3 A | SADDLE BA4E BI450-S h=250 1| Q345R/S31603 177 | NBIT 4706542018
2 A | EARTH LUG B4 50x110x10 2 $30408 03 | 06
21| HROOT-00134-01{ A | PASS PARTITION | 4K 8=10 1 0345R 15
20 A | LIFTING EYE BE LP-2-1 4 0345R 027 | 108 |HG/T 20574-2018
19 | HRQOI-0036-01| A | SHEEL COVER s Rt 1 16Mnll 105.1
18 A | GASKET #4 SWG13-450-16-2 2 8% ASSEMBLY - | 6B/T 29463-2023
17 A | SHEEL JRERRHE DNLSOX8 L=300 1 (345R 214
16 | HROOT-00134-02] A | TUBESHEET HH 865 1] 5316030 110.6
5 A | NUT BE M1 8 531603 003 | 0.2 |GB/T 6170-2015
14 | HROOT-00134-01] A | TIE ROD KA 012 L=4125 3 531603 37| 1
13 | HROOT-00134-01] A | TIE ROD a8 912 L=3825 1 $31603 34
12 | HROOT-00134-01] A | SPACER RBE 019X2 1 531603 14
1 A | RETAINING PIPE | #§ 919X2 L=3686 2 $31603 31 | 6.2
10 A | SHEEL ik DNLS0X6 L=4360 1 531603 2972 |6B/T 1137-2083
9 A | TUBE BHE 019X2 L=4500 196 531603 38 | 7448 |GB/T 1329-2013
8 | HROO-0036-01| A | BAFFLE PLATE | #¥f 6=6 13 $31603 L5 | 585
T | HROO-0036-01| A | IMPINGEMENT PLATH Bl 8=6 1 531603 39
6 | HROO1-00136-01| A | TUBESHEET EEH 565 1] 5316030 110.6
5 A | GASKET #f SWG13-450-16 1 |8A% ASSEMBLY -~ | GB/T 29463-2023
L A | NUTS £ M20 20|  30CrMoA | 0.18 | 216 |NB/T 47027-2012
3 A | DOUBLE SCREW | Jikik M20X175-B 60| 35CrMoA | 0.63 | 37.8 |NB/T £7027-2011
A | CHANNEL FLANGE | #2-FM 450-16/50-100 80=8 | 3 16Mnll 102.7 | 205.4 |NB/T £7023-2017
1 A | SHEEL HREAEK DNLSOXS L=225 1 0345R 203
Bl A% || Ax4k Bk pl o#n [AELAT ] 4y
Jen uol DWG NO.  |lssu ENGLISH NAME CHINESE NAME & STANDARD NO ary MATERIAL ‘gmi; REMARK
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This drawing is the property of CIMC. IF shall not be copied or distributed without prior approval fron (M. ABESECIMCHERME. ABOMCEN, FERARREMARATHALE.
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L. BRERE>96 % MABRENA>L T1mm, AH(<L % HAH ) KRR I3 L5mm,

5. EHEREAPCEER AR ARERATKARBEN 0 omm HEREHATKARBER 1 Omm.

6. Wit MIHARRTARRALEGR/T 1804-2000 (—BAZKFALRERDAER THAL) m4.

1. EREAMRAH LIRAAR, EASHRREPES TR KRN,
8. TAMMHAAERELAROB/T £336—2020 BRAMEAKAMHLYD, THRREEMAAT169/m°-h, REEHE
IRARERNES, RuRBRRPARAERCB/T21433-2008% 841 .

TECHNICAL REQUIREMENTS:
1.THE MATERIAL OF THE TUBE PLATE SHOULD BE MANUFACTURED AND ACCEPTED IN ACCORDANCE WITH THE PROVISIONS OF NB/T 47010-2017 STAINLESS STEEL AND HEAT RESISTANT STEEL FORGINGS FOR PRESSURE EQUIPMENT, CLASS Il
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2.THE SEALING SURFACE OF THE TUBE PLATE SHOULD BE PERPENDICULAR TO THE AXIS, WITH A VERTICALITY TOLERANCE OF 0.25MM.

3.THE PIPE HOLE SHOULD BE STRICTLY PERPENDICULAR TO THE SEALING SURFACE OF THE PIPE PLATE, WITH A VERTICALITY TOLERANCE OF 0.IMM. THE SURFACE OF THE TUBEPLATE AND TUBE HOLE SHOULD BE CLEANED THOROUGHLY,
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AND THERE SHOULD BE NG FACTORS THAT AFFECT THE QUALITY OF EXPANSION OR WELDING CONNECTIONS BURRS, IRON FILINGS, RUST SPOTS, OIL STAINS, ETC; THE SURFACE OF THE HOLE SHOULD NOT HAVE DEFECTS SUCH AS LONGITUDINAL
OR SPIRAL SCRATCHES THAT AFFECT THE QUALITY OF THE EXPANSION JOINT.

L. AFTER DRILLING THE PIPE PLATE, THE WIDTH OF THE HOLE BRIDGE WITH A DIAMETER OF > 96% MUST BE > 4.71MM, AND THE MINIMUM ALLOWABLE WIDTH OF THE HOLE BRIDGE (< 4% OF THE NUMBER OF HOLE BRIDGES) IS 3.45MM.

5.THE MAXIMUM DEVIATION BETWEEN THE CENTER CIRCLE DIAMETER OF THE SCREW HOLE ON THE TUBE PLATE AND THE CHORD LENGTH OF THE ADJACENT TWO SCREW HOLES IS + 0.6MM; THE MAXIMUM DEVIATION OF THE CHORD LENGTH OF

ANY TWO BOLT HOLES IS + 1.0MM.
6.UNLESS OTHERWISE SPECIFIED, THE LINEAR DIMENSIONS OF THE MACHINED SURFACE WITHOUT SPECIFIED TOLERANCES SHALL BE IN ACCORDANCE WITH GB/T 1804-2000 "GENERAL TOLERANCES - TOLERANCES FOR LINEAR AND ANGULAR DIMENSIONS
WITHOUT SPECIFIED TOLERANCES" LEVEL M.
T.THERE SHOULD BE NO SCRATCHES, BURRS OR OTHER DEFECTS ON THE SEALING SURFACE AND SURFACE OF THE TUBE PLATE THAT REDUCE STRENGTH AND SEALING RELIABILITY.
8.STAINLESS STEEL MATERIALS AND THEIR WELDED JOINTS SHOULD UNDERGO INTERGRANULAR CORROSION TENDENCY TESTING ACCORDING TO THE GB/T 4334-2020 B METHOD,THE AVERAGE CORROSION RATE SHOULD NOT BE GREATER THAN 16g/m’

*h,AND THERE SHOULD BE NO INTERGRANULAR CORROSION CRACKS ON THE BENT SPECIMENS,THE SAMPLING AND GROUPING OF CORROSION SPECIMENS SHOULD BE CARRIED OUT IN ACCORDANCE WITH ARTICLE 8 OF GB/T21433-2008.
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ITEM NO. DESCRIPTION MATERIAL WEIGHT BWG. NO. ASSEMBLY DWG. NO.
BT
- INSPECTION MARK
190
| 60 5 9 5
2 47 | 29 | 38 15 38
5 | | N
\
/?20 k =
h % BRI
ER BRI ENZS R
E2202 PURIFIED PROCESS CONDENSATE COOLER W K
B2 (REHAEE) =iz (&K -
TUBE SIDE (JACKET OR COIL) SHELL SIDE (SHELL) =
Fmms ®itE S
SERIAL NO. B65322 DE6 I GN PRESS. 6.5 Kg/en’G 5.2/-1 Kg/en'G w
EHEERLH iR E S
VESSE?CATEGORY / PROO? TEST PRESS. 8.2 Kg/en'G 8.2 Kg/en'G “
1135 Bt FLIEE
ﬁlj\%EHoqu FABR. F H H I\En;\'v?PfMtF FE7 - = Kg/en'G - = Ke/en'G ~
BAEEE WitiRE o .
NET WEIGHT ~1971 kg | pEsian TEwP. 60 C 90 C = \
BAER ~51 1 m | TR WS IBAL, 7K o 8 8 RAE:
:;ig"j; SRt :;V;;FLU'D 1oL, STER = |\ ARGE] 2 ERCEMEE, WAL WA AK0.2mm, REE.
ILERIE, S [RUNTIN Lo \ o
P, SPACING OF BAFFLES 300 mm | yain sooy wire. | 9949R. §31603 531603 - L[] MR R, XTBER2 5mm, [ ] WX FIHhRE E
FRAME LINE m
N et oo GB/TI51=2014 | & ™ 0.2 0.44 w| || =~ J22150-STD-EQ0012.
- e Wl _ _ ob
ST TR T - 3] RAEREARELI2150-STD-EQ001 2.
FABR. LICENSING LEVEL v ROy FABR. LICENSE NO. L CERARR, Sk, A,
&R FANEESEMXTRIEFERAT -
MANUFACTURER JINGMEN HONGTU SPECIAL AIRCRAFT MANUFACTURING CO., LTD. TECHNICAL REQUIREMENTS:
30 = 1ALL THE SURFACE EXCEPT LETTERS BETWEEN FRAME LINE AND|:| ,AND THE LETTERS |N|:| TO BE
&R © ETCHED 0.2mm IN DEPTH AND BLACKED.
EQUIPMENT CODE 2LETTERS oUT 0F|:| SHALL BE BOLDFACE WITH HEIGHT 2.5mm;THE LETTERS |N|:| s
{‘Zj{ THE FONT TYPE AND HEIGHT REFER TO 22150-STD-EQ001.2.

PREEREM R E NN FTE N AR RREERAH

HE RUBBING OR COPY OF THE NAMEPLATE SHALL BE PUT INTO PRODUCT QUALITY GERTIFICATION DOCUMENTS OF PRESSURE VESSELS.

s

/

R

3PARTICULAR CONTENT TG BE FILLED IN [____] REFER TO THE REQUIREMENT IN 22150-5TD-EQ001.2.
LALL LETTERS SHALL BE REGULAR,COMPACT AND WELL PROPORTIONED.

UTHRAR AR

3 A | RIVETS 41 3x10 4 ML2 /]
2 A | NAMEPLATE BRACKET 1| #4681 -H-150 1] s3t603 225 [osisnromal G5 (4] AR ¥ || Aomio INGIEN HONGTU SPECIAL ARCRAFT MANUFACTURIG (0., LTD.
M| namepiate |4 oo 1] s 025 M B w4 .y \ o
b b \ \ b B[ B 1% Al %ﬁiﬁr %EMM}MM E2202
e BE|NA FX4 % Ly eq gD 3 i #a I U S DRANING T NG HATERAL g e
o DWG NO. [lssu|  ENGLISH NAME | CHINESE NAME & STANDARD NO_ [QTY|  MATERIAL R REMARK v oososor A ALOCHYOE AECOVERY TONER CNOENSATE CO0ER
%m&%m& éﬂA]ﬂ: WEIGHT (Kg) DESIGN ps % V2 WELDING REV.
2| et o OB | Y 25 HRA0T-00134-02 HRA01-00134 CHeCK ] 2025.05.07 | siwoio }iﬂf ; J#H??& [ HRQ0T-00134-07
ik A (K (kg frERs e i | Ay |00s0507 | M, R
ITEM NO. DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO. This drawing is the property of CMC. It shall not be copied or distributed without prior approval fron (MC. AHRSECIMCARERM, RBOMCEN, FERABRHEMSEMRALE.




17
£A OTHER %

13
§-6 —
- e
= e Nd \P“w
254,
,q)'\";@)@\\ S AWWE P/P{
Bx\w%“ W
A
So
o
&
Ny [Ta)
S 90°
e
A - A DETAILED DRAWING OF PIPE HOLE ARRANGEMENT
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RAEK: LA 60°
1\ FRRATE, FEEAZEN3mm. b

2, ROFRECERRREEN 0 3mm, AFALURATAECERKBEN 0 5mm, HERERPCERREE K Imm.

3, $HEERELRLER,
b FRARE T, FriRk R AT,

TECHNICAL REQUIREMENTS:

1. THE BAFFLE SHOULD BE FLAT WITH A FLATNESS TOLERANCE OF 3MM.
2. THE MAXIMUM DEVIATION OF THE CENTER DISTANCE BETWEEN ADJACENT TWO HOLES IS + 0.3MM, WITH A ALLOWABLE DEVIATION OF 4%.
THE MAXIMUM DEVIATION OF THE CENTER DISTANCE BETWEEN ADJACENT TWO HOLES IS + 0.5MM, AND THE MAXIMUM DEVIATION OF
THE CENTER DISTANCE BETWEEN ANY TWO PIPE HOLES IS + MM.

3. REMOVE BURRS AROUND THE PIPE HOLE AFTER DRILLING.

HARL:

2XL5°
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1, BEHAARTAAGB/T196-2003 (HEESAART) KHlE,
2, BONEERARAGB/T197-2018 (&8s 2 ) iz,
3, BEAAIHARS, dERER, £4%GB/T5779.1-20004%.

TECHNICAL REQUIREMENTS:
1. THE BASIC DIMENSIONS OF THREADS COMPLY WITH THE PROVISIONS OF GB/T196-2003 “BASIC DIMENSIONS OF GENERAL THREADS".
2. THE THREAD TOLERANCE AND FIT SHALL COMPLY WITH THE PROVISIONS OF GB/T197-2018 GENERAL THREAD TOLERANCE.

3. CRACKS, COLLISIONS, AND BURRS ARE NOT ALLOWED ON THE SURFACE OF THE THREAD, AND THE REST SHALL COMPLY WITH

THE PROVISIONS OF GB/T5779.1-2000.
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1. ERAHBENB/ T 470102017 (ARRAERTGAPR AR ) RO ERY. - 6 5 e
2. EREARALHSEE, AEERAEN0.25mm, 2138 Y .
3. GRAFHREEEREAT LBEEAEN 0 Imn. ERERATARETS, Tk BEERREY s | g —
A 4R, B 0TS AREAREDHRRRE R R SN LS A T
L. GIGAE>96 2 AERRA>L T, AH(SLAARIH BRARERA3 L5mm. — o J’
5. GRLERAREERIEARRARRKHREE A 0.6mm ERRREAKKHREL A 1.0mm, 2 é &/ \ :
6. WA, BTRARRCARRAZRGB/T 1804-2000 (—RALRRAZMERPARRTHAZ) 4L, ) 3 19-919.2515
T EREHERAELARAMR, THERRE R T EH KR Zé%ﬁ '
8. THMIHELERELARCB/T 4336—2020 BRAARHKNAN S, FHRRAANTAT 6g/m*-h, REERE PROGRAM SIDE
TREGRRNAS, RERE AR CB/ T21433-2008 %84 AR LA = g
TECHNICAL REQUIREMENTS: 65

1.THE MATERIAL OF THE TUBE PLATE SHOULD BE MANUFACTURED AND ACCEPTED IN ACCORDANCE WITH THE PROVISIONS OF NB/T 47010-2017 STAINLESS STEEL AND HEAT RESISTANT STEEL FORGINGS FOR PRESSURE EQUIPMENT, CLASS IIL

2.THE SEALING SURFACE OF THE TUBE PLATE SHOULD BE PERPENDICULAR TO THE AXIS, WITH A VERTICALITY TOLERANCE OF 0.25MM.

3.THE PIPE HOLE SHOULD BE STRICTLY PERPENDICULAR TO THE SEALING SURFACE OF THE PIPE PLATE, WITH A VERTICALITY TOLERANCE OF (.1MM. THE SURFACE OF THE TUBEPLATE AND TUBE HOLE SHOULD BE CLEANED THOROUGHLY,

AND THERE SHOULD BE NO FACTORS THAT AFFECT THE QUALITY OF EXPANSION OR WELDING CONNECTIONS BURRS, IRON FILINGS, RUST SPOTS, OIL STAINS, ETC; THE SURFACE OF THE HOLE SHOULD NOT HAVE DEFECTS SUCH AS LONGITUDINAL
OR SPIRAL SCRATCHES THAT AFFECT THE QUALITY OF THE EXPANSION JOINT.

L.AFTER DRILLING THE PIPE PLATE, THE WIDTH OF THE HOLE BRIDGE WITH A DIAMETER OF > 96% MUST BE > 4.71MM, AND THE MINIMUM ALLOWABLE WIDTH OF THE HOLE BRIDGE (< 4% OF THE NUMBER OF HOLE BRIDGES) IS 3.45MM.

5.THE MAXIMUM DEVIATION BETWEEN THE CENTER CIRCLE DIAMETER OF THE SCREW HOLE ON THE TUBE PLATE AND THE CHORD LENGTH OF THE ADJACENT TWO SCREW HOLES IS + 0.6MM; THE MAXIMUM DEVIATION OF THE CHORD LENGTH OF
ANY TWO BOLT HOLES IS + 1.0MM.

6.UNLESS OTHERWISE SPECIFIED, THE LINEAR DIMENSIONS OF THE MACHINED SURFACE WITHOUT SPECIFIED TOLERANCES SHALL BE IN ACCORDANCE WITH GB/T 1804-2000 "GENERAL TOLERANCES - TOLERANCES FOR LINEAR AND ANGULAR DIMENSIONS

WITHOUT SPECIFIED TOLERANCES” LEVEL M.
T.THERE SHOULD BE NO SCRATCHES, BURRS OR OTHER DEFECTS ON THE SEALING SURFACE AND SURFACE OF THE TUBE PLATE THAT REDUCE STRENGTH AND SEALING RELIABILITY.

b ROUND CUTTING OF BAFFLE PLATES, ALL BAFFLE PLATES CLAMPED TOGETHER AND DRILLED SIMULTANEOUSLY BEFORE CUTTING. KRH 012 L=4125 8.STAINLESS STEEL MATERIALS AND THEIR WELDED JOINTS SHOULD UNDERGO INTERGRANULAR CORROSION TENDENCY TESTING ACCORDING TO THE GB/T 4334-2020 B METHOD, THE AVERAGE CORROSION RATE SHOULD NOT BE GREATER THAN 16g/n’
th TIE ROD 531603 .k HRODT-00134-01 ARO0T-00134 +h,AND THERE SHOULD BE NO INTERGRANULAR CORROSION CRACKS ON THE BENT SPECIMENS, THE SAMPLING AND GROUPING OF CORROSION SPECIMENS SHOULD BE CARRIED OUT IN ACCORDANCE WITH ARTICLE 8 OF GB/T21433-2008.
il 8-6 it 012 13825 FER 8-65
8 BAFFLE PLATE 531603 L5 HRQ01-00134-01 HRQ01-00134 13 TE ROD 531603 34 HRQ01-00134-01 HRQ01-00134 b LEFT TURESHEET $316030 110.6 HRQ01-00134-01 HRQ01-00134
ik 4k it Eilkg) ftas kg #5 4k i E&lkg) fitAs i L] 4k U (ko) ftas i
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TECHNICAL REQUIREMENTS:
1DEBURRING, BLUNT AT SHARP ANGLES
v Q 20=80nm n=3 (EACH WEIGHT=0.4kg); L=780mmn=1 (EACH WEIGHT=0.6Tkg) ;
[ L=294mmn=24 (EACH WEIGHT=025kg) ; L=59mm.n=11 (EACH WEIGHT=05kg) .
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TECHNICAL REQUIREMENTS: _ '
.THE MATERIAL OF THE TUBE PLATE SHOULD BE MANUFACTURED AND ACCEPTED IN ACCORDANCE 33| of \
WITH THE PROVISIONS OF NB/T 47008-2017 CARBON AND ALLOY STEEL FORGINGS FOR PRESSURE °helg 20 ~ e N o0 _
‘ EQUIPMENT, CLASS I s 2 s <
#AEL 2THE SEALING SURFACE OF THE FORGING SHOULD BE PERPENDICULAR TO THE AXIS, WITH A I \
1 £5H, GAMM VERTICALITY TOLERANCE OF 0.25MM, Nﬁ&ﬁ y o e
TECHNICAL REQUREMENTS: 3.THE MAXIMUM DEVIATION BETWEEN THE CENTER CIRCLE DIAMETER OF THE SCREW HOLE ON THE | M ED
1DEBURRING, BLUNT AT SHARP ANGLES FORGING AND THE CHORD LENGTH OF THE ADJACENT TWO SCREW HOLES IS + 0.6MM; THE MAXIMUM ' ﬁ}ﬁlﬁiﬁ §-10
DEVIATION OF THE CHORD LENGTH OF = - 2% 2 PASS PARTITION U365R 175 HRAD-00134-01 HRQ01-00134
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LUNLESS OTHERWISE SPECIFIED, THE LINEAR DIMENSIONS OF THE MACHINED SURFACE WITHOUT E!\ - AR MEMNO|  DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO.
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S THERE SHOULD BE NO SCRATCHES, BURRS OR OTHER DEFECTS ON THE SEALING SURFACE AND TECHNICAL REQUIREMENTS: AR % |m | Homlo JNGMEN HONGTU SPECIAL AIRCRAFT MANUFACTURING €O, LTD.
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