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L) AFTER WELDING THE TUBE BOX COMPONENTS WITH DIVIDING BAFFLES, STRESS RELIEF HEAT TREATMENT SHALL BE PERFORMED. AFTER HEAT TREATMENT,
THE SEALING SURFACES OF THE EQUIPMENT FLANGE AND THE DIVIDING BAFFLE SHALL BE FINISH-MACHINED TO ENSURE THEY ARE ON THE SAME PLANE. b A | BYPASS BAFFLE | 58 8X55X1668 b 531603 o8 | B2
5). AFTER COMPLETING THE SHELL SIDE WELDING, THE ROUNDNESS OF THE SHELL SHALL BE CHECKED IN ACCORDANCE WITH CLAUSE 6511 OF GB/T 150.4-2024| 14 | HRQ01-00135-01| A | BAFFLE PLATE fam 6-8 5 531603 1 55
6. THE MAIN CATEGORY AB WELDED JOINTS OF $31603 MATERIAL IN CONTACT WITH PROCESS MEDIA SHALL BE ROOT/COVER PASSED BY TIG WELDING AND |3 2 | SPACER 28 0252 1192 ] 31603 091 | 273
MAINTAINED IN AS-WELDED CONDITION.
7). THE A-CLASS WELDED JOINTS OF THE SHELL SIDE OF THIS EQUIPMENT SHALL BE PREPARED WITH PRODUCT WELDING SPECIMENS IN ACCORDANCE WITH THE 12 A | SPACER EE 025X2 =392 16 531603 045 | 12
PROVISIONS OF ARTICLE 9 OF GB/T 150 4-2024. THE INSPECTION AND EVALUATION OF THE WELDING SPECIMENS SHALL BE CARRIED OUT IN ACCORDANCE WITH | 14 e 2B 925X2 L-810 | 31603 0.93
THE REQUIREMENTS OF NB/T L7016,
B, NON-DESTRUCTIVE TESTING: 10 A | SPACER REE 925X2 L=410 5 531603 047 1 235
1). THE WELDED JOINTS SURFACE  BETWEEN THE SHELL CYLINDER AND THE TUBESHEET SHALL BE SUBJECTED TO 100% ULTRASONIC TESTING IN ACCORDANCE| 9 A | SHEEL &6 DNT00X8 L=2360 1 $31603 333 | GB/T T137-2013
ITH NB/T 47013.3-2023 AND 100%47013.5-2015 THE ACCEPTANCE PENETRANT TSHALL BGTH NOT BE LOESTING IN ACCORDANCE WITH NB/T LEVEL WER THAN
R ADE | ' 8 | HRQ01-0035-01] A | LEFT TUBESHEET | A4 6-65 1 $316031 212.1
2). THE BUTT JOINTS OF NOZZLES AND FLANGES WITH DN < 750 SHALL BE SUBJECTED TO 100% MAGNETIC PARTICLE (PENETRANT) TESTING IN ACCORDANCE WITH NB/T 470534 (5)-2015, AND THE | 7 A | NUTS B8 M2 12| 30CrMoA 0.09 | 14 |NB/T 47027-2012
P((EPTANCE LEVEL SHALL NOT BE LOWER THAN GRACE | 6 A | DOUBLE SCREW | #t M2tX175-B 56| 3CrMoA | 075 | 42 |NB/T L027-200
3). THE WELDED JOINTS BETWEEN THE LIFTING LUGS AND THE CHANNEL SHEEL SHALL BE SUBJECTED TO 100% MAGNETIC PARTICLE TESTING IN ACCORDANCE
ITH NB/T 470134-2015, AND SHALL MEET GRADE | ACCEPTANCE CRITERIA. 5 A | GASKET #k SWG13-700-25 1| S30L08+%H7% == | GB/T 29463-2023
- PRESSURE TESTING: L A | CHANNEL FLANGE | #2-FM 700-2.5/55-120 80=10 | 1 16MnIl 98.7 | NB/T 47023201
1) THE CHLORIDE ION CONTENT OF THE WATER USED FOR HYDROSTATIC TESTING OF STAINLESS STEEL EQUIPMENT SHALL BE LESS THAN 25mg/L. AFTER
DASSING THE TEST, THE WATER SHALL BE DRAINED AND BLOWN DRY IMMEDIATELY. 3 A | LIFTING EYE i LP-2-1 2 (345R 03 | 06 |HG/T 215742018
7). AFTER PASSING THE PRESSURE TEST, THE STAINLESS STEEL SURFACES IN CONTACT WITH THE MEDIUM SHALL BE SUBJECTED TO ACID CLEANING AND ? A | SHEEL BAEK DNTO0X10 L=255 1 Q3L5R LGT | GB/T 132-203
PASSIVATION TREATMENT. THE PASSIVATION FILM SHALL BE TESTED ACCORDING TO THE METHOD SPECFIED IN GB/T 25150-2010. AFTER PASSING THE TEST, | s T ELUPTICAL TEAD %% EraTo0xies) i vt o e
THE ACID CLEANING MEDIUM SHALL BE THOROUGHLY CLEANED, AND NO RESIBUE SHALL BE LEFT. : 1 : -
3). AFTER EQUIPMENT FABRICATION, THE EXTERNAL SURFACES OF CARBON STEEL COMPONENTS (EXCLUDING FLANGE SEALING FACES) SHALL BE SANDBLASTED|f&| H & [k E3 4k bR ie it # B | i A
10 ACHIEVE SA25 GRADE DERUSTING LEVEL. SURFACE TREATMENT AND PAINTING REQUIREMENTS SHALL COMPLY WITH PROJECT SPECIFICATIONS. od WG N0, [issu|  ENGLISH NAVE CHINESE NAME & STANDARD NO [ QTY|  MATERIAL w@j REMARK
b OTHERS:
1), THE NOZZLE ORIENTATION SHALL BE AS PER THE DRAWING. ALL FLANGE BOLT HOLES SHALL BE EVENLY DISTRIBUTED ACROSS THE MAIN AXIS OR ‘;@ ;ﬂ H ﬁ@%& .‘[P‘K/; il #ﬁﬂ \&ﬁpﬁ /\ﬂ
ERTICAL LINE OF THE SHELL. THE SHELL SIDE NOZZLES SHALL BE FLUSH WITH THE INNER SURFACE OF THE EQUIPMENT. 7LL\ it “ﬁﬁ /AN
2). THE ORIENTATION OF NOZZLES, ANCHOR BOLTS, NAME PLATES. AND GROUNDING PLATES SHALL BE AS PER THE PIPING NOZZLE ORIENTATION DRAWING, o 5 | o8 Mgl JNGMEN HONGTU SPECIAL AIRCRAFT MANUFACTURING CO,, LD,
NOTES: 1), MEDIUM COMPOSITION WT2%: FORMALDEHYDE 167, METHANOL 0.97, FGRMIC ACID 0.46, ISOBUTYRALDEHYDE 169, ISOBUTANOL 0.02, ISOBUTYRIC ACID f—iak L XA T i E MS'G' il 7 i
.09, TRIMETHYLAMINE 0.76, HYDROXYPIVALALDEHYDE 5438, NEOPENTYL GLYCOL 094, NEOPENTYL GLYCOL HYDROXYPIVALATE 2.28, HYBROXYPIVALIC ACD | &% i 0wt O i e || 2400 Btk MW% M]% F03
Lk, ISOBUTYRATE 116, WATER 33.49, OTHERS 0.05, ESTERS 0.61. Lh = 54 ASSENBLY| cuer i -
2). THE TUBE BOX LIFTING LUGS SHALL ONLY BE USED FOR LIFTING THE TUBE BOX. \ ﬁl i B 5 WE | 1 OERYDE ARCOVERY TONER BOTTONS COULER
3). THE SAFETY RELIEF DEVICES FOR THIS EQUIPMENT SHALL BE PROVIDED BY THE PROCESS SYSTEM AS A UNIFIED CONFIGURATION. IS 20 | weloig REV
L) NOZZLES NO1 AND NO2 2REQUIRE TRACING. THE TRACING MEDIUM IS CIRCULATING HOT WATER, WITHQAN OPERATING TEMPERATURE OF 70°C, (K;E%( ézﬁ‘ 202556 | KL M 110 n HRQ01-00135(2/2)
OPERATING PRESSURE OF 4.5 KG/CM2(G). DESIGN TEMPERATURE OF 120°C, AND DESIGN PRESSURE OF 7.0 KG/CM(G). 5 4, 02556 508 % 2% | won
REVIEW APPROVAL SHEET NO. OF
This drawing is the property of (IMC.It shall not be copied or distributed without prior approval from (MC. ABERECIMCHE . A%4CIMCEN, TERARSAEMAEMRALE.
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TECHNICAL REQUIREMENTS: FAEK: 15
1THE 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 1, FARETE, FHEAEN3mm. 13 \Q
2THE SEALING SURFACE OF THE TUBE PLATE SHOULD BE PERPENDICULAR TG THE AXIS, WITH A VERTICALITY TOLERANCE OF 0.30MM. . BT BERREEN:0.3mm, AHAL AR BRREEN:0 5mm, AREEASABRREL o,
3THE PIPE HOLE SHOULD BE STRICTLY PERPENDICULAR TG THE SEALING SURFACE OF THE PIPE PLATE, WITH A VERTICALITY TOLERANCE OF 0.10MM. THE SURFACE OF THE TUBEPLATE AND TUBE HOLE SHOULD BE CLEANED THOROUGHLY, 3, LB = §D o~
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. by bR TA KA AR RARAAETE. é\
4 AFTER DRILLING THE PIPE PLATE, THE WIDTH OF THE HOLE BRIDGE WITH A DIAMETER OF > 96% MUST BE > 5.78MM, AND THE MINIMUM ALLOWABLE WIDTH OF THE HOLE BRIDGE [< 4% OF THE NUMBER OF HOLE BRIDGES) IS & 05MM.
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 TECHNICAL REQUIREMENTS:
ANY TWO BOLT HOLES IS+ 15MM 1 THE BAFFLE SHOULD BE FLAT WITH A FLATNESS TOLERANCE OF 3MM.
6 UNLESS GTHERWISE 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 2. THE MAXIMUM DEVIATION OF THE CENTER DISTANCE BETWEEN ADJACENT TWQ HOLES IS « 0.3MM, WITH A ALLOWABLE DEVIATION OF 4%
WITHOUT SPECIFIED TOLERANCES” LEVEL M. THE MAXIMUM DEVIATION OF THE CENTER DISTANCE BETWEEN ADJACENT TWO HOLES IS + 05MM. AND THE MAXIMUM DEVIATION OF
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. THE CENTER DISTANCE BETWEEN ANY TWO PIPE HOLES IS « MM, i BT S S AT EER AT,
8.THE 531603 MATERIAL AND ITS WELDED JOINTS (INCLUDING WELDING PROCEDURE QUALIFICATION,PRODUCTION WELD TEST COUPON) SHALL BE SUBJECTED TO INTERGRANULAR CORROSION TESTING ACCORDING TO METHOD B OF GB1.6g/m2+h. SAMPLING 3. REMOVE BURRS AROUND THE PIPE HOLE AFTER DRILLING. Note: THE SEALING SURFACE AT THE END OF THE PASS PARTITON SHALL BE FINISHED AFTER THE CHANNEL 1S WELDED AND HEAT TREATED
AND BATCHING OF CORROSION TEST SPECIMEN21433-2/T 4334-2020. THE AVERAGE CORROSION RATE SHALL NOT EXCEED S SHALL BE CARRIED OUT IN ACCORDANCE WITH CLAUSE 8 OF GB/T 2008, k. ROUND CUTTING OF BAFFLE PLATES, ALL BAFFLE PLATES CLAMPED TOGETHER AND DRILLED SIMULTANEQUSLY BEFORE CUTTING.
9 THE TUBESHEET HOLE DIAMETER SHALL ALLOW NO MORE THAN 4% OF THE HOLES TO EXCEED THE UPPER TOLERANCE OF $25.25:°% BUT NOT EXCEEDING 50% OF THE CORRESPONDING UPPER TOLERANCE.
HER 6=65 i 6= AERR 612
8 LEFT TUBESHEET $31603M 2127 HRQ01-00135-01 HRQ01-00135 1k BAFFLE PLATE §31603 1.0 HRQ01-00135-01 HRA01-00135 24-5 BASS PARTITION Q345R 33 HRQ01-00135-01 HRQ.01-00135
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ITEM NO, DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO. ITEM N, DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO. ITEM NO, DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO.
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] 1 1 j/m = \ N 1 THE TUBE BOX SHALL UNDERGO POST-WELD STRESS RELIEF HEAT TREATMENT AS A WHOLE.
= A4l R BL 3B 10 R5 o Y/ e \ce 2. THE SEALING SURFACE OF THE TUBE BOX FLANGE AND THE SEALING SURFACE OF THE DIVIDING PLATE SHALL BE MACHINED AFTER HEAT
— Hj O |~ |©O | co /%, N 7z
N PSRN w2 ] / ~ . TREATMENT. THE SEALING SURFACE OF THE TUBE BOX DIVIDING PLATE SHALL BE FLUSH WITH OR SLIGHTLY LOWER THAN THE ANNULAR
/ A g = R5 s / \/ \// A\ SEALING SURFACE OF THE TUBE BOX FLANGE (CONTROLLED WITHIN 0.5mm).
- ) 0 5 1 i _ Q / \\\ // \ 3. THE WELDED JOINTS BETWEEN THE LIFTING LUGS AND THE CHANNEL SHEEL SHALL BE SUBJECTED TO 100% MAGNETIC PARTICLE TESTING
b-T2Xk5 10 = Y == 5 _I ® =l lolw > - IN'ACCORDANCE WITH NB/T 47013.4-2015, AND SHALL MEET GRADE | ACCEPTANCE CRITERIA.
]8 S S| e S~ = % == _—— _—— L THE LIFTING LUGS SHALL ONLY BE USED FOR LIFTING THIS COMPONENT AND SHALL NOT BE USED FOR LIFTING THE ENTIRE EQUIPMENT.
; 65 > A Rd \ , . / o 5 THE BOLT HOLES OF THE FLANGE SHALL BE ASSEMBLED ACROSS THE CENTER.
Ei BE( 6 yd \ / 6. OTHER REQUIREMENTS SHALL BE REFERRED TO THE GENERAL DRAWING.
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1THE 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 I " and 00 [sso| e e v sk KSR .l B i1 e
2.THE SEALING SURFACE OF THE TUBE PLATE SHOULD BE PERPENDICULAR TO THE AXIS, WITH A VERTICALITY TOLERANCE OF 0.30MM. ¥ LA E it . 01
3.THE PIPE HOLE SHOULD BE STRICTLY PERPENDICULAR TG THE SEALING SURFACE OF THE PIPE PLATE, WITH A VERTICALITY TOLERANCE OF 0.10MM. THE SURFACE OF THE TUBEPLATE AND TUBE HOLE SHOULD BE CLEANED THOROUGHLY, QETALED DRAW'N%&THGL}&T NG LUG WELDING KRE= T [ 2 HERa ok M3 HRAD1-00135-01 HRO01-00135
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 NO SCALE Nﬁ% : RIGHT CHANNEL ASSEMBLY : _
OR SPIRAL SCRATCHES THAT AFFECT THE QUALITY OF THE EXPANSION JOINT. " i 4k i # #8(kg) fitRe i
L AFTER DRILLING THE PIPE PLATE, THE WIDTH OF THE HOLE BRIDGE WITH A DIAMETER OF > 96% MUST BE > 5.78MM, AND THE MINIMUM ALLOWABLE WIDTH OF THE HOLE BRIDGE [< 4% OF THE NUMBER OF HOLE BRIDGES) IS & 05MM. " ITEM NO. DESCRIPTION MATERIAL WEIGHT DWG.NO. ASSEMBLY DWG. NO.
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 e 0 W1 b A B _
I b AR
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 = ke S W AT e JNGVEN KONGTU SPECAL ARCRAFT MANLEACTURIG (0. LT0
WITHOUT SPECIFIED TOLERANCES” LEVEL M. T I — kSR Ak ol o LD,
TTHERE SHOULD BE NO SCRATCHES, BURRS OR OTHER DEFECTS ON THE SEALING SURFACE AND SURFACE OF THE TUBE PLATE THAT REDUCE STRENGTH AND SEALING RELIABILITY. : \4)%5& il M k4 il ~2400
% ° | T STAFF N DATE STAFF SIe. DATE WEIGHT(Kq) ﬁﬁg% ﬁ oy Il\
8.THE S31603 MATERIAL AND ITS WELDED JOINTS (INCLUDING WELDING PROCEDURE QUALIFICATION,PRODUCTION WELD TEST COUPON) SHALL BE SUBJECTED TO INTERGRANULAR CORROSION TESTING ACCORDING TO METHOD B OF GB1.6g/m2+h. SAMPLING AND ke A, 8 ! \[’ ¥ A sk ssempLy E] i E-2703
BATCHING OF CORROSION TEST SPECIMEN21433-2/T 4334-2020. THE AVERAGE CORRGSION RATE SHALL NOT EXCEED S SHALL BE CARRIED OUT IN ACCORDANCE WITH CLAUSE 8 OF GB/T 2008. S ! Y | MG T o MATERL [ e R O 0T €0
9THE TUBESHEET HOLE DIAMETER SHALL ALLOW NO MORE THAN 4% OF THE HOLES TO EXCEED THE UPPER TOLERANCE GF 92525'0% BUT NOT EXCEEDING 50% OF THE CORRESPONDING UPPER TOLERANCE. \ [ x ﬁlﬁ 202556 | & W D
#ER 6-65 = it :
2 N $316031 2121 HRQ01-00135-01 HRQ01-00135 2405 i 7&@# 202556 | dhunsio Z;m | #“;J % ge HRQ01-00135-01
s A (ki ﬁf“‘q) i A REVIEW @]4 202556 | oranin, SJEET v "o e
ITEM NO. DESCRIPTION MATERIAL WEIGHT DWG. NO. ASSEMBLY DWG. NO. This drawing is the property of CIMC. It shall not be copied or distributed without prior approval from (MC. ABEHECIMCAEXME, AEOIMCER, TERARRAEMAEATTALS.




HAEL:

1, BREOAARTAAGB/T196-2003 ( £&ELAART) Kz,

M16-6g

/o

2X45°

60

916

2XK5°

22

M16-6g

2, BHNEERARAGB/T197-2018 (E&EBHAE) Az,
3, BUREAAFARY, REREN, LA%GB/T5779.1-20004(%.

TECHNICAL

REQUIREMENTS:
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#4 OTHER %

1. THE BASIC DIMENSIONS OF THREADS COMPLY WITH THE PRGVISIONS 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. (RACKS, 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.

1\ KARTRZHGB/T 18045 HmaL.
2, REMERRTHRAGR/ T 196H, MEARAGB/T 1979 H6gREL.

TECHNICAL REGUIREMENTS:
1. UNSPECIFIED DIMENSIONAL TOLERANCES SHALL COMPLY WITH GRADE m OF GB/T 1804.
2. THE BASIC DIMENSIONS OF THE THREADS SHALL COMPLY WITH GB/T 196, AND THE TOLERANCES SHALL MEET
THE REQUIREMENTS OF GRABE 6g IN GB/T 197.
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