DESIGN  SPECIICATION

WXRT BTGNS ABK | I

Rt E£

DESIGN DATA

tist

o S [ [ ]

8 b}

1

3 L 5 6

02(V02V01

X0t

)

02)

01301

"

2100

L

$30L08 | GB/T 7137-2023

o3 [e8r1 mmse-20m | |

S304080 | NB/T 470002017

Q3458 | GB/T 7132-2023

a3 [N/1 41008-0

.

560
560
560
540
540
540
540

]
sty |

$168.3x1.11

#11h.318.56

911431856

S9xtt

S49xt

9267391

ASHE B16.5 WN/RF

ASME B%.5 LWN/RF

ASME B%.5 LWN/RF

ASHE B16S WN/RF | 92671391

ASHE B16.S WN/RF

Class300 | SHIT 3L26-20% WN/RF

Classt5)

Classt50 | ASHE B165 WN/RF

Class300 | ASME BI65 LWN/RF |  654x35

Classt5)

Class300 | ASME BI65 LWN/RF |  954x135

Classt50
Classt50

CQlassf50

o

"

I

T
]

T
3

3"

+ IREEFEL, WALBSKALAEHARE SRARAEY,

EB 'EXIEPT WOKATED ON THE DWG. THE PROLECTION 15 THE DMENSION FRON FLAGE SURFACE 10 EQUPHENT CENTER LIE.

173

s POV

Mm

28-921

Q)

X
S
&

e

G
XS
(XXX
0N
:oo“%

%
s
S

5

5
P

BN
XXX
RS

A

)

5
&
h
5

%

Q)
9%
&

““
"“
0

5
5
&
.
.@
"
O

’0

9

5
5
%

%
%

5
3
&
X

TIE RODS

5
(X
5
5
5
5
5
5

X
§
o
&
X
5

|
)

3
0
o

>

B[ ~sss0
Eux

ANERAA IR EARA T
INGNEN HONGTU SPECIAL ARCRAFT MANUFACTURING CO, LTD,
o 2
115 M1 HRo-00B112)
b ot o rvedid i wprod o O SRRVRCHCHRRS, 1CHON, FOORSNREATERS, |

T
:

AB42

AB42

EEES
¥

-3
-% A2 | amin

|

£

l

oo




HARK
TANER

JRESI0603ARGB/T 13296-20230HI ARAMKMRE FRENB/T L7019.1-2021ANB/T 47019.5-2021% RAEFAKHE RBEAEAHREN0.08mm RABAREN
+15%S; RABEREANARE, FRGB/ T13296REPUNRERETREAR. MEAHRTMNER CEAERRAE), YoRTRLE, TEH, Rk

2DAETHAS30408/S30403HMABEES (QIRETIEE, FRBARE KGB/T4334-20205UERHBMRAL SERME, WRAFRRARARNAL, RORAUNPREK
6B/T21433- 200884 4LR4f:

31 RERAKO34 SRERARAGB /T 7132-2023 (RERERONAHY H2000: ARAMREHEALUDSLMNEAR, MRSR

L) RARRUSI0L0BRRERACE/ T 713.1-2023 CRERERMERAD H744: AR AR, ERRAAR AROIABID;

S)RARR20HEHARSGR/T 99482013 (RUBMUEINE) HALE, ARAATT6mm, AERAATO Smmtrli, ASRHAMENN, HRERINOT, SRENIMERKEETAATNT
40 AP ARROMARATHIE, BFRAT28) MR EALERIARERH: RASRS30408EHARACE/T 14976-2012 GRARRRTRALRAE) X ARESRELRETAL
RERKTOXSIS VRERA.

o RERRIGMIRIEAANB/T 470082017 CRERENRAWDALMRE) L%, EXREMR: REKNS30408MEARANB/T 470102017 (RERGAFEIANIE )R, DERE
#h

) AAEAHAGR/ T150.4-202004 321 bIAKER MABRARSFARTAATIS% SHARAHARRIME, NS EREr OtV RETAR, RAHRER . AR
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1) SREATARABAEE SN ioms SHARRATATE, FHMAEAInng
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3| SRAHARRFBREHG/ T20584 2020459 L4A%, BRARLABERLTARS NS,
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1) AR HRERREABSOUHIEARE, RERRAIND/T LT013.4- 2015H100%MHAN RAMT- T446D.

) SRS ERERFALRRIB AN EOUEE, REUAEND/T L701-2023RRERAMETING S0snke AEA-BE, REN0.MPOEAARIRMAERERS, SROKIN
THRERAZE SERFAARAI00%PTIN RANB/T LT015-20154 186, B75HRERRABRNLANS. B750RELRREIAMS. BARLERETS ARERATRAARD. 1R
£ BY RO SixE.
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LLBESRAZBRRELING /T 4 T0135-2015Hir007 24 H4PT- ks of A | NozzLE % DN20-1-3.91 S0EL 2| S30408 | 04 | 02 |GB/Tiaess-nm
5) DN<25 MR SR RABELAREND/ TLT013.4(5)-20154100%4H G b ABIIFRT I a2 A | NOZZLE 4 026.7x3.91 L=146 J 2 $30408 04 | 08 |GB/THIT6-2012

LRER: A | WELDING NECK RF FLANGE| 2 3/4" -(L.150 WNRF S=391| 2 |  S304081 091 | 18 [ ASME BI65S-200
1) AMRERIAERE AR TARTAT 25mg/L. RIKE, KUMHARTHAENITI: ARKMATRRRALTRRALAL. FRRGAGINGE /T 255020 10ARIGHKEN RELY il A | NozILE {L&g $26.7x3.91 |.=155) 2 530408 04 | 08 |GBITUITe-2012

bin T;;“m 4 A | WELONG NECK RF FLANGE i 3/4" -CLISO WNRF S=351 | 2 | s30a0em | 091 | 18 | aoiE Bis-um0
20 RENEEEE, REFIAET R RRYRRANGERYS02 S5, ZTARIREEARAAR.

5 ;" H 4. ke A | SPRAL WOUND GASKET | 8 D25-150 2 2022 - == | HG/T 20632009
) FERETIRN, BRI UARBERND AL, RERALRERERAT. V02 A | NUTS % M. 16 30CrMoA 0.04 | Q.64 |HG/T 2063k-2009)
) BEATREGASE, RARMATRARER, TARTRENARE. A | FULL THREAD BOLTS | Aaiit M14x70 8 35CrMoA 009 | 0.72 [HG/T 206342009

s 11 ARERVI%: KA 69.55, SERARKA-NE 0.5, 3THR 027, & 10, D02 A | BLIND FLANGES | #2§ 1°-CL150 BLRF 2| tenn 09 | 18 Ak Bi6S-20m

214K (TR BIBKTOC, BREH. Sho/cr'G, RHEKI0T. RHE#: T.0kg/caG, KERURIAA. ARBAT: A | LONG NECK RF FLANGE | %2 1"-CL.150 LWNRF B=27H=190[ 2 | 6Mnll 3 | 6 |AsuEBsm
etk A1 RARCAOL ARA-RRADNL, $4RH926,105% A | sPRAL oo AT | 8 25300 2| mm | - | - |
NO2EUAALAIZ I H02, #REABADN20, BEABAS26.7X3.9Y;
TECHNICAL REQUREMENTS Vol A [ NUTS ¥ M6 16| 30CrMoA 005 | 08 |HG/T 206362009
{MATERAL REQUREMENTS: A | FULL THREAD BOLTS | ARs#it Mi6x85 8 35CrMoA 014 | 112 |HG/T 206342009
1I. HEAT EXCHANGE TUBES $30403 SHALL BE [OLD-DRAWN TUBES OF GRADE | (HGH PRECISION) AS PER GB/T 13296-2023, AND SHALL CONPLY WITH NB/T 47019.1-2021 AND NB/T D0 A | BLIND FLANGES m 1"-CL.300 BLRF 2 5304080 18 36 | ASME B165-2020
47019.5-2021 NO SPLICING OF HEAT EXCHANGE TUBES IS ALLOWED. THE ALLOWABLE DEVIATION OF THE OUTER DIAMETER OF THE HEAT EXCHANGE TUBES IS +0.08MM, AND THE MINIMUM - -
WALL THICKNESS DEVIATION IS +15%S. AFTER PASSING THE EDDY CURRENT TEST, EACH HEAT EXCHANGE TUBE SHALL UNDERGO A HYDRAULIC TEST N ACCORDANCE WITH THE PROVISIONS A | LONG NECK RF FLANGE | #2 1"-CL.300 LWN.RF B=27 H=190| 2 $304080 42 | 8.4 |ASME BI6S-2020
OF /113296, THE STEEL TUBES SHALL EXCLUDE NON-DESTRUCTIVE TESTING BLND AREAS (NCLUDING HYDROSTATK TEST BLIND AREAS), AND THE CUT END FACE SHALL BE SNOO!
FREE OF BURRS AND (RACK DEFECTS. s ! ™ uo1 A | NOZZLE 34 o114.3x856 L=139 2 20 34 | 62 [GB/T 9%8-208
2. S30408/S30403 MATERIALS AND WELDED JOINTS (NCLUDING WELDING PROCEDURE QUALIFICATION, PRODUCTION WELD TEST COUPONS| USED FOR PRESSURE-BEARING COHPONENTS SHALL |02 2 v _
UNDERGD INTERGRANULAR (DRROSION TESTING IN ACCORDANCE WITH METHOD E OF GB/T4334-2020. AFTER BENDING TEST, THE SURFACE OF THE TEST SPECIMENS SHALL BE FREE OF A | VELDNG HECK BF FLANGY *’ &7 ;0L 150 WNRF S<6.56 2 T6Mnll 5 13| A BS-an0
INTERGRANULAR CORROSION CRACKS. THE SAMPLING AND BATCHING OF CORROSION TEST SPECINENS SHALL BE CARRIED OUT IN ACCORDANCE WITH THE PROVISIONS OF ARTICLE 8 OF A | NOZZLE 4 ¢168.3x7.11 L=157) 2 $30408 45 9 [ GB/T 49T6-2012
B/T2N33-2008.
3, Q34SR PLATES USED FOR THE EQUPMENT SHALL COMPLY WITH THE PROVISIONS OF GB/T T132-2023 “STEEL PLATES AND STRIPS FOR PRESSURE EQUPMENT - PART 2: NON-ALLOY :::I A | NozILE L& o1tk 31856 L=116 } 2 S30408 26 | 52 [GB/TWITG-IO0
AND ALLOY STEELS WITH SPECIED ELEVATED TEMPERATURE PROPERTIES”, AND SHALL BE SUPPLIED I THE HOT-ROLLED CONDITION. 4 oo
). 30408 PLATES USED FOR THE EQUPMENT SHALL COMPLY WITH THE PROVISIONS OF GB/T 7137-2023 "STEEL PLATES AND STRIPS FOR PRESSURE EQUIPNENT - PART 7: STAINLESS ZI A | JACKET FLANGE *; F6™PISL-WN-RF- S5 X624 2 $304080 B 46| SHIT 3406-100
AND HEAT-RESISTING STEELS”, AND SHALL BE SUPPLIED N THE SOLUTION-ANNEALED CONDITION WITH SURFACE FINISH TYPE 1. BE |k Ex4% AR 4 L} YA 53
5. 204 PIPES USED FOR THE EQUPNENT SHALL COMPLY WITH THE PROVISIONS OF GB/T 9948-2013 “SEANLESS STEEL TUBES FOR PETROLEUM (RACKING', FOR STEEL TUBES WITH AN DWG NO. ENGLISH NAME CHINESE NAME & STANDARD N0 |aTY|  MATERIAL [ REMARK
OUTER DIAMETER OF NOT LESS THAN 76MM AND A WALL THICKNESS OF NOT LESS THAN 6.5MM, A LONGTUDINAL IMPACT TEST SHALL BE CONDUCTED. THE IMPACT TEST o,
SHALL BE 0°C, AND THE AVERAGE IMPACT ABSORPTION ENERGY OF 3 STANDARD SPEOMENS SHALL BE NOT LESS THAN 40J. ONE SPECMEN MAY HAVE AN INPACT ENERGY VALUE LESS 28 | tRO0I-00131-02| A | TIE ROD Khiff 12 L=5500 6 $30408 L9 | 294
THAN THE AVERAGE, BUT NOT LESS THAN 28). LARGER-SIZED SPECIMENS SHALL BE PREFERRED FOR IMPACT TESTING. 530408 PIPES USED FOR THE EQUPHENT SHALL COMPLY WITH THE
PROVISIONS OF GB/T 14976-2012 "SEAMLESS STANLESS STEEL TUBES FOR FLUID TRANSPORT". FOR SEANLESS STEEL NOZZLES, THE NEGATIVE DEVIATION OF THE WALL THICKNESS SHALL 27 A [ Nt “ M12 16 AZ-10 0.03 | Q.48 | GB/T 6170-205
T EXCEED 1S (515 THE WALL THCKNESS OF THE NOZZLE 26 | IRM0-UBH2) A | TIE ROD 8 912 L5050 2| s [ 45| 9
6). 16MN FORGINGS USED FOR THE EQUIPMENT SHALL COMPLY WITH THE PROVISIONS OF NB/T 47008-2017 "CARBON AND ALLOY STEEL FORGNGS FOR PRESSURE EQUIPMENT", AND SHALL
BE SUPPLIED IN THE NORMALIZED CONDITION. $30408 FORGINGS USED FOR THE EQUIPHENT SHALL COMPLY WITH THE PROVISIONS OF NB/T 41010-2017 "STAINLESS AND HEAT-RESISTING 25 A | SPACER KEE 0192 L=b40 L $30408 04 | 6.4
STEEL FORGNGS FOR PRESSURE EQUPNENT, AND SHALL BE SUPPLIED IN THE SOLUTION-ANNEALED CONDITION.
1 THE HEAD SHALL ALSD COMPLY WITH THE REQUREMENTS OF ARTICLE 4321 B OF GB/T1504-2024, THE MEASURED FERRITE CONTENT SHALL NOT EXCEED 25%, OTHERWISE [ A | SPACER REE 919X2 L=890 20| 530408 08 | 16
RESTORATION HEAT TREATMENT SHALL BE REQURED. AFTER ARRIVAL AT THE MANUEACTURER'S SITE, EACH FORMED HEAD SHALL BE RE-NSPECTED. FOR HEADS FORMED AFTER PLATE ~
ASSEHALY, THE WELDS SHALL BE MLUDED W THE MPELTION ATEAS, 23 A | SPACER KEE 019X2 L=493 6 $30408 04 | 24
2MANUFACTURNG: 2 A'| SPACER REE 619X2 L=943 2 $30408 08 | 16
1. THE TUBE SHEET SEAUNG SURFACE SHALL BE PERPENDICLLAR TO THE SHELL AXIS, WITH A TOLERANCE OF 1MM. THE SURFACE OF THE TUBE SHEET WELD OVERLAY SHALL BE FLAT,
WITH A FLATNESS. TOLERANCE OF HH, u A | INSULATION SUPPORTS | fREt(H4) 13 1 |84 ASSEMBLY 10| 2200-ST0-Fa22
2). BUTT AND FLLET WELDED JOINTS OF PRESSURE-BEARING COMPONENTS SHALL BE FULLY PENETRATED, AND THE SURFACE OF THE WELDED JONTS SHALL BE FREE OF CRACKS, PORES, -
AND UNDERCUTS, ALL NOZZLE-TO-SHELL FLLET WELDED JONTS SHALL BE SMOOTHED, THE NOZZLES SHALL NOT PROTRUDE INTO THE INNER WALL OF THE SHELL, AND SHALL HAVE A L A | SADDLE HAZE BLTOO-S H:250 1] O3SR/A3ASR 359 |8 neste
CONCAVE SHOOTH TRANSITION. THE ENDS OF THE NOZZLES SHALL BE SMOOTHED (ND SHARP CORNERS), WITH A FILLET RADILS OF R3. 19 A | EARTH LUG $4K 50x110x10 2 $30408 03 | 06 |
3). THE TUBE SHEET WELD OVERLAY TECHNOLOGY SHALL STRICTLY CONPLY WITH THE PROVISIONS OF ARTICLE 9. OF HG/T20584-2020. AFTER WELD OVERLAY OF THE TUBE SHEET
TRANSITION LAYER, STRESS RELIEF HEAT TREATMENT SHALL BE CONDUCTED. 18 A | SADDLE BA%E BIT00-F H=250 1| Q3L5R/Q345R 359 |NB/T LTG5
NON-DESTRUCTIVE TESTING: IN ADDITION TO COMPLYING WITH THE PROVISIONS IN THE “DESIGN DATA SHEET*, THE NON-DESTRUCTIVE TESTING OF THIS EQUIPMENT SHALL ALSO MEET THE
3FOLLOWING REQUREWENTS: 17 A | SEAL STRIP K 260x260x10 1 $30408 54
1. THE WELDING JONT BETWEEN THE SHELL-SDE CYLNDER AND THE TUBE SHEET SHALL BE BACK-GROUNDED BY TUNGSTEN INERT GAS [TIG) WELDING AND FULLY WELD-PENETRATED. THE | 16 A | LIFTING EYE B LP-1-05 A 530408 02 | 084 |HG/T 265762018
SURFACE OF THE WELD SEAM SHALL BE SUBJECTED T0 100% MAGNETIC PARTICLE INSPECTION IN ACCORDANCE WITH NB/T 47083.4-20, AND SHALL BE CONSIDERED QUALFIED WHEN
COMPLYING WITH NT-GRADE | 15 | HROOI-00131-01 A | TUBESHEET ABR 855 1 [16MnIARS30403 154
2. TTHE CONNECTION METHOD BETWEEN THE HEAT EXCHANGE TUBES AND THE TUBESHEET SHALL BE STRENGTH WELDING (TUNGSTEN INERT GAS WELDNG WITH FLLER WIRE) + LIGHT
EXPANSION IHYDRAULIC EXPANSIONL BEFORE WELDING, THE WELDING PROCESS QUALIFICATION SHALL BE CARRIED OUT IN ACCORDANCE WITH APPENDIX E OF NB/T 41014 - 2023, THE 1l | 1IN0 A | WEPNE MO NRERITEHOEY £REIE 1| B4 ASSEMBLY 5
WELDING SHALL BE COMPLETED N AT LEAST TWD STAGES. AFTER WELDING THE FIRST LAYER, A LEAK TEST SHALL BE CONDUCTED ON THE SHELL SDE WITH 0.1 NPA COMPRESSED ARTO | {3 A | INSULATION SUPPORTS | fREA(BA) I8 1 | B4 ASSEMBLY 25 | 2210-ST-£00022
CHECK THE WELD JOINTS. AFTER DETECTING NO LEAKAGE WITH SOAP SOLUTION, THE SECOND LAYER SHALL BE WELDED. 100% PENETRANT TESTING (PT) SHALL BE CONDUCTED AFTER
WELDING EACH LAYER, AND THE RESULTS SHALL MEET THE REQUREMENTS OF GRADE | IN NB/T 4701335 - 2015. QUALIFIED TUNGSTEN INERT GAS WELDING WITH FILLER WRE SHALL BE 12| HR0I-00B102| A | BAFFLE PLATE $itK 6-10 12 S30408 136 |163.25
USED FOR WELDING BETWEEN THE TUBES AND THE TUBESHEET. AFTER WELDING THE TUBES AND THE TUBESHEET, THE TUBE ENDS SHALL REMAIN INTACT. THE TUBE ENDS PROJECTING
FROM THE TUBESHEET SHALL BE FLAT. THE WELD JONTS SHALL BE FREE FROM DEFECTS SUCH AS LACK OF FUSION, INCOMPLETE PENETRATION, BURN - THROUGH, AND WELD COLLAPSE. " A| SEAL STRP M 27x5060x10 4 S30408 08 | 432
THE TUBE ENDS SHALL BE INTACT. 10 A | TuBE B 919x2 L=6000 601 530403 51 [3054.4|6B/T 32962003
3). THE MATERIAL OF THE STUD SHALL COMPLY WITH THE RELEVANT REQUREMENTS OF ARTICLES 813 AND 8.5 OF GB/T'502-2026. THE THREADS OF THE STUD SHALL PREFERABLY BE
ROLLED. AFTER THREADING, ALLSTUDS SHALL UNDERGO SURFACE INSPECTION IN ACCORDANCE WITH NB/T 47013.4-2015, AND SHALL BE FREE OF ANY (RACK INDICATIONS AND ANY 9 A | SHEEL fifk DN700x10 L=5880 1 Q345R 10296 | GB/T 713.2-2023)
TRANSVERSE DEFECT INDICATIONS.
). THE WELDED JONTS BETWEEN THE LTVG LUGS AND THE SHELL SHALL LNDERGO 100% PENETRANT TESTING N ACCORDANCE WITH N&/T 47013520, WITH PI-1 GRaoE as auauren, | 0 | IRODIHOBHIZ| A | JACK SCREW 4 M20xT0 8 AT ) v
5). FOR NOZZLES WITH DN<250, THE BUTT WELDED JONTS WITH FLANGES SHALL UNDERGO 100 MAGNETIC PARTICLE |OR PENETRANT) TESTING IN ACCORDANCE WITH NB/TATOT3 4(51-2015, 7 | HRaot-003101| A | TUBESHEET HK 8:55 1 [ 16MnIRES30403 154
WITH A QUALIFCATION GRADE OF NOT LESS THAN GRADE |
LPRESSURE TEST: 6 A | GASKET #f B22-700-25 2 | S30408+%HEE -- [ NB/T AT02s-201
1. AFTER THE EQUPMENT IS MANUFACTURED, A HYDROSTATIC TEST SHALL BE CONDUCTED, WITH THE CHLORDE ION CONTENT IN THE WATER NOT EXCEEDING 2SMG/L. AFTER THE TEST IS
QUALFED, WATER STANS SHALL BE RENOVED MMEDIATELY TO ENSURE INTERNAL DRYNESS. THE STAILESS STEEL SURFACE N CONTACT WITH THE MEDUM SHALL UNDERGO PIKLNG 5 A | NUTS 4% M I R |
AND PASSIVATION TREATMENT, THE FORMED PASSIVATION FILM SHALL BE TESTED N ACCORDANCE WITH THE METHODS SPECIFED IN GB/T 25150-2010, AND SHALL BE QUALIFED IF THERE 4 A | DOUBLE SCREW | ## M24x180-B 56|  35CrMoA 065 | 363 |we/T “,m_md
ARE NO BLUE SPOTS. AFTER QUALIFICATION, THE PICKLING MEDIUN MUST BE CLEANED WITHOUT RESIDUE.
20, AFTER THE EQUIPMENT IS MANUFACTURED, THE DUTER SURFACE OF THE EQUIPMENT (EXCLUDING THE FLANGE SEALING SURFACE) SHALL UNDERGO SAND BLASTING OR SHOT BLASTING 3 A | CHANNEL FLANGE | ¥2£-FM 700-25/50-120 80=10 | 2 $304080 91T | 1834 |4iNBiT L]ll}md
sncmnsrm;mml TREATHENT T0 ACHIEVE Sa2.5 GRADE. SURFACE TREATHENT AND PANTING SHALL BE N ACCORDANCE WITH THE PROJECT'S UNFIED PROVISIONS. 2 | sreeL R ONTO0ST) L5 | 2 30408 628 | 1156 | @1 1100
1. THE NOZZLE ORENTATION SHALL FOLLON THE NOZZLE ORENTATION DRAWING. ALL FLANGE BOLT HOLES SHALL BE EVENLY DISTRBUTED ACROSS THE SHELL MAIN AXIS OR PLUMB LINE.
HE SHELL-SDE NOZILES SHALL BE FLUSH WITH THE MUER SURFACE GF THE EQUPHENT. 1 A | ELLIPTICAL HEAD | 3% EHAT00x10(8.5) 2 $30408 461 | 922 |GB/T 25192023
) LFTING LUGS SHALL ONLY BE USED TO LIFT THE EMPTY WEIGHT OF THE CHANNEL, AND BOTH LUGS MUST BE LIFTED SIMULTANEOUSLY. THEY SHALL NOT BE USED To LT THE ENTRE [ 5| I § x4k ek i ] L] T RY 4
EQUPMENT. DWGNO. issu|  ENGLISH NAME CHINESE NAME & STANDARD N0 [QTY|  MATERAL [3] REMARK
NOTEINEDIUN CONPOSITION WT%: NEOPENTYL GLYCOL 89.55, NEGPENTYL GLYCOL HYDROXYPVALATE 01, ISOBUTYRATE 0.7, WATER f0. —
)THE HEATING MEDUN (HOT WATER AT 70°C) HAS AN OPERATING TEMPERATURE OF 70°C AND AN OPERATING PRESSURE OF 45 hg/cn’G. THE DESIGN TENPERATURE IS 120°C AND e - B A —
THE DESIGN PRESSURE IS 7.0 kg/cn’G. THE FOLLOWING NOZZLES REQURE TRAUNG, AND THEIR SPEGFICATIONS ARE AS FOLLOWS: _QE_ ;ﬂn*@%ﬁxﬂﬁfﬁlmﬁpﬁ/b\ﬂ
FOR NOZZLE NOY, THE TRACNG INLET I 1, THE TRAGNG OUTLET IS O1, THE SPECFICATION OF THE TRACING NOZZLE IS DN20, AND THE SPECIFCATION OF THE CONNECTING PIPE IS I I g I\
9261X39% ﬁ l_!l Thes ﬁ E"E HTTal@  INGMEN HONGTU SPECIAL AIRCRAFT MANUFACTURING C0., LTD.
FOR NOZZLE NG2, THE TRACNG INLET IS 2, THE TRACING QUTLET IS 02. THE SPECFICATION OF THE TRAONG NOZZLE IS DNZ0, AND THE SPECIICATION OF THE CONNECTING PPE IS SR —W TH B W]
o I E—— Al e
_miﬁs jiu A L
- re wi we' | PG AQIEDIS SOLTON (LR
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ARIAGNAABNB/T L7003-2017(RERERAEFOLIRNE) EEE, HROMA, TASY, RATRRENIN EARARR.

KRR, SRTRERNARG ERRARENR, SARANTE IR BREIANENR, §-ERUKE JANRME HIUFAOnn, HRESHIAMERIRT2mERHNNREAA, RESIDAO3ER, BARAEATETS, FRRMEAInn, BRENRENA DEHLE inn, RERR3n,
MK, ARARAR, SATRSIE, RERRANARTI00NMTIN FAEEARISRIEE SHUND/T LT0D-2015H01 A5, ARASATENENDS, MURRIIIRAR.

L SEAROURNEELIRAAL NELI00XPTN, ANB/T 470B5-20156H 1RbH KRS, MORBREFEARTARLISI00PTAN KB/T 47013.5-2015HH1 kb6, APLEGLIDMRFRARI00XUTAN, SREINB/T 470133-20230 148,
SARRMBEEARSHG/T20584- 202009 LARRAX. WAVRHIBETAISREAT, 1410 R84

SHBAE>96 % RUA>. Tsmrs SH<LXIARRIEAELIED LSnn.
SRR RAE PR ER R0 60,

4 SRAWELE KRR DR 5o,
AABARTEG/ T 196-2003 (HUAR BAR VX, RUARRGB/ T 197-2018 (RIK 2K,
2RERA AUDIEREMLATRARR tHARRE, S GB/T 1804-2000niciAR.

DIRIIRREAN L.
b SETARS30LOMMARREL (BRETIIR, PSS $GB/T4334-2020ERGENAIRE, SRR RARTATMAMELS MOUARSEIARGE/T233-2008$06ARH:

TECHNICAL REQURENENTS:

ATHE TUBE SHEET MATERIAL 16N SHALL BE NANUFACTURED, INSPECTED, AND ACCEPTED IN ACCORDANCE WITH NB/T 47008-2017 "CARBON STEEL AND ALLOY STEEL FORGNGS FOR PRESSURE EQUIPNENT,” WITH GRADE Il BEING ACCEPTABLE. THE MATERIAL
SHALL BE SUPPLIED IN THE NORMALIZED CONDITION.

2THE TUBE SHEET SHALL BE MADE BY FORGING AND OVERLAY WELDING. THE OVERLAY WELDING NETHOD SHALL USE STRIP OVERLAY WELDING (OR A SUPERIOR WELDING HETHOD; NANUAL WELDING MAY BE USED FOR SPECIAL STRUCTURES). THE OVERLAY
WELDING SHALL CONSIST OF AT LEAST TWO LAYERS, WITH THE FIRST LAYER BEING A TRANSITION LAYER AND THE REMAINING LAYERS BEING (ORROSION-RESISTANT LAYERS. THE TOTAL THICKNESS OF THE OVERLAY WELDING SHALL BE 10nm. AFTER OVERLAY
WELDING, THE CHENICAL COMPOSITION WITHIN 2nm DEPTH BELOW THE SURFACE OF THE CORROSION-RESISTANT LAYER SHALL BE INSPECTED TO MEET THE REQURENENTS OF $30403. THE SURFACE OF THE ENTIRE OVERLAY WELDING LAYER SHALL BE FLAT, WITH
A FLATNESS TOLERANCE OF M. THE THICKNESS OF THE OVERLAY WELDING LAYER SHALL BE UNIFORM, WITH THE DIFFERENCE BETWEEN THE THICKEST AND THINNEST PARTS BEING <imn. THE THICKNESS OF THE TRANSITION LAYER SHALL BE 3mm.

3BEFORE OVERLAY WELDING, THE SURFACE TO BE WELDED SHALL BE CLEANED OF OL, RUST, AND OTHER IMPURITIES. THE SURFACE SHALL THEN UNDERGO 100% MT (NAGNETIC PARTICLE TESTING) INSPECTION, AND NO DEFECTS SUCH AS CRACKS SHALL BE
ALLOWED. THE RESULTS SHALL COMPLY WITH GRADE | OF NB/T 470B.4-20%5. THE INTERPASS TEMPERATURE DURING OVERLAY WELDING SHALL BE STRICTLY CONTROLLED, AS DETERMNED BY THE WELDING PROCEDURE QUALIFICATION.

4AFTER THE TRANSITION LAYER OF SURFACNG WELDING, STRESS RELIEF TREATMENT SHOULD BE CARRIED OUT, AND THEN 100XPT TEST SHOULD BE CARRIED OUT, ACCORDING TO THE GRADE | OF NB/T 47013.5-2015; THEN SURFACNG THE CORROSION RESISTANT
LAYER, THE CORROSION RESISTANT LAYER IS SURFACNG AND MACHINED IBEFORE DRLLING) FOR 100%PT TEST, ACCORDING TO NB/T 470B5-20%5 IN CLASS | QUALIFED. THE SURFACING SURFACE AFTER MACHNING (BEFORE DRILLINGI SHOULD ALSO BE TESTED FOR
00%UT, AND THE QUALIFICATION STANDARD IS QUALIFIED ACCORDING TO THE GRADE | OF NB/T 470133-2023.

SOTHER REQUIREMENTS FOR SURFACING WELDING SHOULD ALSO MEET THE REQURENENTS OF ARTICLE 9.4 IN HG/T20584-2020. AFTER SURFACNG WELDING IS (OMPLETED AND QUALIFIED, THE SEALING SURFACE, TOP WIRE HOLE AND BOLT HOLE OF THE TUBE
PLATE ARE PROCESSED.

6.THE SEALING SURFACE OF THE TUBE SHEET SHALL BE PERPENDICULAR TO THE AXIS, WITH A PERPENDICULARITY TOLERANCE OF D30mm.
7.n¢mmnfn¢wmn.ssmmnuuMnsmumwmmunw«kxornnun:mtommmmmuwwzﬁ&mmmmwmmmm«ﬁwmmm

BTHE TUBE HOLES SHALL BE STRICTLY PERPENDICULAR T0 THE SEALING SURFACE OF THE TUBE SHEET, WITH A PERPENDICULARITY TOLERANCE OF 0.08mn. THE SURFACE OF THE TUBE HOLES SHALL BE CLEAN, FREE OF BURRS, RON CHIPS, RUST SPOTS, OLL
STAINS, AND OTHER IMPURITIES THAT MAY AFFECT THE QUALITY OF EXPANSION OR WELDING CONNECTIONS. THE HOLE SURFACE SHALL NOT HAVE LONGTUDINAL OR SPRAL SCRATCHES THAT MAY AFFECT THE QUALITY OF EXPANSION.

9AFTER DRILLING, >96% OF THE TUBE HOLES ON THE TUBE SHEET SHALL HAVE A BRIDGE WIDTH OF >4.75mm, WITH A MNMUM BRIDGE WIDTH OF 3.45nm ALLOWED FOR NO MORE THAN 4% OF THE TUBE HOLES.

0.THE DIAMETER OF THE BOLT HOLE CENTER CRCLE ON THE TUBE SHEET AND THE CHORD LENGTH BETWEEN ADJACENT BOLT HOLES SHALL HAVE A LIMIT DEVIATION OF +0.6nm; THE CHORD LENGTH BETWEEN ANY TWO BOLT HOLES SHALL HAVE A LMIT
DEVIATION OF £15mm.

ILTHE BASIC DIMENSIONS OF THE THREADS SHALL COMPLY WITH GB/T 196-2003 “GENERAL PURPOSE NETRIC SCREW THREADS - BASIC DIMENSIONS,” AND THE THREAD TOLERANCES SHALL (OMPLY WITH GB/T 197-2018 “GENERAL PURPOSE METRIC SCREW THREADS
- TOLERANCES"

T2UNLESS OTHERWISE SPECIFEED, THE LIMIT DEVIATIONS FOR LINEAR DIMENSIONS OF MACHINED AND NON-MACHINED SURFACES SHALL COMPLY WITH GRADE M AND GRADE C OF GB/T 1804-2000, RESPECTIVELY.

BAFTER COMPLETING THE MACHINING OF THE TUBE SHEET, THE SEALING SURFACE SHALL BE PROTECTED FROM DAMAGE.

1.THE $30403 MATERIAL AND WELDED JOINTS IINCLUDING WELDING PROCEDURE QUALIFICATION AND PRODUCTION WELD TEST SPECIHENS) SHALL UNDERGO INTERGRANULAR CORROSION TESTING IN ACCORDANCE WITH METHOD E OF GB/T 4334-2020. AFTER THE
BENDNG TEST, NO INTERGRANULAR CORROSION CRACKS SHALL BE OBSERVED ON THE SPECINEN SURFACES. SAMPLING AND BATCH GROUPING OF CORROSION TEST SPECMENS SHALL BE PERFORMED IN ACCORDANCE WITH CLAUSE 8 OF GB/T 21433-2008.
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TECHNICAL REQUREMENTS:

1.THE TUBE SHEET MATERIAL 16NN SHALL BE NANUFACTURED, INSPECTED, AND ACCEPTED IN ACCORDANCE WITH NB/T 47008-2017 “CARBON STEEL AND ALLOY STEEL FORGINGS FOR PRESSURE EQUIPMENT,” WITH GRADE Il BEING ACCEPTABLE. THE MATERIAL
SHALL BE SUPPLIED IN THE NORMALIZED CONDITION.

2THE TUBE SHEET SHALL BE MADE BY FORGING AND OVERLAY WELDING. THE OVERLAY WELDING METHOD SHALL USE STRP OVERLAY WELDING (OR A SUPERIOR WELDING METHOD; MANUAL WELDING NAY BE USED FOR SPECIAL STRUCTURES). THE OVERLAY
WELDING SHALL CONSIST OF AT LEAST TWO LAYERS, WITH THE FIRST LAYER BEING A TRANSITION LAYER AND THE REMAINNG LAYERS BEING CORROSION-RESISTANT LAYERS. THE TOTAL THIKNESS OF THE OVERLAY WELDING SHALL BE 10mm. AFTER OVERLAY
WELDING, THE CHENICAL COMPOSITION WITHIN 2mm DEPTH BELOW THE SURFACE OF THE (ORROSION-RESISTANT LAYER SHALL BE INSPECTED TO MEET THE REQUIREMENTS OF S30403. THE SURFACE OF THE ENTIRE OVERLAY WELDING LAYER SHALL BE FLAT, WITH
A FLATNESS TOLERANCE OF IMM. THE THICKNESS OF THE OVERLAY WELDING LAYER SHALL BE UNIFORN, WITH THE DIFFERENCE BETWEEN THE THCKEST AND THINNEST PARTS BEING <fmm. THE THCKNESS OF THE TRANSITION LAYER SHALL BE 3mm.

3BEFORE OVERLAY WELDING, THE SURFACE TO BE WELDED SHALL BE CLEANED OF OIL, RUST, AND OTHER MPURITIES. THE SURFACE SHALL THEN UNDERGO 100% MT (MAGNETIC PARTICLE TESTING) NSPECTION, AND NO DEFECTS SUCH AS CRACKS SHALL BE
ALLOWED. THE RESULTS SHALL COMPLY WITH GRADE | OF NB/T 47083.4-2015. THE INTERPASS TEMPERATURE DURING OVERLAY WELDING SHALL BE STRICTLY CONTROLLED, AS DETERMINED BY THE WELDING PROCEDURE QUALIFICATION.

LAFTER THE TRANSITION LAYER OF SURFACING WELDING, STRESS RELIEF TREATMENT SHOULD BE CARRED OUT, AND THEN 100%PT TEST SHOULD BE CARRIED OUT, ACCORDING TO THE GRADE | OF NB/T 470135-2015; THEN SURFACNG THE CORROSION RESISTANT
LAYER, THE CORROSION RESISTANT LAYER IS SURFACING AND MACHINED (BEFORE DRILLING) FOR 00PT TEST, ACCORDING TO NB/T 4701352015 N (LASS | QUALIFIED. THE SURFACNG SURFACE AFTER MACHINING (BEFORE DRILLING) SHOULD ALSO BE TESTED FOR
10D%UT, AND THE QUALIFICATION STANDARD IS QUALIFED ACCORDING TO THE GRADE | OF NB/T 410133-2023.

S.OTHER REQUIREMENTS FOR SURFACING WELDING SHOULD ALSO MEET THE REQUIRENENTS OF ARTICLE 9.4 IN HG/T20584-2020. AFTER SURFACING WELDING IS COMPLETED AND QUALIFIED, THE SEALING SURFACE, TOP WIRE HOLE AND BOLT HOLE OF THE TUBE
PLATE ARE PROCESSED.

S.THE SEALING SURFACE OF THE TUBE SHEET SHALL BE PERPENDICULAR TO THE AXIS, WITH A PERPENDICULARITY TOLERANCE OF 0.30mm.
7.mmwmnumrsmmmzsmmmwmmnwwcnfmmnm.rsmzxmmmmmwondﬁuwmr:xmmwmtmﬂnﬁmmm

B.THE TUBE HOLES SHALL BE STRICTLY PERPENDICULAR TG THE SEALING SURFACE OF THE TUBE SHEET, WITH A PERPENDICULARITY TOLERANCE OF 0.08nm. THE SURFACE OF THE TUBE HOLES SHALL BE CLEAN, FREE OF BURRS, IRON CHIPS, RUST SPOTS, OIL
STAINS, AND OTHER INPURITIES THAT MAY AFFECT THE QUALITY OF EXPANSION OR WELDING CONNECTIONS. THE HOLE SURFACE SHALL NOT HAVE LONGITUDINAL OR SPIRAL SCRATCHES THAT MAY AFFECT THE QUALITY OF EXPANSION.

SAFTER DRILLING, >96% OF THE TUBE HOLES ON THE TUBE SHEET SHALL HAVE A BRDDGE WIDTH OF >4.T5mm, WITH A MNIMUM BRIDGE WIDTH OF 3.45mm ALLOWED FOR NO NORE THAN 4% OF THE TUBE HOLES.

10.THE DIAMETER OF THE BOLT HOLE [ENTER CIRCLE ON THE TUBE SHEET AND THE CHORD LENGTH BETWEEN ADJACENT BOLT HOLES SHALL HAVE A LIMT DEVIATION OF +0.6mn; THE CHORD LENGTH BETWEEN ANY TWO BOLT HOLES SHALL HAVE A LMIT
DEVIATION OF +1Sam.

TLTHE BASIC DIMENSIONS OF THE THREADS SHALL COMPLY WITH GB/T 196-2003 *GENERAL PURPOSE METRIC SCREW THREADS - BASIC DIMENSIONS,” AND THE THREAD TOLERANCES SHALL COMPLY WITH GB/T 197-2018 "GENERAL PURPOSE METRIC SCREW THREADS
- TOLERANCES"

12UNLESS OTHERWISE SPECFIED, THE LIMIT DEVIATIONS FOR LINEAR DIMENSIONS OF MACHINED AND NON-MACHNED SURFACES SHALL COMPLY WITH GRADE N AND GRADE C OF GB/T 1804-2000, RESPECTIVELY.

3AFTER COMPLETING THE MACHINING OF THE TUBE SHEET, THE SEALING SURFACE SHALL BE PROTECTED FROM DAMAGE.

14.THE $30403 NATERIAL AND WELDED JONTS (NCLUDING WELDING PROCEDURE QUALFFICATION AND PRODUCTION WELD TEST SPECIMENS) SHALL UNDERGO INTERGRANULAR CORROSION TESTING IN ACCORDANCE WITH METHOD E OF GB/T 4334-2020. AFTER THE
BENDING TEST, NO INTERGRANULAR CORROSION CRACKS SHALL BE OBSERVED ON THE SPECIMEN SURFACES. SAMPLING AND BATCH GROUPING OF CORROSION TEST SPECINENS SHALL BE PERFORMED IN ACCORDANCE WITH CLAUSE 8 OF GB/T 2133-2008.
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220202026250, THE PROVISIONS OF GB/TSTI9.1-2000.
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TECHNICAL REQUREMENTS: ]
1. THE BAFFLE SHOULD BE FLAT WITH A FLATNESS TOLERANCE OF 3MM. ”}*‘ /
2. THE MAXIMUM DEVIATION OF THE CENTER DISTANCE BETWEEN ADJACENT TWQ HOLES IS + 0.3MM, WITH A ALLOWABLE DEVIATION OF 4%, 1. BAHEARHHAGB/ T196-2003 CHIRAEART ) AR, {
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« W, \
3. REMOVE BURRS ARGUND THE PIPE HOLE AFTER DRILLNG TECHNICAL REQUREMENTS: -
1, THE BASIC DIMENSIONS OF THREADS COMPLY WITH THE PROVISIONS OF GB/T196-2003 “BASIC DIMENSIONS OF GENERAL THREADS.
2. CRACKS, COLLISIONS, AND BURRS ARE NOT ALLOWED ON THE SURFACE OF THE THREAD.
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