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Table of Pipe Connection
o N N N
45'2 45'2 ~
g 7 . No Name | Mmber |~ oo | mpn | e of comection suface) - Notes
_ A2 | Water supply port| 1 50 |Weld 960.5x5.6
I A3 | Dosing port 1 300 | 20 |Flange WN 20-300 RF HG/T 20615-2009
(P2(s1YB5)B2(P1Y(S2)P3) B2 | Soturoted steom ouflet| 1 150 |Weld $168.3x7.1
280 7| 260 | B4 | Confiuous sewoge outlet | 1 25 |Weld 933.7x4.5
o o o BS | Emergency water outle 1 20 |Weld 933.7x4.5
8 & & 2] B5 | Backup port 1] 300 | 25 |Flange WN 25-300 RF HG/T 20615-2009
I | 7 51,52 | Safety valve port | 2 300 | 80 |Flange WN 80-300 RF HG/T 20615-2009
800 800 A - B P2,P3 | loodpessequeepot| 2| 300 | 25 |Flange WN 25-300 RF HG,/T 20615-2009
B 7\ CXMUM SALE WAST Ve P1 | hwblowsapeeeqet| 1 | 300 | 25 |Flange WN 25-300 RF HG/T 20615-2009
| — —(ULLL v . . L1~L6 | hkimnsnbibuept| 6 | 300 | 50 |Flange WN 50-300 RF HG/T 206152009
| | / 7, 3 o . High operating water level
‘ P1232x16 : & T < Normal water level (50 degrees L7~L10] Local level gauge port| 4 300 | 50 |Flange WN 50-300 RF [HG/T 20615-2009
‘ _ 1 _ — I +—= below the center of the drum) |ET~ES | Ascending pipe nterfoce | 3 250 |Weld $275x20
7| b | | | = Low operating water level M1 M2 | Drum manhole | 2 Factory standard 300¢400
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C Detall Drawing of Welding Grooves for Cylinder
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/ 1950 / I and Cylinder—Head Circumferential Seams
o ¢ ® ® © © -
. < ® &) . .
Outside the cylinder s 241
M~
A <
19 18 - 1/ \
441 Technical requirement: \\ ©
1. Manufacturing and acceptance shall be carried out in accordance with TSG 11-2020 "Boiler AN b :
D Safety Technical Requlations” and GB/T16507-2022 "Water Tube Boilers”. : :
. | . . . Inside the cylinder e
: . : 2. The welding on the cylinder shall be carried out in accordance with GB/T16507.5-2022 060t -
The cylinder is unfolded according to the outer surface Wy . , - . L .
ater tube boilers — Part 5: Manufacturing ; Unless otherwise specified in the drawing, the
. size of other fillet welds shall be based on the thickness of the thinner part and shall be
3360 The centerline of the drum continuous welding; The butt weld between the flange and the connecting pipe adopts argon
N arc welding as the base. 24 |RDZ02WH7-11-24-0 |Internal device of drum | 1 Assembly 497 | 497
— - = — — — — IV 5. The longitudinal and circumferential butt joints of the cylinder should undergo 1007% 23 |RDZO2WH7-11-23  |Reinforcement board T | 4 |Q235B-GB/T700| 0.35 | 1.4
300 S rodiogrgphic testing; The circumferential butt joints of connecting pipes ‘cmd ﬂgnges with an 22 [RDZO2WH7-11-22  [Reinforcement board I | 4 |Q235B-GB/T7001 0.32 | 1.28
650 ~ s N 650 oyter dlometgr grgoter than @ 159mm should undergg 100% radiographic testing; The 21 [RDZOZWHT—11-21-0 [fescobemespbepibeg L] 5 Assembly 507 | 254
i i circumferential joint between the safety valve connection and the flange should undergo 20 RDZ00WET =120 IPre welded olate t=10 2 [02356-GB/T700| 471 | 942
_ }_QQO_{ 3| Pre—welded Longitddinal 3 100% radiographic testing; Other pipes and flange circumferential butt joints should e we e’ p’o’e — : ’
E 2 | | steel plate on seam ¢f the | | undergo 10% radiographic testing. Radiographic testing shall comply with NB/T 47013.2, 19 RD202’WH7_1’1_’19 Upword pIpe JO"nt 3 | 206-GB/T5S10 | 25 | 79 .
© o .l g the outside of cylindef R L with a technical level not lower than AB level and a welding quality level not lower than | 18 |According to this diagram torimous soe ol comelin $RM5=X0| 1 | 20-GB/T3087 | 0.98 | 0.98 |Hsipdba
M i T\the drum i i level. 17 |RDZO2WH7—-11-17-0 |Emergency water outlet connection| 1 Assembly 2.36 | 2.36
4. The corner joints of the tube joints on the cylinder shall be subject to 100% ultrasonic 16 [According to this diagram|Strengthen flat steel ~30x6 | 5m | Q235B—-GB/T700| 1.41 | 7.05 |(faymiwliwusd
$24.7 877.7 $24.7 $154.1 924.7 077.7 924.7 testing in accordance with the requirements of TSG 11-2020 "Boiler Safety Technical 15 |RDZ02WH7-11-15-0 [Spare port socket DN25-CL300 | 1 Assembly | 4.08 | 4.08
% _ % %{ _ _ _ % I Requlations”. Corner joints with an outer diameter greater than ¢ 108mm shall be subject 14 [RDG1140 Dosing port sleeve 826.9| 1 | 20-GB/T3087 | 0.49 | 0.49
(s1) (s2) to NB/T47013.3, with a technical level not lower than Grade B and a welding joint quality 13 |RDZO2WH7—11-13-0 |Dosing port socket DN20-CL300| 1 Assembly 208 | 2.08
200 ! 490 ! 450 ! 580 580 ! 490 ! 450_ ! level not lower than Grade I; The surface non—destructive testing of comer joints of other 12 |RDZOJWH7—11-12  |Soturated steom outlet ppe jot] 1 | 206-GB/T5310 | 5.65 | 5.65
R w w3 10 b o 03] 1| 0575 [19] 10
= 5-961.3 ' | < : : : o . 10 |According to this diagram Water et comection 9603485, L=316| 1 | 20-GB/T3087 | 2.39 | 2.39  |Hmispediat!iF
< Non—radial hole % _ _ _ _ 9. The following parts should undergo 1007% mo.gn‘ehc porhcle‘testmg. pre wglded plate fillet 3 IROZ0TWHI =113 > s ot 4 206-68/T5310 | 7.35 | 294
s < welds; The surface of the weld seam after grinding. Magnetic particle testing meets the ownward pipe join ‘ ‘
" requirements of NB/T 47013.4 and is qualified as Level I, 8 |RDZO2ZWH7—-11-8~0 " |Botlm i sckel o it el qouge WSO | 5 Assembly 5.9 | 29.5
. @ - - S - N % @ o 6. Unless otherwise specified, the roughness of machined surfaces such as openings, 7/ |RDZO2ZWH7-11-7-0  |Safety valve socket DN8D-CL300] 2 Assembly | 9.54 | 19.1
- | © W © O, = longitudinal and circumferential grooves, and pipe joint grooves on the drum body is% 6 |RDZ02ZWH7-11-6-0 |Pressure tap socket DN25-CL300| 3 Assembly 2.26 | 6.78
¥ 5 B B B B 1 B B B _Q M xo 7. Q3405R steel plates shall be delivered in a normalized state, and the cylinder and head steel 5 |According to this diagram|Cylinder $1200x16, 1=3360] 1 |Q345R-GB/T713| 1613|1613
% . plates shgll be subjected to‘ultros‘onic testing one by one in accordance with NB/T47013.3. 4 [RDG1110 Nonhole reiforcement oicle 432332 2 | Q345R—GB/T713 | 2.89 | 5.78
| 200 | 130 | 2 The qugllty level of ultrosomg t?Stlﬂg shall not b‘e lower J[h(]l"l Grczde . ’ 3 IRDG1100 Perforated head DN12003162 Q345R—GB/T713 211 | 422
| | o fecording fo 155 112020 Boler Safely Technical Regulofions , fhe iydrostatic fest shol 2 |RDZOZWHT~11-2_ [nuluon g nge el L0k | 2 | Q235B-GB/T706| 45 | 9
- RCans pfegg[}re”gfz Ty NG pressure of £ UG Tor fhe G Ane @ TEresiane tes T [ROG1114 Monhole device300x400 | 2 | Assembly | 99.5 | 190 |igfelit
g 9. The allowance for water pressure test at the pipe end is determined by the process, and i BY & kS Ak R Ak he "R HONIT [RTOTAL| 4 3
o after the water pressure test, the groove is processed according to the corresponding NO. ] DWG.NO. OR STANDARD PESCRIPTION o MATERIAL FRWT.(kg) | REMARK
Lo . . . . .
= Stondords‘ond drowmgs of the‘plpe joint. | | Drum Materigl Assembly 110 WT. 13.9I<g
AR 10. The selection of welding materials should comply with the requirements of NB/T47018
"Technical Conditions for Ordering Welding Materials for Pressure Equipment”.
Il 11. The spare port socket, pressure measuring port socket, upper socket of the liquid level
0 gauge port, and lower socket of the liquid level gauge port are reinforced with two flat steel
—] Annular jjoint of = bars respectively. T e
the cylir\Jder < 12. The rust removal grade of the surface of the drum body is Sa2.5, and one layer of .Rgﬁ, Dgcmp?o" D%HN ﬁg ?ip% F.N?l,ffm .SSEE?;TE
= - — | _ _ ’ inorganic zinc rich primer is sprayed with a minimum dry film thickness of 50 u m; Apply T —— =
r 200 Longitudinal seam ¢f the cylinder another layer of 400 ° C silicone heat—resistant paint, with @ minimum dry film thickness of PT PETRO OXO NUSANTARA @ AL7imm B TIZBIR AR
< 25 u m and a total dry film thickness of > /5 u m; The packaging should comply with the -~ ™ S EERE TR A =
’ 2 Bn RIME TIZR AR BR A F]
relevant provisions of NB/T47055-2017 "General Technical Conditions for Boiler Coating @ WUHUAN ENGINEERING CO., LTD. Q SN RUDIG X ROWENTAL AN 011D
H = and Packaging” i PT PETRO OXO NUSANTARA
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15 Detailed drawing of welding : : S B Detailed drawing of welding
for emergency water outlet Detailed drawing of saturated S o TH for continuous sewage outlet
steam outlet welding o8 0 29
The groove | 260 1-5 Sp o€ © 1:5
transitions from 5 1L 8 21 ’ 1:5 oo 8 '
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This is 766 mm away from the centerline of the drum Detailed drawing of welding \ 0973%20 N 19
for water supply port . N | \
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Detailed drawing of : \ )
welding for dosing port
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The margin for
hydrostatic
testing is
determined by
the process
Internal gaps,
welding is
prohibited
Internal gaps, [ A i 33 ¥ ¥ H #
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