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A

1 Flue Gas Inlet

B

1 Flue Gas Outlet
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1 Head Manway

1
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Upcomer Nozzle 3
4
1

300

300

HG/T 20615

Technical Requirements:

1. The evaporator shall be manufactured, inspected and accepted in accordance with TSG 11-2020
"Requlation on Safety Technology for Boiler” and GB/T 16508-2022 "Shell Boilers”.
2. The Q345R steel plates used for the shell shall be supplied in normalized condition and undergo UT
sheet by sheet in accordance with NB/T 47013.3—2023, with acceptance criteria meeting Level 1.
3. 10% MT shall be performed on the welded joints between transition rings, saddle pads and the shell,
with the weld quality not lower than Level T.
4. The longitudinal and circumferential butt joints of the shell, as well as circumferential butt joints of
nozzles with an outer diameter > 159mm or a wall thickness > 20mm, shall undergo 100% RT or UT
in accordance with TSG 11-2020. Other circumferential butt joints of nozzles shall undergo 10% RT.
RT shall comply with NB/T 47013.2—2015, with the technical level not lower than AB and the weld
quality not lower than Level . UT shall comply with NB/T 47013.3—2023, with the technical level not
lower than B and the weld quality not lower than Level I.
9. In accordance with TSG 11-2020, the full-penetration fillet welds of pipe joints with an outer

diameter>108mm shall undergo 100% UT in accordance with NB/T 47013.3-2023, with the

technical level not lower than B and the weld quality not lower than Level 1. For others, no less than
207% of the total welds shall undergo surface NDT, with the weld quality not lower than Level T.

6. The actual length of tubes shall be precisely adjusted based on the measured dimensions between
the front and rear tubesheets, and all tubes must pass reinspection according to GB/T 5310-2023
"Seamless steel tubes and pipes for high pressure boiler” while fully complying with the technical
requirements specified in NB/T 47019.3-2021.

7. The connection between tubes and the front tubesheet shall employ a combined strength welding and
expansion method, where the expansion process must be completed prior to welding, with all welding
operations to be performed using GTAW; additionally, 100% surface non—destructive testing shall be
conducted on all welds between tubes and the tubesheet, with the weld quality not lower than Level T.

8. All welding operations shall strictly comply with the provisions of GB/T 16508.4—-2022, and the
selection of welding materials must conform to the technical requirements specified in NB/T 47018

"Technical permission of welding materials for pressure equipment”.
9. After welding, the evaporator shall undergo hydrostatic testing as stipulated in GB/T 16508—2022,
with the working pressure at 2.24MPa and the test pressure at 3.36MPa.
10. The surface treatment of the evaporator shall meet the following specifications: derusting to Sa2.5
grade, application of two coats of inorganic zinc—rich anti—corrosion primer (with temperature
resistance up to 300°C), maintaining a minimum dry film thickness of 50um per coat, and all
packaging shall be executed in strict accordance with the relevant provisions of NB/T 47055-2017

"Painting and packing specification of boiler”.
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