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GENERAL NOTES
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DESIGN /FABRICATION /INSPECTION DATA

Ef
TAIL LUG
TR AT
NOZZLE LOAD TABLE
=3 P VC/VT | VL/V2 | MC/MT | MT/Mt | ML/ M2 p
NOZZLE (N) (N) (N) (N*m) (N+m) (N+m) B
NO' 12800 9600 12800 0120 7680 0696
NOZ,NOD 12800 9600 12800 0120 7680 0020 VTN | V2
NOJ 9600 7200 9600 2680 4520 5744 ot
o o o o o o o ML
VC =}
- - - - - - - MT
FEIHE
A 3% S31603+0345R LX(NB,/T47002.1-2019) i 2 Q345R(GB/T 713.2-2023)
SHELL,HEAD COIL
Tiks () SSW@?BIH(TNB T 47059“2017 B (7 SBW@C@BHI(TNB T 4705% 20172
NOZZLE FLANGE (SHELL) | TBMnITNB/T47008-2017)%5531603 | NozZzLE PIPE (SHELL) ToMnIT(NB /T4 7008-2017) 553160

FEE (£

1
)| BE (EE

NgZiLE FLANGE (COIL) 16MnII(NB,/T47008-201 NOZZLE PIPE (COIL) Q345D(GB/T 6479-2013)
EE SITO0SMINB /T 47010-2017) | B4 (>
BLIND FLANGE 16Mn (NG <T 08-2017 B f?SB%O% S%TUD<BOML%6> 55CVMOA<GB/T 3077~ ZOW5>

1 REWA FARTRL A mm» | EERTREPES R TARMAYER (TR EREANT ZXBR AN RN THE
RS AL PR,

0. Q34SRAMLNARCB /T 713-20230A% | EXRAHER | BEK#TI 00787 6,
i LR 20TKV2>41), B R BRI S48,

3 STIBOSARLEER:  BEERTEER. PRI ) BOB /T 4334-2020 TR TR EHAE | THRURZNTATI 6g/m2-h | Kt
AHRERNEGE /T 21433- 2008 B8 AARHAT,

4. FEREFENB/T 47002.1-2019 PRBI REK ; AXRQ345R MRIAECB /T 713.2- 20230 %K ; RERS316034ML#FECB /T 713.7-2023

fEONB /T 47013.3-2023 46tk ; Q345R b0 C#E

WER RRANEE ZEDIEEND.
B, Wéw il M%WE R R HET TR WE RN ax PWHT AMin PWHT A&,
6. SERLTRHHE, £t WWN\H@/T 2063320004,
7. BRI BESMARFEURE AR AFERATETNI6 MEALIING /T 47013 4- 20158 TaRN | B2 A MGT 1 4
8. ARARIREGHERLIAHC /T 20584~ 2020*94%/@ MW ES e
1) REXRENGARRAE TR « W B KRB AL 300M0—16 , » BE» HEEARAE 31601
2) B &ﬁéﬁ%&%&ﬁ@mmoovmﬁm MEHEMIER: EM fEENB /T 47013.4- 2@15#1%&5%
7) SERBEMIHM00B L. fPaNB /T 47013.5-2015% , 1 %44,
) BEEE T mm , BERERNT Jmm

THARANT (AR wmm@ TR, ARG TR R E LR R ARACR /T 43340020 FHB MBI B R,

0, FREARENES R R 007 50 BNB/T 47013.5- 20158 T b

1 AR ERARAER AT 007 M| 2R GTT 4

). FERENATAABARZAERT +E B4 kA Mﬁ B ERRBENHIN R EERRIA.

3. AREA KRB ECB /T 150.4-2024% %9 KA B W PR PR S RAND /T 47016- 2025 WERHT b IBE kM-
Q0THERE V22410, FREEEAARAL , Mrakagy. KIS, ARS. R LR R LR

14, % %WfWNB/T 47013.3- 2@23%007@%, fak. il ,MWH%QWJ&W@M

ARA MR AT MERERE TR R FAAEE | B, BRI MER WA REFE Q008 . FraRUBh AR SREME | &

RAF MR A LA M@MN@B/T 30583- 2014 HEH.

16. ﬁir%/ﬁﬁ%éxw% FRETRII | FNB /T47013.4-2015% 1 %4
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21, BHRIOTEIERRTAERAG /T 20584-2020%14.2.13 6 50K

22. DN< 2508 Gik 2tk NG /T 47013201581 007 @A il | 264 AT 1 4.

- MR KRR AR AT T20mg /L, AR T A A T

HEREAESE ﬁ%@ﬁf%%%@ﬂkﬂ%&%%%@ T RBBAIRECE /T 25150~ 201 0ARAIERN | SR FUARREMRERT # | FoARE.
| BTAG ﬁﬁﬁﬁ THE2MA (F2R) £EF2, EﬁAM%FﬁD%&%%4Fﬁ EER LS %ﬁf%%ﬂﬁa%—%FAﬁ*

B i&%ﬁﬁ?%ﬁ)ﬂiﬁﬂ%w%w /TM %J R G ERR-RE SRR, AR R Mﬁ%@ﬂ%
 RARENEER KR ﬁmxwaz%ﬁgh , BAERHCB 50160-2008 ¢ Aibtb ATl kit
28 BE, WER, RE. 48, ﬁ%ﬁ%ﬁhﬂ B VETANE (BKAR) | C12~C1T 2120 BEHA.

(1) MRAR(wA%)  EETR: B B 0.08, PR 3.01 @%Woo77ﬁTm_008,ﬁT%.2,9,%T%;ooz,zﬁ%;105,
#%%m%.ZGB,%&,%.5589,#%%&Wﬁm’%%:074,%%%&@:0077%T%%:Q747%:5324,ﬁ%:QOS,%:
0.08. AH: T8 484 #8142, ZFk:38.03, %:11.31, 4%:0.13, 44 44.07.
TRIN: FAQ0G. Adh. A4, TEIRTHEA4ETIA.

(2) LRI THES: 40.8kg/cm?C , TR 150°C , BHEA: 46kq/om?C, WiHEK: 180°C.
FEIR: TRED: 5.1 kg/cm@ TR 260°C , 3OTEA: 9.2kg /om?®G , TR - 280°C
FETREHE N —hI0F. mju#ﬂ‘?ﬁﬁ%ﬁmIf/mxﬁ/mﬂ% 80CHH.
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(5) ARARE A HE AL R %R R ﬁ%& WRAHE RS RFD,

(6) RAFFURAMDLERSE  FERADNI00, ¥¢¢@ﬂﬁ60mm CHETBASOm ik WA TARE st %

GATHTRDN I 6%,

(7) KRB H ;£ PMax. 80KPa, £8Max. 20kPa.
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1) MEERMRELE BE: ~3000mm/H, M%W BHETATEXET LM 3 mARR AL : 3500mm.

2) Frli @Eﬁ?@w%ﬁ WERSHR %5 BRI

3) ARAZBAKERR | B Kbl L Y

1. ALL DIMENSIONS ARE IN- mm UNLESS OTHERWISE SPECIFIED. THICKNESS SPECIFIED IN THE BRACKETS FOR BASE MATERIAL ARE
THE MINIMUM ACCEPTABLE AFTER FABRICATION (THE ORDERED MATERIAL THICKNESS SHOULD NOT BE LESS THAN THE NOMINAL
THICKNESS AND MUST ACCOUNT FOR PROCESSING TOLERANCES, ENSURING THAT THE MINIMUM FORMING THICKNESS MEETS THE
REQUIREMENTS). FLANGE BOLT HOLES SHOULD BE EVENLY DISTRIBUTED ALONG THE CENTERLINE OR PARALLEL LINES OF THE
EQUIPMENT.

2.THE Q345R STEEL PLATE SHALL COMPLY WITH THE PROVISIONS OF GB/T 713-2023 AND BE USED IN THE NORMALIZED

CONDITION. EACH PLATE SHALL UNDERGO 100% UT, MEETING THE REQUIREMENTS OF NB,/T47013.3-2023 WITH A QUALIFICATION

LEVEL NO LOWER THAN GRADE I THE Q340R STEEL PLATE SHALL UNDERGO A —20°C IMPACT TEST, WITH THE WELDED JOINTS
HAVING A =20°C KVZ2 > 41J. ADDITIONALLY, EACH HEAT-TREATED STEEL PLATE SHALL UNDERGO TENSILE AND V=NOTCH
IMPACT TESTING.

3.THE S31603 MATERIAL AND ITS WELDED JOINTS (INCLUDING WELDING PROCEDURE QUALIFICATION AND PRODUCT WELDING
SPECIMENS) SHALL UNDERGO INTERGRANULAR CORROSION TESTING IN ACCORDANCE WITH GB/T 4334-2020 METHOD B. THE
AVERAGE CORROSION RATE SHOULD NOT EXCEED 1.6 g/m” +h. SAMPLING AND GROUPING OF CORROSION SPECIMENS SHALL BE
CONDUCTED ACCORDING TO THE PROVISIONS OF ARTICLE 8 OF GB/T 21433-2008.

4 THE COMPOSITE PLATE SHALL MEET THE B1 LEVEL REQUIREMENTS IN NB/T 47002.1-2019. THE BASE MATERIAL Q345R STEEL
PLATE SHALL COMPLY WITH THE REQUIREMENTS OF GB/T 713.2-2023. THE CLADDING MATERIAL S31603 STEEL PLATE SHALL
COMPLY WITH THE REQUIREMENTS OF GB/T 713.7-2023, WITH THE SUPPLY CONDITION BEING SOLID SOLUTION AND THE
SURFACE TREATMENT TYPE BEING 1D.

3. THE SIMULATION POST-WELD HEAT TREATMENT OF THE MATERIALS FOR THIS EQUIPMENT SHALL BE DETERMINED BY THE
MANUFACTURER BASED ON ITS MANUFACTURING PROCESS, AND BOTH THE MAX. PWHT AND MIN. PWHT CONDITIONS SHOULD BE
CONSIDERED.

6. METALLIC GASKETS SHALL NOT BE SPLICED. OTHER TECHNICAL REQUIREMENTS SHALL COMPLY WITH THE PROVISIONS OF HG,/T
20633-2009.

JNUTS WITH A NOMINAL DIAMETER GREATER THAN OR EQUAL TO M36 SHOULD UNDERGO A HARDNESS TEST AFTER HEAT
TREATMENT OF THE ROUGH MACHINING. STUDS WITH A NOMINAL DIAMETER CREATER THAN OR EQUAL TO M36 SHOULD
UNDERGO MAGNETIC PARTICLE TESTING ACCORDING TO NB/T 47013.4-2015, WITH A QUALITY GRADE NO LOWER THAN CLASS I,

8. THE CLADDING WELDING MANUFACTURING OF THIS EQUIPMENT SHALL NOT ONLY COMPLY WITH THE PROVISIONS OF SECTION 9.4
OF HG,/T 20584-2020, BUT ALSO MEET THE FOLLOWING REQUIREMENTS:

1) THE CLADDING WELDING SHALL USE SUBMERGED ARC STRIP CLADDING OR MANUAL WELDING. THE CLADDING MATERIAL FOR
THE "TRANSITION LAYER"™ SHALL BE E309LMo—16, AND THE CLADDING MATERIAL FOR THE "SURFACE LAYER™ SHALL BE
F3TeL-16.

2) BEFORE CLADDING, THE SURFACE OF THE BASE MATERIAL TO BE CLADDED SHALL UNDERGO 100% MAGNETIC PARTICLE
TESTING, WITH NO CRACKS OR ANY OTHER DEFECTS PRESENT. IT SHALL MEET THE CRADE | QUALIFICATION REQUIREMENTS
OF NB/T 47013.4-2015.

3) EACH LAYER OF THE CLADDING SHALL UNDERGO 100% PENETRANT TESTING, MEETING THE GRADE | QUALIFICATION
REQUIREMENTS OF NB/T 47013.5-2015.

4) THE CLADDING TRANSITION LAYER THICKNESS SHALL NOT BE LESS THAN 2 mm, AND THE SURFACE LAYER THICKNESS
SHALL NOT BE LESS THAN 5 mm.

9. EFFECTIVE MEASURES SHALL BE TAKEN DURING THE HOT WORKING (OR HEAT TREATMENT) OF STAINLESS STEEL TO PREVENT
SENSITIZATION. AFTER THE COMPOSITE PLATE FORMING AND THE REAT TREATMENT OF THE CLADDED CORROSION-RESISTANT
LAYER, THE CLADDED STEEL PLATE SHALL PASS THE INTERGRANULAR CORROSION TEST SPECIFIED IN METHOD B OF GB/T
4354-2020.

 RERANRHREARER) .

10. THE WELD JOINTS OF THE CLADDED LAYER OF THE STAINLESS STEEL COMPOSITE PLATE SHALL UNDERGO 100% PT AND MEET
THE GRADE | QUALIFICATION REQUIREMENTS SPECIFIED IN NB,/T 47013.5-2015,

11 ALL BUTT JOINTS OF THE EXTERNAL HALF=PIPES SHALL UNDERGO 100% RT, WITH A QUALIFICATION LEVEL NO LOWER THAN
GRADE 1.

12. THE WELDING OF THE HALF—PIPES SHOULD BE CARRIED OUT AFTER THE EQUIPMENT HYDROSTATIC TEST IS COMPLETED. THE

WELDING OF THE HALF=PIPES SHOULD FIRST FOCUS ON THE BUTT WELDS, FOLLOWED BY THE CORNER WELDS, AND A

REASONABLE CONSTRUCTION SEQUENCE SHOULD BE ADOPTED TO MINIMIZE WELDING RESIDUAL STRESS.

THE A-CLASS WELD JOINTS OF THIS EQUIPMENT SHALL BE PREPARED AS PRODUCT WELDING SPECIMENS ACCORDING TO THE

PROVISIONS OF ARTICLE 9 OF GB,/T 150.4-2024. THE INSPECTION AND EVALUATION OF THE WELDING SPECIMENS SHALL BE

CONDUCTED IN ACCORDANCE WITH THE REQUIREMENTS OF NB,/T47016-2023, WHERE THE WELDING JOINTS SHALL UNDERGO A

=20°C IMPACT TEST WITH A KV2 > 41J. ALL WELD JOINTS SHALL BE FREE OF UNDERCUTS, SURFACE CRACKS, LACK OF

PENETRATION, LACK OF FUSION, SLAG INCLUSIONS, AND OTHER DEFECTS. THE WELD BEAD AND BASE MATERIAL SHOULD

TRANSITION SMOOTHLY.

AFTER THE HEAD IS FORMED,, IT SHOULD UNDERGO 100% ULTRASONIC TESTING IN ACCORDANCE WITH NB/T47013.3-2015,

WITH A QUALIFICATION LEVEL OF GRADE 1. [F HOT FORMING IS APPLIED, THE MATERIAL PROPERTIES SHOULD BE RESTORED,

AND HEAT TREATMENT TEST PLATES OF THE BASE MATERIAL SHOULD BE INCLUDED.

THE EQUIPMENT SHOULD UNDERGO OVERALL FURNACE HEAT TREATMENT, AND THE HEAT TREATMENT HOLDING TEMPERATURE

SHOULD PREFERABLY BE AT THE UPPER LIMIT. AFTER HEAT TREATMENT, THE HARDNESS OF THE BASE MATERIAL, WELDS, AND

HEAT-AFFECTED ZONES ON BOTH INTERNAL AND EXTERNAL SURFACES SHOULD BE < 200 HB. ALL PRE-WELDED

COMPONENTS SHOULD BE WELDED TO THE EQUIPMENT BEFORE HEAT TREATMENT, AND NO WELDING SHOULD BE PERFORMED

ON THE EQUIPMENT AFTER HEAT TREATMENT. THE HEAT TREATMENT SHOULD ALSO COMPLY WITH THE REQUIREMENTS OF

GB,/T 305832014,

. THE WELDS BETWEEN THE SKIRT AND THE BOTTOM HEAD MUST BE FULLY WELDED AND UNDERGO MAGNETIC PARTICLE TESTING,

MEETING THE GRADE | QUALIFICATION REQUIREMENTS IN ACCORDANCE WITH NB/T 47013.4-2015.

THE DIFFERENCE BETWEEN THE MAXIMUM AND MINIMUM INNER DIAMETERS ON THE SAME SECTION OF THE TOWER BODY

SHOULD NOT EXCEED 18 mm.

THE STRAIGHTNESS DEVIATION FOR ANY 3000 MM LENGTH OF THE CYLINDER BODY SHALL NOT EXCEED 5 mm, AND THE TOTAL

STRAIGHTNESS DEVIATION OF THE TOWER BODY SHALL NOT EXCEED 17 mm.

. THE VERTICALITY DEVIATION OF THE TOWER BODY DURING INSTALLATION SHALL NOT EXCEED 20mm.

. THE TOLERANCE FOR THE CENTER CIRCLE DIAMETER OF THE ANCHOR BOLT HOLES IN' THE SKIRT SEAT, AS WELL AS THE
TOLERANCE FOR THE CHORD LENGTH BETWEEN ADJACENT HOLES AND ANY TWO HOLES, SHALL NOT EXCEED £3 mm.

21, THE INSTALLATION DIMENSIONAL TOLERANCE FOR THE LOCAL LIQUID LEVEL GAUGE PIPE OPENING SHALL BE IN' ACCORDANCE

WITH THE PROVISIONS OF ARTICLE 6, SECTION 14.2.13 OF HG/T 20584-2020,

THE BUTT JOINT BETWEEN THE CONNECTING PIPE AND FLANGE WITH DN < 250 SHALL UNDERGO 100% MAGNETIC PARTICLE

AND PENETRANT TESTING IN ACCORDANCE WITH NB,/T 47013-2015, AND THE QUALIFICATION LEVEL SHALL NOT BE LOWER

THAN GRADE 1.

THE CHLORIDE ION CONTENT OF THE WATER USED FOR HYDROSTATIC TESTING OF STAINLESS STEEL EQUIPMENT SHALL BE

LESS THAN 25 mg/L. AFTER PASSING THE TEST, THE WATER SHOULD BE DRAINED AND THE EQUIPMENT IMMEDIATELY DRIED,

AFTER PASSING THE LEAKAGE TEST, THE STAINLESS STEEL SURFACE IN CONTACT WITH THE MEDIUM SHOULD BE TREATED

WITH ACID PICKLING AND PASSIVATION. THE PASSIVATION FILM FORMED SHOULD BE TESTED ACCORDING TO THE METHOD

SPECIFIED IN GB/T 25150~2010. AFTER PASSING THE TEST, THE ACID PICKLING MEDIUM MUST BE CLEANED THOROUGHLY,

THERE MUST BE NO RESIDUE.

DURING THE AIR TIGHTNESS TEST, ALL SAFETY ACCESSORIES (SAFETY VALVES) MUST BE FULLY ASSEMBLED.

INSTALL A CONDUIT AT THE OUTLET OF THE SAFETY VALVE TO GUIDE THE DISCHARGE MEDIUM TO A SAFE LOCATION AND

HANDLE [T PROPERLY. IT SHOULD NOT BE DIRECTLY DISCHARGED INTO THE ATMOSPHERE.

THE ANCHOR BOLTS FOR THE SKIRT BASE SHOULD BE POSITIONED USING AN ANCHOR BOLT FOUNDATION TEMPLATE. THE

FOUNDATION TEMPLATE AND THE SKIRT BASE PLATE SHOULD BE DRILLED FOR THE BOLT HOLES TOGE THER. THE FOUNDATION

TEMPLATE MUST BE SENT TO THE INSTALLATION SITE IN- ADVANCE.

THE EQUIPMENT SKIRT SHOULD BE COVERED WITH A FIRE-RESISTANT LAYER, AND ITS FIRE RESISTANCE LIMIT SHOULD NOT BE

LESS THAN 2 HOURS. THE SPECIFIC REQUIREMENTS SHOULD FOLLOW ARTICLE 5.6 OF GB 50160-2008 "FIRE PROTECTION

DESIGN STANDARD FOR PETROCHEMICAL ENTERPRISES™ (2018 VERSION).

. THE LOCATIONS OF THE NOZZLES, ANCHOR BOLTS, LIFTING LUGS, NAMEPLATES, GROUNDING PLATES, ETC., CAN BE FOUND IN
THE PIPING LAYOUT DIAGRAM (SEPARATE DRAWINGS TO BE PROVIDED) , WITH C12-C17 ARRANGED UNIFORMLY IN A 120 °
STAGGERED MANNER.

NOTE: (1) THE COMPOSITION OF THE MEDIUM (WTZ): UNDER NORMAL OPERATING CONDITIONS: LIQUID PHASE: FORMALDEHYDE:
0.08, METHANOL: .01, FORMIC ACID: 0.07, ISOBUTYRALDERYDE: 0.08, ISOBUTANOL: 2.19, ISOBUTYRIC ACID: 0.02,
TRIMETHYLAMINE: 1.05, HYDROXYISOBUTYRALDERYDE: 2.68, NEOPENTYL CLYCOL: 55.89, HYDROXYISOBUTYRALDEHYDE
NEOPENTYL GLYCOL ESTER: 0.74, HYDROXYISOBUTYRIC ACID: 0.07, ISOBUTYRIC ACID ESTER: (.74, WATER: 53.24,
OTHER: 0.05, ESTER: 0.08. GAS PHASE: METHANOL: 4.84, ISOBUTANOL: 1.42, TRIMETHYLAMINE: 58.05, WATER: 11.31,
OTHER: 0.13, HYDROGEN: 44.27.

UNDER REDUCTION CONDITIONS: HYDROGEN
DURING OPERATION.

(2) THE NORMAL OPERATING CONDITIONS ARE AS FOLLOWS: WORKING PRESSURE: 40.8 kq/cm® G, WORKING TEMPERATURE:
150°C, DESIGN PRESSURE: 46 kg/cm” G DESIGN TEMPERATURE: 180°C. FOR REGENERATION CONDITIONS: WORKING
PRESSURE: 5.1 kg/em’ G, WORKING TEMPERATURE: 260°C, DESIGN PRESSURE: 9.2 kg/cm’ G, DESIGN TEMPERATURE:
280°C. REGENERATION OCCURS ONCE EVERY TWO YEARS FOR 10 DAYS. THE MAXIMUM ALLOWABLE WORKING PRESSURE
1S BASED ON THE DESIGN TEMPERATURE OF 180°C UNDER NORMAL OPERATING CONDITIONS,

(3) THE PLATFORMS, LADDERS, PIPE RACK BRACKETS (INCLUDING BASE PLATES AND THEIR ACCESSORIES) WELDED TO THE
FQUIPMENT BODY, AS WELL AS OTHER PRE-WELDED COMPONENTS, SHALL BE DESICNED AND SUPPLIED BY THE
MANUFACTURER. THE SELF WEIGHT OF THE EQUIPMENT INCLUDES PRE WELDED PARTS QUTSIDE THE TOWER, WHICH
WEIGH APPROXIMATELY 500Kg. PRE WELDED PARTS INSIDE THE TOWER, NOS DISTRIBUTOR, AND PAD ARE ALL SUPPLIED
BY THE LICENSOR.

(4) THE CERAMIC BALL SUPPORT STRUCTURE (INCLUDING 3 LAYERS OF WIRE MESH) SHALL BE FINALLY CONFIRMED BY THE
PATENT HOLDER, DESICNED AND SUPPLIED BY THE EQUIPMENT MANUFACTURER.

(5) THE LIFTING METHOD FOR THIS EQUIPMENT SHALL BE DETERMINED THROUGH CONSULTATION BETWEEN THE
MANUFACTURER, THE OWNER, AND THE INSTALLATION UNIT TO FINALIZE THE TYPE AND SIZE OF THE LIFTING LUGS.

(6) THE REACTOR SHELL USES EXTERNAL HALF—TUBE HEATING, WITH A HALF=TUBE SPECIFICATION OF DN100 AND A
CENTER-TO-CENTER SPACING OF 160 mm. THE HALF=TUBE SHOULD NOT EXCEED 50 METERS IN LENGTH. THE
HALF=TUBE 1S WOUND CLOCKWISE WHEN VIEWED FROM ABOVE. IF IT CANNOT BYPASS OBSTACLES SUCH AS PIPE
CONNECTIONS, DN32 PIPES CAN BE USED FOR CONNECTION.

(7) BED RESISTANCE REDUCTION: PRODUCING MAX 80KPa, RESTORING MAX 20KPa,

(8) UNDER NORMAL OPERATING CONDITIONS, THE REDUCED CATALYST BED NEEDS TO BE WETTED BEFORE DRIVING, SO
THERE MAY BE A SITUATION WHERE THE LIQUID LEVEL PENETRATES THE ENTIRE BED, WHICH CAN BE CONSIDERED AS
FULL LIQUID.

(9) THE EXTERNAL HEATING HALF—TUBE OF THE REACTOR DOES NOT OPERATE UNDER NORMAL CONDITIONS; IT IS ONLY
USED FOR THE REDUCTION CONDITIONS.

(10) EXCEPT FOR THE CERAMIC BALLS, CATALYST, CERAMIC RINGS, AND THE NO3 LIQUID DISTRIBUTOR, ALL OTHER
INTERNALS (INCLUDING THE NOT GUIDE TUBE, CERAMIC BALL SUPPORT STRUCTURE, DEMISTER, AND OTHER INTERNALS)
ARE DESIGNED AND SUPPLIED BY THE TOWER MANUFACTURER.

(11) THE REINFORCING RING ALSO SERVES AS INSULATION SUPPORT, WITH A SPACING OF APPROXIMATELY 3000 mm PER
RING, AND MUST NOT BE INTERRUPTED. T MAY BE ADJUSTED UP OR DOWN WHEN ENCOUNTERING NOZ/ZLES OR
PLATFORM SUPPORT LUGS, BUT THE MAXIMUM SPACING MUST NOT EXCEED 3500 mm.

(12) ALL SIDE-MOUNTED PRESSURE GAUGES ARE REQUIRED TO MEASURE THE LIQUID PHASE, AND THE PRESSURE
MEASUREMENT POINTS SHOULD BE INSTALLED AT AN UPWARD ANGLE TO PREVENT LIQUID ACCUMULATION.

(13) IF THIS EQUIPMENT UNDERGOES A HORIZONTAL HYDROSTATIC TEST, EFFECTIVE MEASURES MUST BE TAKEN TO
PREVENT DEFORMATION OF THE EQUIPMENT.
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