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DESIGN/ FABRICATION/ INSPECTION DATA

(EABB)GB/T 150.1-150.4-2024
PRESSUER VESSEL

(R TEBUERATR ) HG/ T 20584-2020
TECHNICAL STANDARD OF FABRICATION FOR STEFL CHEMICAL VFSSELS
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% § PARAMETER En52i /

TEEf

oG pass kg/cm'G

£
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Supplementary technical requirements:

L IRERA, AR R “mn” 2 RRRAR G PG TR A

I Except as specified, all dimension unifs are “mm", and the flange bolf holes should be distributed along the center
line of the equipment or ifs parallel lines.

2 WM 24 SRARIRAGB/ T713.2-2023 \AERERAUTIA ) i, EXRERR.

208HBENB/ T47008-2017 \RERE A a2 0 ) w IAARAAde, AR,

D0ERREGE/ T9946-20 13\ FABAATAAE ) flie. TAAEREBRRREAT 10% SISHAERS).

2. The Q245R steel plate for equipment shall comply with the provisions of GB/T713.2-2023 “Steel plates and steel
belts for pressure-bearing equipment” and shall be supplied in normalized stafe.

20 forgings should be manufactured, inspected and accepfed in accordance with the Class Il provisions of
NB/ T&7008-2017 “Carbon Steel and Alloy Steel Forgings for Pressure-bearing Equipment”.

20 steel pipes should comply with the provisions of GB/T9948-2013 “Seamless Steel Pipes for Pefroleum Cracking”
The negative deviation of the thickness of seamless steel pipes shall not exceed 10% S (S is the thickness of the
steel pipe)

3 ZETMIHBRMEENP<0.015%, 5<0.008% KYECE=CoMn/6+(Mo+Cr+V)/5+(NivCu)/ 150,43 A BARREREA T 20mm Hink ik
MEARARIRN, HEA B, CORDSHART 1 K/ GRARIABARH), A+ ARRT2 08, BD+DsFATZ 0 RERIRMRIAATS 54,
3. The finished product analysis of compressed component materials should be controlled fo confrol P<0.0157,
$<0.0087%, and carbon equivalent CE=C+Mn/6+(Mo+(r+V)/5+(Ni+Cul/15<0.43- materials (forgings and steel plates with
thicknesses of pipe plates greater than 20mm) should be tested for non-metallic inclusions, which should meet: 4, B, (,
D and Ds shall not be greater than 15 (including fine and coarse levels), A+C shall not be greater than 2.0, B+D+Ds
shall not be greater than 2.0, and the fofal of various inclusions shall not be greafer than 4.5,
4,024 SREBEEXKARR BHRA 1005 RFRN, HANB/ T47013.3-2023, T1 ks 20RBEARFRF RAMEIEN, 1554,
4. The Q245R steel plate should be used in normalized state, and 1007% ulfrasonic testing will be performed one by
one, complying with NB/ T47013.3-2023, and passing the T1grade,; 20 forgings will be ulfrasonic and magnetic powder
festing will be performed one by one, and passing the (lass |
5. BHAXREAE, RAAAERERARTHALE FUAUBNARI AR E<Snl/ 1009
5. The welding material should be made of low-hydrogen welding material fo confrol the moisture confent and the
confent of the deposited mefal dif fused hydrogen. According fo fthe approval inspection, the confent of the deposited
mefal diffused hydrogen <5ml/100g.
6. ST IMRARHBARRRRNER.
6. Welds in confact with the process medium should be baseped with argon arc welding.
7A, BREREARBRARTRAT mm, FrARATETR, ARAAMPRRE RENCUARNGHE, RATEREEREY (A 1ImnRE PRI,
7. The residual weld height of (lass A and B welded joints shall not be greater than Imm; all welds shall be polished
and smoofh, the fillet weld shall be concave and smoofh, the inner diameter of the pipe should be rounded, and the
rounded corner radius shall be the smaller value of the pipe thickness 1/4 or 19mm.
8. AREMRARMIMAAL, SABRERFER LR, RAMEE Bit, BRRAIOERRARRRES200H. FARBHAEMETSRERSE, IRERGE
W Lt BARRIREGE/ T30583- 2016 HER.
8. This equipment should undergo heaf freatment in the entire furnace, and the heaf freatment insulation femperature
should be subject fo the upper limif. After the equipment is heaf freated, the inner and oufer surface hardness of the
base material, weld and heat-affected zone is <200HB. All prewelded parts should be welded fo the equipment before
heat freafment. Affer heat freatment, they should not be welded on the equipment. The heat treatment should also
comply with the requirements of 6B/ T30583-2014.
9, S ATE R ARG, AR, 57, RRARITIHN, NN B RENERE D IR PR AT, FRES, A8 RANARER AN TR Y
fe
9 Good molding measures should be considered inside the equipment (no defects such as scrafches, notches, carbon
deposits and corrosion), such as grinding of the inner wall, efc.; during the manufacturing process of the equipment,
the surface of the compressed component should be protected from hammering or collisions. When removing rust, fry
fo avoid excessive increase in the surface hardness of the maferial.

10, AR R R, HEEGB/ T150.4-202446.5. 1ABRAHNAR,

10. After the cylinder assembly is welded, the roundness of the shell should be checked according fo Arficle 6.5.11 of
6B/ T150.4-2074.

110N 25086 512 R ERXNKRNB/ T4 7013.4(5)- 20 SR 100 % RROFEAA, SERHTT 19, MO EE SRRAGEEXARE

NB/ T4 7013.3- 2023811005 RFHN, SHIHMET 14

11 The butt joints of the connectors of the ON<250 and the flange should be tested in accordance with

NB/ T4 7013.4(5)-2015, and the pass level shall not be lower than Level . The welded joints of MOT connector and the
shell should be 100% ultrasonic inspection in accordance with NB/ T47013.3-2023, and the pass level shall not be lower
than Level |

12 3ATRERRE, HRANRIAA T,

17. After the hydraulic fest of the equipment, the water should be thoroughly drained and blown dry.

it/Note):

IARER(V %):H2:0~20 KRN2 AS2.

I Media composition (V%): H2:0 20, the remaining N2, water <2

2 iR .

2. The hanging ears are only allowed fo be empty.

FIHRRERAERT SRR, EARBRRELAREREMRIAS, MERATAMT iR, HIRR AR tfio.

3. The design service life is nof equal fo the actual service life. The pressure vessel user unit should conduct reqular
and irreqular inspections of the equipment according fo the operating status of the device, and confirm the compliance

of the actual life and design service life.
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