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~ 2. The Q245R steel plate for equipment shall comply with the provisions of GB/T713.2-2023 “Steel plates and steel
belfs for pressure-bearing equipment” and shall be supplied in normalized stafe.
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== NB/ T47008-2017 “Carbon Steel and Alloy Steel Forgings for Pressure-bearing Equipment”.
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il 3. The finished product analysis of compressed component materials should be controlled fo control P<0.015%,
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THH D and Ds shall not be greater than 15 (including fine and coarse levels), A+( shall not be greater than 2.0, B+D+Ds
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0 confent of the deposited mefal dif fused hydrogen. According fo the approval inspection, the confent of the deposited
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rounded corner radius shall be the smaller value of the pipe thickness 1/4 or 19mm.
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// § 8. This equipment should undergo heat freatment in the entire furnace, and the heaf freafment insulation femperature
should be subject fo the upper limit. Affer the equipment is heaf freated, the inner and outer surface hardness of the
;Nr: base material, weld and heaf-affected zone is <200HB. All prewelded parts should be welded fo the equipment before
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10. 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 nof be lower than Level |. The welded joints of MOT connector and the
shell should be 100% ulfrasonic inspection in accordance with NB/ T47013.3-2073, and the pass level shall not be lower
than Level |
1 FATRERRE, RARRE# T
11 After the hydraulic fest of the equipment, the water should be thoroughly drained and blown dry.
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2. The hanging ears are only allowed fo be empty.
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\ 3. The design service life is nof equal fo the actual service life. The pressure vessel user unif shall conduct reqular
\ and irregular inspections of the equipment according fo the operating status of the device and the requirements of
\ Chapter 8 of TSG 21-2016 "Technical Supervision Regulations on Safety Supervision of Fixed Pressure Vessels” and
\ confirm the compliance of the actual life and design service life.
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