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Supplementary technical requirements
1 R, FARTERA “mn” , L RRAA AL TAAR A,
All dimensions are in mm, unless otherwise specified. The flange bolt holes shall be evenly distributed across
the centre line of the equjpment or ifs parallel line.
2 RERS31603HRERRGB/ T713.7-2023 VAERRRIRAAY ) &%, RAHAIANAD, HRREHE.
S360RURENB/ T4 7010- 2017 \AERE FASHIRAGE ) DI AAR R bhe, ARARE.
SI1B0IHRHREGB/ T14976-2012\ RABRRFHATRAE ) b, TRIBHERARERAT 107 S/ SHARALY).
The equipment used S31603 steel plate shall conform fo the provisions of GB/T713.7-2023
"Steel plate,sheef and strip for pressure equipments” and the surface machining type shall be 10,
and the supply shall be in the state of solid solution.
531603 forgings shall be manufactured, inspected and accepted in accordance with the provisions of
grade Il in NB/T47010-2017 “Stainless and heat-resisting steel forgings for pressure equipment”
531603 steel tubes shall canform to the provisions of GB/T14976-2012 “Seamless stainless steel pipes
for fluid transport”. The negative deviation of the thickness of the seamless steel tube shall
not be greater than 10% S (S is the thickness of the steel fube).
3, STI6OMMRSARX (GRERTERR, RRERAID KGD/ T4334-2020 O RARARNAS. PoRtdRs
AxT169/m2h, BURERBWERERGE/ T21633-2006%850% %H.
531603 materials and welded joints (including welding process qualification, finished welded fest pieces)
shall be subject fo intergranular corrosion test according to method B in GB/T4334-2020, and the
average corrosion rate shall not be greater than 16g/mZ.h, and the sampling and batching of corrosion
test pieces shall be carried out in accordance with the provisions of GB/T21433-2008, Clause 8.

4 ARARTHE, HREGB/ T150.4- 202456 5. 1EHEZARER.

After the shell is fully welded, the roundness of the shell shall be inspected in accordance with
Clause 6.5.11of GB/T 150.4-2024

5, WD ERRTAZRHG, 1205842020816, 2 13565 %,

The dimensional tolerance of the level gauge pipe port installation shall be in accordance with the
sixth provision of 14.2.13 in HG/ T20584-2020.

6 SETALRARANRSER, AERARARAREN, BROANRAREN, 180, ABS, RHSA. W, 140
O BRGTRR G AR IR ABRETRL,

All butt welds and fillet welds between pressurized elements shall be of full penetration fype, and

the welded joints shall be free of surface cracks, lack of fusion, incomplete penetration, surface porosity,
arc pifs, lack of filler and spatter, etc, and the welds shall transition smoothly to the parent metal;

the fillet welds shall have a concave smooth transition; and the weld surface shall be free of undercut

T, DN< 2508852 MR AR HKENB/ 747013 5-20 158K 10025 58N, SK4URKT 14,

Manifolds and flanges with a nominal diameter NON < 250 for butt welded joints shall be subject to
100% penetrant testing in accordance with NB/T47013.5-2015, and the qualification level shall not
be lower than Grade |.

8, MOTRE SRRUEREAREN/ T 47013.3-20238100258FRN, SHAATKT 14,

The welded joints of MO takeover and the shell shall be subject to 100% ultrasonic testing in accordance
with NB/T47013.3-2023, and the qualification level shall not be lower fhan Grade |

9, ARREA ERBRAKRATARNAT Z5mg/ L RARFAIREARSRT.

The chloride ion content of water used for hydraulic pressure test of stainless steel equipment shall be
less than 25 mg/L, and the water shall be drained and dried immediately after the fest is qualified.

10, RERSARE ARERGTHRERRTIAAAAL, FYARRRRNCE, T25150-20 OARAAHAN, SREXFARARIATS, THARY.
After the pressure fest is qualified, the surface of the stainless steel in contact with the medium should be
pickled and passivated, and the formed passive film should be inspected according to the specified method in
0B/ T25150-2010, and after qualification, the pickling medium must be cleaned thoroughly without residue.

8 (1, ARG wi%): ¥ ¥R 101, 5T 118, ZFk0.33, X97.36;

- TBI15.46, $TR20.2, ZRK3769, A25.65,
Note: (1) Medium composition (wt%]: liquid phase: methanol 114 isobutanol 118, frimamine 0.33, water 97.36;
gas phase: methanol 16.46, isobutanol 0.2, frimethylamine 37.69, water 25.65
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