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SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229

PG No. : 04 TO 07

P.G. NAME : DRUMS,HEADERS,WW PANELS PRESSURE PARTS

CIRCULATING SYSTEM COMPONENTS

s/ TYPE OF SIZE & QTY (Nos) TG WIRE
REMARKS

NO ELECTRODE /" WIRE 625 | 8315 | w40 | 850 | WT (Kg)

o1 ER 70S—Af — - - - 93.000

02 E 7018—1 61900 | 10115 -~ — -

03 E 7018—A1 2840 | 4645 |12650 -~ -

NOTES: —

1. RESERVE 50% ADDED.

2. QUANTITY GIVEN IS PER BOILER

3. THIS ERECTION WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

ENCL : ERECTION WELDING SCHEDULE SHEETS

4-07-992-05310 &
4-07-992-05311
CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)
3. WELDING SCHEDULE FILE
PREPARED ~ |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No. REV.

19.07.11 | 4—07—-992— 05309 00

NARASIMHA| S.A.K G.S




PACKAGE :

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PG(S) : 04 TO 07
DRUM,HEADERS,

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

SYSTEM : CIRCULATION SYSTEM

REV.NO.
WELDING CODE :IBR/ASME
PAGE NO. :1/2

PG NAME :
WW PANELS CIRCULATING SYSTEM

COMPONENTS

FWS NO.
DESCRIPTION |MATERIAL |DIMENSIONS WELD RECOMENDED ELEC./WIRE[TOTAL WCTIWPSIMIN. |HEAT NDT REF.
SL.|\PPA DRG. OF PARTS TO|SPEC. SPEC. | ENGTHRTYWNO. |PRE. TREATMENT METHOD /|SPECIACT
NO|DESCRIPTIONS ~ |BE WELDED SIZE  THICK| spec, |PROCESS SIZE - NO.OFFGMSREy, HEATITEMP] HOLD|QUANTUMNG,  INommfFEMARKS
ARC/TIG| (mm) WELDS | Wo. TEMP | ¢ |TiME REF
ER70S5—
-~ A1 | TIG 2.4 B2 NOS 7540 8 100
9457.2 40 |38 W 55 e © 6201 100 | 100% RT|
SA106GR.C E7018=1 arC 3.15 |52 NOS [parz2| S 650 | mins
DOWN COMER Al AR
01| 1-07-108-00588 |ASSY. + 4.0
SA106GR.C |erzos 4. 2.4 8 NOS [008
0406.4] 40 B7.40u___ " 620 | 100
’ 2.5 240 100 | 10 mins 100% RT
E70189  rc 3.15 |8 NOS |00 650
Al 40 1072
ER705—
SA106GR.C o | TG 2.4 4 wnos Weo| 8 620 | 140
02| 1-07-108—00588 |RING HDRS. " 5406.4 55 |57 W S 10 | oo | 100%RT
2.5 120 | © | 100 | 650
SA106GR.C 5707;?7— ARC 375 |4 Nos Poo| ©
4.0 916
SA210GR.C RO 3 "
8 5.6 ATl 76 2.4 3428 R B 10%Z RT
SA27OGR C 6 3 E£7018— © (@] PER
/| Arc 25 P48 |2 |9 WELDER
S
PREPARED CHECKED (DES/G/\/) CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K 6.S SAK 19.07.2011 | 4— (07— 992— 05310 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.
IT MUST NOT BE USED DIRECTLY OR INDIRECTLY
IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

REV.NO. :

PG(S) : 04 TO 07
PG NAME :

DRUM,HEADERS,
WW PANELS CIRCULATING SYSTEM
COMPONENTS

PACKAGE WELDING CODE :IBR/ASME
SYSTEM : CIRCULATION SYSTEM
WS NO. - PAGE NO. :2/2
DESCRIPTION |MATERIAL |DIMENSIONSWELD RECOMENDED ELEC. /WIRE[TOTAL WCTIWPSIMIN. [HEAT NDT REF.
SiL.|PPA DRG. OF PARTS TO|SPEC. SPEC. LENGTHQTYWNO. |PRE. TREATMENT IMETHOD /|SpECIACC
NO|DESCRIPTIONS  |BE WELDED SIZE  JHICK| spec, |PROCESY SIZE WO, OFFGMSRey HEATITEMP] HOLD|QUANTUM|NG, - InommfFEMARKS
ARC/TIG| (mm) WELDS | o, TEMP| ¢ |TIME REF
ER70S
Al TG 24 | 358 e 10% RT
REAR ARCH |SAZ10GR.C 0761 | 711717 NOS p65§ N R M:/D/\,/E/; WELD
04|0-00-027-45677 |SCREEN TUBE| _ .+ T S WELDER
& HGR TUBE | SATO6CGR.C £7018-| ARC 25 | 358 bosd —
7 NOS
M
S 2.4 | 476 Q 10% RT
SA106GR.C Al NOS 13324 ™ [— | — viN 2 WELD
05|0-00—-027-45677 |RISER PIPE + 6127 | 11.5|111.5V S - P
ASSY. SAT06GR.C 7018 2.5 | 476 k74 © WELDER
ARC 454 Lo
7 3.15 2
NOS
ER70S5+ Te)
SA106GR.C A1l TG 2.4 N%s 20 | © 520 10% RT
06|1—10—184—01078 |HAND HOLE + 0127 |20 18157 o | — 50 WMIN 1 WELD
PIPE ASSY. |sa234wpe o018 25 12 NOoS|144| 8 10| hins| PER
41l ARC 3.15 2 NOS|204| — 650 WELDER
4.0 12 NOS| 72
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S S.AK 19.072011 | 4—07—992— 056311 | 00

CA

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

UTION:

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




(e 2 em

SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229
PG No. : 12

P.G. NAME : SUPERHEATER PRESSURE PARTS

s/ TYPE OF SIZE & QTY (Nos) TG WIRE

REMARKS

NO ELECTRODE / WIRE 625 | #315| 040 | 5.0 WT (Kg)

o1 E 7018—1 30000 | 1600 | 300 - -

02 E 8018-B2 17000 | 1300 | 4100 - -

03 E 9018-B3 17000 | 200 - - -

04 E 7018 20 20 — - _

05 E 7018-A1 200 300 600 - -

05 E 309 40 - - - -

05 ER70S—AT - - - - 45.000

05 ER80S—B2 - - - - 25.000

05 ER90S—B3 - - - - 15.000

NOTES: —

1. RESERVE 25% ADDED.

2. QUANTITY GIVEN IS PER BOILER

3. THIS ERECTION WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

ENCL : ERECTION WELDING SCHEDULE SHEETS

4—12-992—11633 TO
4—12-992—11646
CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)
3. WELDING SCHEDULE FILE

PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No REV.

NARASIMHA| 5.A.K .S 19.07.200 4= 18— 992—11632 | 00




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

|D

ACKAGE :

SYSTEM : SUPERHEATER

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PG(S) : 12
PG NAME :

FWS NO.
REV.NO.
WELDING CODE :IBR/ASME
PAGE NO. :1/14

SUPERHEATER
(PP)

DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
s |pPPa DRG. OF PARTS TO|SPEC. OF OF TG ARC SPEC. |NO. |PRE. TREATMENT IMETHOD/|SPECIACC |mersamks
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
)
SH. CONN SA106GR.C A QO 10 % RT
o1 P7127650-01528 | PipEs + 127 |11.5 |ncanre [LEVER70S"A £ 70167 § = | = | = | Veweer
(SATURATED) | SAT06GR.C ' 66 | 1848 [792 1792 | S WELDER
SH.ROOF INLET " ; N
00— T— 51/ [Er80S-B - Q
A Bt S T IR X7l B e BLL LS S PP B
-00-027- . 1056
roor Tuges | SA213T11 132 | 1400 g
N
+5|0-00-027-45667 SHRADIANT SA213TI1 o s lresarel® 7 ErR80S-BZ £ 8018—8B2 § 50 | = | = |10zrr
00— 7— SH.RADIANT MIN 1
0-00-027-45673 RADIANT 1 54213717 132 | 1400 1056 § WELD PER
SH.RADIANT N WELDER
: SA213T11 ;
0—00—027—45667 ROOF TUBES+ A 57 [ERE0S-B2 £ so18-82 | S 5
04 SH.RAD.ROOF @51 5 |TIG&ARC o _ _
0—-00—-027—45673| ouTLET HDR |SAZ13T11 136 | 1442 |1088 S
NIPPLES =
SH. RAD ROOF|SA234WPC = 9
05|0—00—027—45668| OUTLER HDR + 0323 9| 40 |TIG&ARC|35W [ER70S5-A1 E 7018—1 N
gi/BOsV}/DE WALL| SATO6GR.C 2 | 190 |48 |78 |210 S |100 | 635 700 | 100% RT
INLET HDR 2 +15Imins
PREPARED CHECKED ( DES/G/\/) CHECKED ( W. 7'.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA  |S.A.K 6.S S.AK 19070011 | 4—12—992—11633 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




FIELD WELDING SCHEDULE

Name of Contractor,/Subcontractor

PG(S) : 12

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL
PACKAGE :
SYSTEM : SUPERHEATER

FWS NO.
REV.NO.

PG NAME :

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :2/14

DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPEIELECTRODE FILLER SPEC. [WPSIMIN. |HEAT NDT REF.
s/ |PPa DRG. OF PARTS TO|SPEC. OF OF T ARC SPEC. |NO. |PRE. TREATMENT IMETHOD/|SPECIACC |mersamks
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
M
SH. SIDE WALL S 10 % RT
I DN %0 SA27EGRC peas |45 laumot-5V ER705-A1 £ 70181 N MN g
-00—-027~ 3 SH.SIDE wALL 5 |4
TUBES SAZ10GR.C 152 1399 |1 064| | g WELDER
M
SH. SIDE WALL 5V |ER705—A1 - Q 10 % RT
00097455 78| TUBES % SAZZLOGR.C 44.5 | 4.5 |mcasrc 2V E 7018—1 N o
07|0-00-027= SH. SIDE WALL| 5A210GR.C 150 | 1399 |1064 S WELD PER
TUBES ‘ S WELDER
SH. SIDE WALL | SA210GR.C 57 lER70S-A1 £ 7018-1 | © 10 % RT
08|0-00-027-45676| IyBES + SH, |+ p44.5 | 4.5 |16&ARC [ § - = | = Vo eer
oIDE WALL OUT | SA210GR.C 152 | 1399 1980 S WELDER
SH.SIDE WALL © 620
SA234WPC S
0—00—027—45668 QUTLET HDR 0 - E 7018—-A1 100
09| 0_00—027— 45678 ELBOW + 8273 | 40 |TIG&ARC 29;5“*?725 Al § 100 ggo ins | 100% RT
FRONT WALL 40 | 66 | 114
Il BAtk | sA1066R.C S
SH. SIDE WALL|SA234WPC 8 620 100
10 |0-00-027-45668| outier HOR + 0273 | 40 |TIGXARC bo.2smErR705—41| £ 7018=AT | X 70 | mins
0—00—-027—45678| ELBOW + Q (100 100% RT
SH.REAR WALL|SA106GR.C 2 | 164 |40 |6 |174 | S 650
INLET HDR =
PREPARED CHECKED ( DES/G/\/) CHECKED ( W. 7',0) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA —|S.A.K G.S S AK 19.07.2011 | 4—12—992—11634 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

F)

ACKAGE :

SYSTEM : SUPERHEATER

FWS
REV.

PG(S) : 12
PG NAME :

NO.
NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :3/14

DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPE |ELECTRODE FILLER SPEC. |WPS|MIN. |HEAT NDT REF.
si|PPa DRG. OF PARTS TO|SPEC. OF OF 716 ARC _SPEC. |NO. |PRE. TREATMENT IMETHOD/ISPECIACC |reyarks
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING \WELD QTY REV.\HEAT|TEMP| HOLD.|QUANTUM|NG.  INORM
QTY Wt.(gms)|e2.5 |#3.15 [94.0 |NO. [EMP | C |TIME REF
D)
SH.REAR WALL SA210GR.C .}
INLET HDR + ’ V/ |ER70S-A1 E 7018—1 NS
(LOWER) SA210GR.C 108| 972 756 | | S
p)
SH.REAR WALL V |ER705=A1 _ =)
12 0-00-027-45676| LOWER + SA2,7LOGR'C 044.5 | 5.0 |Tc&Arc| > £ 70781 IS I N
972  |756 S
Hor. nippLe | PAZTOGR-C 108 S 10% RT
=5 MIN 1
SH. FRONT SA210GR.C P _ S WELD
13 p—00—-027-45676| JOE N, + 0445 | 4.5 |Tcaarc |[45VIER70S=A1 £ 7018=T | & | - | — | — | pER
SH. FRONT SA210GR.C 8
WALL . 7 _ —
14|0—-00-027-45676| St FRONT N paa 5 | 4.5 |TC&ARC|4OVIER70S-A1 £ 7016—1 |°5 | | |
HANGER ' 108 | 994 756 Q
T BE SA210GR.C S
SH. FRONT | SA210GR.C 9
15 D—00—027—45668 | ANCER TUBE + p44.5 | 4.5 |TIGKARC |4.57 [ER705-A1| £ 70181 S
SH.JUNCTION |SAZ10GR.C 108 S | - - _
HDR. NIPPLE 994|796 <
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K .S SAK 19.07.2011 | 4—12—992—11635 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

|D

ACKAGE :

SYSTEM : SUPERHEATER

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

FWS
REV.

PG(S) : 12
PG NAME :

NO.
NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :4/14

DESCRIPTION [MATERIAL |DIMENSIONS|PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
s/ |PPaA DRG. OF PARTS TO|SPEC. OF OF S ARC _SPEC.__|NO. |PRE. TREATMENT METHOD/[SPECIACC |peyamics
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
[§)
SH.JUNCTION 3 620 10% RT
SA106GR.C 50
—10—687— HDR.H.H.PIPE+ m _ E 7018—1 N T IMIN 1
16|0-10-687=01076\ |\ bistiep + 0127 | 20 |mcaarc [ZI2HER7OSAT S|~ |50 | ™S |VELD PER
END Cover | A234WPC 2 70 24 | 34 | 0 | © WELDER
SH.JUNCTION - - B s 10% RT
171000745574 HDR MPPLE+ SAZI06R-C 54y 5 | 45 [icaarc |LOV|ER70S-A1 _E 70181 N I ik
SH. REAR SA210GR.C 132 1215 924 8 WELD PER
ROOF S WELDER
M
—00—027— SH. REAR A 2 10% RT
0-00-027-45668 5. FEA SA2106R.C 4.50|eR705-241 E 7018—1 || | _ | _ MK 1
'8\ 0—00-027-45676 SH. REAR 944.5 | 4.5 |TICEARC N WELD PER
WALl (Upp) | SA2106R.C 132 | 1215 |924 S WELDER
M
SH. REAR SA210GR.C —~ _ QX 10% RT
19|0-00-027-4567¢] WALL (UPE) +| ="~ saa s | 4.5 |Tc&Are|£OVIER7OS=A £ 7016—1  |°S | ) - [
HDR. NIPPLE |SA210GR.C 13211215 | 924 S WELD PER
= WELDER
SH. FRONT SAT06GR.C 2
20|0-00-027—45678 ik NoZo £+ + p127 |11.5 |TIGRARC[0.5V|ER705-A1 £ 7076—1 1K 10% RT
1-12-184—01437 | g [ o, SBE . | SATO6GR.C 4 112 |48 |48 S - WELD PER
= WELDER
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S SAK 19.07.2011 | 4—12—992—11636 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

|D

ACKAGE :

SYSTEM : SUPERHEATER

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

FWS
REV.

PG(S) : 12
PG NAME :

NO.
NO.

SUPERHEATER

(PP)

WELDING CODE :IBR/ASME
PAGE NO. :5/14

DESCRIPTION [MATERIAL |DIMENSIONS|PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
s/ |PPaA DRG. OF PARTS TO|SPEC. OF OF TG ARC SPEC. _|NO. |PRE. TREATMENTMETHOD/|SPECIACC |reyamis
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
SH.EXTD SW. 2 10% RT
SA106GR.C
o tag SUPPLY PIPES 7 _ E 7018—1 | MIN 2
o |1 7127184701437\ L extn sw t o 0127 |11.5 [ncaarc [C2YER7ISZAT S | T | 7| T |wew PR
SUPPLY PIPES | SATOBGR.C 7 | 196 g2 | 84 | S WELDER
SH.EXTD SW. M
—00—027— - _ 3 10% RT
| 0~00-027-45668 SUPPLY PIPES SAIO6CR-C |12 |11 5 |mosarc [0.5 Yerz0s-41  E 7018-1 Ol N I R
1—12—184—01437 | INLET HDR SA106GR.C 4 11z 48 |48 S WELD PER
NOZZLE S WELDER
M
NEFBoR" | sazioor.c L 5TlerR70s-a1 £ 70181 | S by
23|0-00—-027-45676 NPELE o, * 044.5 | 4.5 |TIGEARC |22V N T | T | T |wewp PER
BOTTOM PaNEL| SA210GR.C 40 | 368 1280 S WELDER
BOTTOM PANEL | SA2106R.C S bvit
24|0-00-027-45676 o siexip b |77 L o | 45 [moaare [4SVIERZOS- A E 70161 | S o] o | MIN T
80 | 736 | 560 S
LOOSE TUBES/ | SA210GR.C Q WELDER
PANEL : =
SH. EXTD SIDE | SA210GR.C ~ o 10% RT
25|0—-00-027-45676| WALL_PANEL + + p44.5 (4.5 |TIG&ARC|4.5VIER705-A1 £ 7018-1 | 'S MIN 1
WALL OUTLET |SA210GR.C Q| — - — |WELD PER
HDR. NIPPLE 42 | 387 | 294 S WELDER
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA  |S.A.K 6.S SAK 19.07.2011 | 4—12—992—11637 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




Name of Contractor,/Subcontractor PG(S) 12
FIELD WELDING SCHEDULE ¢ NAME @ SUPERHAEATER
(PP)
PROJECT : NASIK 5x270 MW FWS NO.
CONTRACTOR :BHEL REV.NO.
PACKAGE WELDING CODE :IBR /ASME
SYSTEM :SUPERHEATER
PAGE NO. :6/14
DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. [HEAT NDT REF.
s/ |PPaA DRG. OF PARTS TO|SPEC. OF OF S ARC _SPEC.__|NO. |PRE. TREATMENT METHOD/[SPECIACC |peyamics
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
SH.EXTD.SW 2 A
/?/5{37/;75\5 SH. A 7266\/?’0 0.5 VER70S—AT E 7018—1 Q :\A?Z ZRT
+SH. . — B M — — —
26|1-12—-187-01358 8127 | 11.5|TIG&ARC 3 WELD PER
REAR RO | SAT06GR.C 4 | 112 s | 48 | S WELDER
SH.REAR ROOF] . T = 10% RT
27(1-12-187-01358 | 'Gieean > |SATG6OR-C| | | o|TIG&ARC|1O-OVIER705—A] Sl _ | w2
ROOF INLET | s a1060p. ¢ : 4 | 1712 |48 | 48 3 WELD PER
PIPES ‘ S WELDER
SH.REAR ROOF 2 10% RT
SAT06GR.C " _ S
28|0-00-027-45668 gﬁé; AZ/DgZOF * p127 | 11.5|nc&ARC 2OV ER70S-AT__E£ 75;8 7 § = |~ |~ |Welo pew
JUNCHON FDR | SAT106CR.C 4| 11z |48 S WELDER
LTSH INLET ) 10% RT
SA210GR.C S _ _ Q
29|0-00-027-45668 HPR NIPPLE sared 5 |To&ARC|SVER7OSTAN E 701871 || — | |~ |MIN
9 09 5 528 | 5122 [3696 S WELD PER
LOOSE TUBES | SA210GR.C S WELDER
LOOSE TUBES | SA210GR.C . g 10% RT
LTSH LOWER |SA210GR.C ’ Q - - — |WELD PER
COILS 528 5122 13696 S| WELDER
PREPARED CHECKED ( DES/G/\/) CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S S.AK 19.07.2011 | 4—12—992—11638 | 00

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

CAUTION:

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




Name of Contractor,/Subcontractor

PG(S) : 12

PG NAME : SUPERHEATER
FIELD WELDING SCHEDULE (PP)
PROJECT : AMARAVATI 5x270 MW FWS NO.
CONTRACTOR :BHEL REV.NO.
PACKAGE WELDING CODE :IBR /ASME
SYSTEM :SUPERHEATER
PAGE NO. :7/14
DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. |WPS|MIN. [HEAT NDT  |REF.
st |pra pRG OF PARTS TO|SPEC. OF oF | 10 ARC_SPEC. _|NO._ |PRE. TREATMENT IMETHOD/ISPECIACT |reyumns
NO|DESCRIPTIONS BE WELDED SIZE  [HICK|\WELDING |WELD QTY REV.HEATITEMP| HOLD.|QUANTUM|noO.  INORMI
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
LTSH_LOWER p 10% RT
CoLs £ SAZTOGR.C 50 Tr7os-al £ 7018-1 | S 0 MIN 1
00—027— + 0647.63 5.0 : N — | = |WELD PER
3110-00-027-45668 5" SA213T11 VOXARC 528 5122|3696 | S WELDER
LTSH UPPER _ o | S 10% RT
32|0-00-027-45668COILS + SAZISTIT | 6 5.0 |TGaarcpo VERB0S=64  E 801862 | & 150 MIN 1
LTSH TERMINAL + : 2 — | = |WELD PER
TUBES SA213T11 028 5122 3696 S WELDER
[ TSH TERM/NALSA273777 — 3 £ 8018—-B2 8 10% RT
33|0-00-027-45668) 7 olmer | + 54763 5.0 |Tc&Arc POV FRE0S-62 Q150 | - | = |Welo per
HDR. NIPPLES | SA213T11 028 | 5122 13696 S WELDER
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA  |S.A.K .S S.AK 19.07.2011 | 4—12—992—11639 | 00
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PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL
PACKAGE :
SYSTEM : SUPERHEATER

FIELD WELDING SCHEDULE

Name of Contractor,/Subcontractor

PG(S) : 12
PG NAME :

FWS NO.
REV.NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME

PAGE NO. :8/14

DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. | WPSIMIN. |HEAT NDT  |REF.
SL.|PPA DRG. OF PARTS TO|SPEC. OF oF | 70 ARC SPEC._|NO. PRE. [TREATMENT METHOD/ISPECTACC |rpriarncs
NO|DESCRIPTIONS ~ |BE WELDED SIZE  [HICK|WELDING |WELD QrY REV.HEATTEMP|HOLD.\QUANTUMING. ~ |NORM|
QTY Wt.(gms)|e2.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
M
SH. DESH | SA335P12 S 680
STAGE=1 PIPE™ ¥ 5.0 [ERE05-64 £ 8018-82 | | 150 | TO | 700 |100% RT
340-12-852=01541 |3 T piece | sasaspzz P08 | 70 |TIC&ARC =155 | 90 |240| S 720 | mins
9]
PIPE SA335P12 W ERSOS— £ 8018-B2 | 640
35|0-12-852-01541 | + 7 0368 | 40 |TIC&ARCPE-OW ERE0S—E2 S 750 | 10 | 700 |100% RT
ELBOW SA234WP12 8 896 224 | 360 |808| =< 6701 .
CL1 9 mins
N 640 | 700
PIPE SA335P12 FR705— - N
36|0-12-852-01541 |+, _ _ K s368 | 40 |TC&ARCPZEEBER/OSTATL £ ZOIBZAT |5 1100\ TO | l100% RT
SA234WPC 2 | 224 b6 | 90 1240 5
SA182F22CL3 S
37\0-12-852-01541 |+ F FHVC = 5368 | a0 | ARC |7B £ 8018762 | X oo | — | — |10% P
PIPE SA335P12 12 0 S LPI
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S S.AK 19.07.201 | 4—12—992—11640 | 00
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PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

PACKAGE :

SYSTEM : SUPERHEATER

FIELD WELDING SCHEDULE

Name of Contractor,/Subcontractor

PG(S) : 12
PG NAME :

FWS NO.
REV.NO.
WELDING CODE :IBR/ASME
PAGE NO. :9/14

SUPERHEATER

(PP)

DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
s/ |pra DRG. OF PARTS TO|SPEC. OF OF . ARC SPEC. _|NO._|PRE. [TREATMENT|METHOD/ISPECIACC |mgyumics
NO|DESCRIPTIONS BE WELDED SIZE THICK\WELDING \WELD QTY REV.HEATI\TEMP| HOLD. OUANTUMNO‘ NORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
) 10% RT
SH.PLATEN IN.
HOR NIPPLE SA213TT1 10 0 TERSOS-54 £ 8018-B2 § 150 (680 30 |MIN 1
38|0—00—027—-45667| 2% + #47.63 TIGEARC N ~ |WELD PER
COILS  CIRCU.T | 5213722 32 | 227 |esg 128 | - | © 720 | mins |\ peg
Pk KPR | saz13711 E 8018-B2 | S 10% RT
- . _ s ;
39 SH.PLATEN " 54763 5 |TIC&ARC B0 VIEREOS=52 Nolisol - | _ [MN 1
0—-00-027—-45667|COiLS = WELD PER
CIRCU. 02-08 | SA213T22 224 | 2173 1568 3
S| WELDER
N 10% RT
SHPLATEN | SA213T22 ~|ER90583 Q
40|0-00-027-45667 COLS erovem +| 7% sa763 10 |moaarc 19V £ 901665 | S| - |6807 0 \MIN T
. . . 32| 207 - /50| mins
HDR NIPPLES |SA213T22 288 | 128 S WELDER
(SH.PLATEN COILS) ~
—00—027— CIRCUIT-02-08) | 54 213 T22 " - Q 680— 30 |10% RT
4 O—00—027—45667] SU%HEFT)LﬁgERN . 547 63 8.0 |TIC&ARC 8.0V |ER90SB3 E 9018-B3 } _ 50| mins MIN 1
224 1860 Pp912| - | - | =
NIPPLES SA 213 7122 Q WELD PER
A WELDER
FINAL SH. SA23AWPT2 56.85 g
LINKS 0 -B3 E 8018-B2 - 160
42|1-12-174-01366 54064 65 |Tc&Arc|  WERE9S—53 S |150 169971 T°% 11005 RT
ELBOW + * ‘ # [ 444 [120] 2001084 = 670\ mins
TEE PIECE SA234WP12 ‘9
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K 6.S S.AK 19.07.2011 | 4—12—992—1164] 00
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Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

PACKAGE

SYSTEM : SUPERHEATER

FWS
REV.

PG(S) : 12
PG NAME

NO.
NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :10/14

DESCRIPTION |MATERIAL DIMENSIONS \PROCESS TYPE ELECTRODE FILLER SPEC. |WPS|MIN. |HEAT NDT REF.
SL.|PPA DRG. OF PARTS TO|SPEC. OF OF 76 ARC SPEC. NO. |PRE. IREATMENT METHOD /\speEclace REMARKS
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING| WELD QTY REV.\HEATTEMP|HOLD.\QUANTUM|N O, |NORM
QTY Wt.(gms)|92.5 |#3.15 [¢4.0 |NO. [EMP | C |TIME REF
PIPE SA 335 P12 n i 8
61. 75WER80S—BZ E 8018-B2 640—-
43|1-12-174-01366 |  fbow  |saz3dwprs [P406.4 65 |TIGEARC S [150 |75 760 | 100% RT
CLT 4 444 120 | 2001084 S mins
S
- 100% MPI
PP PIPE SA 335 P12 7n £ 8018-52 | | = |
44|1-12—174—01366 i 5 baoe 4 65 | ARC § |720
RG—-PLUG SA182F22CL3| ) 2
FINAL SH INLET SA 213 T22 Y ER90S—BJ3 — S
45 0—00—-027—45667 HDR N_/fPLES + 247 63 8.0 T1G&ARC 8v £ 9018-B3 § 150 _ _ }O%EEE). MIN
FINAL SH SA 213 122 393 5019 S PER
coliL 3262 WELDER
FINAL SH COIL SA 213 122 8V ER90S-B3 E 9018-B3 | %
46|0-00-027-45667|  mnal s oumer + p47.63 g |lIC&ARC » 150 | — - :O‘ZVEEE’- -
HDR NIPPLES 3 PER
SA 213 T22 393 | 3262 (5019 = WELDER
SH. STEAM
SA 210 GR.C M 10% RT MIN
COOLED _ S
47|0—12-803-01567|spacer Tuse+ |  + 4| 76 | 4OVER70S-A1 N 1 WELD
$44.5 N |- |- | - |[PER
TUBE SA 210 GR.C P 14 S WELDER
SH. STEAM — N
PP COOLED SA 213 TI1 5 V ER80S-BZ  E 8018-B2 | R 10% RT MIN
48|0-12-803—-01567 sPACER TuBE+ |, 2+73 . #44.9 5 |TIG&ARC > |150 _ _ |1:4.:VRII-ZLD
TUBE 7 |63 |9 | | S WELDER
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S SAK 19.07.201 | 4—12—992—11642 | 00
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FIELD WELDING SCHEDULE

Name of Contractor,/Subcontractor

PG(S) : 12
PG NAME

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL
PACKAGE :
SYSTEM : SUPERHEATER

FWS NO.
REV.NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME

PAGE NO. :11/14

DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS TYPEELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
SL.|PPA DRG. OF PARTS TO|SPEC. OF OF TG ARC SPEC. _|NO. |PRE. TREATMENT WMETHOD/ISPECIACC |meyarks
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING| WELD QTY REV.\HEATITEMP|HOLD.|QUANTUM|NO.  INORM
QTY Wt.(gms)|e2.5 |83.15 [84.0 |NO. [EMP | ‘C |TIME REF
e o
SA 210 GR.C v _
SPACER TUBE| ™ "4 bass | 40| TG ¢ VER70STA S| zsl - | - |YEo e
49|0-12-803-01567| 2. SA 213 T11 ’ ' 1 7 | | 2 WELDER
Sé’o%ﬁé’ SA 210 GRC 4.0 Viep705-A1 g 10% RT
. _ | - _
50(0~12-803-01567 | spACER TUBE| 5A 210 GRC | ggq 5| * | T° S WELD PER
+ : 6 42 S
TUBE N WELDER
SH STEAM
Coolep | SA 23T |, > Versos-sq £ so18-82 | § N I
51 |0-12-803-01567|°FACER TUBE| su 213 111 | meanrc— - 3 WELD PER
COOLER TUBE 9 2 WELDER
SA 210 GRC . N 100% MPI
TUBE 7 55 51k E 7018 N Lo e/
52 |0—12-803-01567| _* SA 87 OR.22 #6331 22 | arc g |150 | - | -
PLATE THK 0.208M — 3| 5 =
TUBE SA 213 T11 5 5 — E 8018—B2 g
+ + #44.5 > 125 X 150 — — | 1007 MP|/
—_1o_ — SA 387 GR.22 ARC
53|0-12-803-01567 PLATE 2 lo 7hke e — 51 12 § LPI
TUBE SA 210 GRC 40 S
* : 3N - E 7018 S
+ 1S2062 244.5| 6+ ARC N — _ — 10% MP'/
54|10—-12—-803—-01567 PLATE 2 LPI
FE410WA THK 0. 20M _ 7 | | S
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S S.AK 19.07.2011 | 4—12—992—11643 | 00
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Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL
PACKAGE :
SYSTEM : SUPERHEATER

FWS
REV.

PG
PG

NO.
NO.

(S) : 12
NAME :

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :12/14

DESCRIPTION |MATERIAL DIMENSIONS|\PROCESS TYPE ELECTRODE FILLER SPEC. |WPS|MIN. |HEAT NDT REF.
SL.|PPA DRG. OF PARTS TO|SPEC. OF OF 76 ARC SPEC. NO. |PRE. [IREATMENT METHOD /\speclace REMARKS
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING| WELD QTY REV.HEAT|TEMP{HOLD.|QUANTUM\NO.  INORM
QTY Wt.(gms)|e2.5 |#3.15 |e4.0 |NO. [EMP | C |TIME REF
PLATE 1520262 R
FE410WA 1N - E 7018 AN
55|0-12—-803-01567 + 7520+262 - 6+8| ARC 3 - - -
PLATE 20262 oM - | 2| | S
TUBE SA 213 Ti1 5 57 B S
E 8018-B2 X 100Z MP)
56|0—12—-803—-01567 + + ARC N
roD 5/&7%5 F12 |#44.5 710 b 201 ~ 5 S |25 - | - / LPI
TUBE SA 213 T22 S
57|0-12-803-01567 7 + 611 ARC | 6N | — £ 309 S| PoA B
ode bazeoresios P63 * N | SIDE| — 100% LPI
10 THA 042M  — 10 | | N 750
TUBE SA213T11 5N _ _ S 100% MPI
58|0~12-803-01567 : + lgaas| 20| ARC R N L I N
152062 "7 6 THK =
FIN(PLATE) 2 1.0m| — 4 =
/gc%forgﬁycm SAZ106GRC 1.0 V ER70SAT § 10% RT
59|0—12-803-01568 | ~TUBE + v44.5| 4.0 | TG N _ _  |MIN 1 wELD
+ TUBE | SAZ10GRC 2 14 S) PER WELDER
RH STEAM
SA213T11 - Q
COOLED SPACER 5.0 V ER80SB2 _ Q
6000~ 12-803-01568 | TUBE + #44.5| 5.0 |T16&ARC £E018752 | (150 | _ |loRAT
+ TUBE SA213T11 7 63 49 Q PER WELDER
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K .S SAK 19.07.2011 | 4—12—992—11644 | 00
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PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

F)

ACKAGE :

SYSTEM : SUPERHEATER

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PG(S) : 12
PG NAME :

FWS NO.
REV.NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME

PAGE NO. :13/14

DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPE|ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
s/ |PPA DRG. OF PARTS TO|SPEC. OF OF TG ARC SPEC. _|NO. |PRE. TREATMENT IMETHOD/ISPECIACC |reyars
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING \WELD QTY REV.HEAT|TEMP| HOLD.|QUANTUMINO.  |NORM
QTY Wt.(gms)|e2.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
M
RH. STEAM - 10 % RT
COOLED SPACER| 2 73&?‘0 yaas | 4 4 U |ER/O05AT § 105| _ _ gg?? 1 WELD
61|0-12-803-01568 | TUBE + A 23 T A 7IG . > | S PER R
RH. STEAM o p 10 % RT
62|0-12-803-01568 %SEEE SPACER SA27+OGRC s 5 | 4 7IG ¢V |EROSAT 8 MIN 1 WELD
TUBE SA210GRC ' 6 42 S| ~ | 7|~ RE&ER
N
RH. STEAM SAZ13T11 76 & S| ER80OSBZ Q 10 %Z RT
63|0—12-803-01568| COOLED SPACER| ~ + 51.0 | 5.6 o6 v E 801882 | | 150 — | — [MNTWELD
TUBE + SA213T11 ARC 11 9 S
COOLER TUBE N WELDER
SA210GR.C 5.5 c E 7018 N 100% MPI
—12-803— TUBE + " 5128 = o %
64|0—12-803-01568 t 38700 22 |963.5 |10 Tw| ARC S| 50 - | - | /e
PLATE cL2 ousom|  _ 5| 11 S
SA213 T11 5128 _ S
65|0-12-803-01568| £ * 44.5 201 arc |68 £ 8018-82 | X 100 P
pIATE  SA3876R.22 |74 | )T 0 23 S | 190 - / LPI
cL2 1M - =
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K .S S.AK 19.07.2011 | 4—12—992—11645 | 00
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Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

F)

ACKAGE :

SYSTEM : SUPERHEATER

FWS
REV.

PG(S) : 12
PG NAME :

NO.
NO.

SUPERHEATER
(PP)

WELDING CODE :IBR/ASME
PAGE NO. :14/14

DESCRIPTION [MATERIAL |DIMENSIONS|PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
SL.|PPA DRG. OF PARTS TO|SPEC. OF OF 70 ARC _SPEC.__|NO. |PRE. TREATMENT METHOD/|SPECIACC |peyamics
NO|DESCRIPTIONS BE WELDED SIZE  THICK|WELDING \WELD QTY REV.HEAT|TEMP| HOLD.|QUANTUMINO.  |NORM
QTY Wt.(gms)|e2.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
[S)
TUBE SA2106R.C 4.0 3N - E 7018 N 10% MPI
66|0-12-803-01568|  piare | iszoeb 044.5 |, T ARC 2 = | -] - / LPI
FE4TowA ozoM|  — 1| | =
/S2062 N
PLATE 6 3 - Q
67|0-12-803-01568 + FEATOWA | |0 | are 2B £ 7018 N I I L
PLATE  |Is2062 8 osom| - |2 S
FEA10WA ~
SA213T11 5 5.0 V] S
TUBE - E 8018—B2
68|0-12-803-01568| _+ satdoris |P44.5 |+ | ArRC [22° @ 125 - | - |"Y5"
ROD 0.40 - 8
o 510 S
69|0—12-803-01568 T(fE - 854.0 42 ARC  [35tone N moez |~ | — | 100% LPI
PLATE SA240TP310 + osem|  _ 21 X | o
0 THK
SA213 T11 Sh S
5.0 (2o E 8018-B2 | X 100% MPI
70|0-12—-803-01568 ruse 12060 g44.5| + | ARC |[Lov) § 50 = | - |/t
FIN(PLATE) | reatoma & THK | - 1 =
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K .S S.AK 19.07.201 | 4—12—992—11646 | 00
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(e 2 em

SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229
PG No. : 12

P.G. NAME : SUPERHEATER NON PRESSURE PARTS

SL. TYPE OF SIZE & QTY (Nos) TIG WIRE

NO ELECTRODE /' WIRE 225 | 9515] we0 | we0 | WT (kg) |TATC
o1 £ 7018 370 112 | - - _

02 E 8018-B2 370 | 1050 | — - _

03 E 9018-B3 8700 | 8500 |20 50 _

NOTES: —

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS ERECTION WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

ENCL : ERECTION WELDING SCHEDULE SHEETS

4—-12-992-11648
70
4-12-992—-11651

CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)
3. WELDING SCHEDULE FILE

PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE | DRAWING No. REV.

NARASIMHA | S.A.K G.S 19.07.000 4 —18—992—11647 | 00




PROJECT :

CONTRACTOR : BHEL
PACKAGE
SYSTEM :SUPERHEATER SYSTEM

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

NASIK 5x270 MW

PG(S) : 1

FWS NO.
REV.NO. :
WELDING CODE :IBR/ASME
PAGE NO. :1/4

2

SUPERHEATERS
(NON—PP)

sl DRG NO. FOR DESCRIPTION |\MATERIAL |DIMENSIONS |PROCESS|\TYPEI|ELECTRODE FILLER SPEC. |WPSIMIN. \HEAT NDT REF. RE—
\WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. NO. |PRE. TREATMENT IMETHOD /|spEciacc IMARKS
NO!IDENTIFICA TION BE WELDED SIZE THICK\WELDING \WELD 716G QTY REV.HEATI\TEMP| HOLD. QUA/\/TUMNO‘ NORM
MARK QTY | QTy [#2.5|83.15|84.0|NO. [EMP |'C  |TIME REF
SA 387 1N
PLATE GR.12 CL2 10 LC £ 8018 Bz 1205 107MPI
01 1-12—-917-01266 + SA+387 — + ARC 02 125C| — — (OR)LPI
PLATE GR12 42 12/6 11 M 165
PLATE SA 387 6 6V E 8018 B2 10%MPI
GR.12 CL2 1205
00| 1-12-917-01266 + 35 - |+ | ARC LMC 125c| — | —  |ORLP/
PLATE GR12 A2 6 4 M 60 02 SHIFT
SN\
03| 1—-12—-917—-01266 P‘//‘PE A 736 oRE 2108 i ARC =2 £ o1 1213 -
PLATE FEf S 20 7M 70| 56 00
CHANNEL | 152062 6.5 E 7018
04| 1-12-917-01266 + FEaoA 6+ | apc |[EC 1201 -
e - - 16 - - -
PLATE B2 6. 4M 9 0z
SA 387 5N
CHANNEL | $A 387 6+ ,on | LC £ 7018 1204 107MPI
05| 1—-12—-927-01361 + A 72LIO 7445 02 125C| — — [(OR)LPI/
TUBE feXe 5 4.0M 44 SHIFT
PREPARED CHECKED ( DES/G/\/) CHECKED ( W. T. C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K 6.S SAK 19.07.2011 4—12—992—11648 | 00
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PROJECT :

CONTRACTOR : BHEL
PACKAGE :
SYSTEM :SUPERHEATER SYSTEM

Name of Contractor,/Subcontractor

PG(S) : 1

FIELD WELDING SCHEDULE F¢ NAVE

NASIK 5X270 MW

FWS NO.
REV.NO. :
WELDING CODE :IBR/ASME
PAGE NO. :2/4

2

SUPERHEATERS
(NON—PP)

sl DRG NO. FOR DESCRIPTION |\MATERIAL |DIMENSIONS |PROCESS|\TYPEI|ELECTRODE FILLER SPEC. |WPSIMIN. \HEAT NDT REF. RE—
\WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. NO. |PRE. TREATMENT IMETHOD /|spEciacc IMARKS
MARK QTY | QTY |#2.5]#3.15[64.0|NO. JEMP |C  |TIME REF
CHANNEL 6 60 E 7018
IS 2066r.A 1201
06|1-12-927-01361 + L= |+ | ARC S o T 1= | 7| oree
PLATE FE410WA 12 3 M 45
60N\
CHANNEL s oLz g LC £ 8018-B2 1205 10%MPI
07|1-12-927-01361| _* it sor - |t | ARC 02 11259 = |~ | (oRye
(ST.WELD) GR.1Z (L2 6 2. 4M 36
SA 387 6 6V
CHANNEL | ¢#17% 2 LC £ 8018-B2 1205 10%MPI
08|1—12—-927-01361 + + - + ARC 02 125G — - (OR)LPI
CHANNEL | 24 5%, 6 1.7M 33
8 N
TUBE SA 106 GR.B 8+ LC E 7018 1213
09|1-12-927-01361 + o #108 | 55 | ARC ol =1~ | - -
PLATE FE410WA 4. 1M 41 33
12\
PLA+TE AR 25+ LC £ 8018-B2  |1205 10%ZMPI
10|1—12-928-01269 + ARC 125C = | = | (oR)LP
PLATE SA 387 12 834 0z
ST WELD GR.12 CL2 STM
(
PREPARED CHECKED ( DES/G/\/) CHECKED ( W. T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S S AK 19.07.2011 4—12—992— 11649 00
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PROJECT

CONTRACTOR : BHEL

PACKAGE

FIELD WELDING SCHEDULE F¢ NAVE

Name of Contractor,/Subcontractor

NASIK 5x270 MW

SYSTEM :SUPERHEATER SYSTEM

PG(S) : 12

FWS NO.
REV.NO.

WELDING CODE :IBR/ASME

PAGE NO. :3/4

SUPERHEATERS

(NON—PP)

s, |DRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. | WPSIMIN. [HEAT NDT RE—
|WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. |NO. |PRE. TREATMENT |METHOD MARKS
NO{IDENTIFICATION — |BE WELDED SIZE JHICK|WELDING |WELD QrY REV.HEAT[TEMP| HOLD.|QUANTUM NORM
MARK QY 02.5]83.15]84.0|NO. [EMP |C  |TIME
SA 387 SN
CROWN PLATE | 2p 55705 16 [C £ 9018-B3 1208 6801 30 | 1omup
11 |0—12—968—01441 SEaL ’EAND Y, i 357 - |+ ARC 00 150C| — ins (OR‘;LPI
SEAL PLATE GR.22 CL2 6 157M| 1730 720
SA 387 10 S 680
HANGER LUG | Gr22"ci2 ARC fone E 9018 B3 1208 30 | 10aMPl
10|0-12-968-01441 + 387 - |7 00 P9C| = | mins | (OR)LP
END BAR GR22 L2 32 17 M 165 720 | Mins
END BAR | 34587 32 10N _ 680
CR.22 CL2 LC E 9018-B3 1208 30 10%MPI
13|0-12—968—01441 + 257 - |+ | ARC 150C| — | 7. (OR)LP!
CROWN PLATE] GR.22 CL2 16 50M 950 00 720 mins
SA 387 250\ 10%MPI
END BAR | Gr2z cL2 32 NLC E 9018-B3  |1208 6801 60 (OR)LPI
14|0-12-968-01441 + e |~ |+ | AFC 25]5518[720]950] 0o |790°0 L7 | mins [NON LoAD
FILLET PLATE| GR25%L2 25 1.3M 13113 | 30 720 CARRYING
6 N
SA 387
CROWN PLATE| $A 87 104 o |Lc £ 9018-B3  |1208] |99 30 | 1omwm
15|0—12—948—01478 + " - 00 P9C| = | mins | (ORYLPI
END BAR | ¥27% 2 32 300M 4500 720
PREFPARED CHECKED ( DES/G/\/) CHECKED ( w.T. C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S S.AK 19.07.2011| 4—12—992— 11650 00

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

CAUTION:

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

PG(S) : 1

2

SUPERHEATERS
(NON—PP)

PROJECT : NASIK 5x2/0 MW FWS NO.
CONTRACTOR : BHEL REV.NO.
PACKAGE WELDING CODE :IBR/ASI\/IE
SYSTEM :SUPERHEATER SYSTEM PAGE NO. : 4/4
sl DRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF. RE—
V\WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. NO. |PRE. TREATMENT IMETHOD /|sprclacc IMARKS
NOlIDENTIFICATION BE WELDED SIZE THICK\WELDING \WELD 716G QTY REVHEATI\TEMP| HOLD. OUA/\/TUMNO‘ NORM
MARK QTY | Q7Y |#2.5[83.15]64.0|NO. JEMP |'C  |TIME REF
SEAL PLATE SA 387 5 40 E 9018-B3
GR.22 CL2 1215
16|0-12-946-01478 CROWXL/ PLATE sa” 387 -7 ARC e o1 150¢ - - (gg’g:
END BAR GR.22 CL2 10/32 184M 1287
SA 387 6 6 N
SEAL BAND GR.22 CL2 ARC LC £ 9018 B3 1208 50\ 30 | 10w
17(0—12-948-01478 + s 357 - |7* 00 1°9C| =~ | (OR)LPI
CROWN PLATE| o252 10 330M 4950 720 |M"MS
5 N
END BAR 22,2357&2 32 LC E 9018-B3 1208 i 680 30 10ZMPI
78 0—72—948—07478 + $A+387 - + ARC 00 75OC - . (OR)LP|
HGR LUG GR.22 CL2 12 2.4M 100 720 mins
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S SAK 19.07.2011 4—12—992— 11651 00

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

CAUTION:

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229

PG No. 17

P.G. NAME : REHEATER PRESSURE PARTS

s/ TYPE OF SIZE & QTY (Nos) TG WIRE

REMARKS

NO ELECTRODE / WIRE 025 | 8315 | #4.0 85.0 | WT (Kg)

o1 E 8018-B2 1300 - - - _

02 ER80S—B2 - _ - - 17.340

03 ER90S—B3 - - - - 26.500

04 ER90S—B9 - - - - 26.500

NOTES: —

1. RESERVE 25% ADDED.

2. QUANTITY GIVEN IS PER BOILER

3. THIS ERECTION WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

ENCL ERECTION WELDING SCHEDULE SHEETS

4—17—-992—02858
CC : 1. PROJECT CO—ORDINATOR/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)
3. WELDING SCHEDULE FILE

PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No. REV.

NARASIMHA |S.A.K G.S 19.07.2011 4—17-992—-02857| 00




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL
PACKAGE :
SYSTEM :REHEATER

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PG(S) : 17
PG NAME :

FWS NO.
REV.NO.

REHEATER

(PP)

WELDING CODE :IBR/ASME

PAGE NO. :1/1

si| P4 pramnNG |PESCRIPTION |MATERIAL |DIMENSIONS|PROCESS|TYPE|ELECTRODE FILLER SPEC. [WPS|MIN. |HEAT NDT REF.
‘ OF PARTS TO|SPEC. OF OF G ARC SPEC. _|NO. |PRE. TREATMENT METHOD/|SPECIACC |peysapks
nNol DESCRIPTION  |ge welDED SIZE [THICK|WELDING |WELD QTY REV.HEATTEMP|HOLD.|QUANTUMING, ~ |NORM|
QTY [Wt.(gms)|e2.5 |#3.15 |84.0 |NO. [EMP | C |TIME REF
RH .INLET N
HDR.INPPLES|SA 213 T11 S |epgos—gd £ 8018782 N 10% RT
01(0-00-027-45667 * + 0635 45| 16 |4V S |50 | — | - M 1vELD
RH FRONT 1sA 213 T11 ' 65 S WEL,
COILS 910 20| — | — | WELDER
RH.INLET N
HDR.INPPLES|SA 213 T11 —_ E 8018-B52 N 10Z RT
02|0-00-027-45667] + + g51.0| 5 TG |4 V |ERE0S-62 Q750 | = | — |Mu TweLD
RAFRONT \sa 213 T11 65 S e
COILS 689 (520 — | — | =
RH.INLET S o 7
03|0-00-027-45667HDR. NJPPLES |SA 213 Ti1 ar ek ne |4 V |ereos-82 > 50| = | — |MI TwELD
RH.FRONT |sa 213 7117|%47-694.0 S WELDER
COILS 260 | 12272 _ | _ | - | =
RH. FRONT =
COILS SA 213 122 4 7 |FR90S-B3 — N 105 RT
04|0—00—-027-45667 + + 254.0|4.0 | TG M|T50 | T~ |PER
R/—/cg//_?g/? SA 213 T22 390\ pp943| — | — | - | B WELDER
RH. OUTLET S
SA 213 T91 _ _ - 10% RT
05|0—00—027-45667|1PR- NIPPLES g 054 |a0| 1o e V[T % 220 1750 MIN THELD
RH REAR |sa 213 791 ‘ S0 S 10 | 30 |ueloer
COILS 20943 | — - - | = 770 | mins
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K G.S S.AK 19.07.2011 4—17—992—- 02858 | o0

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229
PG No. : 17
P.G. NAME : REHEATER NON PRESSURE PARTS
s/ TYPE OF SIZE & QTY (Nos) TG WIRE
REMARKS
NO ELECTRODE /" WIRE 625 | 8315 | #4.0 | 850 | WT (Kg)
01 E 8018-B2 4662 | 2138 | - - -
02 E 9016-B3 4382 | 2152 | - - -
NOTES: —

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER
3. THIS ERECTION WELDING SCHEDULE IS FOR REFERENCE PURPOSE ONLY.

ENCL : ERECTION WELDING SCHEDULE SHEETS

4—-17-992-02860
&
4—-17-992-02861

CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)

3. WELDING SCHEDULE FILE

PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No. REV.

4—17-992—-02859| 00

NARASIMHA |S.A.K 6.5 19.07.2011




PROJECT

CONTRACTOR : BHEL
PACKAGE
SYSTEM :REHEATER SYSTEM

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

NASIK 5x270 MW

PG(S) : 17

FWS NO.
REV.NO. :
WELDING CODE :IBR/ASME
PAGE NO. :1/2

REHEATER
(NON—PP)

sl DRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF. RE—
V\WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. NO. |PRE. TREATMENT IMETHOD /|sprclacc IMARKS
MARK QTY | QTY _|#2.5]#3.15]64.0|NO. JEMP |C  |TIME REF
SA 387 SN
END BAR o, 25 (LC) E 8018-B2 1207 680 | 30 | 1ompl
o1|0-17-919-00210|  *__ 307 - |+ | ARC o 1590 = [ 0| o
GR.22 CL2 8 7. 3M 15 710
SA 387 10 6 N
CROWN PLATE | 28 57, ape LLC) £ 8018-B2 1206 . 41 50 10%LPI
02|0-17-919-00210| _ +_ . i 357 - |7 01 P°C = | mins | (ORMPI
GR12 (L2 25 62oM 930 670
CROWN PLATE | 24787 10 & &
GR.12 CL2 (LC) £ 8018-B2 1205 . 10%MP!
03)0-17-919-00210 _;EAL BaND | SA 387 -7 ARC 02 el (OR)LPI
GR.12 CL2 6 156M 2340
CROWN PLATE | S 387 10 4N
+ Rz oz + NLC) E 8018-B2 1216 . 10%LPI
04|0—-17-919—-00210| SEAL PLATE &3 5 — 5 ARC 150C| -— -
- 2 + 00 (ORMP
END BAR 7% 16 83.51M 444
PLATE SA 387 8 & 5 680
OR.22 CL2 (LC) £ 9018-B3 1208 _ | 30 | 10%LPi
05|0-17-929-00211| F .. e - | + | ArC o 150 70 22 | o
GR.22 CL2 25 1.3M 13 11 720
PREPARED CHECKED ( DES/G‘/\/) CHECKED ( W.T. C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA  |S.A.K G.S SAK 19072011 4—17—992—02860 | 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT

CONTRACTOR : BHEL
PACKAGE
SYSTEM :REHEATER SYSTEM

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

NASIK 5x270 MW

PG(S) : 17

FWS NO.
REV.NO. :
WELDING CODE :IBR/ASME
PAGE NO. :2/2

REHEATER
(NON—PP)

sl DRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPEIELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF. RE—
V\WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. NO. |PRE. TREATMENT IMETHOD /|sprclacc IMARKS
NOlIDENTIFICATION BE WELDED SIZE THICK\WELDING \WELD 716G QTY REVHEATI\TEMP| HOLD. OUA/\/TUMNO‘ NORM
MARK QTY | QIY |#2.5[#3.15[64.0|NO. JEMP |'C  |TIME REF
SEAL PLATE 25 oLz ° 4N
+ ¥ + E 9018-B3
06|0~17-929-00211 | END BAR PLATE | ¥23%,5 ~ |25 | arc  {LE 73%“@— - }%H
¥ +
CROWN PLATE | SA,987, o 76. 7M 537
SA 387 12 10N\
CROWN PLATE E 9018-B3 680
GR.22 CL2 LC 1208
o7 0-17=929-00211 END+BAR SA+387 B ’ ARC ( ) 00 150C| 1o /j/is }%II_PI
GR.22 CL2 25 90M 1710 720
CROWN PLATE | 34587 12 & & E 9018-B3
GR.22 CL2 (LC) - 1208, . .| 680 | 30 10%LPI
08)0-17-929-00211 ROOF _;EAL BAND sa” 387 -7t ARC 00 150C| 1o i /MPI
H2?% 2 6 197M 0955 720 |7
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S SAK 19072001l 4—17—992— 02861 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




TIRUCHY

SUMMARY LIST OF SITE ELECTRODES

PROJECT :
PG No.

NASIK 5x270 MW

19

P.G. NAME : ECONOMISER

CUSTOMER No. : 1225

NON PRESSURE PARTS

70 1229

s/ TYPE OF SIZE & QTY (Nos) TG WIRE
REMARKS
NO ELECTRODE / WIRE 025 | 8315 | 040 | 850 WT (Kg)
o1 E 8018-B2 55 _ _ _ _
02 E 7018 648 473 - - _
03 E9018—B3 1663 | 1153 - - -
NOTES: —
1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER
ENCL ERECTION WELDING SCHEDULE SHEETS
4—19—-992—06457
&
4—19—992—06458
CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)
3. WELDING SCHEDULE FILE
PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No. REV.
4—19—992—06456| oo
NARASIMHA |S.A.K G.S 19.07.2011




PROJECT

PACKAGE

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

NASIK 5x270 MW
CONTRACTOR : BHEL

SYSTEM :ECONOMISER SYSTEM

PG(S) @ 19

FWS NO.
REV.NO. :
WELDING CODE :IBR/ASME
PAGE NO. :1/2

ECONOMISER
(NON—PP)

< |DRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPE|ELECTRODE FILLER SPEC. | WPS|MIN. |HEAT NDT REF. RE—
‘| WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. _|NO. PRE. [TREATMENT METHOD /|SPECIACe IMARKS
NO)IDENTIFICATION — |BE WELDED SIZE THICK\WELDING |WELD| TG QTY REV.HEATTEMP) HOLD.|QUANTUMNG,  INORM,
MARK QY| Q7Y |#2.5[#3.15[64.0|NO. JEMP |C  |TIME REF
SA 387 —
PLATE GR.12 CL2 12 6V E 8018-B2 1205 oL
01| 1-19-904—01837] + + - |+ | ArC 125¢c| — | - :
PLATE SA 387 — 20 02 (OR)MPI
GR.12 CL2 12 :
PLATE SA 387 6 5N £ 7018
1204
—19-904— + CR.12 CL2 - + | ARC A~ 10%LPI
02| 1-19-904-01837] - i 0 [25C (OROMP
(PR. PARTS) | SA 2106r.C 4.5 3.3M 37
SA 387
PLATE GR.12 CL2 6 6 E 8018-B2  |1005 oL
03| 1—19-904—01837] + * - | + | 4rC 125 - | - :
PLATE SA 387 oy 24 02 (OR)MPI
GR.12 CL2 12 :
TIE ROD <A 182
NUT F12 CL2 J6 6 £ 7018 1114 o
04| 1—19-904—01837] + + - |+ | ArC 150cC, - | - :
WASHER 152062 00 (OR)MPI
PLATE FE410WA 16 0.48M 8
SA 515 25
os|1-19-904—01838|  FLATE GR. 70 + | are i £ 7018 121311501
A _ _| - _
—19-904— SA 515
Io19-904-03964  piaTE GR.70 12 47.3M 473| 378 00
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K 6.5 SAK 19.07.2011 4—19—992—06457| 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT
CONTRACTOR : BHEL

NASIK 5x270 MW

PG(S) @ 19

Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE F¢ NAVE

ECONOMISER

(NON—PP)
FWS NO.
REV.NO.

WELDING CODE :IBR/ASME

PACKAGE
SYSTEM ECONOMISER SYSTEM PAGE NO.:Z/Z
< |brRG NO. FOR DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPE|ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF. RE—
‘|WELD LOCAION & |OF PARTS TO|SPEC. OF OF ARC SPEC. __|NO. |PRE. [REATMENTIMETHOD /|SpEClace |MARKS
NO|IDENTIFICATION — |BE WELDED SIZE THICK|WELDING \WELD|  TIG QTY REV.HEAT|TEMP| HOLD.|QUANTUMINO.  |NORM
MARK QY| Q7Y |#2.5[#3.15[64.0|NO. JEMP |C  |TIME REF
SA 387
PLATE GR.22 CL2 12 CEN E 9018-B3  |1215 .
06|0—-00—027-45671 + + - |+ | ARC 150Cc| — | — :
PLATE SA 387 11700 880 o1 (OR)MPI
GR.22 CL2 12 110M
SA 387 16
PLATE GR.22 CL2 721\ E 9018-B3 1215 .
07(0-00-027-45671 PL: . IR - | | ARC 01 190C) = | = | ommp
GR.22 CLZ2 12 M 50 42
SA 387
Mgﬁf;?? GR.22 CL2 6 SN E 9018-B3  |i1215 (oL
08|0—-00-027—-45671 i + - | + | ARC 150°C| — - :
SA 182 o1 (OR)MPI
PIN 22 CL3 240 50M 200
PREPARED | CHECKED ( DESIGN) | CHECKED ( W.T.C) | APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA — |S.A.K G.S S.AK 19072011 4—19—992—-06458| 00

CAUTION:

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




SUMMARY LIST OF SITE ELECTRODES

TIRUCHY

PROJECT :  NASIK 5x270 MW CUSTOMER No. : 1225 TO 1229
PG No. : 19
P.G. NAME : ECONOMISER PRESSURE PARTS
s/ TYPE OF SIZE & QTY (Nos) TG WIRE
REMARKS
NO ELECTRODE /" WIRE 625 | 8315 | #4.0 | 850 | WT (Kg)
01 ER70S—A1 - - - - 19.8
02 E7018—1 13255 | 128 | 50 - -
03 E7018—A1 545 893 | 1720 | - -
NOTES: —

1. RESERVE 25% ADDED.
2. QUANTITY GIVEN IS PER BOILER

ENCL : ERECTION WELDING SCHEDULE SHEETS

4—19-992—-06460
&
4—-19-992-06461

CC : 1. PROJECT CO—ORDINATOR,/COMMERCIAL(FB)
2. SR. MANAGER / WTC (Attn. Mr. S.SINGARAVELU)

3. WELDING SCHEDULE FILE

PREPARED  |CHECKED(DESIGNS)| APPROVED(WTC) | DATE DRAWING No REV.

4—19—-992—-06459| 00

NARASIMHA |S.A.K G.S 19.07.2011




Name of Contractor,/Subcontractor

FIELD WELDING SCHEDULE

PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

PACKAGE :

SYSTEM :ECONOMISER

FWS
REV.

PG(S) : 19
PG NAME :

NO.
NO.

ECONOMISER

WELDING CODE :IBR/ASME

(PP)

PAGE NO. :2/2
SL |PPA DRAWING DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|\TYPE|ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
‘[Nvo. OF PARTS TO|SPEC. OF oF | 7 ARC_SPEC.__|NO. |PRE. [[REATMENTMETHOD /ISPECIACC |meyamxs
NO BE WELDED SIZE  THICK\WELDING \WELD QTY REV.HEAT[TEMP| HOLD.\QUANTUM\NO.  INORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
ECO HGR TUBES | sa210GR.C 5.0+ > \erzos—a1l  E 7018—1 3 10% RT MIN
09 + + 244.5 TIGEARC 4.5V N _ _ _ |1 wELD PER
ECO HGR TUBES | SA210GR.C 4.5 396 | 3643 2772| | S WELDER
00002745088 om Tuees . 3 10% RT MIN
— o o
70 + ECO SAZIQ0R.C $44.5 | 4.5 |TIG&EARC 4.5VIER70S—A1 £ 7018-1 N |1 WELD PER
OUTLET NIPPLES | SA210GR.A1 198 | 1822 7335| | 8 WELDER
ECQ [INKS TO ] _ Q
py DRUM REDUCER| SA 234 WPC| - | <o |Ticgape PL4sWER705-41) £ 70168-A1 | 100 62090 | jeo% ke
HDR TEE SA 234 wPC 2 196 | 48 | 78 | 140| 8 650 | mins
] PIPE + PIPE, SA 106 GR.C " - S
12 Léon” | a2 wee 5273 | 32 |TIc&ARC FREMER70S—AT E 7015-AT | X 100 16297180 | 1o0% rr
DRUM NOZZLE o s 6 | 492 |120] 198|342 650 | mins
— 71—=719-851-02060 — =
13 PIPE + ELBOW | SA 234 WPC| s s | 25 Iricgare POV |ER70S-A1] £ 70T6-AT | R 1,5, (620 80 | ) o
REDUCER SA 106 GR.C 8 688 750| 264 | 360! S 650 | mins
RG.PLUG _ _ S :
14 n SA 105 5273 | 32 |T6&ARC 7N\ E 7018-1 S 00| _ _ | oz
PIPE SA 106 GR.C 32 - |32 | 8 LPI
PREPARED CHECKED ( DESIGN) | CHECKED ( W.T.C) APPROVED DATE DRAWING NO: REV.NO.
NARASIMHA |S.A.K G.S S.AK 19072011 | 4—19—992—06460| 00

THE INFMN ON THIS DOCUMENT IS THE PROPERTY OF BHEL.

CAUTION:

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY

IN ANY WAY DETRIMENTAL TO THE INTEREST OF BHEL




PROJECT : NASIK 5x270 MW
CONTRACTOR :BHEL

|D

ACKAGE :

SYSTEM :ECONOMISER

FIELD WELDING SCHEDULE

Name of Contractor,/Subcontractor

PG(S) : 19
PG NAME

FWS NO.
REV.NO.
WELDING CODE :IBR/ASME
PAGE NO. :1/2

ECONOMISER

(PP)

SL |PPA DRAWING DESCRIPTION |MATERIAL |DIMENSIONS |PROCESS|TYPE|\ELECTRODE FILLER SPEC. |WPSIMIN. |HEAT NDT REF.
"INO. OF PARTS TO|SPEC. OF OF —_— ARC_SPEC.__|NO. |PRE. [[REATMENTMETHOD /ISPECIACC |meyamxs
NO BE WELDED SIZE  THICK\WELDING \WELD QTY REV.HEAT[TEMP| HOLD.\QUANTUM\NO.  INORM
QTY [Wt.(gms)|82.5 |#3.15 [#4.0 |[NO. [EMP | C |TIME REF
ECO FEED PIPE | SAT06GR.C - r 7018—47 | 8 1720
+ F 2368 43, 4W| ER70S—A1 X 620 ¢ 100% RT
o1 REDUCER VALVE | 2A376nes 8 |TIGEARC I, 216 56 | 90 | 344 é 100 \g50 | mins
| — 0
ECO FEED PIPE | SA106GR.C 32 W|ER70S-A1l E 7018=A1 | % 620 80
02|1-19—-850-02035 + 8368 TIG&ARC .| 100% RT
cBow | SAz3aweC 7 1 | 117 |28 45 |82 | § 100 \650 | mins
REDUCER + ECO| SA234WPC 325l |ER705-A1  E 7018—A1 | 8 620— 100
03 + $323.9 TIG&ARC > Z |100% RT
/NLETE/_Z_EADER sas3awee 40 7 95 24 | 39 | 105 é 100 1650 | mins
M
ECO INLET HEADER| SA210GR.A1 V| ER705—-A1 E 7018-1 Q 10% RT
04 NIPPLE + ECO + 0445 | 4.5 [TIGZARC [ 5V N — | = [MIN 1 wEWD
000274566 colLs/LoosE Tupeq SAZ10GR.AT 177 | 1628 7239| | S PER WELDER
L np— _ 8 = )
ECO. LOWER COILS| SA210GR.A1 _ — Q %
05 + + g44.5 | 4.5 |TIG&ARC #5V | ER705-A1 £ 70161 N — - — :A?Z 1R TWELD
ECO.UPPER CoILS | SA210GR.A1 177 | 1628 (1239 | | S PER WELDER
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