DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-300-72829
CONTRACTOR : M/S BHEL PGMA : 80-300 REV. NO. : 00
SYSTEM i MAIN STEAM LINE FROM SH OUTLET |yeiping coDE : 1BR / ASME
HEADER TO BOILER STOP VALVE
DRAWING NO : 0-80-300-05523 PAGE NO : 1 OF 1
RECOMMENDED ELECTRODE WIRE PURT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | el ARC/ 4 MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 Cin oy Cim o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
TIG RT2ICr M @2 50 | 3000 gm
3.9 |31 wg.oAH +Cr 1Mo gms 1 hr/ |100% UT
SA335P91 AH ARC E9015-B9 @2.50 | 550 nos 1034 1290 17604 s-10 25 mm |100% MT
T [sA335P91 323.9 |35 20 wé.o\/ ARC E9015-B9 ©3.20 | 900 nos +/- mintmum| 00y
SA182F91 362 1D262 31.0 ARC E9015-B9 @4.00 [2100 nos 120 mins|apoNESS
MS HEADER TIG RT21Cr 1Mo 22.50 | 290 gms 1 hr/ |100% UT
25 mm | 100% MT
Y ARC E9015-B3 23.20 | 124 nos . 100%
MATCHING PIECE 120 mins
ARC E9015-B3 @4.00 | 1023nos HARDNESS
TIG RT21Cr 1Mo 22.50 | 228 gms
SA335P91
| ARC E9018-B3 @2.50 | 286 nos
3 60.3 |12.5 | 20 12.5V ARC F9018-B3 @3.20 | 154 nos
SA182F22(A)
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11

4-80-300-72829 00




DDO1

ERECTION WELDING SCHEDULE

4-80-301-72440

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NOo: 7104 TO 7108 DOC .NO. 4-80-301-72440
CONTRACTOR : M/S BHEL PGMA  : 80-301 REV. NO. 00
SYSTEM : MAIN STEAM LINE FROM BOILER STOP| i ning conE : IBR / ASME
VALVE TO ESV
PWHT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL VELD ARC/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
No. OF SPECN GAS/ PRE RECOMMENDED REMARKDS
No. oD THK . SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . oo TIME
TIG RT22Cr 1Mo ?2.50 | 5700 gms 1 hr/ | 100z UT
SA335P91 —~ ARC E9015-B9 ©2.50 | 1200 nos 25 mm | 100% MT
1 mwmwwmm@o<mgé 323.9 | 31 45 |31.0Y ARC E9015-B9 @3.20 | 1950 nos|1034 220 |/60+/-10 gﬁjﬁacg 100%
CTRATNER) ARC E9015-B9 @4.00 | 4750 nos 20 ming | eONESS
TIG RT24Cr 1Mo @2.40 | 290 gms 1 hr/ | 100% UT
SA335F91(A) | ARC E9015-B3 .50 | 75 nos 25 mm | 100Z MT
2 | GS-17CrMoV511 | 1D262 | 59 2 59U ARC E9015-B3 @3.20 | 124 nos mLALmum 1007
(HP CONTROL VALVE) ARC E9015-B3 @4.00 | 1023 nos 120 mins pARDNESS
TIG RT24Cr 1Mo 22.40 | 228 gms
SA335P91
| ARC F9018-B3 @2.50 | 286 nos
3 60.3 12.5 |20 | 12.5V | ARC E9018-B3 @3.20 | 154 nos
SAT82F22(A)
TIG RT24Cr 1Mo @2.50 | 3550 gms 1 hr/ | 100z UT
SA335P91 —~ ARC F9015-B9 22.50 | 750 nos 25 mm | 100% MT
4 457.2 |42 20 [42.0 ARC E9015-B9 ?3.20 | 1250 nos (1034 220 |760+/-10|minimum 100
SA335P91 ARC F9015-B9 @4.00 | 5670 nos 20 MLNg 4 ARDNESS
AISI321 G| ARC ENLCrFe2 ©2.50 | 60 nos
5 63.5 13 4 13.0 ARC ENLCrFe2 @3.15 | 30 nos
SA182F22CL3(A)
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02 .% REFER NDE MANUAL NO. PS CMX:=002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11

00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NQ. 4-80-303-72756
CONTRACTOR = M/S BHEL PGMA  : 80-303 REV. NO. : 00
SYSTEM : MS HEADER TO AUX PRDS WELDING CODE : IBR / ASME
DRAWING NO : 0-80-303-05825 PAGE NO 1 OF 1
PWHT
o MATERIAL SPECN.1 PIPE SIZE TOTAL JELD ARC/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
N No. OF SPECN GAS/ PRE RECOMMENDED REMARKDS
0. oD THK . SPECN, SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTEST) o QUANTITY |WPS NO. .C oo TIME
m>ww@ﬁMMA>v TIG E%MWOLKO @2 .50 230 gms 1 jﬁ\
100% RT
SA234WP22CL1T(A) —~| ARC E9018-B3 22.50 |59 nos 55 mm
1 SA335P22(A) 355.6 | 62 2 62 U | ARC E9018-B3 23.15 | 96 nos | 1014 | 150 | 725+/-25 mintmum| e e
SAD3ANPIICLI (A) ARC E9018-B3 @4.00 [716 nos 60 mins 2%
SA335P22(A) TIG RT21Cr 1Mo ©2.50 | 910 gms 1 hr/
SA234WP22CLT(A) ARC E9018-B3 02.50 [184 nos | ., 55 mm | 100% RT
2 ToA335P22(A) 323.9 | 9.583| 7 | 9.53V|  ARC E9018-83 23.15 |84 nos - |72/~ minimum
. |37 HARDNESS
SA234WP22CL1(A) 60 mins
SA335P22(A) TIG RT24Cr 1Mo 02.50 [2287 gms 1 hr/
100% RT
SA234WP22CL1T(A) —~ ARC E9018-B3 @2.50 613 nos 5 mm
3 SA335P22(A) 219.1 | 36 31| 36 ARC F9018-B3 @3.15 852 nos | 1014 | 150 | 725+/=-25 1 U mum
SA23ANP22CL T (A) ARC E9018-B3 @4.00 [2813 nos 60 mins % MARDNESS
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02 .* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-303-/3/56 00




ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC .NO. 4-80-304-72876
CONTRACTOR : M/S BHEL PGMA : 80-304 REV. NO. 00
SYSTEM :HPBP PIPING FROM MAIN STEAM TO WELDING CODE : IBR \ ASME
ORAWING NO : 1-80-304-16912 HPBP VALVE INLET e N 1 or
PWHT
. MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE -~ WIRE MIN. SOAKING MIN.
° No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTEST) o QUANTITY |WPS NO. . oo TIME
TIG RT21Cr 1Mo @2.50 | 1580 gms 1 hr/  |100% UT
SA335P91 —~| ARC E9015-B9 ?2.50 | 360 nos 25 mm  |1007% MT
1 SA335PO] 219.1 |25.0 18 25.0Y ARC E9015-B9 03.15 | 525 nos |1034 |220 |760+/-10 ijhacg 1002
SA182F91 ARC E9015-B9 @4.00 | 770 nos 120 mins A rpNESS
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-304-72876

00




(Fregsem)

)

0DA1

ERECTION WELDING SCHEDULE

PROJECT ¢ NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. : 4-80-307-72113
CONTRACTOR :  M/S BHEL PGMA ¢ 80-307 REV. NO. : 00
sYsTEM :  HP AND LP BYPASS WARMUP WELDING CODE : IBR / ASME
DRAWING NO : 2-80-307-10323
PAGE NO* 1 OF 1 PAGE NO 1T OF 1
RECOMMENDED ELECTRODE ~ WIRE PUHT
gL | MATERIAL SPECN.1 PIPE STZE TOTAL | yep ARC/ ’ _HM. SONKING xmoozﬂwﬂmmo REMARKDS
No. No-OF 1 speen. | O SPECN SI1ZE HEAT TEMP
° MATERIAL SPECN.2 Qw_ussv QHI_‘__MV JOINTS TI6. A>._.._.mm._..v Cmm> QUANTITY |WPS NO. °c ac TInE NDE
SA335P22(A) TIG RT21Cr 1Mo 22.50 | 201gms
T hr/ | 100% RT
SA234WP22CLT (A) ~ ARC E9018-B3 22.50 | 314 nos 25 mm °
1 SA335P22(A) 60.3 [12.5 22 | 12.5V ARC E9018-B3 23.15 | 100 nos |1014 | ——= | 725+/-25| " mum
SA234WP22CL1(A) 60 mins
SA335P22(A) TIG RT21Cr 1Mo ?2.50 404 gms
SA234WP22CL1 (A) ~~
2 60.3 [5.54 | 32 5.54V ARC E9018-B3 @2.50 | 320 nos 1013 | 150 1002 RT
SA335P22(A)
SA234WP22CL1(A)
01. REFER 4-80-999-93172 & 4-80-999-93173 FOR WPS,HT AND NDT REQUIREMENTS
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
A . SURESH A.SURESH C.V.NATHAN 19-12-11 4-80-307-72113 00




(Frerzem)

K@N@ ERECTION WELDING SCHEDULE
DDO1
PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC .NO. : 4-80-310-72437
CONTRACTOR :M/S BHEL PGMA : 80-310 REV. NO. 00
SYSTEM : HRH FROM REHEATER TO INTERCEPTOR WELDING CODE = IBR \ ASME
VALVE
DRAWING NO : 0-80-310-05388 PAGE NO s 1 OF 1
PWHT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | ey ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 iy leinans [J0INTS T16. (ATTESTY . QUANTITY |WPS NO. e o TIME
SA335P2D TIG RT24Cr 1Mo ©2.50 | 6815 gms 1 hr/
| ARC E9018B3 22.50 | 1340 nos 55 mm
T | SA234WP22CL 1 558.8 ww.ww 29 |28.58 ARC E9018B3 @3.15 | 2202 nos[014 150  [725+/-29 * % . |100Z RT
SA335PDD ‘ ARC E9018B3 @4.00 | 3400 nos 60 mts | 3% HARDNESS
TIG RT2%Cr 1Mo @2.50 | 4600 gms 1 hr/
SA335P22 —~| ARC E9018B3 22.50 | 1045 nos 55 mm
1 762.0 140.0 |18 40.0 U ARC E9018B3 @3.15 | 1700 nos[014 150  [725+/-25 =7 100% RT
SA234WP22CL 1 450 minimum
SA335P22 : ARC E9018B3 ©4.00 | 4800 nos 60 mts | 3% HARDNESS
TIG RT2ZCr 1Mo @2.50 | 8225 gms ! hr/
SA335P22 ARC E9018B3 22.50 | 1617 nos 55 mm
3 558.8 |28.58| 35 mm.mm@/ ARC E9018B3 @3.15 | 2657 nos(014 150  [725+/-29 7 100% RT
SA182F22CL3 45 00 mintmum
SA234P22CL 1 3> 00 ARC E9018B3 ©4.00 4080 nos 60 mts | 3% HARDNESS
SA335P22(A) TIG RT24Cr1Mo ©2.50 |532.5 gms 1 hr/
~|  ARC E9018-B3 22.50 [103 nos 25 mm
Y s a7emovsr 16220 13 |2 3001 pge E9018-B3 @3.15 |172 nos [1014  [150  725+/-28 "= . 1100% RT
(IP CONTROL VALVE) ARC E9018-B3 @4.00 [257 nos 60 mts | 3% HARDNESS
AISI321 ~| ARC ENLCrFe2 @2.50 |41 nos
5 63.5 | 13 | 4 13V aARc ENiCrFe2 23.15 |56 nos
SAT82F22CL3(A) ARC ENLCrFe2 @4.00 | 38 nos
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-310-72437 00




(Frer=em)

L

DDO1

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-312-72877
CONTRACTOR = M/S BHEL PGMA : 80-312 REV. NO. : 00
SYSTEM ¢ LOW PRESSURE BYPASS WELDING CODE = IBR \ ASME
DRAWING NO & 1-80-319-16013 VALVE UPSTREAM AND DOWNSTREAM I o
PIPING
PWHT
] MATERTAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
° No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 Cin oy Cim o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
T1G RT21Cr 1Mo @2.50 [10120 gms " hr/
SA335P22(A) ~ | ARC E9018-B3 22.50 [1970 nos 25 mm | 100% RT
A 508 28 | 47 |28.00 ARC E9018-83 23.15 [3260 nos | 1014 | 190 | 729+¢/=29\ i mum
SAZ3HNP22CLT(A) ARC E9018-B3 @4.00 |4860 (e [3% HARDNESS
SA335P22(A) - : nos 60 mins
T1G RT21Cr 1Mo ?2.50 [1176 gms " hr/
SA335P22(A) | ARC E9018-B3 02.50 P52nos | | ey | 905, /o 25 M 100% RT
- 609.6 120 4 20,0 U1 ARC ES018-B3 @3.15 K14 nos /=23 minimum
SA335P22(A) ARC F9018-B3 24.00 06 nos 60 mins [0F HARDNESS
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-312-/2877 00




(regyen)

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DoC.NO. : 4-80-320-72834
CONTRACTOR : M/S BHEL PGMA + 80-320 REV. NO. : 00
SYSTEM = COLD REHEAT PIPING FROM TURBINE |weLpING CODE : IBR / ASME
TO HPBP TEE
DRAWING NO : 0-80-320-05530 PAGE NO t 1 0F2
PWHT
MATERIAL SPECN.! PIPE SIZE TOTAL ARG, RECOMMENDED ELECTRODE ~ WIRE HIN. SOAKING MIN.
& No. OF VELD GAS/ PRE RECOMMENDED REMARKDS
No. [0} THK N SPECN. SPECN. SI1ZE HEAT TEMP NDE
MATERTAL SPECN.2 | (i way  |cin sy [JOINTS 6. Pk P GUANTITY - |WPS NO. | 70 o TiE
TG RT23CriNo 02.50 | 128 gms h
SA335P22 ~ARC E901883 02.50 | 35 nos i
1 [SAZ3awPaC 168.3 110.97 |2 [10.97 V| apc E9018B3 ©3.15 | 55 nos fo14 V254/-29 m.“m :r; 1002 RT
SA182F22CL3 ML 2 ARDNESS
TG RT23CriMo 02.50 | 3000 gms 1 b/
SA335P22 ~ | ARC 901883 02.50 | 650 nos > m;
2 |sa234wpP22CL1 72 2% 12 25y ARC £901883 03.15 | 1060 nosfo14 (150 [7254/-24 2 T 1100% RT
SA335P2D ARC E901883 ©4.00 [1300 nos ILOLIUN) 39 HARDNESS
TG RT23CriMo 22.50 | 400 gms 1 b/
SA234WP22CL1T ~| ARC E901883 ©2.50 | 75 nos » ’
3 457.2 | 2.2| 2 |R.2 { ARC E9018B3 @3.15 | 130 nos 1014 [150 725+/-29 ;Sﬂ;:ts 100% RT
SA234WP22CL1 ARC E901683 ©4.00 |[125 nos LT o HARDNESS
THERNOWELL TG EFNLCr3 02.50 |35 gms
AISI321 ~| ARC ENLCrFe2 02.50 |31 nos
4 63.51 131 3 | 1BV] spc ENLCrFe2 23.15 |43 nos
SA182F22CL3(A) ARC ENLCrFe2 @3.15 | 27 nos
TIG RT2CriMo 02.50 | 2500 gms h
SA106GRC ~ | ARC £901883 02.50 | 54 nos v/
5 s 712120 11| 2000 | apc £901883 03.15 |88 nos foa1 [150  f§954/-18 2 ™ 1007 AT
ARC E901883 04.00 | 75 nos mnLmum) 5y HARDNESS
NOTES :
01.100 % LPI ~ MP1 ON ALL BUTT WELDS AFTER PNHT. 03.3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD . DESIGN/APPD . CHD./APPD. - QA DATE DRAWING NO. REV .
E.YUVARAJ P.SURESH C.V.NATHAN 18-11-11 | 4_80-320-72834 00
Gy
ERECTION WELDING SCHEDULE
PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. t 4-80-320-72834
CONTRACTOR : M/S BHEL PBMA i 80-320 REV. NO. : 00
SYSTEM : COLD REHEAT PIPING FROM HPBP VELDING CODE : IBR / ASME
TEE TO REHEATER INLET HEADER.
DRAVING NO : 0-80-320-05532 ! PAGE NO : 20F2
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
* No. OF VELD BGAS/ PRE RECONMMENDED REMARKDS
eI sEen2 | (B |k, oms | SEM | e Py SIZE | quantiTr |wes wo. xmma ] e NoE
16 RT4Vo 02.50 | 4500 gms 1 ey
SA106GR.C | ARC E7018AT @2.50 | 980 nos 25 mn
é [SATO6GR.C 711.2 (20.0 | 18 |20.0§| ARC E7018A1 @3.15 | 1600n0s 1005 - p35+/-19 100% RT
SA234WPC ARC E7018A1 @4.00 [1200 nos mw;ﬁma
TG RT{Mo 02.50 | 6660 gms
SA106GR.C ~ ARC E7018AT @2.50 | 1350 nos|
7 [SAT06GR.C 47.2 127 136 127V ARC E7018A1 @3.15 | 2220 nos|1003 - - - 10% RT
SA234WPC - ARC E7018A1 04.00 | 635 nos
T1G RT{Mo @2.50 | 133 gms
SAT06GR.C ~| ArRC E7018A1 ©2.50 | 33 nos |1003 - - - 102 RT
8 [SA105 168.3 (7.11 12 |7.17 V| ARC E7018A1 @3.15 | 20 nos
SA234WPC
THERVOWELL TG ErNiCr3 ®2.50 |12 gms
AISI321 ~ [ ARC ENLCrFe2 @2.50 |11 nos
9 .5 |13 (1 1BV aRe ENLCrFe2 @3.15 |15 nos
SA105 ARC ENLCrFe2 @3.15 |9 nos
AT06eRC TG RT{Vo @2.50 | 133 gns
10 1.4| 6.35| 8 le.asv| AT E7018AT @2.50 | 33 nos |1003 - - _ 107 RT
SA105
NOTES:
01.100 % LPI 7/ MPI ON ALL BUTT VELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT VELDS OF ALLOYSTEEL.
02.x REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIBN/CHD. DESIGN/APPD, CHD./APPD. - QA DATE DRAWING NO. REV .
E.YUVARAJ A SURESH C V NATHAN 18-11-11 | 4-80-320-72834 00




(Frerzem)

[y ERECTION WELDING SCHEDULE
DDO1
PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. . 4-80-321-72878
CONTRACTOR : M/S BHEL PGMA i 80-321 REV. NO. : 00
SYSTEM : HIGH PRESSURE BYPASS WELDING CODE : 1BR / ASME
VALVE DOWN STREAM PIPING
DRAWING NO : 1-80-321-16914 IPI PAGE NO : 1 OF 1
PAGE NO* 1 OF 1
RECOMMENDED ELECTRODE ~ WIRE PYHT
/
o MATERTAL SPECN.1 PIPE SIZE TOTAL VELD ARC~/ MIN. SOAKING MIN. o
No OF | gnery GAS/ po—" PRE RECOMMENDED
No. oD THK . . SIZE HEAT TEMP
TIG. NDE
MATERIAL SPECN.2 | (i ony  [cinamy [JOINTS : (ATTEST) <> A A C o
TIG RT24Cr 1Mo ?2.50 395 gms 1 hr/
SA335P22(A) ~ ARC E9018-B3 @2.50 88 nos 25 mm
1 el ah 273 36 4 36.0 | ARC E9018-B3 23.15 145 nos 1014 [150  |725+/-25 mLnimum 100ZRT
M>Mw#<$uwwﬁﬁmmwv ARC E9018-B3 ?4.00 290 nos 60 mts |3%Z HARDNESS
TIG RT24Cr 1Mo ?2.50 1940 gms 1 hr/
SA335P22(A) —~  ARC E9018-B3 @2.50 375 nos 25 mm
2 SAZ35P22(A) 457.2 25 10 25.0 Y ARC E9018-B3 @3 15 620 nos |1014 150  |725+/-25 mLnimum 100%RT
SA234WP22CLT(A) ARC E©018-B3 24.00 740 nos 60 mts |3%Z HARDNESS
TIG ErNiCr3 22 .50 20 gms
THERMOWELL
AISI 321 —~ ARC ENLCrFe2 22.50 28 nos
3 63.5 13 2 13.0 V :
SA182F22CL3(A) ARC ENLCrFe2 ?23.15 14 nos
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD., CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-321-72878 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-322-72260
CONTRACTOR :M/S BHEL PGMA 1 80-322 REV. NO. 00
DRAWING NO : 1-80-322-16583 ]
PAGE NO* 1 OF 1 PAGE NO P OR T
RECOMMENDED ELECTRODE - WIRE PVHT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL VELD ARC/ / MIN. SOAKING mmmozﬂHmﬂ.UmD s
No oD THK No- OF 1 gpeen oS/ SPECN SIZE mew TEMP
: . : NDE
MATERIAL SPECN.2 Cin s Cim o JOINTS TIG. CATTEST) o QUANTITY |WPS NO. . . TIME
SA106GR.B TIG RT4Mo ©2.50 | 3506 gms
SA234WPB
1 508.0 12.7117 Aw.w\Av ARC E7018-1 02 .50 711 nos 1003 107 RT
SATO06CR.B ARC E7018-1 ?3.15 [1178 nos
SA234WPB ARC E7018-1 @4.00 | 337 nos
SAT06GR.C TIG RT 1Mo @2.50 |3807 gms
SA234WPC
2 273 .0 9. 27| 35 o.mwA@/ ARC E7018-A1 @2.50 770 nos {1003 102 RT
SATO6GR. C ARC E7018-A1 @3.15 [1155 nos
SA234WPC
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-/APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-322-72260 00




DDQ1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. No: 7104 TO 7108 DOC.NO. 4-80-324-73340
CONTRACTOR : M/S BHEL PGMA + 80-324 REV. NO. 00
SYSTEM : CRH HEADER TO AUX. PRDS WELDING CODE : IBR / ASME
DRAWING NO ; 1-80-324-17193 .
PAGE NO* 1 OF 1 PAGE NO ¢ 1 OF T
PWHT
L | mTERIAL spEON. PIPE SIZE OTAL ARG/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
N No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
0. 0D THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | o0 |cin ey |JOINTS TIG. (ATTEST) o> CUANTITTJWPS NO. | = o Tire
SAT06GR.B TIG RTiMo @2.50 1392gms
: SAZ234WPB 683 |11 [ o1 |71 G ARG F7018-1 @2.50 | 347nos
SAT06GR.B ' ' ’ ARC E7018-1 ©3.15 207nos [1003 107 RT
SA234WPB
SAT06GR.B TIG RT1iMo @2.50 | 998gms
SA234WPB —~
2 TSAT06CR.B 114.1 16.02 | 30 | 6.02 ARC E7018-1 @2.50 |693n0s  f003 107 RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E . YUVARAJ A . SURESH C.V.NATHAN 18-11-11 | 4-80-304-73340 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-330-72259
CONTRACTOR uz\m BHEL PGMA ¢ 80-330
REV. NO. 00
SYSTEM : EXTRACTION STEAM PIPING TO 18R / ASME
WELDING CODE
DRAWING NO : 1-80-330-16584 LOW PRESSURE HEATER 1
PAGE NO* 1 OF 1 PAGE NO 1 OF 1
. PWHT
o MATERIAL SPECN.1 PIPE SIZE TOTAL | e ARC/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | (o |(in sy |JOINTS TIG. (ATTEST) o> CUANTITTJWPS NO.. | o T
SA672GR.B70CL22 TIG RTiMo 02 .50 2310gms
SAZ3HWPB v ARC E7018-1 @2.50 462
- ) nos
A SAS72GR . B/0CL22 oo 0 ’ e ARC E7018-1 @3.15 723 1o 1or R
SA234WPB ] . nes
SA672GR.B70CL22 TIG RTiMo @2 .50 9620gms
SA234WPB .
2 610.0 10.0| 37 10 V ARC E7018-1 @2 .50 1953 nos 1003 107 RT
SAG72GR.B/0CL22 ARC E7018-1 23.15  [3011 nos
SA234WPB
TIG RTiMo ?2.50 445 gms
SAT06GRB
N
3 273 6.35 4 6 .35 V ARC E7018-1 ©2.50 88 nos 1003 102 RT
m>Mw\f<<®w ARC E7018-1 ?3.15 39 nos
TIG RTIMo 22.50 | 460 gms
SA234WPB
4 558.8 9.53| 2 9.53V ARC E7018-1 @2 .50 102 nos 1003 10Z RT
LPH NOZZLE ARC E7018-1 ?03.15 159 nos
TIG RTIMo 22 .50 418 gms
SA234WPB
N\
5 508.0 9 53| 2 9 .53V ARC E7018-1 22.50 92 nos 1003 10% RT
EXT-1 NOZZLE ARC E/7018-1 03.15 |145 nos
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-330-72259 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-331-72198
CONTRACTOR :M/S BHEL PGMA ¢ 80-331 REV. NO. 00
SYSTEM : EXTRACTION STEAM PIPING TO WELDING CODE : IBR / ASME
LOW PRESSURE HEATER 11
DRAWING NO : 1-80-331-16532 PAGE NO : 1 OF 1
PAGE NO* 1 OF 1
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF HELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK ) SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | oo |cin sy |JOINTS TIG. (ATTEST) o> SUANTITTJWPS NO. | o Tire
SA672GR.B70CL22 TIG RTiMo 02 .50 4680gms
SA234PE v ARC E7018-1 02 .50 950
1 610.0 10.0 18 10 V - . nos 1003 102 RT
SA672GR.B70CL22 ARC E7018-1 ?3.15 1465 nos
SA234WPB
T1G RTINo 7250 | 209 gms
SA234WPB
N\
2 508.0 9 .53 1 9 .53V ARC E7018-1 ©2.50 42 nos 1003 102 RT
LPH-2 NOZZLE ARC E/018-1 ?3.15 66 nos
TIG RTINo ?2.50 | 223 gms
SA106GR.B
7N\
3 SATOCR B 273 6.35 |2 6.35 V ARC E7018-1 @2 .50 45 nos 1003 102 RT
: ARC E7018-1 03.15 20 nos
SA515GR70
T1G RTIMo @050 | 460 gms
SA106GRB
4 273 6.35 4 6.35 V ARC E7018-1 02 .50 88 nos 1003 10Z2 RT
SA234\WPB ARC E7018-1 ©03.15 40 nos
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.~/APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-331-72198 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. NOo: 7104 TO 7108 DOC.NO. : 4-80-332-72211
CONTRACTOR = M/S BHEL PGMA ¢ 80-332 REV. NO. ¢ 00
SYSTEM : EXTRACTION STEAM PIPING TO WELDING CODE : IBR / ASME
LOW PRESSURE HEATER I1II
DRAWING NO : 1-80-332-16554 PAGE NO : 1 OF 1
PAGE NO - 1 OF 1
; PWHT
. MATERIAL SPECN. 1 PIPE SIZE o | ARCY RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING mmm@LﬂMﬂvmo -
No 0D THK No-OF 1 speen oS/ SPECN SIZE mew TEMP
) . . NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SA106GR.B TIG RT4Mo ©2.50 | 2888gms
SA234WPB
1 508.0 12.7 114 Aw.w\dv ARC E7018-1 ©2.50 585 nos 1003 102 RT
SAT06GR.B ARC E7018-1 03.15 (970 nos
SA234WPB ARC E7018-1 @4.00 278 nos
SAD34WPR TIG RTXiMo 02 .50 330 gms
N
2 406 4 9 53| 2 9 .53V ARC E7018-1 @2 .50 66 nos 1003 102 RT
LPH-3 NOZZLE ARC E7018-1 23.15 104 nos
EXT-3 NOZZLE
TIG RTIMo 7250 | 178 gms
SAT06GR.B
N
ARC E7018-1 @2 .50 82 nos
3 SAT06CR B 219.1 6.35| 2 6.35 V 1003 107 RT
SA515GR70
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-332-72211 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT

CusT. No: 7104 TO 7108 DOC.NO. 4-80-335-72223
CONTRACTOR = M/S BHEL PGMA ¢ 80-335 REV. NO 00
DEAERATING HEATER
DRAWING NO : 0-80-335-05299 PAGE NO : 1 OF 1
PAGE NO* 1 OF 1
. PWHT
N MATERTAL SPECN.1 PIPE SIZE ToTAL | ARG RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING mmm@LﬂMﬂwmo S
No 0D THK No-OF | speey oS/ SPECN SIZE mew TEMP
. . . NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SAT06GR.B TIG RT4Mo ©2.50 | 3920gms
SA234WPB
1 508.0 12.7119 @.w\/\/ ARC E7018-1 @2 .50 /95 nos 1003 102 RT
SAT06GR.B ARC E7018-1 ©3.15 1317 nos
SA234WPB ARC E7018-1 @4.00 |377 nos
SAT06GR.B TIG RTXMo 22.50 [4290 gms
SA234WPB
2 406 .4 | 9.53] 26 o.ww\@v ARC E7018-1 @2.50 858 nos 1003 10% RT
SATO06GR.B ARC E7018-1 ©3.15 [1345 nos
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-335-72223 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-336-72224
CONTRACTOR = M/S BHEL PGMA : 80-336 REV. NO. 00
sYSTEM : EXTRACTION STEAM PIPING TO WELDING CODE : IBR \ ASME
HIGH PRESSURE HEATER I
DRAWING NO : 1-80-336-16562 PAGE NO : 1 OF 1
PAGE NO - 1 OF 1
PWHT
Ny MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF - GAS/ PRE RECOMMENDED REMARKDS

0. oD THK SPECN. SPECN. SIZE HEAT TENP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SA335P22(A) TIG RT21Cr 1Mo @2.50 | 4030 gms 1 hr/
SA234WP22CL1(A) ~|  ARC E9018-B3 @2.50 | 819 nos o5 o | 1007 RT

1 SA335P22(A) 323.91 9.53 31 9.53V ARC E9018-B3 03.15 1 1262 nos|1014 | -——— | 725+/-25 minimun 37 HARDNESS
SA234WP22CL1(A) 60 mins
1
SA234WP22CL1 (A) TIG RT2LCr 1Mo 02.50 109 gms 1 hr/ 1007 AT
) a0 | 997 1 o7 ARC E9018-B3 22.50 | 22 nos 25 mm :
HPH—1 NOZZLE : : : ARC E9018-B3 @3.15 | 33 nos [1014 | -—— | 725+/-25| = i 37 HARDNESS
60 mins
TIG RT24Cr 1Mo ©02.50 67 gms
SA335P22(A) 1007 RT
N ARC ES9018-B3 ©2.50 | 47 nos :

3 114.3 | 6.02| 2 6.02 V 1013 | 150 —— ——
SA234WP22CL1(A) 3% HARDNESS
SA387G22CL2(A) :

NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-336-72224 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-337-72225
CONTRACTOR :M/S BHEL PGMA ¢ 80-337 REV. NO. 00
sYsTEM : EXTRACTION STEAM TO WELDING CODE : IBR \ ASME
DRAWING NO : 1-80-337-16561 AIGH PRESSURE HEATER 11 e o s 1 OF 1
PAGE NO - 1 OF 1
. PWHT
N MATERTAL SPECN 1 PIPE SIZE ToTAL | ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN. e
No oD e | % | seecw i SPECN SIZE mew TEMP R
. : . NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SA106GR.C TIG RTMo 02 .50 1958gms
SA234WPC
1 273.0 9.27118 @.Mw\Av ARC E/7018-A1 02.50 396 nos | 1003 107 RT
SATO6GR. C ARC E7018-AT 23.15 | 594 nos
SA234WPC
SAT06GR.B TIG RTIMo 02.50 6/ gms
N
ARC E7018-1 @2.50 | 47 nos
2 SATO6CR B 114.3 6.021 2 6.02 V 1003 10%2 RT
SA515GR70
NOTES:
01.100 % LPI ~ MP1 ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-337-72225 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUsT. No: 7104 TO 7108 DOC.NO. 4-80-340-73342
CONTRACTOR : M/S BHEL PEMA . 80-340 REV. NO. 00
SYSTEM : HT & LT AUX STEAM HEADER WELDING CODE : IBR / ASME
DRAWING NO : 0-80-340-05694
PAGE NO* 1 OF 1 PAGE NO 1 OF 1
PWHT
MATERIAL SPECN.1 PIPE SIZE OTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
. No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK ) SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 i mm CGin mny |JOINTS TIG. CATTEST) s QUANTITY |WPS NO. c . TIME
SA106GR.B TIG RTiMo @2 .50 4030gms
: SA234NWPB 3.9 953 | a1 |o sz ARC E7018-1 @2.50 |819nos
SAT06GR.B ' ' ’ ARC E7018-1 ©3.15 1262nos 1003 10Z RT
SA515GR70
SAT06GR.B TIG RTiMo 22.50 | 3338gms
SA234WPB _
5 573 6.35 30 o.wm\ﬁv ARC E7018-1 02 .50 660nos
SAT06GR.B ARC E7018-1 ©3.15 297nos 003 10% RT
SA515GR70
1
SA1060R.B TIG RTIMo ©02 .50 533gms
SA234WPB \/
3 219 .1 6.35 6 6.35 V
SA106GR.B ARC E7018-1 @2 .50 245n0s 003 10%Z RT
SA515GR70
SAT06GR.B TIG RTiMo @2 .50 533gms
SA234WPB —~
4 [SAT06GR.B 14.116.02 1 16 16.02 V| jpe E7018-1 @2.50 | 370nos 1003 10% RT
SA515GR70
SAT06GR.B TIG RTiMo ©2.50 1223gms
SA234WPB .
> SAT06GR.B 88.9 049 > .49V ARC E7018-1 @2 .50 83nos 003 10%Z RT
SA515GR70
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 A4-80-340-7334D 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-343-73701
CONTRACTOR : M/S BHEL PGMA : 80-343 REV. NO. 00
gYSTEM : AUXTLIARY STEAM PIPING WELDING CODE : IBR / ASME
AIR HEATER SOOT BLOWING
DRAWING NO ; 1-80-343-17357 ]
PAGE NO* 1 OF 1 PAGE NO P OR
RECOMMENDED ELECTRODE ~ WIRE Pt
/
o MATERIAL SPECN.1 PIPE SIZE TOTAL | el ARC/ MIN. SOAKING MIN. o
No oD T R ohS SPECN SIZE mew TEMP e
: : . NDE
MATERIAL SPECN.2 |0 |cin uny |JOINTS T16. (ATTEST o> SUANTITTWPS NO. | o Tire
SAT06GR.B TIG RTiMo 02.50 637 gms
SA234WPB ~
ARC E7018-1 02.50 429 nos
1 SATO06CR B 88.9 |[5.49 | 26 |5.49V 1003 102 RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-343-73701 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 DOC.NO. 4-80-344-74028
CONTRACTOR : M/S BHEL PGMA : 80-344 REV. NO. 00
PAGE NO* 1 OF 1 PAGE NO P OR T
T PWHT
o MATERTAL SPECN.1 PIPE SIZE TOTAL JELD ARC/ RECOMMENDED ELECTRODE -~ WIRE MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN, SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. (ATTEST o QUANTITY |WPS NO. . . TIME
SA106GR.B TIG RTiMo 02.50 |103687gms
SA234WPB FOR 7104
1 323.9 6.35| 800 m.wm\/\/ ARC E7018-1 @02.50 [22440 nos| 1003 107 RT
SATO6GR. B ARC E7018-1 @3.15 14025 nos ONLY
SA234WPB
SAT06GR.B TIG RTiMo @2 .50 1260 gms
SA234WPB
2 60.3 |5.54 | 80 |5.54V| ARC E7018-1 @2.50 | 1109 nos| 1003 1oz rr | FOR 7104
SATO6GR. B ARC E7018-1 @3.15 | 880 nos ONLY
SA234WPB
SA106GR.B TIG RTiMo 02 .50 1440 gms
SA234WPB
3 33.4 [4.55 | 180 |4.55V| ARC E7018-1 @2.50 | 1080 nos| 1003 10z RT | OR /104
SAT06GR.B ONLY
SA234WPB
SA106GR.B TIG RTiMo @2.50 1260 gms
SA234WPB
4 21.3 |3.73 | 180 [3.73V]| ARC E7018-1 @2.50 | 90 nos| 1003 10z RT | FOR 7104
SA106GR.B ONLY
SA234WPB
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-344-74028 00




ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-345-73327
CONTRACTOR : M/S BHEL PGMA + 80-345 REV. NO. 00
SYSTEM : AUXILIARY STEAM TO DEAERATOR WELDING CODE : I1BR \ ASME
DRAWING NO : 0-80-345-05684 ]
PAGE NO* 1 OF 1 PAGE NO PO
RECOMMENDED ELECTRODE ~ WIRE PunT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e ARC/ g N SOAKING - REMARKDS
No oD e | % | specw i SPECN SIZE LMMW TEMP e
: : . NDE
MATERIAL SPECN.2 Cin s Cim o JOINTS TIG. CATTEST) o QUANTITY |WPS NO. . . TIME
SAT06GR.C TIG RTiMo ©2.50 | 2775 gms
SA234WPC ~ ARC E7018-A1 @2 .50 561 nos
v T SA1060R . C 457.2 | 12.7115 12,7V Arc E7018-Af @3.15 | 924 nos | 1003 102 RT
SAD3AWPC ARC E7018-A1 @4.00 | 265 nos
SA106GR.B TIG RTIMo 22 .50 3783 gms
SA234WPB
2 SATO6CR B 273.0 6.35| 34 o.ww\/\/ ARC E/7018-1 @2 .50 748 nos | 1003 102 RT
: ARC E7018-1 @3 .1 7/
SA234WPB 3.15 | 337 nos
SAT06GR.B TIG RTiMo 02 .50 532 gms
SAZSHIPE v ARC E/7018-1 22 .50 370
- . nos
3 SATO6CR.B 114.3 | 6.02| 16 |6.02 V 1003 10Z RT
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-345-73327 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-348-72499
CONTRACTOR : M/S BHEL PGMA ¢ 80-348 REV. NO. 00
DRAWING NO : 1-80-348-16752 GLAND SEALING .
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
SA106GR.B TIG RTiMo ©2.50 798 gms
SA234WPB —~
ARC E7018-1 ©2.50 | 555 nos
1 SATOGCR. B 114.3 | 6.02| 24 |6.02V 1003 102 RT
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
F . YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4_80_348_72499 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-364-72128
CONTRACTOR : M/S BHEL ¢ 80-364 REV. NO. 00
SYSTEM ¢ CBD TANK VENT PIPING TO DEAERATOR| wELDING CODE : IBR / ASME
DRAWING NO : 1-80-364-16467 )
PAGE NO* 1 OF 1 PAGE NO PO
RECOMMENDED ELECTRODE WIRE PUHT
/
o MATERIAL SPECN.1 PIPE SIZE TOTAL | \erp ARC/ MIN. SOAKING MIN. s
No o - No. OF SPECN GAS/ — - Immm\,mH - RECOMMENDED
: : . NDE
MATERIAL SPECN.2 |0 |cin uny |JOINTS T16. (ATTEST o> SUANTITTWPS NO. | o Tire
SAT106GR . B TIG RTiMo 02.50 1509 gms
SA234WPB ~
ARC E7018-1 ?2.50 692 nos
' T oAT06CR B 219.1 [6.35 | 17 ]6.35V 1003 107 RT
SA234WPB
NOTES::
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-364-72128 00




ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-365-72127
CONTRACTOR : M/S BHEL PGMA ¢ 80-365 REV. NO. . 00
DRAWING NO : 1-80-365-16464 PIPING TO ATMOSPHERE .
PAGE NO* 1 OF 1 PAGE NO : 1 OF 1
RECOMMENDED ELECTRODE -~ WIRE PR
/7
g | MATERIAL SPECN.T PIPE SIZE TOTAL | erg ARC/ MIN. SOAKING MIN. e
No o0 > No. OF SPECN GAS/ - - Ivmm\/m S RECOMMENDED
’ : X NDE
MATERIAL SPECN.2 cinoms lcinmy |JOINTS TIG. CATTESTY - QUANTITY |WPS NO. o oc TIME
SAT06GR . B TIG RTiMo 02 .50 710 gms
SA234WPB ~
ARC E7018-1 02 .50 326 nos
1 SA106CR B 219.1 [6.35 8 6.35 V 1003 107 RT
SA234WPB
SAT06GR.B TIG RTiMo ©02.50 332 gms
SA234WPB ~
ARC E7018-1 02 .50 83 nos
2 SAT06CR B 168.3 |7.11 S |7.11V 1003 10Z RT
SA234WPRB ARC E/7018-1 23.15 50 nos
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.x REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-88.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-365-72127 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. No: 7104 TO 7108 DOC.NO. 4-80-366-72126
CONTRACTOR :M/S BHEL POMA  : 80-366 REV. 00
DRAWING NO : 0-80-366-05277 ]
PAGE NO* 1 OF 1 PAGE NO P 1 OF T
PWHT
L | mrERiaL seeow.y PIPE SIZE OTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF MWWNZ GAS/ PRE RECOMMENDED REMARKDS
0. 0D THK : SPECN. SIZE HEAT | TemP NDE
MATERIAL SPECN.2 | .o |cin ey |JOINTS TIG. CATTEST o> CUANTITTWPS NO. | o Tire
16 RTIMo 72.50 | 4030gms
153589 4TO0MPA ARC E7018-1 @2 .50 800
N —
! 610 8 16 8V . b 213 10% RT
1S3589 410MPA ARC E7018-1 ©3.15 6784 nos A
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 A-_80-366-72126 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. NOo: 7104 TO 7108 DOC.NO. 4-80-373-73333
CONTRACTOR = M/S BHEL PGMA : 80-373 REV. NO. 00
SYSTEM : SRV EXHAUST PIPING WELDING CODE : IBR / ASME
DRAWING NO : 0-80-373-05690 ]
PAGE NO* 1 OF 1 PAGE NO P OF
T PWHT
N MATERTAL SPECN.1 PIPE SIZE I ARG RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING mmmozﬂ%wmo T
No 0D THK No-OF 1 speen oS/ SPECN SIZE mew TEMP
. . : NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SAT06GR.B TIG RT4Mo ©2.50 | 5463 gms
SA234WPB
1 355 .6 9.53| 38 @.mm\dv ARC E7018-1 ©2 .50 1129 nos 1003 10% RT
SAT06GR.B ARC E7018-1 @3.15 1714 nos
SA234WPB
SAT06GR.B TIG RTIMo 02 .50 1300 gms
SA234WPB
2 323.9 9.53| 10 o.ww\@v ARC E7018-1 22.50 265 nos 1003 10% RT
SAT06GR.B ARC E7018-1 23.15 407 nos
SA234WPB
SA106GR.B TIG RT1iMo 22 .50 2670 gms
SA234WPB
3 273.0 6.35| 24 @.wwA@/ ARC E7018-1 @2 .50 528 nos 1003 107 RT
SAT06GR.B ARC E7018-1 03.15 [238 nos
SA234WPB
SAT06GR.B TIG RTiMo 02 .50 1065 gms
SA234WPB —~
ARC E7018-1 ©2 .50 490 nos
4 SATO6CR B 219.1 6.35] 12 6.35 V 1003 102 RT
SA234WPB
NOTES :
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-373-73333 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. 4-80-375-73337
CONTRACTOR : M/S BHEL PGMA ¢ 80-375 REV. NO. 00
SYSTEM i HP AND LP HEATERS SV EXHAUSE PPG|ywe pING CODE : IBR / ASME
DRAWING NO : 1-80-375-17188 .
PAGE NO* 1 OF 1 PAGE NO L
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
. No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK i SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
SA106GR.B TIG RT$Mo ©2.50 | 729 gms
SA234WPB
1 1683 | 7.111 11 17.11°V| ARC E7018-1 @2.50 [182 nos [1003 107 RT
SAT06GR. B ARC E7018-1 ?3.15 109 nos
SA234WPB
SATO06GR. B TIG RTiMo @2.50 | 566 gms
y [[SAZHWPB 114.3 | 6.02| 17 [6.02°V
SAT06GR B . . . ARC E7018-1 ©2.50 393 nos 1003 10% RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-375-73337 00




ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT

CUST. No: 7104 TO 7108 DOC.NO. 4-80-381-73811
CONTRACTOR : M/S BHEL PGMA  : 80-381 REV. NO. 00
SYSTEM : HP HEATERS START UP VENTS WELDING CODE : IBR / ASME
DRAWING NO : )
PAGE NO* 1 OF 1 PAGE NO P OR
RECOMMENDED ELECTRODE ~ WIRE PUHT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e g ARC~/ 4 MIN. SOAKING N REMARKDS
No oD THK No-OF | speen oA SPECN SIZE LMMM TEMP e
. . . NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
TIG RT3Mo @2.50 | 945 gms
SAT06GR.B
S
1 60.3 15.54 | 60 5.54 V ARC E/7018-1 @2.50 832 nos 1003 107 RT
SA106GR. B ARC E7018-1 @3.15 660 nos
SAT06GR.B T1G RT4iMo @2.50 16 gms
VS
2 [SAT06CR.B 33.4 |4.55 | 2 |4.55 V| ARC E7018-1 22 .50 12 nos | 1003 102 RT
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN-/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-381-73811 00




ERECTION WELDING SCHEDULE

PROJECT :AMRAVATI 5X270 MW THERMAL POWER PROJECT CUST. No: 7109 TO 7113 DOC.NO. 4-80-382-72498
CONTRACTOR : M/S BHEL : 80-382 REV. NO. : 00
SYSTEM . hTI\M VENT TO CONDENSER WELDING CODE @ MWE \ >mzm
DRAWING NO ; 1-80-382-16751 )
PAGE NO* 1 OF 1 PAGE NO P 1 OR
RECOMMENDED ELECTRODE ~ WIRE PR
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e g ARC/ / MIN. SOAKING MIN. i
" —~ T NoLOF | o GAS, p— -— mew — RECOMMENDED
’ . . NDE
MATERIAL SPECN.2 |0 |cin uny |JOINTS T16. (ATTEST o> SUANTITTWPS NO. | o Tire
SAT106GR . B TIG RTiMo ©2.50 417 gms
SA234WPB —
ARC E7018-1 ?2.50 281 nos
" oA o8GR B 88.9 |5.49 | 17 [5.49°V 1003 107 RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11

4-80-382-72498 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-385-72304
CONTRACTOR :M/S BHEL PGMA ¢ 80-385 REV. NO. 00
SYSTEM :UNIT FLASH TANK DRAIN AND VENT PIPING| weLDING CODE : IBR / ASME
DRAWING NO : 1-80-385-16619 :
PAGE NO* 1 OF 1 PAGE NO P OR
PWHT
MATERTAL SPECN. 1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
- No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK ) SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. (ATTESTY s QUANTITY |WPS NO. .C oe TIME
TIG RTZMo Q2.50 | 2475 gms
SAT106GR.B/GR.C
SA234WPB N
1 406.4 | 9.531 15 [9.53°V ARC E7018-1 @2.50 495 nos 1003 | —-—- — — 10Z RT
SAT06GR.B _
SAD3ANPE ARC E7018-1 ?3.15 776 nos
TIG RTIMo 22.50 732 gms
SAT06GR. B
N
o [SA234WPB 1143 | 6.02| 22 |6.02V| ARC E7018-1 22.50 | 509 nos [1003 | ——- | --—- - 10% RT
SA106GR.B
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-385-72304 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT NOo: 7104 TO 7108 DOC.NO. 4-80-388-72303
CONTRACTOR ¢ M/S BHEL : 80-388 REV. 00
DRAWING NO : 1-80-388-16618 AND VACCUM BREAKER LINE .
PAGE NO* 1 OF 1 PAGE NO P OR T
. PWHT
N MATERTAL SPECN 1 PIPE SIZE ToTAL | ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN. e
No 0D THK No-OF | speey oS/ SPECN SIZE mew TEMP e
: : : NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. (ATTEST o QUANTITY |WPS NO. . . TIME
SA106GR.B TIG RTiMo 02.50 | 4160 gms
SA234WPB
1 323.9 9.53| 32 @.mm\Av ARC E/7018-1 22.50 845 nos | 1003 107 RT
SATO6CR.B ARC F7018-1 @3.15 |1303 nos
SA234WPB
SAT06GR.R TIG RTiMo 22 .50 1657 gms
SA234WPB
2 168 .3 7 11 25 |7.11 \</ ARC E7018-1 @2.50 413 nos 1003 10%2 RT
SATO6GR.B ARC E7018-1 @3.15 |248 nos
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-388-72303 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. NO: 7104 TO 7108 DOC.NO. 4-80-395-73894
CONTRACTOR : M/S BHEL PGMA ¢ 80-395 REV. NO. : 00
DRAWING NO : 1-80-395-17484 .
PAGE NO* 1 OF 1 PAGE NO P OR
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF HELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
SAT06GR . B TIG RTiMo ©2.50 | 500 gms
SA234WPB —~
ARC E7018-1 02 .50 347 nos
1 SATOGCR. B 114.3 | 6.02| 15 |6.02 V 1003 102 RT
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-395-73894 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-400-72521
CONTRACTOR : M/S BHEL PGMA : 80-400 REV. NO. 00
SYSTEM : CONDENSATE SUCTION PIPING WELDING CODE : IBR / ASME
DRAWING NO :; 0-80-400-05569 .
PAGE NO* 1 OF 1 PAGE NO P OR T
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. um oc TIME
SAT06GR.B TIG RTiMo ©2.50 3094gms
SA234WPB B
] 508 127 15 gw.w\@/ ARC E7018-1 @2 .50 627 nos
SAT06GR.B ARC E7018-1 ?23.15 1040 nos [1003 10% RT
SAZ34WPB ARC E7018-1 @4.00 | 300 nos
SAT06GR.B TIG RTiMo @2 .50 575 gms
SA234WPB —
5 355 ¢ 9 53| 4 9 537V ARC E7018-1 02 .50 119 nos
SAT06GR.B ARC E7018-1 ?3.15 185 nos 1003 10%Z RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01~/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-400-72521 00




ERECTION WELDING SCHEDULE

DDO1

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cUST. NO: 7104 TO 7108 DOC.NO. 4-80-401-72404
CONTRACTOR : M/S BHEL PGMA ¢ 80-401 REV. NO. 00
SYSTEM : COND. MINI RECIRCULATION & WELDING CODE @ IBR \ ASME
RANING o 0-80-401-05373 LP BYPASS SPRAY PIPING N o
PAGE NO* 1 OF 1
PWHT
N MATERTAL SPECN. 1 PIPE SIZE FOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF MWMWZ GAS/ PRE RECOMMENDED REMARKDS
0. oD THK : SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | oo |cin ny |JOINTS TIG. CATTEST o> CUANTITTWPS NO. | o Tire
SAT06GR . B TIG RTIMo 72.50 | 3817gms
SA234WPB s
" [SAT06GR. B 219.116.35 143 16,35 V1 pge E7018-1 @2.50 [1751 nos | 1003 107 RT
SA234WPB
SA106GR. B TIG RTZMo 72.50 | 530 gms
SA234WPB s
ARC E7018-1 ?2.50 [132
° [shtoscr B B O I A e E7018-1 2375 |90 nos | 0% 107 AT
SA234WPB :
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-401-72404 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-402-72406
CONTRACTOR : M/S BHEL PGMA ¢ 80-402 REV. NO. 00
SYSTEM ¢ CEP DISCHARGE FROM CEP TO LPH-1 WELDING CODE @ IBR \ ASME
DRAWING NO : 0-80-402-05375 CEP DISCHARGE FROM LPH-I TO DEAERATOR PAGE NO : 1 OF 1
0-80-402-05376 PAGE NO - 1 OF 1
PWHT
N MATERTAL SPECN 1 PIPE SIZE T ARG RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING mmmozﬂMme@ .
No oD e |9 | specn g SPECN SI1ZE Lme TEMP
. . : NDE
MATERIAL SPECN.2 cinmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
SAT06GR.B TIG RTiMo ©2.50 [23400 gms
SA234WPB
ARC E7018-1 @2.50 | 4752
1 323.9 | 9.53| 180 | 9.53V° ros
SAT06GR.B ARC E7018-1 ?3.15 7326 nos| 1003 10% RT
SA515GR70
SAT06GR.B TIG RTiMo @2.50 | 7232 gms
SA234WPB
5 573 6 35 65 @.wm\/\/ ARC E7018-1 @2 .50 1430 nos
SAT06GR.B ARC E7018-1 23.15 644 nos| 1003 10%Z RT
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01~/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
A . SURESH A . SURESH C.V.NATHAN 117-10-11 4-80-402-72406 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CusT. NO: 7104 TO 7108 DOC .NO. 4-80-407-74316
CONTRACTOR : M/S BHEL PGMA : 80-407 REV. NO. 00
SYSTEM :  CONDENSATE FOR SEALING OF VACCUM WELDING CODE : Mmﬁ \ ASME
DRAWING NO : .
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
- No. OF HELo GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
TIG RTMo 2 .50 372 gms
SAT06GR.B
N
1 48.3 15.08 | 30 |5.08 V| ARC E7018-A1 22 .50 327 nos|{1003 10%2 RT
SAT06GR.B ARC E7018-A1 23.15 264 nos
TIG RT4Mo 22.50 312 gms
SA106GR.B
7N\
2 33.4 |4.55 40 |4.55 V| ARC E7018-A1 22 .50 240 nos|1003 107 RT
SA106GR.B
TIG RT4Mo 22 .50 312 gms
SAT06GR.B
N
3 21.3 |3.73 40 |3.73 V| ARC E7018-A1 22 .50 240 nos|1003 102 RT
SAT06GR.B
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
A . SURESH A . SURESH C.V.NATHAN 19-11-11 4_80-407-74316 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. . 4-80-408-7372%9
CONTRACTOR : M/S BHEL PGMA ¢ 80-408 REV. NO. : 00
SYSTEM : DM MAKE UP PIPING WELDING CODE : IBR / ASME
DRAWING NO : 0-80-408-05818 :
PAGE NO* 1 OF 1 PAGE NO TORT
RECOMMENDED ELECTRODE ~ WIRE PUHT
o MATERIAL SPECN.1 PIPE SIZE TOTAL | e g ARC/ d MIN. SOAKING - REMARKDS
No Mo- 9 1 specn o SPECN SIZE mew TEMP BN
. oD THK . . NDE
MATERIAL SPECN.2 cinoms lcinmy |JOINTS TIG. CATTESTY - QUANTITY |WPS NO. o oc TIME
SA312TP304H TIG RT 347 @2 .40 1815 gms
A m>%OMw<<*UwO%I AA%w wow ww wow\/n\/ >Em m MW%W SMUO @@O nos ;OMWM —_—— —_—— —_—— ;ON mjﬁ
SA312TP304H 1007 LPT
SA403WP304H
SA312TP304H TIG RT 347 @2 .40 1040 gms
5 SA403WP304H 88 9 3.05 40 w.om\/ ARC E 347 a0 .50 560 nos| 1032 - - - 10% RT
SA312TP304H 1007 LPT
SA403WP304H
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN-/APPD. CHD./APPD. - QA DATE DRAWING NO. REV

E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-408-73729 00




ERECTION WELDING SCHEDULE

DDO1

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-413-73792
CONTRACTOR 2 M/S BHEL PGMA  t 80-413 REV. NO. 00
SYSTEM  :1) DEAERATOR & BOILER INITIAL WELDING CODE IBR / ASME
DRAWING NO 4-80-413-17422 1-80-413-17423 FILLING LINE 2) COND.EXCESS RETURN PPG.
n _ PAGE NO* 1 OF 1 PAGE NO TOR T
RECOMMENDED ELECTRODE ~ WIRE P
/
o MATERIAL SPECN.1 PIPE SIZE TOTAL | el ARC/ MIN. SOAKING MIN. s
No oD O il B ohs SPECN SIZE Iﬂm\,m TEMP T
. : : NDE
MATERIAL SPECN.2 | oo |cin ny |JOINTS TIG. CATTEST o> CUANTITTWPS NO. | o Tire
SA312TP304H TIG RT 347 @2.40 2176 gms
A m>%ow<<*uw0%1 Aomuw HW% wM HW#\/\/ >Em m r\vv%w SNUO O@Ojom AOHWN —_— - - AON Ejﬁ
SA312TP304H 1007 LPT
SA403WP304H
SA312TP304H TIG RT 347 02 .40 578 gms
5 SA403WP304H 114 3 305 17 w.ow\/\/ ARC E 347 a0 50 306 nos| 1032 - -— —-— 10%Z RT
SA312TP304H 1007 LPT
SA403WP304H
SA106GR.B TIG RTiMo ©2.50 | 3313 gms
SA234WPB
3 168 .3 | 7.11 50 |7.11 \</ ARC E7018-1 @2.50 825 nos | 1003 107 RT
SATO6GR.B ARC E7018-1 ?3.15 495 nos
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN./CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-413-73792 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-420-73300
CONTRACTOR = M/S BHEL PGMA ¢ 80-420 REV. NO. : 00
SYSTEM : BOILER FEED SUCTION PIPING WELDING CODE : IBR / ASME
DRAWING NO : 0-80-420-05671 ]
PAGE NO* 1 OF 1 PAGE NO P OF T
RECOMMENDED ELECTRODE ~ WIRE PUHT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e ARC/ d MIN. SOAKING N REMARKDS
No oD THK No-OF 1 gpeey oS/ SPECN SIZE mew TEMP e
. . . NDE
MATERIAL SPECN.?2 Cin oy Cim o JOINTS TIG. CATTEST) o QUANTITY |WPS NO. . . TIME
SAT06GR.C TIG RTiMo 22.50 | 3625gms
SA234WPB
ARC E7018-A1 02 .50 743
1 355.6 | 7.92| 25 |7.92V nos
SAT06GR.C ARC E7018-A1 ©03.15 743 nos 1003 10% RT
SA234WPB
SA106GR.B TIG RTiMo 22 .50 10568gms
, SA234WPB 073 |eas | o5 |6 a5 ARC E7018-1 @2.50  [2090nos
SA106GR.B ’ ’ ARC E7018-1 ©3.15 940nos 1003 102 RT
SA515GR70
SAT06GR.B TIG RTiMo 02.50 530gms
SA234WPB s B
3 oe 168 3 7 17 8 711V ARC E7018-1 @02 .50 132 nos 1003 o7
m>mgmmmwo ARC E7018-1 ?3.15 80 nos o
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN-/APPD. CHD./APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 A4-80-420-73300 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT ~ :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-421-72824
CONTRACTOR : M/S BHEL PGMA i 80-421 REV. NO. 00
sYsTem : BOILER FEED RECIRCULATION PIPING | e ping comE : IBR / ASME
DRAWING NO : 0-80-421-05520 .
PAGE NO* 1 OF 1 PAGE NO P OR
PWHT
N MATERIAL SPECN. 1 PIPE SIZE OTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
0. oD THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | w0 |cin ey |JOINTS TIG. CATTEST o> CUANTITTJWPS NO. | = o Tire
SA106GR.C TIG RTiMo 02.50 4900 gms -
.
: SA234WPC 1683 |21 05| 75 |21 osul  ARC E7018-AT @2.50 | 1232 nos o gﬂ
SA106GR.C . . . ARC E7018-A1 @3.15 | 2112 nos[1005 635+/-15 .| 100Z RT
SA234WPC ARC E7018-A1 @4.00 | 1144 nos 0 ot
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-421-72824 . 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. 4-80-423-72769
CONTRACTOR = M/S BHEL PGMA ¢ 80-423 REV. NO. : 00
SYSTEM : BOILER FEED DICHARGE PIPING WELDING CODE : IBR / ASME
DRAWING NO : 0-80-423-05495 .
PAGE NO* 1 OF 1 PAGE NO P OF T
PWHT

Ny MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.

No. OF WELD GAS/ PRE RECOMMENDED REMARKDS

No. oD THK i SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME

TIG RTiMo @2.50 | 4000gms ! hr/
SAT06GR.C(A) | ARC E7018-A1 22.50 | 930 nos N—

1 368 48 30 |48.0 U ARC E7018-AT @3.15 | 1500 nos|1005 | 100 |635+/-15“7 " 100% RT
SATOSGR. C(A) ARC E7018-A1 @4.00 | 5700 nos mintmum
SA234WPC(A) . 30 mts

TIG RTiMo ?2.50 | 6765 gms ! hr/
X SAT06GR.C(A) 30 | ol 7 oo ARC E7018-A1 @2.50 | 1650 nos 55 o
. . . { ARC E7018-A1 ?3.15 2730 nos 1005 100 mww+\\gw3rjh3cg 100%2 RT
SA234WPC(A) ARC E7018-A1 @4.00 | 4700 nos T e
TIG RT1Mo ?2.50 | 139 gms ! hr/
SA234WPC(A) | ARC E7018-A1 @2.50 |33 nos 25

3 [HEATER 406.4 | 61 T 61.00 1 ARc E7018-A1 03.15 | 55  nos|1005 |100 |635+/-15 . | 100% RT
NOZ7LE ARC E7018-A1 ©3.15 | 273 nos o
THERMOWEL L TIG ErNiCr3 ©2.50 | 50 gms

VS .

4 [AISIS2] 635 |13 5 [13.07V| ARC ENLCrFe3 @2.50 |70 nos
SAT05(A) ARC ENLCrFe3 ©?3.15 35 nos

. SATOEGR.C(A) B R e A E7018-1 @2.50 |250 nos
SA105(A) ' ' ' ARC E7018-1 23.15 |55 nos

NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-423-72769 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-424-72770

CONTRACTOR : M/S BHEL PGMA 2 80-424 REV. NO. 00

SYSTEM : BOILER FEED DISCHARGE PIPING FROM WELDING CODE = IBR \ ASME
HPH-5 TO HPH-6 AND BY PASS
DRAWING NO : 0-80-424-05496 .
PAGE NO* 1 OF 1 PAGE NO PO
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.

. No. OF WELD GAS/ PRE RECOMMENDED REMARKDS

No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 Cin s Cin o JOINTS TIG. CATTEST . QUANTITY |WPS NO. . . TIME

TIG RTZMo @2.50 | 6500 gms 1 hr/

1 SATOEOR. C(A) 368 18 |56 |48.0T| hnc AN 2200 117397105 hoe 1100 le3se /o152 ™ | 100z AT
Sa1068 <1 O¥] e | oo | gs | 270 s T
SA234WPC(A) . 30 mts

TIG RT1Mo 22.50 | 280 gms 1 hr/
SA234WPC(A) ~ ARC E7018-A1 @2.50 | 68 nos 25 mm

2 [HEATER 406.4 | 6T 2 |61.0y ARC E7018-A1 @3.15 | 110 nos{t005 100  [635+/-15 |minimum| 100% RT
NOZZLE ARC E7018-A1 ?3.15 550 nos 30 mts
THERMOWELL TIG ErNiCr3 02.50 | 40 gms

N\ .

5 LAISIS2] 635 |13 4 |13.07V] ARC ENLCrFe3 @2.50 |65 nos
SAT05(A) ARC ENLCrFe3 ?3.15 30 nos

. SATOEGR.C(A) a Lol ¢ logv] A€ E7018-A1 @2 50| 250 nos
SAT05(A) ' ' ' ARC E7018-A1 23.15| 55 nos

NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 19-11-11 4-80-424-72770 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cUsT. No: 7104 TO 7108 DOC .NO. 4-80-425-72771

CONTRACTOR : M/S BHEL PGMA i 80-425 REV. NO. 00

DRAWING NO : O-80-425_05497 FROM HPH-6 TO ECONOMISER o o

PAGE NO* 1 OF 1
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No . OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 i oy Cin o JOINTS TIG. (ATTEST) . QUANTITY |WPS NO. -c . TIME
TIG RTiMo 22.50 | 8660 gms 1 hr/

4 SATO6GR.C(A) 68 w |75 luso® ARC E7018-A1 ©2.50 | 2310 nos 25 mm
541066 () O | g | g |37 nos005 (100 90/15 o 100% T
SA234WPC(A) . 30 mts

TIG RTINMo ¢2.50 [2050 gms 1 hr/

X SAT06GR.C(A) o 1] 30 115 |20 o/ ARC E70T8-AT ¢2.50 (240 nos 25 mm
SAT06GR.C(A) . . ARC E/7018-A1 @3.15 1330 nosfoos (100 635+/-15 |minimum|100% RT
SA234WPC(A) ARC E7018-A1 @4.00 |580 nos 30 mts
THERVONELL TIG ErNiCr3 @2.50 | 40 gms

N o

3 |LAISIS2] 635 |13 4 |13.07V] ARC ENLCrFe3 @2.50 |60 nos
SA105(A) ARC ENLCrFe3 ?23.15 30 nos

. SAT06GR.C(A) aa Lol ¢ loged] A€ E7018-1 22.50 | 250 nos
SAT05(A) ' ' o .Ao ARC E7018-1 ?3.15 |55 nos

TIG RTiMo @2.50 [139 gms 1 hr/
SA234WPC(A) ~ | ARC E7018-A1 @2.50 |33 nos 5 mm
> [HEATER 406.4 |6 T |61.0W | aRc E7018-A1 @3.15 |55  nos 1005 [100  B35+/-15 | nimum| 100% RT
NOZZLE ARC E/018-A1 03.15 |273 nos 30 mts
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-88.
PREPARED DESIGN/CHD. DESIGN-/APPD. CHD./APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 19-11-11 4-80-425-72771 00




ERECTION WELDING SCHEDULE

DDO1

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. s 4-80-430-72997
CONTRACTOR = M/S BHEL PGMA : 80-430 REV. NO. : 00
SYSTEM : SPRAY WATER PIPING TO HPBP VALVE WELDING CODE = IBR \ ASME
PWHT
. MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
° No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK ’ SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . oo TIME
TIG RT24Cr 1Mo @2 .50 388 gms 1 hr/
A SA335P22(A) e ol 10 | 5060 #RC E9018-B3 02.50 132 105 |01 | oo | 705, /05|25 M 100% RT
+/—- R
SA234WP22CL 1 A>v ’ . { ARC E9018-B3 ©3.15 154 nos mLnumum 3% HARDNESS
SA335P22(A) 60 mins
SA234WPC ~| ARC E7018-A1 @2.50 339 nos °
2 114.3 [13.49 28 [13.49V 1003 - -
SA3106GR.C(A) ARC E7018-A1 ?3.15 462 nos
SA234WPC
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.

02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.

PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA DATE DRAWING NO. REV

E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-430-72997 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT

cCusT. No: 7104 TO 7108 DOC.NO. 4-80-431-72125
CONTRACTOR = M/S BHEL PGMA : 80-431 REV. NO. 00
SYSTEM ¢ SPRAY WATER TO AUX. PRDS WELDING CODE : IBR / ASME
DRAWING NO : 2-80-431-10324 .
PAGE NO* 1 OF 1 PAGE NO 1 OoF
; PWHT
N MATERTAL SPECN 1 PIPE SIZE T | e ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN. e
No oD THK No-OF | speey oS/ SPECN SIZE mew TEMP e
. . : NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
TIG RT Mo 22.50 | 495 gms
SAT106GR. B
N
1 48.3 |5.08 40 5.08 V ARC E7018-1 02.50 436 nos 1003 102 RT
SA106GR . B ARC E7018-1 ?3. 15 352 nos
SA106GR.B TIG RT1Mo 22.50 390 gms
N\
2 SA106CR B 33.4 |4.55 | 30 4.55V | ARC E7018-1 @2.50 300 nos |1003 10%2 RT
TIG RT21Cr1Mo ©2.50 24 gms
SA335P22(A) o 1013 | 150 0% AT
SA335P22(A)
NOTES:
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-431-72125 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC .NO. 4-80-432-73291
CONTRACTOR = M/S BHEL PGMA : 80-432 REV. NO. 00
SYSTEM  :SPRAY WATER TO RH AND SH ATTEMPERATION| ye\ ning cODE @ IBR / ASME
DRAWING NO ; 1-80-432-17160 .
PAGE NO* 1 OF 1 PAGE NO P OR
PWHT
o MATERTAL SPECN.1 PIPE SIZE TOTAL ARCY RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK ) SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 C¢in mm> C¢in mm) JOINTS TIC. (ATTEST) (mm) QUANTITY 1WPS NO. °C °C TIME
TIG RTiMo 22.50 | 413 gms ! hry
SAT06GR.C(A) —~| ARC E7018-A1 22 .50 94 nos 55 mm
1 219.1 125 |5 |25 ARC E7018-A1 @3.15 | 138 nos [1005 | -—- |635+/-15°7 " 100% RT
SATOSGR. C(A) ARC E7018-A1 24.00 | 149 nos mintmum
SA234WPC(A) . 30 mts
TIG RTiMo 22.50 | 307 gms ! hry
5 SATO6GR.C(A) 1683 |1 o5 5 o ol ARC E7018-A1 @2 .50 77 nos 55
: ’ ’ { ARC E/7018-A1 ?3.15 132 nos 1005 o Ow@+\\gw minimum 100% RT
SA234WPC(A) ARC E7018-A1 @4 .00 72 nos el
TIG RTiMo @2.50 | 137 gms
SA234WPC(A) ~  ARC E7018-A1 22.50 |53 nos
3 [HEATER 88.9 [11.13 16  11.13 VI ARC E7018-A1 @3.15 | 60 nos|1003 | ——— | —__ 1007 RT
NOZZLE
NOTES::
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-432-73291 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NQ. 4-80-440-73862
CONTRACTOR : M/S BHEL PGMA : 80-440 REV. NO. 00
. HOTWELL AND WATERBOX DRAIN
SYSTEM : N, WELDING CODE : IBR / ASME
HOTWELL VENT & DRAIN PIT
DRAWING NO ; 1-80-440-17465 BAGE NO .1 0F 1
1-80-440-17466 PAGE NO - 1 OF 1
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
N No. OF HELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cinoms lcinmy |JOINTS TIG. (ATTEST s QUANTITY |WPS NO. c oc TIME
SAT06GR.B TIG RT3Mo ©2.50 | 2561gms
SA234WPB —
1 114.3 6.02 77 16.02 V
SAT06GR.B ARC E7018-1 @2 .50 1780 nos| 1003 10Z RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-88.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-440-73862 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-442-73265
CONTRACTOR : M/S BHEL PGMA : 80-442 REV. NO. 00
DRAWING NO : 1-80-442-17140 )
PAGE NO* 1 OF 1 PAGE NO P 1 OF T
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SI1ZE HEAT TEMP NDE
MATERIAL SPECN.? cinmms lcinmy |JOINTS TIG. CATTESTY - QUANTITY |WPS NO. o oc TIME
SAT06GR.B TIG RTiMo ©2.50 | 809gms
SA234WPB —~
1 88.9 [5.49 | 33 |5.49V
SA106GR.B ARC E7018-1 @2.50 | 545 nos 1003 102 RT
SA234WPB
SAT06GR.B TIG RTIMo @2 .50 95 gms
SA234WPB
> TOeCR 60.3 |5.54 | 6 554V ARC E7018-1 @2.50 84 nos 1003 N
2 AD3AVPR ARC E7018-1 23.15 66 nos A
SA106GR.B TIG RTIMo 02 .50 8 gms
SA234WPB —~
3 33.4 [4.55 | 6 4.55 V
SA106GR.B ARC E7018-1 @2 .50 7 nos 1003 10%2 RT
SA234WPB
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-88.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-442_73265 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-443-72522
CONTRACTOR : M/S BHEL PGMA @ 80-443 REV. NO. . 00
SYSTEM : LPH-1 DRAIN TO LPFT THROUGH WELDING CODE : IBR / ASME
DRAIN COOLER
DRAWING NO : 1-80-443-16775 ! PAGE NO : 1 OF 1
PAGE NO - 1 OF 1
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
- No. OF HELo GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK i SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. um oc TIME
SAT06GR.B TIG RTiMo 02.50 1669gms
SA234WPB
ARC E7018-1 ©2.50 330
1 273 6.35 | 15 [6.35V nos
SAT06GR.B ARC E7018-1 @3.15 149 nos [1003 10% RT
SA234WPB
SA106GR.B TIG RTiMo 22 .50 1509gms
SA234WPB —~
2 SAT106GR.B 2191 6.35 17 6.35V ARC E7018-1 @2 .50 692 nos 1003 102 RT
SA234WPB
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-_80-443-72522 00




ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-444-73036
CONTRACTOR = M/S BHEL PGMA P 80-444 REV. 00
. LPH-2 DRAIN PPG TO LPH-1
SYSTEM & |PD F/T WELDING CODE : IBR / ASME
LPH-3 DRAIN PPG TO LPH-2
DRAWING NO : 1-80-444-17036,1-80-444-17037 .
& LPD F\T PAGE NO P OR
; PWHT
N MATERIAL SPECN 1 PIPE SIZE T | e ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN. e
No oD e | % | seecw i SPECN SIZE LMMM TEMP R
: . . NDE
MATERIAL SPECN.2 o> lcinmy |JOINTS TIG. CATTEST) s QUANTITY |WPS NO. c oc TIME
SAT06GR.C TIG RTiMo ©2.50 | 350gms
SA234WPC _

] 519 1 8 18| 4 m.gm\@/ ARC E7018-A1 @2.50 75 nos
SAT06GR.C ARC E7018-A1 ?3.15 | 71 nos 1003 10Z RT
SA234WPC
SAT06GR . B TIG RTiMo @2.50 | 888gms
SA234WPB -

2 SA106GR.B 2191 6.351 10 6.35V ARC E7018-1 02.50 407/nos 1003 102 RT
SA515GR70
SAT06GR.B TIG RTiMo @2.50 | 2518gms
SA234WPB -

3 ioa 168 3 2111 35 7117V ARC E7018-1 @2.50 628 nos 1003 o7 7
2A5150R70 ARC E7018-1 ?3.15 377 nos °
SA1060GR.B TIG RT+Mo @2 .50 1729gms
SA234WPB —~

* TSAT06GR.B 114.3 1 6.02) 92 16.02 V| spc E7018-1 22.50 | 1202n0s |1003 107 RT
SA515GR70

NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03.3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-444-73036 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-446-72537
CONTRACTOR : M/S BHEL PGMA : 80-446 REV. NO. : 00
SYSTEM : DEAERATOR OVER FLOW TO WELDING CODE : IBR / ASME
DRAWING NO : 1-80-446-16785 UNIT FLASH TANK .
PAGE NO* 1 OF 1 PAGE NO L
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.? cnmms lcinmy |JOINTS TIG. CATTESTy - QUANTITY |WPS NO. o oc TIME
SA106GR.C TIG RTMo @2.50 | 525gms
SA234WPC B
1 519 1 s 18l ¢ 8 187 ARC E7018-A1 @2 .50 113 nos
SA106GR.C ARC E7018-A1 ©3.15 | 106 nos |1003 10%Z RT
SA234WPC
SAT06GR.B TIG RTiMo @2.50 1330gms
SA234WPB -
2 SA106GR.B 114.3 6.02| 40 6.02°V ARC E7018-1 @2 .50 924nos 1003 102 RT
SA515GR70
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD., CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-446-72537 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT

:NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-449-73855
CONTRACTOR : M/S BHEL PGMA ¢ 80-449 REV. NO. . 00
SYSTEM : FLASH PIPE DRAIN & VENT PPG WELDING CODE : IBR / ASME
DRAWING NO ; 1-80-449-17454 .
PAGE NO* 1 OF 1 PAGE NO P OF
RECOMMENDED ELECTRODE ~ WIRE PR
/
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e g ARC/ MIN. SOAKING MIN. s
No oD e |21 specw g SPECN SIZE mew TEMP R
’ . . NDE
MATERIAL SPECN.2 | w0 |cin ey |JOINTS T16. (ATTEST o> CUANTITTJWPS NO. | = o Tire
SAT06GR.RB TIG RTiMo @2.50 332gms
SA234WPB _
] 168.3 7 11 5 7 11 AV ARC E7018-1 22.50 B3 nos
SAT06GR . B ARC E7018-1 23.15 b0 nos 1003 10%Z RT
SA234WPB
SA106GR.RB TIG RTiMo 22.50 662gms
SA234WPB Py
2 SA106GR.B 88.9 0. 49 27 049V ARC E7018-1 02 .50 446n0s 1003 102 RT
SA515GR70
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-449-73855 00




ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. 4-80-450-73902
CONTRACTOR : M/S BHEL PGMA : 80-450 REV. NO. 00
SYSTEM : EMERGENCY DRUM DRAIN TO IBDT WELDING CODE : IBR / ASME
AN N0 18045017493 18045017493 CBD TO CBDT AND BYPASS TO IBDT e o o or
PAGE NO- 1 OF 1 ’
RECOMMENDED ELECTRODE WIRE PUHT
sL MATERIAL SPECN.1 PIPE SIZE TOTAL VELD ARC~ 7 MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN. S1ZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cim o Cin JOINTS TIG. CATTESTS o QUANTITY |WPS NO. oc oc TIME
SAT06GR.C TIG RTiMo 02.50 1050 gms
: SAZ34WPC 685 |15 oa| a5 |15 047 ARC E7018-A1 @2.50 | 308 nos
SA106GR.C . . 24y ARC E7018-A1 ?3.15 385 nos|[ 003 100%Z RT
SA234WPC ARC E7018-A1 @400 193 nos
SAT106GR.C TIG RTiMo 02 .50 1348 gms 1 hr/
5 SA234WPC 1683 o1 95| 2 |o1 0| ARC E7018-A1 22.50 | 339 nos 25 mm
SA106GR.C . . -9y ARC E7018-A1 ?3.15 580 nos| 1005 635+/-15/minimum| 100% RT
SA234WPC ARC E7018-A1 @4 .00 315 nos 30 mts
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.x REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-450-73902 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-451-74057
CONTRACTOR ¢ M/S BHEL PGMA : 80-451 REV. NO. 00
SYSTEM : SUPER HEATER DRAIN HEADER DRAIN
TO IBDT WELDING CODE : IBR \ ASME
DRAWING NO : 1-80-451-17587,1-80-451-17588,1-80-451-17589 DOWN COMER BLOW OFF TO IBDT PAGE NO : 1 OF 1
BOILER DRAIN HEADER DRAIN TO IBDT
PWHT
o MATERIAL SPECN. 1 PIPE SIZE TOTAL VLD ARC/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin s Cim o JOINTS TIG. CATTEST . QUANTITY |WPS NO. - . TIME
SAT06GR.C TIG RT LMo @2.50 | 960 gms L
-
: SA234WPC 2191 | 28 . 8T ARC E7018-A1 @2.50 | 225 nos . gﬂ
SAT06GR.C . i ARC E7018-A1 ?3.15 | 330 nos [005 100 £35+/-15 mLnimum 100% RT
SA234WPC ARC E7018-AT @4.00 |449 nos 30 mts
SAT06GR.C TIG RTiMo 22.50 | 919gms .
-
5 SA234WPC 1683 o1 95| 15 |21 0557| ARC E7018-AT @2.50 | 231nos e 3%
SAT106GR.C . . 99y ARC E7018-Al @3.15 | 396nos [1005 635+/-15 | 100% RT
SA234WPC ARC E7018-A1 @4.00 | 215n0s 20 mte
SAT06GR.C TIG RTiMo @2.50 228gms
5 SA234WPC 80 |11.13] 10 |11 150 ARC E7018-AT @2.50 | 88nos
SA106GR.C . . . ARC E7018-A1 ?3.15 | 99nos 003 10% RT
SA234WPC
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-451-74057 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-455-73990
CONTRACTOR : M/S BHEL PGMA : 80-455 REV. NO. 00
SYSTEM : CBD TANK DRAIN TO IBD TANK WELDING CODE : IBR / ASME
_ 0-80-455-05892, 1-80-455-17552 IBD TANK DRAIN TO TRENCH
DRAWING NO 5 _g0_455-10946,2-80-455-10947 HP AND LP MANIFOLDS PAGE NO i 1 OF 1
. PWHT
| e speon PIPE SIZE o | s ARG, RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING mmmozﬂmﬂwmo .
No - N OF L oy GAS/ po—, p-— LMMM —
: : . NDE
MATERIAL SPECN.?2 i oy Cin o JOINTS TIG. (ATTEST) . QUANTITY |WPS NO. -c . TIME
TIG RTIM ?2.50 | 245
SAT06GR.C 270 gms 1 hr/
~| ARC E7018-A1 @2.50 | 53 nos e
" [SA1066R.C 323.9 (36 2 |36.0 U] ARc E7018-A1 @3.15 | 86 nos |1005 | 100 |635+/-15/<> ™ | 1002 RT
SA515GR70 ARC E7018-AT @3.15 | 192 nos 0 mte |
Ao C TIG RTIMo @2.50 | 175 gms
. ~|  ARC E7018-A1 @2.50 | 38 nos
2 [ "SAT06GR .C 219.1 | 8.18] 2 8.18V | ARC E7018-A1 @3.15 | 36 nos [1003 |--—= | --- --— | 10% RT
SA515GR70
TIG RTINo @250 | 1154 gms
SAT06GR.. B
N
g [ SA3HWPB 219.1 | 6.35| 13 [6.35V| ARC E7018-1 22.50 | 530 nos [1003 | | ___ —— | 107 RrT
SAT06GR. B
SA234WPB
TIG RTINo Q250 | 1225 gms
SAT06GR. B
N
4 [ SAZ34WPB 88.9 |5.49 | 50 |5.49V| ARC E7018-1 @2.50 | 825 nos |1003 |--- | --- -—— | 10Z RT
SAT06GR.. B
SA234WPE
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-88.
PREPARED DESIGN/CHD. DESIGN-/APPD. CHD./APPD. — QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-455-73990 00




DDO1

ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-457-73557
CONTRACTOR = M/S BHEL PGMA : 80-457 REV. NO. 00
SYSTEM : HP & LP DRAIN FLASH TANK MANIFOLD| yeLpING CODE @ IBR / ASME
DRAWING NO : 1-80-457-17268 .
PAGE NO* 1 OF 1 PAGE NO P OF
RECOMMENDED ELECTRODE ~ WIRE PURT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL VELD ARC~ d MIN. SOAKING MIN.
No. OF GAS/ PRE RECOMMENDED REMARKDS
No. oD THK SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.?2 Cin oy Cin o JOINTS TIG. CATTESTY o QUANTITY |WPS NO. . . TIME
SA335P22 TIG RT2:Cr 1Mo 02.50 288 gms
: SA387CR22CL2 S I o 537 ARC E9018B3 @2.50 | 60 nos wwji
SA335P22 . . . ARC E901883 23.15 | 91 nos 1014 725+ /-25 g.Sﬁ% 10% RT
SA387GR22CL2 60 mts 37 HARDNESS
SA335P22 TIG RT214Cr 1Mo 22.50 | 260 gms
S I DU I S RN E9018B3 22.50 | 53 nos wmji
SA335P22 . . . ARC E9018B3 23.15 | 82 nos 014 725+/-25 [ 2 T 107 R
SA387GR22CL2 60 mte< 37 HARDNESS
SAT06GR . B TIG RTiMo 02 .50 260gms
SA234WPB
3 o E 393 9 9 53] 2 @.ww\/\/ ARC E7018-1 02 .50 53 nos 1003 o7 7
m>wgwomwo ARC E7018-1 ©03.15 82 nos o
NOTES :
01.100 % LPI ~» MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-457-73557 00




ERECTION WELDING SCHEDULE

PROJECT  tNASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. : 4-80-460-72130
CONTRACTOR : M/S BHEL PGMA ¢ 80-460 REV. NO. : 00
SYSTEM : COOLING WATER PIPING IN SG AREA |VELDING CODE : IBR / ASME
DRAWING NO : .
PAGE NO* 1 OF 2 PAGE NO P10F2
PWHT
o | MATERIAL SPECN.1 PIPE SIZE TOTAL AR, RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING NIN.
No. OF e GAS/ PRE RECOMMENDED REMARKDS
No. .
nwTERIAL speck.2 | (0 ™ omrs | SN | e, wﬂmﬁhu sz QUANTITY |WPs No. | HEAT E.n_., e NOE
- - . .
T1G ) 02.50 | 7544 gns
API5LGRB-ERW —
U arioicreerw | D210 | &4 | 8 | &4V are E£7018-1 @2.50 | 3460 nos|1003 10% RT
SA 234 WPB
1S 1239 BL N
2 NBTSO |5.4 1130 | 5.4V ARc E6013 @2.50 | 3861 nos|1001 102 RT
1S 1239 BL
IS 1239 BL .
3 NB100 | 5.4 | 240 | 5.4V | ARc E6013 ©2.50 | 4752 nos|1001 10Z RT
IS 1239 BL
IS 1239 BL -
4 NB8O |4.85 | 385 |4.85 V| ARC E6013 @2.50 | 5505 nos|1001 10% RT
IS 1239 BL
IS 1239 BL ~
5 NB40 |4.05 | 457 |4.05 V| ARc E6013 @2.50 | 5128 nos|1001 10% RT
IS 1235 BL
NOTES:
01.100 % LPI # MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02, % REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIEN/CHD. DESIGN/APPD . CHD./APPD. - QA DATE DRAWING NO. REV .
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 | 4-80-460-72130 00
ERECTION WELDING SCHEDULE
PROJECT  tNASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. 4-80-460-72130
CONTRACTOR : M/S BHEL PEMA + 80-460 REV. NO. + 00
SYSTEM : COOLING WATER PIPING IN SG AREA |weLDING CODE : IBR / ASME
DRAVING NO : .
PAGE NO* 2 OF 2 PAGE NO P 20F 2
PWHT
s | MATERIAL SPECN.1 PIPE SIZE TOTAL RC RECONMENDED ELECTRODE / WIRE MIN. SOAKING MIN.
No.OF veLo GAS/ PRE RECOMMENDED REMARKDS
No. SPECN.
° | i seeen2 [ [ ™) looms TI. va.mnz.v sz QUANTITY |WPS NO. xﬂ; 4m.:nv TIME NoE
IS 1239 BL .
€ NB25 |4.05 | €41 14.05 V| apc E6013 ©2.50 | 3525 nos|1001 107 RT
IS 1239 BL
IS 1239 BL —~
7 NB1S 13.25 | 362 13.25 V| arc E6013 ©2.50 | 1448 nos|1001 102 RT
IS 1239 BL
IS 1239 BL =
8 NBSO [4.50 | 77 [4.50 V] ARC E6013 ©2.50 |762 nos|1001 102 RT
IS 1239 BL
IS 1239 BL -
9 NB6S [4.50 | 40 [4.50 V] ARC E6013 ©2.50 |560 nos|1001 10% RT
IS 1239 BL
NOTES:
01.100 % LPI # MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.% REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAMING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 | 4-80-460-72130 00
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DDQ1

ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-471-72110
CONTRACTOR : M/S BHEL PGMA : 80-471 REV. 00
SYSTEM ¢ BOILER WATER WASH PIPING WELDING CODE : IBR / ASME
DRAWING NO : .
PAGE NO* 1 OF 1 PAGE P oR
PWHT
N MATERIAL SPECN.1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
o or | "D " PRE RECOMMENDED | REMARKDS
No. 0D THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 C¢in mmd ¢in mmd JOINTS T1e. (ATTEST) (mm) QUANTITY 1WPS NO. °C °C TIME
IS 3589
1 219.1 | 6.4 | 90 | 6.4V 1213 107 RT
s 3580 ARC E7018 @2.50 | 4076 nos ;
IS 1239 BL .
= NBT50 5.4 | 70 | 5.4 V| ARc E6013 @2.50 | 2286 nos|1001 107 RT
IS 1239 BL
IS 1239 BL .
3 NB10O | 5.4 | 12 5.4 ARC E6013 @2.50 | 264 nos [1001 107 RT
IS 1239 BL
IS 1239 BL -
4 NBSO |4.5 | 47 | 4.5V | ARC E6013 @2.50 | 512 nos |1001 102 RT
IS 1239 BL
IS 1239 BL -
5 NB25 |4.05 1105 14.05 V| ARC E6013 @2.50 | 636. nos|1001 107 RT
IS 1239 BL
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01~/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-471-72110 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC .NO. 4-80-480-72111
CONTRACTOR : M/S BHEL PGMA  : 80-480 REV. NO. 00
SYSTEM ¢ FIRE FIGHTING PIPING WELDING CODE : IBR / ASME
DRAWING NO
PAGE NO* 1 OF 1 PAGE NO 1 OF
PWHT
MATERIAL SPECN.1 PIPE SIZE TOTAL ARC/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No . OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK : SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 ooy i s [JOINTS TIG. (ATTEST) . QUANTITY |WPS NO. o .c TIME
IS 3589
1 2191 | 6.4 | 80 | 6.4V 1913 107 RT
I 3589 ARC E7018 @2.50 | 3576 nos :
IS 1239 BL .
= NB150 5.4 1 65 | 5.4V | arc E6013 @2.50 | 1950 nos|1001 107 RT
IS 1239 BL
IS 1239 BL .
3 NBSO 4.5 | 105 | 4.5V | ARC E6013 @2.50 | 1155 nos|1001 107 RT
IS 1239 BL
IS 1239 BL PR
4 NB25 |4.05 | 215 |4.05 V| ARC E6013 @2.50 | 1183 nos|1001 102 RT
IS 1239 BL
IS 1239 BL N
5 NB10O | 5.4 | 20 | 5.4 V| ARC E6013 @2.50 | 506 nos |1001 102 RT
IS 1239 BL
NOTES:
01.100 % LPI ~ MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02. % REFER NDE MANUAL NO. PS CMX:002 REV 017 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-480-72111 00




ERECTION WELDING SCHEDULE

PROJECT :NASIK 5X270 MW THERMAL POWER PROJECT
CONTRACTOR : M/S BHEL

CUST. No: 7104 TO 7108
PGMA : 80-600
SYSTEM : HP DOSING PIPING

DOC.NO. : 4-80-600-73566
REV. NO. : 00

WELDING CODE : IBR / ASME

DRAWING NO : .
PAGE NO* 1 OF 1 PAGE NO ¢ 1 OF T
PWHT
MATERIAL SPECN.1 PIPE SIZE OTAL ARCY RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
. No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. oD THK \ SPECN. SPECN. S1ZE HEAT TEMP
T16. NDE
MATERTAL SPECN.2 | (i pny  [cinmmy |JOINTS : (ATTEST) (> e A °C o
SA312TP304H
SA403WP304H ~
1 33.4 [3.38 | 154 |3.38°V'| TIG RT 347 @2.40 | 5544 qms| 1032 | —- o ——— | 107 RrT
SA312TP304H g rong Lot
SA403WP304H 3
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A . SURESH C.V.NATHAN

18-11-11 4-80-600-73566 00




ERECTION WELDING SCHEDULE

PROJECT :NASTK 5X270 MW THERMAL POWER PROJECT CUST. No: 7104 TO 7108 DOC.NO. 4-80-601-73567
CONTRACTOR : M/S BHEL PGMA : 80-601 REV. NO. : 00
DRAWING NO : )
PAGE NO* 1 OF 1 PAGE NO ¢ 1 OF T
RECOMMENDED ELECTRODE WIRE PURT
oL MATERIAL SPECN.1 PIPE SIZE TOTAL | e ARC/ d MIN. SOAKING - REMARKDS
No oD T e i SPECN SIZE mew TEMP I
: . : NDE
MATERIAL SPECN.2 |0 |cin uny |JOINTS T16. (ATTEST o> SUANTITTWPS NO. | o Tire
TIG RTIMo @2.50 |77.5 gms
SA1T06GR.B
N

1 33.4 4.55 10 4.55 vV ARC E7018-1 ©02.50 55 nos 1003 - - —-— 107 RT
SA1T06GR.B
SA312TP304H
SA403WP304H \/

2 33.4 3.38 154 13.38 V TIG RT 347 02 .40 5544 gms N R N 7
SA312TP304H 9 1032 Mwwwmwva
SA403WP304H )

NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A .SURESH C.V.NATHAN 18-11-11 4-80-601-73567 00




ERECTION WELDING SCHEDULE

PROJECT  :NASIK 5X270 MW THERMAL POWER PROJECT cusT. No: 7104 TO 7108 DOC.NO. 4-80-673-73889
CONTRACTOR @ M/S BHEL PEMA 1 80-673 REV. NO. 00
SYSTEM : LUBE OIL PIPING SYSTEM WELDING CODE : IBR \ ASME
DRAWING NO : .
PAGE NO* 1 OF 1 PAGE NO P or
PWHT
MATERIAL SPECN.1 PIPE SIZE FOTAL ARG RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
> No. OF WELD GAS/ PRE RECOMMENDED REMARKDS
No. 0D THK i SPECN. SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 cnmms lcinmy |JOINTS TIG. (ATTEST) s QUANTITY |WPS NO. c oc TIME
T1G RTINO 02.50 [10658 gms
SAT06GR. B
VS
1 [RA23HIPE 88.9 |5.49 | 435 |5.49V'| ARC E7018-1 @2.50 [7178 nos [1003 | --- | --- ——— | 107 RT FOR 7104
SA106GR. B
SA234WPB ONLY
TTG RTIWo 0050 | 882 gms
SA106GR. B 36 NOS
o h23AES 88.9 [5.49 | 36 |5.49V| ARC E7018-1 @2.50 594 nos (1003 |--- | --- —— | 10z RT  |EACH FOR
SA106GR.B /105,7107
SA234WPB AND /7108
TTG RTIMo 0050 [13230 gms
SA106GR. B
N
3 [RALHIPE 88.9 [5.49 | 540 |5.49V| ARC E7018-1 ¢2.50 8910 nos 1003 | -—— | —— ——— | 10% RT FOR 7110
SA106GR. B
SA234WPB ONLY
NOTES:
01.100 % LPI » MPI ON ALL BUTT WELDS AFTER PWHT. 03. 3% HARDNESS CHECKING ON BUTT WELDS OF ALLOYSTEEL.
02.* REFER NDE MANUAL NO. PS CMX:002 REV 01/ 12-98.
PREPARED DESIGN/CHD. DESIGN/APPD. CHD./APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A.SURESH C.V.NATHAN 18-11-11 4-80-673-73889 00
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ERECTION WELDING SCHEDULE

PROJECT INASIK BX270 MW THERMAL POWER PROJECT CusT. No: 7104 TO 7108 00C.NO. : 4-80-451-74057
CONTRACTOR : M/S BHEL 1 BO-451 REV. NO. ¢ 00
SYSTEM : SUPER HEATER DRAIN HEADER DRAIN
TO 180T WELDING CODE : 18R \ ASME
ORAWING NO i 1-80-451-17587,1-80-451-17588, 1-80-451-1758% DOWN COMER 8LOW OFF TO IBDT PAGE NO . 1 0F 1
BOILER DRAIN HEADER DRAIN TO 18D7
PWHT
o MATERIAL SPECN .t PIPE 57C T0AL | el ARG/ RECOMMENDED ELECTRODE - WIRE MIN. SOAKING MIN.
N Na.DF SPECN GAS, PRE RECOMMENDED REMARKDS
3. jals] THK . SPECN. SIZE HEAT TEMP NDE
MATERIAL SPECN.2 | . | . |JOINTS TIG. (ATTEST) (nm> GUANTITY' 1WPS NO. 4 Iy Tre
SATO6GR.C TIG RT4Mo 92.50 | 960 gms o
.
A SAZ34WPC sio1 | |12 | 287 ARC E7018-A1 @2.50 | 225 nos - 3\3 .
SATQ6GR,C . V| are E7018-A1 @3.15 | 330 nos 005 | 100 g35+/-15 7 | 100Z RT
SAZ34WPC ARC E7018-A1 @4.00 | 449 nos 20 mts
SAT06GR .C TIG RTiMo 72 .50 | 919gms .
5 SAZ3IAWPC 683 |21.95| 15 |21 02| ARC E7018-AT @2.50 | 231nos s wﬂ
SA106GR.C . . P arc E7018-A1 @3.15 | 396nos 1005 635+/-1Y  nimum|  TOO% RT
SA234WPC ARC E7018-A1 @4.00 | 215n0s A0 b e
SAT106GR.C TIG RTiMo ©02.50 | 228gms
3 SA234WPC 8.9 11113 10 |11.450 ARC E7018-A1 22.50 | 88nos
SA106GR.C . . ) ARC E7018-A1 23.15 ! 99ngs  [1003 10% RT
SAZ34WPC
01. REFER 4-80-999-93172 & 4-80-999-93173 FOR WPS,HT AND NDT REQUIREMENTS
PREPARED OESIGN/CHD . DESIGN/ARPPD, CHD.-AFPO. - QA DATE ORAWING ND. REY .
E.YUVARAJ A . SURESH C.V.NATHAN 18-11-11 4-80-451-74057 00




0Da1

ERECTION WELDING SCHEDULE

PROJECT tNASTK 5X270 MW THERMAL POWER PROJECT CusT. NO: 7104 TO 7108 DOC.NO. : 4-80-450-73902
CONTRACTOR # M/S BHEL PGMA ¢ 80-450 REV. NO. : Q0
SYSTEM : EMERGENCY DRUM DRAIN TO IBDT WELDING CDDE @ IBR / ASME
T
DRAVING NO & 1-80-450-17492 1 _80-450-17493 CBD TO CBDT AND BYPASS TQ IBDT - .
FAGE ND* 4 OF 1
PWHT
MATERIAL SPECN. ! PIFE SIZE TOTAL ARG/ RECOMMENDED ELECTRDDE ~ WIRE MIN. SDAKING MIN,
> No.OF VELD GAS /7 PRE RECDHMMENDED REMARKDS
No. ) .
SAT106GR.C TIG RTiMo @2.50 | 1050 gms
, SAZ3ANEC 669 l15.20] 35 15 240 ARC E7018-A1 @2.50 | 308 nos
SAT106GR.C ' ’ ) { ARC E7018-A1 @3.15 385 nos[l003 1007 RT
SA234WPC ARC E7018-A1 24.00 | 193 nos
SAT06GR . C TIG RTiMo F2.50 | 1348 gms 1 hr/
5 SA2344PC 168.3 |21 95| 29 | 023 ARC E7018-A1 @2.50 | 339 nos 25 mm
SA106GR.C ) ’ ‘ { ARC E7018-A1 .15 580 nosl| 1005 €35+/~-15Imintmum, 100% RT
SA234WPC ARC E7018-A1 24.00 | 315 nos 30 mts
01. REFER 4-80-999-93172 & 4-80-999-93173 FOR WPS,HT AND NDT REQUIREMENTS
PREPARED DESIGN/CHD . DESIGN/APPD . CHD.-APPD. - QA DATE DRAWING NO. REV
E.YUVARAJ A SURESH C.V.NATHAN 18-11-11 4_80-450-73902 Q0
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ERECTION WELDING SCHEDULE

PROJECT tNASTK S5X270 MW THERMAL POWER PROJECT CUST. NO: 7104 TO 7108 DOC.NO. : 4-80-343-73701
CONTRACTOR : M/S BHEL PGMA i B0-343 REV. NO. : 00
sysTEm  : AUXILIARY STEAM PIPING WELDING CODE : IBR / ASME
DRAWING ND : 1-80-343-17357 AIR HEATER SO0T BLOWING .
. PAGE ND* 1 OF 1 PAGE NO P 1 OF
PWHT
MATERTAL SPECN. 1 PIPE SIZE TOTAL ARG/ RECOMMENDED ELECTRODE ~ WIRE MIN. SOAKING MIN.
- Na.OF HED GAS/ PRE RECOMMENDED | REMARKOS
No. : PECN.
° MATERIAL SPECN.2 nwwﬂ,v nHHJﬂv somts | TiG. Amwmwww mwwm QUANTITY |WPS NO, Immﬂ qmﬂw TIME NOE
SAT06GR . B TIG RT{Mo @2.50 | 637 gms
SA234WPB ~
ARC E7018-1 @2.50 | 429 nos
1 SA106GR B 88.9 [5.49 | 26 [5.4% V 1003 10% RT
SA234WPB
01. REFER 4-80-%99-93172 & 4-80-999-93173 FOR WPS,HT AND NDT REQUIREMENTS
PREFARED DESIGN-CHD, DESIGN/APFD . CHD.~AFFD. - GA DATE DRAWING ND. REV .
E.YUVARAJ A SURESH C.V.NATHAN 18-11-11 4-80-343-73701 00
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