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PRI, 1068/ TBSIRRER LT .
Welding is arc welding,
| 9 welding rod number is: J422, |
Welding form according to GB/T985
N e 2. SANSMEZENEEL AN,
| BB H5mm, (ME100mm, c
[ AR MIREISIR AR .
The welding betwsen angle steel and steel plate is
discontinuous welding. -
8 | Welding angle haight is 5mm, spacing ia 100mn
| 1 All other weld seams are continuously welded.
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HARMER Technical requirement A
1. F#-9Ma8/T17410-2008 (MHLAMIFLA) HEFTHIR. |
o) fkmil.
D This equipments should be menufactured and inspected in sscordsnce with the regulations of 6B/T17410-2008 {Orgenic heat carrier furnace)
= 2, RN INCE/TOSSRIINE, EXIRISNRA B
N, MELMTHHMN2SIA.
O The welded joint type acoording to GB/T985, Butt weld of furnace pipe use argon arc welding, welding wire brand no HOBMN2SiA.
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oV A920%, FFANB/T47013-2015IRBME, || BRM.
a X ray inspection of weld butt joint of weld seam, the percentage of flaw detection length shouldn't lower than 20% of the joint.meet the regulation
o ) of NB/T47013-2015, Il class qualified
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Ns Part 1(hanging pipe) ,Part 5(bottom support),Length L1.L2, shape decided on site, Part 1,Part 5 and Part 4, Part 4 and part 2 leave 5-8mm air
— exhaust seam when ciroumferential welding —
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: Hydraul ic test should be carried out after formed and welded of furnace tube, ' D
test pressure 1.0MPa, use compressed air to clean the seal port after qualified
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HFARERTechnical requirement

1, MESRABRME, BEMEN: 4422,
SR 1%6B/ T8 KRBT .
Welding is arc welding,
welding rod number is: J422,
Welding form according to GB/T985
2, EELREEBRASRITIRN, BRSHEYRZE
REENR, BEKER4mm, EM100mm, RAFTAMESNFEGEE 50BN .
Section steel joints will be welded after mutual embeded, use discontinuous welding, weld angle height
4mm, distance 100mm, left all weld seams use continuous welding, The welding angle height is the thickness of
thin plate.
3. AME ERMAELRE, TREMBNAE, PEHATS
P08, hiEsstiedoxseoiB MR, REWRTEE.
The surface of this cover plate use corrugated steel plate, under surface use steel plate, middle filled with
mineral wool, There is material feeding space 640X580 in the middle, match structure and size.
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l/ Part 13 will be welded after the heat conduction oil emtered imto collecting tube
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. . 1. BEFRHNE, BENSH: 12,
HARE R Technical requirement oty
Velding use arc welding, welding wire brand no:J422

welding type Welding type is carried out according to GB/T985 standard
2, PR REERA GRS, BRSEAKZN
KRR, HAREmm, FIF100mm,
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Section steel joints will be welded after mutual embeded, use discontinuous welding,

weld angle height 4mm, distance 100mm
left all weld seams use continuous welding,
The welding angle height is the thickness of thin plate.
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echnical r irement 1+ MECRARAM, MENSN: w22,
&*!w o RN Jean/ TORSHRRIAET . A
Wolding is arc welding,
welding rod number is: J422,
Welding form according to GB/T985
2590 2, EHRSELIEE RN GHETRE, BMSERREN -
1100 1 RAMNS, BAME4mm, HMI00mm,
775 AR AT I IRRRISIIR I SRR, 900 G B 1 DN B
/ Section steel joints will be welded after mutual embeded,
use discontinuous welding, weld angle height 4nm, distance 100mm, B
- left all wold seams use continuous welding, The welding angle height is the thickness of thin plate.
3. A ERRAECME, TRERAME, FEATH
o 2 M, shitiedoxseoEiOfE, RIENRTES. -
[N The surfeoe of this cover plate use corrugsted stesl plate,
1 / under surfece use steel plate, middle filled with mineral wool, There is material feeding spaoe 640X580 in the midd
structure and size.
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FARER: Technical Requirement ‘
L BEELERAF RN, |
1R %5 422, ‘
|

Welding joint use manual arc welding,
welding wire brand no J422

LB 5RERBEME ST
14HG/720592- 200945k .

Welding structure and method of flange

and connecting pipe |

in accordance with standard of HG/T20592-2009
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B ETotal weight :5. 3kg

2 MESteel pipe 245X 3—1065 1 2 — 33
1 | HG/T20592-2009 ﬁ&":’:Flange PL40 (B) -16 RF 1 Q258 | ﬂ

K| WEABE | £ R A B HERRSLAE SN % w
O_|Standard or Draw No Name Specification Qty Material No total Veight () Remark

i IR SR8 & HRAH

PROJECT M. JIANGYIN LINGANG INSTALLING&EQUIPMENT CO.LTD

ThaEA 60t AN H A L MiHeat mediun Lare. 60,6
'ﬁmkff heating asphaltmelting tank Iéﬁfll!‘::"o LGRHC. 60. 0
oot SR EIR O#EE TLL g &2 Blo 125n1
e heat conduction 0il reflux|%.. |[# |2
e port connecting tube [%.2 [1s




HARER:Technical Requirement
1 BEELRRF THENA,
&5 1422,

Welding joint use manual arc welding,
welding wire brand no J422

2. B2 5EEREAHEY
$46/T20592-200955 % .

Welding structure and method of flange

and connecting pipe

in accordance with standard of HG/T20592-2

PESTIRERE steel pip

weld with flat end cover
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HARER:Technical Requirement
1 BEELRHFTHAA,

JRoRN5 7422,

Welding joint use manual arc welding,
welding wire brand no J422

2. B ERERBENETY
$116/120592-2009K5 .
Welding structure and method of flange

and connecting pipe

in accordance with standard of HG/T20592-2009
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