IASME U|

GENERAL NOTES

1. ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE SPECIFIED.

2. ALL BOLT HOLES IN MANHOLES, HANDHOLES, NOZZLES AND ANCHOR BOLTS ON SUPPORTS SHALL STRADDLE THE NORMAL HORIZONTAL & VERTICAL CENTER LINES OF VESSEL.
NOZZLE ORIENTATION OR SIDE VIEW OR PLAN VIEW.

4. FLANGES UP TO & INCL. NPS24" SHALL BE AS PER ASME B16.5.

3. NOZZLE ORIENTATION ON VESSEL ELEVATION ARE CONVENTIONAL. FOR TRUE ORIENTATION SEE

5. ALL SHARP EDGES & DISCONTINUOUS WELDED PORTIONS SHALL BE GROUND SMOOTH.

6. MATERIAL TEST CERTIFICATES ACCORDING TO EN 10204, 3.1

7. HEADS PRODUCED FROM MORE THAN ONE PLATE SHALL HAVE THE WELDS 100% RADIO—GRAPHED AFTER FORMING.

8. FULL PENETRATION WELDS SHALL BE USED FOR ALL BODY FLANGE, NOZZLE AND MANHOLE ATTACHMENTS.

9. ALL NOZZLES SHALL BE FLUSH WITH INSIDE OF VESSEL WALL UNLESS OTHERWISE INDICATED ON VESSEL DATA SHEETS.

10. GASKET CONTACT SURFACE SHALL NOT BE COATED OR PAINTED UNLESS OTHERWISE SPECIFIED.

11. NOZZLES 2" NPS AND BELOW SHALL BE STIFFENED WITH 2 RIBS OF SIZE 30mm X 6mm THK (MIN.) AT 90" APART. (EXCEPT LWN NOZZLES.)
12. BORE OF FLANGES SHALL CORRESPOND WITH I.D. OF NOZZLE NECK, UNLESS NOTED OTHERWISE.

13. INTERNALS SHALL BE REMOVABLE THROUGH VESSEL MANHOLE.

14. CONTINUQUS FILLET WELDS SHALL BE USED FOR ALL EXTERNAL ATTACHMENTS, INTERNAL STRUCTURES, SUPPORTS AND FITTINGS WELDED TO THE VESSEL SHELL OR HEAD

(FOR NOZZLE HAVING PROJECTION GREATER THAN 300mm.)

15. BOLTS 25mm IN DIAMETER AND SMALLER SHALL BE COARSE THREAD SERIES (UNC). BOLTS OVER 25mm IN DIAMETER SHALL BE 8-THREAD SERIES (8 UN).

16. ALL FILLET WELDS SHALL BLEND SMOOTHLY WITH BOTH THE VESSEL AND THE NOZZLE WALL WITHOUT ANY NOTCH, SHARP CORNER OR UNDERCUT.

17. ALL NOZZLES SHALL BE TRIMMED FLUSH WITH THE INSIDE SURFACE OF THE VESSEL UNLESS ATTACHED TO INTERNAL PIPING.

18. OFFSET OF WELD JOINTS SHALL BE WITHIN TOLERANCE GIVEN IN UW-33.

19. FILLET WELD REQUIREMENTS SHALL SATISFY UW-36

20. FINISHED LONGITUDINAL AND CIRCUMFERENTIAL WELDS SHALL MEET UW-35 REQUIREMENTS

21. FOR NOZZLES ON SHELL: STANDOUTS ARE MEASURED FROM FACE OF FLANGE TO CENTERLINE OF VESSEL, UNLESS NOTED OTHERWISE. ~ FOR NOZZLES ON HEAD: STANDOUTS ARE MEASURED FROM FACE OF FLANGE TO HEAD TANGENT LINE, UNLESS NOTED OTHERWISE.
22. IN HYDROGEN SERVICES ALL FILLET WELDS (INTERNAL AND EXTERNAL) TO PRESSURE CONTANING COMPONENTS SHALL BE GROUND TO A SMOOTH AND GENEROUS CONCAVE CONTOUR.

23. LOAD BEARING FILLET WELDS FOR ALL NOZZLES AND MANWAYS SHALL BE CHECKED AT ROOT RUNS AND FINISHED WELDS BY MAGNETIC PARTICLE OR DYE PENETRATE METHOD AFTER HYDRO TEST AND PWHT

1 %" AND ABOVE SHALL BE SUBJECT TO BOLT TENSIONING.

25. FORGINGS SHALL BE SUPPLIED IN THE NORMALIZED CONDITION.

26. THE HYDROSTATIC TEST WATER SHALL BE CLEAN, FRESH, POTABLE WATER. CHLORIDE CONTENT IN TESTING WATER SHALL BE LESS THAN 50 PPM (PARTS PER MILLION).

27. HYDROTEST PRESSURE SHALL BE HELD FOR A MINIMUM OF 60 MINUTES PER 25 mm WALL THICKNESS WITH ONE HOUR MINIMUM

28. DURING TESTING THE TEMPERATURE OF THE VESSEL AND TEST WATER SHALL NOT BE LOWER THAN 22°C [71.6°F]

29. THE PROCEDURE FOR FILLING THE VESSEL SHALL PREVENT THE FORMATION OF AIR POCKETS OR DAMAGE/DISLOCATION OF INTERNALS DURING LIQUID FILLING.

30. AFTER HYDROTEST; THE VESSEL SHALL BE DRAINED AND THOROUGHLY DRIED IMMEDIATELY. THE PROCEDURE FOR DRAINING THE TEST FLUID SHALL PREVENT DEVELOPMENT OF VACUUM PRESSURE WITHIN THE VESSEL OR ITS INTERNALS. THE PROCEDURE SHALL PREVENT
DAMAGE TO OR DISLOCATION OF THE INTERNALS.

31. AFTER THE HYDROSTATIC TEST, THE BOLTING, NUTS ANG GASKET USED DURING TESTING SHALL BE REPLACED.

32. WELDS JOINING NON—PRESSURE CONTAINING COMPONENTS TO PRESSURE CONTAINING COMPONENTS SHALL BE 100% LIQUID PENETRANT OR MAGNETIC PARTICLE EXAMINED THIS APPLIES TO PERMANENT AND NON—PERMANENT (E.G., LIFTING LUGS, TRUNIONS, ETC)
ATTACHMENTS ON THE INSIDE AND OUTSIDE OF THE VESSEL.

33. WHEN TEMPORARY ATTACHMENTS ARE REMOVED, THE AREA SHALL BE GROUND FLUSH WITH THE SURROUNDING SHELL SURFACE AND LIQUID PENETRANT OR MAGNETIC PARTICLE EXAMINED.

34. PRIOR TO SHIPPING ALL VESSELS AND VESSEL PARTS SHALL BE FREE FROM IMPURITIES AND RESIDUES SUCH AS SCALE, WELD SLAG, WELD SPATTERS, CUTTINGS, BLAST MATERIAL, WATER

AND OTHER FOREIGN MATTER. ALL INTERNAL PARTS SHALL BE DRIED AND FREE OF WATER.

24. FLANGE BOLTING NOMINAL SIZE

ISSUED FOR APPROVAL

P/No | DESCRPTION

‘ SizE ‘ an ‘ W Kg ‘REF nws/sm‘ REMARKS

MATERIAL LIST

35. NOZZLE SHALL BE LOCATED IN SUCH A WAY THAT DISTANCE BETWEEN NOZZLE TO VESSEL WELD AND NOZZLE REINFORCEMENT TO VESSEL WELD SHALL BE AT LEAST 75 mm.
36. ALL RECTANGULAR REINFORCING PADS WHEN USED FOR EXTERNAL OR INTERNAL ATTACHMENTS SHALL BE RADIUS 25mm MINIMUM.
37. ALL REINFORCING PAD WELDS SHALL BE TESTED TO 1.054 kgf/cm2 [0.103 Mpa] MINIMUM WITH DRY AR AND A BUBBLE FORMING SOLUTION PRIOR TO HYDROTEST WEIGHT SUMMARY (Estuteo)
operdting weight, Corroded: 9,777 KGS. TR ETRTETIS S0 FoR AFFROVAL o
38. EXTERNAL REINFORCING PADS SHALL HAVE A MINIMUM OF ONE 6mm [1/4 INCH NPS] VENT HOLE. PADS FOR NOZZLES GREATER THEN 400DN [16 INCH NPS] operating weight, New: 10,120 KGS. AZ — —
empty weight, Corroded: 6,017 KGS. REV. \DSZCEE Description Made| Checked | gty | &5sda
SHALL HAVE A MINIMUM OF 2 VENT HOLES AND NOZZLES IN EXCESS OF 900DN [36 INCH NPS] SHALL HAVE A MININUM OF 4 VENT HOLES. PADS INSTALLED o veidht e a0 koS PrSY ey SET/3/506
test_weight, New: 10,120 KGS.
IN SECTIONS SHALL HAVE AT LEAST ONE VENT HOLE PER SECTION. VENT HOLES SHALL BE TAPPED FOR FUTURE PLUGGING. VENT HOLES SHALL REMAIN OPEN UNTIL THE ot weighi, Comaded: 3777 koS, PETROSIN PETROSIN GROUP

COMPLETION OF PRESSURE TESTING. THE MATERIAL USED FOR PLUGGING SHALL BE ADEQUATE FOR THE OPERATING TEMPERATURE BUT SHALL NOT BE CAPABLE OF
RETAINING PRESSURE.
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39. IMPACT TEST IS EXEMPTED AS PER UG-20(f) & UCS 66.
UG-22 (a) INTERNAL OR EXTERNAL DESIGN PRESSURE:

NTS THREE PHASE TEST SEPARATORS (SOUR SERVICE)

DRAVN

40. BASE METAL ADJACENT TO THE NOZZLE OPENING SHALL BE THOROUGHLY ULTRASONIC & MAGNETIC PARTICLE EXAMINED TO ENSURE THAT THERE ARE NO FLAWS. UG-22 (b) WEIGHT OF THE VESSEL AND NORMAL CONTENTS UNDER OPERATING OR TEST CONDITIONS:

TAG TE—
GENERAL ARRANGEMENT OF

UG-22 (c) SUPERIMPOSED STATIC REACTIONS FROM WEIGHT OF ATTACHED EQUIPMENT (EXTERNAL LOADS):

[ENGINEER THREE PHASE MOBILE TEST SEPARATOR

41. FLANGE FACINGS SHALL BE PROTECTED AGAINST OXIDATION DURING HEAT TREATMENT. UG-22 (d)(1) ATTACHMENT OF INTERNALS (APPENDIX D);

UG-22 (d)(2) ATTACHMENT OF VESSEL SUPPORTS SUCH AS LUGS, RINGS, SKIRTS. SADDLES AND LEGS (APPENDIX G)

42. WELDING SYMBOLS TO BE AS PER AW.S 2.4 UG-22 () CYELC MO DU REACTONS OUE 10 PRESSRE R THERUAL VARATONS, CR FRON EQUPNENT NOUNTED ON A VESSL, AND ECHANCAL LODNGS;
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UG-22 (f) WIND_REACTIONS: YES

[APPROVED

PRI-105 PRI-105-M-GA-001

43. HYDROTEST SHALL BE PERFORMED AS PER UG-99 (b).

UG-22 (7) SEISMIC REACTIONS: YES

REV. 0

UG-22 (g) IMPACT REACTIONS SUCH AS THOSE DUE TO FLUID SHOCK; NO

44. WHERE TWO NOZZLES ARE PROVIDED FOR EQUIPMENT SUCH AS GAUGE OR LEVEL INSTRUMENTS,THERE SHALL BE JIG SET TO PREVENT TOLERANCE FROM BEING ADDITIVE.

PROCESS |MECHANICAL] _ CIVIL

UG-22 (h) TEMPERATURE GRADIENTS AND DIFFERENTIAL THERMAL EXPANSION; NO

STRUCTURE | _PIPING _[INSTRUMENT ELECTRICAL [ENGG. WGR.] 4.C. NG,

UG-22 (i) ABNORMAL PRESSURES, SUCH AS THOSE CAUSED BY DEFLAGRATION. NO

THIS DRAWING IS THE PROPERTY OF PETROSIN RAVI INDUSTRIES LTD. IT MUST NoT b5t}

UG-22 (j) TEST PRESSURE AND COINCIDENT STATIC HEAD ACTING DURING THE TEST: YES

COPIED, REPRODUCED IN ANY FORM NOR LENT WITHOUT THE WRITTEN CONSENT OF

NOTE: UG-22 (b, (c) AND (f) LOADS ONLY CONSIDERED WHEN SUPPORTS ARE PRESENT.

PETROSIN RAVI INDUSTRIES LTD.




