10S-20-V-000-0vT7-2€1V200 P BILL OF MATERIAL  TOTAL WEIGHT FOR ONE BOILER = | 881.93x8=7055.44 Kg
M 1:30 ol DESCRIPTION vaTL spec | WA [ory | GEIAR | ReMARKS
16534 ASM-001 JIS S45C 366.09 | 1 366.09 | CO2A137-4140-002
20 20 2 | (E-bracket for bearing JIS S5400 5.66 8 4528 | CO2A137-4100-006
GAP GAP 3 | CE-Hanmer JIS SS400 05 | 4| 395 | coomiar-ai0-004 |
5874 5180 5440 4 | Bushing JIS S20C 617 1 2 | 1234 | c02A137-4100-008
684 2400 2400 2000 2000 2000 2400 2400 300 5 | Bushing JIS S45C 196 | 8 | 1568 | C02A137-4100-001
384 300 390 1590 1590 390 250 e 6 | CE-Bearing JIS S45C 4.45 8 35.6 C0O2A137-4100-005
ASM-001 2le 7 |HexBolt |M12x120 |JIS BL80 (46) | 014 | 16 | 224
[a - puT}
==
BUSHING 5 A 8 |HexNut | M12 JIS BL18L (5) 002 | 16| 032
[al] .
LB LB C02A137-4100-001 =l 9 |Washer |12 JiS B1256 00 | 16 | 016
S5O0
TG | _ _ _ _ 1/ | _ _ \ | _ _ L _ | _ | _ _ER 10 |HexBolt |MI6X170 | JIS Bi180 (46) | 033 | 16 | 528
L 1 11 |Hex.Nut |Mi6 JIS B1181 (5) 033 | 32| 09
CE-DRIVE BOX 2 CE-BRACKET FOR BEARING 12 | Washer 16 JIS B1256 0.0113 32 0.3616 B
100 C02A137-4100-006 0 00 6000 4 BUSHING 100 13 |Hex.Bolt | M16X40 JIS B1180 (4.6) 0.12 16 1.92
40 x 400 =1 C02A137-4100-008
. 14 | Stop bar JIS SS400 0093 | 32| 2976 | CO2A137-4000-001
iti 0.02 01
150 | 16200 | 150 15 |Fitting Key | A18x11x50 | JIS S45C 5
| | | 16 |Hex.Bolt | M8X25 | JIS B1180 (4.6) 002 | 2 | 0.04
@ | TOTAL WEIGHT = |88193 Kg —
@ @ FLOW DIRECTION *E *E
A I A I
] L -
E B e il il
6 SR ' gl ¢!
e Ce-BEARING LOOSE BEARING FIXED BEARING £ L Il
EA : B-B HEX. BOLT MI6x170 10 C _ C C02A137-4100-005 1B B I i i
—_— Lo 1 o "
VI VT HEX. BOLT M12x1207 S, A A | Lt ol
M 1.5 HEX. NUT M16 11 M 15 L — — E3 1Y it ] i il o+
-0 255 HEX.NUT M12 TACKWELD ~ HEX NUT M12 8 X M 1.5 Y M 1.5 ol [ ———|A ] ———|A ]
WASHER 16 12 165 ~ ' ' ol I I
- leall 70 44 1 | il T
g WASHER 12 9 @ E4 T h a T il
\ —
345 165 = = - 15 15 2 2 3 & I
jﬂ |\_/‘ 8 5 BUSHING TACK WELD 5 BUSHING TACK WELD % |<‘ | | 1 1
o _ ™ 7 o b-_ Lo
< | | 2 CE-BRACKET FOR BEARING + C02A137-4100-001 C02A137-4100-001 ] @ ES = AP A = ] D
i I il [ocno] fi1s | e
( I 1 | | C02A137-4100-006 \ © i il By o
——————————— e : i I I I I I I
_________________ I 3 . | — 1 o [ I o [ I 5600 | 5600 | 5600 | 5600
iy iyl plnii iyl gl © — — o) — —
-------------------- i S CE-HAMMER ] % N\ S S 7 S T
| C02A137-4100-004
4 S — : — 11| i & @ € @ @
d | (@) 1 kil il e
Y \J v
A\ ~ // ‘ g 14 STOP BAR
P, T C02A137-4000-001
| A ‘ N Daelim Industrial Co., Ltd.
() = ‘ Nt job No. 110180
L < s A — APPROVED E
N _‘ i ] i ] B — APPROVED WITH COMMENTS
B C — RETURNED FOR CORRECTION
HEX. BOLT M16x40 13 L | | D - REJECTED
Z M 15 N — NOT APPLICABLE (REFERENCE ONLY)
HEX. NUT M16 11 | ' _& _E} SIGNED BY : DATE :
16 D DIC'S PERMISSION TO PROCEED OR REVIEW TAKEN ON VENDOR
WASHER 16 12 HEX. BOLT M8x25 PRINTS SHALL NOT RELIEVE VENDOR FROM ITS RESPONSIBILITIES
— —— OR LIABILITIES UNDER THE PURCHASE ORDER.
ALL BOLT CONNECTIONS ARE TO BE
DOCUMENT SUBMISSION STATUS : FF
LOCKED BY TACK WELDING AFTER
NI o NOTE: 1. ALL DIMENSIONS SHOWN ARE IN MILLIMETERS(mm)
Q ADJUSTMENTS/ALIGNMENTS D_D 2. REFERENCE TO DRAWING NO: TB2-SDC.VP126—~00HDE~M—M3~DRD—4140—-01
. rector otes
N o o L L — After final adjustments are completed, hex nits are to be tack welded.
W S © — € > . - — M 15 — After adjustments are completed, U—bolts have to be tack welded to Hammer F
I\ sl © <| <| Arm & Shaft.
N — After installation, all rapper hammers to be checked for freedom of movement.
\\ TACK WELD
\:\ l_l
\ " r 20
‘:\\ |_I_ 3 | 20 A 16.Aug.2016 REVISED AS MARK SM LEE[SM CHQ|B.I KIM | K.H VI
\\:\ i_i jﬂ 3‘ 20 160 A 30.Jun.2015 REVISED AS COMMENT S.M LEE|S.M CHO[B.I KIM | KH I
\\\\ :: A 23.Jun.2014 FOR FINAL H.B CHO|S.M CHQ|B.I KIM | KH YI
! Zﬂ D FITTING KEY A18X11X5015 REV DATE DESCRIPTION PREP| CHKD| APRD| APRD
— QWNER OWNER'S CONSULTANT
= |
L : )
— J ] [ DIMENSIONS HAVE TO BE CHECKED General tolerances: FICHTNER
g_) } Welded plate constructions: DIN EN SO 13920 - class B/ E Sk So ke i
%) AFTER FINAL ASSEMBLY ol () omexsions nor vaup For e Heatanoalt worked pareer DI 190 218 - class m / K VIETNAM OIL AND GAS GROUP (PVN) FICHTNER PV POWER PCC G
o SURFACE QUALITY ACC. DIN EN ISO 1302 Connecting flanges: Hole axis and distance +1.0 mm EPC CONTRACTOR EPC CONSTRACTOR'S CONSULTANT
8 HEXAGONAL NUTS AND Welding quality according to QA- and QI-Plan related to order ==
o U-BOLTS ARE TO BE — P st | OLERANCES ACC TOTABLE e NG DAL | kd| WerleyParsons
o . . . P“: : QT R A L)
tw | 3 | 4 | 5] 6 | 7 | 8 |GENERAL: Wald dinat . to AWS A03.0 - @
«© LOCKED BY TACK WELD'NG > 3 20 a | 2 3 31445 QL?B.”I:yg I’C:C?JII’?n?elnotr; aé;:r v(IJIeIdings . AWS B02.1 PET%Q%I(E&N%%R%%R%E)L&C?S\'/\ICfDINT WORLEYPARSONS
Welding joint tion acc. to AWS A024
3 20 t |3 )14]5]6]7]|8 ngd:gg }gzgt E:ggggt:gg E;cocr soite welds must be implemented in the workshop! POWER ISLAND PACKAGE SUPPLIER
4 |5 6 | 8 9 |10 All screw and weld connections in contact with flue gas must be welded gas-tight. i
| . ' All fillet welds a = 3mm, if not otherwise indicated. "_5(50,' Iz DAE LIM —
) o Stlffenetrzz Stiffener: Welding Information: Symbolic representation /a3 ; SOJTZ CORPORATION DAELIM INDUSTRIAL CO., LTD.
I F = |/a[n\x(:‘oxf105_o150 ® PROJECT TITLE
“\ = y = Site weld y/ Shop weld THAI BINHZ2 THERMAL POWER PLANT 2 x 600MW
= SN\ nx60-150 /' +F
- - _, | |Sheet metal connections: DRAWING TITLE
y \:\\ | a7 nxe1-150 = 5 i \ o ‘ 2 ‘3‘ 2 j Z i CE-RAPPING for ESP, Sheet 1/2
\\:\ a [\ nx60-150 - VENDOR NAME FUNCTION NAME SIGN DATE
N A o a7 mx60-130 I W VT PN - 6 Hamon Korea Co., Lid. DRWN sMLEE | ey | 1saug20t6]
Stiffener. Flange connection: | = \ 2L 7~ \ dent / g Hamon Plaza, 33-2, 20Gil, Ban
. , . podaero T
— i \ - N1 @ \ Seocha—Gu, Seoul, Korea CHKD >M CHO 243 16.Au9.2016
gl N T - ' = \ Tel: +82—70—4367—2483 APPD B.I KIM f_ayﬁl-""' 16.Aug.20186
= a _ = . _o_ _
. |/ nx60-150 L | H At || 2 3 Fox: +82-2-3475-5578 APPD KH Y 7| 16Aug.2016
N T" To put sheets together cross joint are inadmissible! al/ DRAWING NO. JOB NO. SCALE REV.NO.
s = | |Sheets have to be arranged in an offset pattern TB2-SDC.VP126—00HDE-M—M9-DRD—4140-01 110180 1/30 A
1 2 3 4 5 6 7 9 10 11 | FILE NAME ; C02A137-4140-000-A-02-S01

Al (594mm x 841mm)

8 |




¢0-V-000-0S11-LETVC0D BILL OF MATERIAL TOTAL WEIGHT FOR ONE BOILER =|69.44X 16 = 111.04

Si UNIT TOTAL
! DESCRIPTION MATL.SPEC. ary REMARKS
No WEIGHT WEIGHT

@@@ E].O 1 ASM-001 IS 2062;E-250-Gr. BR 55.96 1 5596 | CO2A137-4150-001
5 Glass Fiber Cord 12x12 0.2 1 02

Black Lead. 1=1055

150 3 Hex.Bolt 1/2"x2" ASTM AJZS .08 3 018 GALVANIZED
4 Washer 1/2" ASTM F436 0.006 3 0.018 GALVANIZED

384 A18X11X50 5 | Allen serew. M10x30L 1S B 1176 (8.8) 0.02 2 0.04

/ 6 Hex. Nut M10 1IS B 1181 (8) 0.01 2 0.02

A 7 Coupling 115 55400 12.73 1 12.73 | HE-STD-4100-014

[ 5 ALLEN SCREW MI10x30L A_ A 8 HEX.BOLT 5/16"x1 1/4" P oo ORANE) AR e S Wl e

AS M - 001 ) 9|  Hex.Nut5/16" ASTM A 563 0.01 8 0.08 | GALVANIZED
6 HEX.NUT M].O M 1:1 9 HEX.NUT 5/16 10|  washer5/16" ASTM F436 0.01 8 0.08 | GALVANIZED

10 WASHER 5/16" T ety
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2 7 COUPLING

GLASS FIBRE CORD
12x12 BLACK LEAD

Daelim Industrial Co., Ltd.

o1

3 HEX.BOLT 1/2"x2"

4 WaAsHER 172" 0 0

B — APPROVED WITH COMMENTS
C — RETURNED FOR CORRECTION
5 D — REJECTED
N — NOT APPLICABLE (REFERENCE ONLY)
We|d|n after LA~ N — SIGNED BY : DATE :
217 268 229 . g - o DIC'S PERMISSION TO PROCEED OR REVIEW TAKEN ON VENDOR
T PRINTS SHALL NOT RELIEVE VENDOR FROM ITS RESPONSIBILITIES
3 ‘ 50 150 OR LIABILITIES UNDER THE PURCHASE ORDER.
500 DOCUMENT SUBMISSION STATUS : FF
NOTE: 1. ALL DIMENSIONS SHOWN ARE IN MILLIMETERS(mm)
A 2. ALL FIELD BOLTS, NUTS & WASHERS ARE FOLLOWED TO ASTM—A325 TYPE-1,
\/ AS3B8&F—436 RESPECTIVELY.
(729) 3. ALL ERECTION BOLTS, NUTS & WASHER ARE FOLLOWED TO ASTM—A307,
\Z\ AS36&F—-436 RESPECTIVELY.
A 04.May.2016 REVISED AS COMMENT SM LEE|SM CHO B.I KIM | KH VI
A 25.Jan.2016 REVISED AS COMMENT SM LEE|SM CHQ B.I KIM | KH VI
5 A 23.Sep.2015 FOR FINAL S.M LEE|S.M CHQ B.I KIM | KH YI
REV DATE DESCRIPTION PREP| CHKD| APRD| APRD
3 2 23 OWNER OWNER'S CONSULTANT
(] DIMENSIONS HAVE TO BE CHECKED General tolerances: FICHTNER
( ) Welded plate constructions: AWS D013 Sk S B poyr:
DIMENSIONS NOT VALID FOR MACHINING Prefabricated steel components: AWS D011 ot PO
55 Mechanically worked parts; AWS DOL1 VIETNAM OIL AND GAS GROUP (PVN) FICHTNER PV POWER PCC
SURFACE QUALITY ACC. AWS C4.1-77 Connecting flanges: Hole axis and distance 1.0 mm EPC CONTRACTOR EPC CONSTRACTOR’S CONSULTANT
DIVENSIONS WITHOUT TOLERANCES ACC T0 TABLE Welding quality according to QA- and QI-Plan related to order =
GENERAL TOLERANCES ' WELDING DETALS: _ | s kil WerleyParsons
te | 3| 4 | 5| 6 | 7 | 8 [GENERAL: Welding coordination acc. to AWS A03.0 : T R g
al21313lala]ls Quality requirements for weldings : AWS B02.1 PETRS%\SE&N’%R%%NR%%J,\?T@%?DlNT WORLEYPARSONS
Welding joint preparation acc. to AWS A024 ACKAGE SUPPLIER
t | 3|4 |5]6]7]8 Welding joint preparation for site welds must be implemented in the workshop! POWER ISLAND P
b |4 1|5 6 8 |9 ] 10 All screw and weld connections in contact with flue gas must be welded gas-tight. _ i
All fillet welds a = 3mm, if not otherwise indicated. '5(50,' Iz DAE LIM
Stlffenetrzz e Stiffener: Welding Information: Symbolic representation / a / SOUTZ CORPORATION DAELIM INDUSTRIAL CO., LTD.
- \/a[n\x:ox o ;; ® PROJECT TITLE
z ~ -
= Site weld Shop weld THAI BINHZ2 THERMAL POWER PLANT 2 x 600MW

tl

a\/a[n\“’;)ﬁgéﬁO | sheet netel comestms: s i\ g IEIEIENCRAEN] R CE-DRIVE BOX for ESP
— or
a [\ _nx60-150

VENDOR NAME FUNCTION NAME SIGN DATE

=<

. Hamon Korea Co., Ltd. DRWN S.M LEE a/ful 02.May.2016
Stiffener: =

<
a I/ nx60-150 . | |
Flange connection: -
T

60°
l\ \ a| /
al / \ dent / tignt \ / Hamon Plaza, 33-2, 20Gil, Banpodaero %
\ - \‘1:—4.. @ Seocho—Gu, Seoul, Korea CHKD SM CHO #4% | 03Moy.2016
v gl N L = \ Tel: +82-70-4367-2483 ARPD B KIM A1 03 May. 2016
b=} a 60-150 it - Fax: +82-2-3473-5378 3

= nx LJ 7 ot || Mt || 2 3 || 2 ot APPD KH VI 7077 | 04.May.2016

~ b 1!|To put sheets together cross joint—'— are inadmissible! al/ DRAWING NO. JOB NO. SCALE REV.NO.
& —— 5 |sheets have to be arranged in an offset pattemn - TB2-SDC.VP126—00HDE—~M—M3—-DRD—4150 110180 1/4 /A\

1 2 3 4 5 6 7

8 ‘ 9 ‘ 10 1 | FILE NAME ;  C02A137-4150-000-A-02

Al (594mm x 841mm)




