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Summary F

Inactive

Manual Summary Rollup External Tasks <

1D Task Name Start Finish _ Qir 3, 2024 Qtr 4, 2024 Qtr 1, 2025
Q Aug Sep Oct Nov Dec Jan Feb Mar Apr
1 Yu-Pin - IWO 04578 - YP-24061401_181125015 (R2) Fri 14/06/24 Thu 10/04/25
2
3 Documentation Fri 14/06/24 Fri 07/02/25| F 1
4 l\ Receive Purchase Order Fri 14/06/24 Fri 14/06/24 ﬁI. 14/06
5 ,1\ Create Internal Requisitions Fri 14/06/24 Fri 05/07/24, —p———100%
6 v Produce Drawings Mon 08/07/24 Mon 15/07/24 100%
T Produce Quality Documents Mon 08/07/24 Fri 19/07/24, 100%
8 m Submit Documents Mon 08/07/24 Fri 31/01/25, b 50%
9 Receive Document Approvals Mon 15/07/24 Fri 07/02/25 —p 0%
10
" Bought out Material Mon 22/07/24 Tue 14/01/25| ; 1
12 m Place Bought Orders Mon 11/11/24 Fri 20/112/24, » 0%
13 Place Order for Major Raw Materials Mon 22/07/24 Fri 30/08/24, 12 .ﬂ.x.
14 m Receive subcontract material, Inspect & Release Mon 14/10/24 Tue 14/01/25 —) 0%
15
16 Tube Foundry Mon 18/11/24 Mon 30/12/24 ——
17 m Prepare Moulds Mon 18/11/24 Tue 26/11/24 » 0%
18 H Cast ltems Wed 27/11/24 Mon 16/12/24 +» 0%
19 | Machine Tubes Wed 04/12/24 Mon 23/12/24 0%
20 Final Inspection Wed 11/12i24 Mon 30/12/24 0%
21 m Release to Fabrication Wed 18/12/24 Thu 26/12/24 3 0%
2 |
23 | Statics Foundry Mon 18/11/24 Mon 06/01/25 [ —
24 Prepare Patterns Mon 18/11/24 Tue 26/11/24 0%
25 Cast Bulk Wed 27/11/24 Mon 16/12/24 —} 0%
26 Machine Wed 04/12/24 Mon 23/12/24 » 0%
27 | Radiography Wed 11/12/24 Mon 30/12/24 0%
28 Final Inspection Wed 18/12/24 Mon 06/01/25 0%
29 H Release to Fabrication Wed 25/12/24 Thu 02/01/25 » —0%
30 |
31 Fabrication Manifolds Tue 14/01/25 Fri 14/03/25 I 1
32 Fabricate Assembly Tue 14/01/25 Tue 11/02/25 0%
33| Radiography Thu 16/01/25 Thu 13/02/25 0%
34 m Hydro Testing Thu 30/01/25 Fri 07/02/25 0%
35 Final Inspection Mon 10/02/25 Fri 14/03/25 ﬂ 4.5
36
37 & Shipping Mon 17/03/25 Thu 10/04/25 [r—
38 March Packing Mon 17/03/25 Fri 28/03/25 » 0%
39 March EX-works Date Fri 28/03/25 Fri 28/03/25 uv’u.NE.”-u
40 FOB UK Port Mon 31/03/25 Thu 10/04/25 ﬁv 0%
X Task Project Summary 1 Inactive Summary . Manual Summary 1 1 External Milestone |
Yu-Pin - IWO 04578
YP-24061401_181125015 (R2) Split v External Tasks s Manual Task ] | Start-only —  Progress ——
Milestone * External Milestone ® Duration-only Finish-only L 4 W Deadline &
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i
W
2
%
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INSPECTION REDORD
DATE : %lg\"?ﬂ

CONTRACT

NUMBER 181128015

CONTRACTO |, t4¢. # -4 ,~ 2

R 7N [gﬁv 'ﬁ fEQ/IA \;]

SUBJECT NAME |(#ki= g E@aEBEES A

SITE PARALLOY(Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : fAqito(d I\éym]o/)/
[INSPECTION PROCESS] : Piinendion. chec

@ >blSwn @}Lfﬁ/#ﬁ/#&%
©borl mu ©365

®23747 wm @) 6428 mn

@D4BL3 M

& ™

® 129> ™

[INSPECTION RESULT] : [ JQUALIFIED
NOT QUALIFIED * IMPROVEMENT REQUIRED AS FOLLOWS :

;&4 1‘1’/ i/é A Vw“’éor\/e&{?ﬁue /Jn?emy. A «FWM' m{Far\Se mﬁ’(\ be
Pm\/r(a(w{ to e codiackor e Firther A Zugsion..

[REMARKS] :

INSPECTOR |[CONTRACTOR |MANUFACTURER(PARALLOY)| SUPERVISOR

XUANH?\‘B CHOU {u HoTA %ﬁ% ‘ N i%’i
a4 T iAesss ne

yfath,

yN.L‘_'B

[&]2.9 181125015 A BG4 $% 1]
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2.4.2 181125018 EEHIETE

2 " ERIEIAZL-Hot Collector FEEEE4H | - HATIY PARALLOY B 2
HERE R EfTARE - #20S TIF AHBAS R ek - ERERFE LE
S AERR - EEEEEUE R A 4 0 I HL 2 18112S015fp A F—H
LR BRI A Z B4R (FF2.4.1) - SUEHBLS T 5 S L ER AR DG IR 5
ADIE] - e BERIRUERE T NI N - SREY TP SXAHETE

& UM ERAER TR

(1) wEsRBlE R MBS (% ¢
AZE 7 TEREIEZC1-Hot Collector [EEEELH | HATIEELHEEIEEL(E

2.10) © EETHEHEER(E2.11)1%% - MIHBER -
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o _Ammx Name

Start Finish

Qtr 3, 2024

Qtr 4, 2024
Sep Oct | Nov

Qtr 1, 2025
Jan Feb | Mar

Apr

Qtr 2, 2025
May. | Jun

Summary Inactive Milestone

Manual Summary Rollup

External Tasks

@

1 Yu-Pin - IWO 04584 - YP-24082101_I81125018 Wed 21/08/24 Thu 15/05/25 . 4
2
3 Documentation Wed 21/08/24 Thu 15/05/25 5 1
4 | Receive Purchase Order Wed 21/08/24 Wed 21/08/24; 21108
5 | Create Internal Requi Wed 28/08/24 Tue 10/09/24 00%
6 | Produce Drawings Wed 18/09/24 Tue 01/10/24] [ 100%
7 | Produce Quality Documents Wed 18/09/24 Tue 01/10/24) s 100%
8 E Submit Documents Wed 18/09/24 Fri 09/05/25 » 35%
9 m Receive Document Approvals Wed 25/09/24 Thu 15/05/25] B 30%
10
1 Bought out Material Wed 25/09/24 Fri 17/01/25 I 1
12 Place Bought Orders Tue 08/10/24. Mon 28/10/24 e 100%
%1\ Place Order for Major Raw Materials Wed 25/09/24 Tue 01/10/24] i 100%
14 m Receive subcontract material, Inspect & Release Tue 29/10/24 Fri 17/01/25 b 50%
[15
[T16 Tube Foundry Mon 09/12/24 Fri 17/01/25
17 Prepare Moulds Mon 09/12/24 Fri 13/12/24
[ 18 Cast Items Mon 16/12/24 Fri 03/01/25
19 Machine Tubes Mon 23/12/24 Fri 10/01/25
[ 20 Final Inspection Mon 30/12/24 Fri 17/01/25 0%
21 E Release to Fabrication Mon 06/01/25 Fri 17/01/25 Lwnxn
22
[ 23 Statics Foundry Mon 02/12/24. Fri 21/02/25 1 1
[ 24 Prepare Patterns Mon 02/12/24 Fri 06/12/24 L P (100%
25 Cast Bulk Mon 09/12/24 Fri 20/12/24 P 0%
[ 26 | Magchine Mon 16/12/24 Fri 31/01/25 . 0%
27 ] Radiography Mon 23/12/24 Fri 07/02/25 _ i 0%
28 Final Inspection Mon 30/12/24 Fri 14/02/25 — 0%
%m Release to Fabrication Mon 06/01/25 Fri 21/02/25 » 0%
30
31 Fabrication Manifolds Mon 20/01/25 Thu 24/04/25 F 1
[ 32 Fabricate Assembly Mon 20/01/25 Fri 11/04/25 > 0%
33 Radiography Mon 27/01/25 Thu 17/04/25 — » 7 | 0%
4“ Hydro Testing Fri 21/03/25 Thu 10/04/25, : 0%
[ 35 | Final Inspection Fri 11/04/25 Thu 24/04/25 m 0%
36 [
[87 | Packing & Shipping Fri 25/04/25 Thu 15/05/25 [—
%m Packing Fri 25/04/25 Mon 05/05/25 0%
39 m EX-works Date Mon 05/05/25 Mon 05/05/25 pv’moﬂum
[a0 FCA UK Airort Tue 06/05/25 Thu 15/05/25 F %
. Task Project Summary [} Inactive Summary Manual Summary ] 1 External Milestone |
Yu-Pin - IWO 04584
YP-24082101 181125018 Split External Tasks e Manual Task 1 I Start-only ——  Progress
Milestone L External Milestone & Duration-only Finish-only L, W Deadline &

N
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i
)
i
=
N
(e0]
=
%
~
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INSPECTION REDORD

DATE : )m?\u’ﬁ
CONTRACT

NUMBER I8112S018
CONTRACTOR |f#i 3% A M 2 8] (Yu Pin Industrial Co Ltd)
SUBIECT NAME |Mkfr— B EaiiEE4 @

SITE PARALLOY/(Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : Marcbolds par¥

(INSPECTION PROCESS] : (1t
0 4\9”[& &\\Q’ \Ne\‘}\-QYﬁ Aye R4 Same 4% ﬂ\@ V\/F&-(Sé(/ A7‘f[>

@ [l/lme‘Fv (/( V> assemL mg (;?6/ A{T'L)

® Chede the v modoya\ s a5 fame as the V\/FSQF&K
(s ee AT3)

[INSPECTION RESULT] : ﬁQUALIFIED
[ JNOT QUALIFIED » IMPROVEMENT REQUIRED AS FOLLOWS :

[REMARKS] :

INSPECTOR [CONTRACTOR|MANUFACTURER(PARALLOY)| SUPERVISOR

1 CHOU YU HSTAVA pwa
)(\JHNL\*\Q . iy A pshbo (6 }gi%é
U . ]| [
e “Thn, =
At
[\\N‘(v

[&2.12 181125018 7 & Emac #%-15f [H
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(2) EEEHE(FZ8F TR 2 WPQ » WPQ SEAIIT 42 -

WELDER NAME : A MORTON

WELDER NAME :© S.O’NEIL

[&2.13 PG HEE 2857 1
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(3) EBElti(F < 7R & WPS kZ PQR -

7 UTP A 2133 an A

ENISO 14343-A-WZ 2133 Mn Nb

P

FILLER MATERIAL UTP A21/ 33Mn

2.14 TG A 2§75
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(4) EEEE R R T & B AR fe s E A A b o (18 2.X) -

INSPECTION REDORD
DATE : 2635 Lk A
CONTRACT
NUMBER 18112S018

CONTRACTOR |#i3& A M2 3] (Yu Pin Industrial Co Ltd)

SUBJECT NAME |#kfk— SRl MR EE 4

SITE PARALLOY (Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : Wlortoldly  par¥/

[INSPECTION PROCESS] : [/rmemdior chede

© >14.51 mn © 3.0t m @ 22.4%
@21445 - @ & o0 Jem
@ 50_) MR @ //-I =
@ %é[t - @ 360 mm

[INSPECTION RESULT] * @/QUALIFIED

[REMARKS] :

0 >te m @ 3.18 o @214.45 M

hn

Q@) »>2.68 mn @ 2616 m © >214.43 m™

[LINOT QUALIFIED » IMPROVEMENT REQUIRED AS FOLLOWS :

INSPECTOR |CONTRACTOR|MANUFACTURER(PARALLOY)| SUPERVISOR
2V,
CHOU (U ST S/
XURNZHE ey L. Aghbo 3%5[%&
Ml
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INSPECTION REDORD
DATE : %lg\"\’\o\
CONTRACT
NUMBER I18112S015
CONTRACTO - 144 g s o
R %L\ (ﬂﬁ\//a f?L/ 2N ‘;J
SUBJECT NAME (MkBi= R EMBEE L 4
SITE PARALLOY(Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : M&mﬁtv(/k 495«""}9/ 4
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[INSPECTION RESULT] : [ JQUALIFIED
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A B c ) E ¢ H I J K L | M
GENERAL NOTES
1. THIS DRAWING IS TO BE READ IN CONJUNCTION
WITH PARALLOY DRAWING:—04578/010
7 2. FABRICATION, INSPECTION AND TESTING TO BE
IN' ACCORDANCE WITH CUSTOMER SPECIFICATIONS
AND PARALLOY QUALITY PLANS:— 04578T
SEE_DETAIL FOR INTERMEDIATE TUBE WELDS SEE DETALL ONE 04578F
ONE SEE( DETALIONE. (AFTER SHOP HYDRO—TEST) 3. MAX TUBES PER ASSEMBLY = 3
T 4. ESTIMATED WEIGHT PER ASSEMBLY = 808 Kg
v v 5. QUANTITY REQUIRED = ONE OFF
A0 \ 2 2%
a0 om
6 59 9 o 2
2 2 Bl e e e e e e e e B
g 8 3 g
a e 3 3
3 e 8
va A
© A m
5
REFER TO CONTRACTS SEGMENT "A” SEGMENT "C”
FOR EXACT BUTT WELD
EXACT BUT (SHORTEST TUBE IN THIS POSITION)
6024 88 (BEFORE WELDING) ]
*A._.I_m LENGTH INCLUDES +6mm FABRICATION CONTRACTION ALLOWANCE)
4
SEGMENT "A” SEGMENT "C” TOTAL LENGTH
— LENGTH LENGTH {BEFORE-WELDING) =
T84 188 T84 138 U 5k e02e 258
3
20°
_|_os
0.4
— R3
7\ S
2|z a9
§§ §F a9
2 ’ \D aQu N
32 2
1 ~
2 a
2 o
& 1 |HYDRO NOTE AND LENGTH REV.D[27/08/24] CTR | AH LA
DETAIL_ONE = 0 | FIRST ISSUE FOR APPROVAL |08/07/24] CTR | AH LA
REV DESCRIPTION DATE DRAWN CHK'D | APP'D [
REF. DWG. No.
CAST TUBE e
CUSTOMER: ALL DIMENSIONS IN mm VATERIAL: _ PARALLOY CR32W ITEM No.O1 FLOYRE
1 _zocwﬁm_w,_ru__wo i UNLESS OTHERWISE STATED:— e
;L MACHINED SURFACE FINISH TO BE 3.2um Ra revson o] 1] | _
CUST. P.0. No. ALL TOLERANCES TO BE — DIMENSIONAL —~--1.5mm —U>z >—I—|o<
ANGULAR ————— 25 DRAWING No. SIZE
YP-24061401.J81 125015 (R2) MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.Smm 04578 \ 001 |A2
SHT. A28 _ _ _ _ _96 REF Noi— 045781
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| L | M | N

A | 8 c | [ | H | ' 3 X
GENERAL_NOTES
1. FABRICATION, INSPECTION AND TESTING, TO BE OF CONE PARALLOY BILL OF MATERIAL (FOR ONE ASSEMBLY)
TEM; a0y = e ITEM No. Qi DESCRIPTION MATERIAL REF. DRG
' o1 ONE__| _CAST TUBE ASSEMBLY PARALLOY CR3ZW 54578/001
i | 73 ONE__|_CAST END AP PARALLOY CRZW 04578/002
) ITEM NUMBERS 01, 02, 06, 08 AND 08 TO T 03 ONE [ CENTRI-SPUN CONE PARALLOY CR3ZW 04578/003 |
THIS SUB ASSEMBLY TO BE HYDRO-TESTED N . 1 - 04 6| ANCHOR ASSEMBLY AT R276 310 04578/004
f \* 05 ONE |~D.. #300 LAP JOINT FLANGE ASTM_A105 ]‘Gﬂﬂ 005
- - - - - 06 48 SPECIAL WELDOLET ASTM_B408 UNS NO8811 I;mww\sa
— P.C.D. 07/ ONE LEEVE ASSEMBLY ASTM 8409 UNS NOB811_| 04578/007 | [—]
FABRICATION QUALITY PLAN. ITEM 10 REFRACTORY TO BE ADDED " ¥ e 08 ONE__| _THERMOWELL SOCKET 'ASTM 5408 UNS NOBB11 | 04578/008
TO LEVEL AS INDICATED. o.0% No.0% Vio.04 09 ONE__ | THERMOWELL ASTM_B408 UNS NOBB11_| 04578/009
) TUBE SUB-ASSEMBLY TO BE WELDED TO CONE ASSEMBLY, 1 ONE CASTABLE REFRACTORY ASTM C 401
AND_BUTT WELD TQ BE_100% RADIOGRAPHED AND DYE PEN. CHECKED VIEW ON D—D (OESoN TEWP, TBAY Eey =i

LAP JOINT FLANGE (ITEM No.05) TO SECURELY HELD IN PLACE SHOWING ALTERNATING

PRIOR TO SHIPPING TO PREVENT ANY DAVAGE. ORIENTATION OF ANCHORS

»
L]

4. ESTIMATED WEIGHT PER COMPLETE ASSEMBLY = 1442.0 Kge @
5. QUANTIY REQUIRED = ONE OFF COMPIETE ASSEMRLY, VIEW ON C-—-C

18288 610 |
(AFTER WELDING AND HYDRO-TEST. SEE NOTE 20 )

SEGMENT "C”

| By~ q
e ]
ol = 7

6018248 SEE DETAL ONE
TRFTER WELDING AND HYORO~TEST. SEE NOTE 20 ) |
-
100, \ 23 SPAGES AT 237 EACH = 5451 |20 267 \\ N

PLAN VIEW

SECTION A-A 0| FIRST ISSUE_FOR APPROVAL _[06/07/24f CIR | AH | A |—
Iﬁi&% wmo'—»_oz mlm REV DESCRIPTION DATE DRAWN CHK'D | APPD [
HOT COLLECTOR |/ P-te. ‘Wash bup
. CUSTOMER: ALL_DIMENSIONS IN_mm [ waTeRW: _ SEE B.O.M. ASSEMBLY (o
I R WOUSTRAL G 11, N ACHINED SURFACE. PASH 10 BE 52m Ra ~ Jtﬂ:!
DETAIL ONE F ANO REFRACTORY CUST. P.0. No. A OLERANGES To BE ﬁﬁmﬁz@ﬂ.ﬂ —-415mm @ v>z >—I—lo< e o 11 Lm
YP~24061401_181 125015 (R2) MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04578/010 |A1

. _ _ T [ I T [ com oo
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op 74.0%48

: @ op 485383

ID 34.005

15

@5

35

54 205

ASSEMBLY NOTES

+0.0
1D _20.0-1.0

0D 24.0 %48

DETAIL _ONE
AS SUPPLIED

1. THE WELD MUST CONSIST OF CONTINUOUS LAYERS.
EACH PASS WILL BE STAGGERED AT THE START AND

STOP POINTS A MINIMUM OF 12mm. COMPLETION OF

WELDING ON ONE SIDE OF COUPLING PRIOR TO
WELDING THE OTHER SIDE WILL NOT BE PERMITTED

(SEE DETAIL FOUR).

2. WELD TO BE LAYERED SMOOTHLY INTO BASE METAL
NUMBER OF RUNS MAY VARY. NO UNDERCUTTING PERMITTED.

1.5 X 45
CHAMFER

' 4 10 NOM.

SEE_ASSY.

NOTE 1.\

SEE_ASSY.

NOTE 2.\ 1

2
ROOT GAP

20.0 DIA.
HOLE

DETAIL_TWO
AFTER WELDING

START 1st START 2nd

PASS HERE ‘J PASS HERE

12mm MIN
STAGGER FOR
EACH PASS

DETAIL_FOUR
WELD PASS DIAGRAM

GENERAL NOTES

. THIS DRAWING TO BE READ IN_CONJUNCTION
WITH PARALLOY DRAWING:—-04578/010

»

EACH ITEM TO BE VIBRO—-ETCHED
WITH THE FOLLOWING:—

a) PARALLOY ITEM NUMBER "04578/B06"
b) MATERIAL HEAT NUMBER
c) UNIQUE SERIAL NUMBER 1 TO 48

@

THIS ITEM TO BE FULLY MACHINED.

WELD SIZE TO BE IN ACCORDANCE WITH
ASME B31.3 SECTION 328.5.2.

APPROX WEIGHT PER ITEM = 0.5 Kgs
. QUANTITY REQUIRED = 48 OFF

@

3

o o

DIA. 34.005

L

AFTER BORING

DETAIL_THREE

BORED AFTER HYDRO-TEST

FIRST ISSUE FOR APPROVAL |08/07/24| CTR AH LA

REV

DESCRIPTION DATE DRAWN CHK'D | APP'D

SPECIAL WELDOLET REF. DWG. No.

UNLESS OTHERWISE STATED:~

INDUSTRIAL Go: Lid. MACHINED SURFACE FINISH TO BE 3.2um Ra

CUST. P.O. No. ALL TOLERANCES TO BE — DIMENSIONAL ——-%0.5mm
ANGULAR ———~— 1.0
YP~24061401_181 125015 (R2) MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm

@) PARALLOY [Z= LT

A 4937 REV.C
CUSTOMER: ALL DIVENSIONS N mm | MATERAL: _ASTM B408 UNS NOBB11 ITEM No.08 PIRALDY OGS
YU-PIN BILUNGHAM

ENGLAND TS23 4DA

o Jo[ [T 1]

04578,/006 |A2

SHT. A28

_ _ozu REF No:— 04578-6
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A B c o 3 F G H | | J | K | L M
140 #15 mm mm wm_u zb,_.mm
1. THIS DRAWING TO BE READ IN CONJUNCTION WITH
5 v @ 635138 PARALLOY DRAWING:— 04578/010
i 2. THIS ITEM TO BE FULLY MACHINED.
3. DIMENSIONS AND TOLERANCES NOT NOTED ARE TO
SUIT 20" #300 LAP JOINT FLANGE TO ASME B16.5
) | | 4. EACH ITE TO BE CLEARLY MARKED BY VIBRO-ETCHING
n WITH THE FOLLOWING:~
- ) PARALLOY ITEM NUMBER "04578/805"
b) MATERIAL HEAT NUMBER
8 m A c) UNIQUE SERIAL-NUMBER "1”
A
Cox 5. ESTIMATED WEIGHT PER ITEM = 170.0 Kgs
R 6. QUANTITY REQUIRED = ONE OFF
5
o =
59 27 2
°of 8 3
B oy 3
0| o -v“
8| [ a
O]
ITEM_IDENTIFICATION MARKING
24 —OFF 34.9 DIA 404 HOLES T0 BE ON THE OUTSIDE RIM OF FLANGE
EQUI-SPACED ON 685.8 £1.5 P.C.D. LR (SFELNOTE:2)
0 | FIRST ISSUE FOR APPROVAL |08/07/24] CTR | AH LA
REV DESCRIPTION DATE_|DRAWN | CHK'D | APP'D
» REF. DWG. No.
20" #300 LAP JOINT
A 4936 REV. B
CUSTOMER: ALL DIMENSIONS IN mm MATERAL:  ASTM A105 FLANGE = ITEM No.05 PRRELOY. e
_zccm«m_w__w_ﬂo - UNLESS OTHERWISE STATED:— B T523 a0
A MACHINED SURFACE FINISH TO BE 3.20m Ra revison 0] | ] I
CUST. P.0. No. ALL TOLERANCES TO BE — DIMENSIONAL ———1.5mm v>z >—|—|o<
ANGULAR ~———— 1215 DRAWING No. SiZE
YP-24061401_I81 125015 (R2) MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04578/005 |A2
SHT. A28 —

_ _ _ _QG REF Noi— 04578-5
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INSPECTION REDORD

DATE : 2035 .+ ]
CONTRACT

NUMBER 18112S018
CONTRACTOR |#i3# A Fk 2 ] (Yu Pin Industrial Co Ltd)
SUBJECT NAME |Wkik — £, & 4t BB & & 4

SITE PARALLOY (Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : Masholdls part

- \—.t
[INSPECTION PROCESS)] : A

0 M the We\a\ﬁY’ﬁ Aye £G S4re 45 ﬂ\@ wpalL . (see At«<.|)

@ MhnT‘FD(A s é)%(mla m; [;pg/ /,}/T‘Z_)

@ Lhede the «H\v modoy Al To a5 fame as the V\/FSQF&K
(¢ e AT(3)

[INSPECTION RESULT] - ﬁQUALIFIED
[ JNOT QUALIFIED » IMPROVEMENT REQUIRED AS FOLLOWS :

[REMARKS] -

INSPECTOR |[CONTRACTOR|MANUFACTURER(PARALLOY)| SUPERVISOR
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INSPECTION REDORD ATTACHMENT 1
| . 27 & ‘

WELDER NAME : CMEMMORY WELDER NAME : A MORTON

WELDER NAME : S.O’NEIL
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Certificate no: COV 1830091/130
Page 1 of 2

Welder Performance Qualification (WPQ)
ASME [X

Welder's Name C.M Y e |dentificationNo. 42 O
Test Description
Identification no. of WPS followed 2018/072 (PQR 305) O Test coupon X Production weld
Specification type/grade or UNSof base  Manoir 900 (P45) o ___ Thickness 16mm
Testing Conditions And Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding process(es) ' GTAW ! GTAW
Type (i.e.; manual, semi-auto) used - Manual ] Manual
Backing (with/Awithout) ! Without | With/Without
O rlate [XI  Pipe (enter diameter if pipe or tube) i 232mm Plate, Pipe 73mm & over
Base Metal P-Number to P-Number | P45 - P45 | P1-15F, P34, P41-P49 v
Filler metal or electrode specification(s) (SFA) (info. only) - N/A -
Filler metal or electrode classification(s) (info. only) | 21Cr33NiMnNb | 21Cr35NiMnNb
Filer metal F-Number(s) | N/A | A
Consumable insert (GTAW or PAW) I N/A | N/A
“iller metal product form (solid/metal or flux corded/powder) (GTAW or PAW) ‘ Wire Solid Wire
deposited thickness for each process I' s
rocess 1: GTAW 3 layers minimum B ves O nNo @ 16.0mm | Maximum to be welded
>rocess 2: 3 layers minimum O ves [O No | ]
>asition qualified (2G, 6G, 3F, etc.) 3G ! 1G, 3G All Fillets
Jertical progression (uphill or downhill) Uphill : -
“ype of fuel gas (OFW) . N/A |-
nert gas backing (GTAW, PAW, GMAW) | SingleAr " With
“ransfer mode (spray/globular or pulse to short circuit = GMAW) - N/A N/A
STAW currentgge/polarity (AC, DCEP, DCEN) W e ____D_CEI\_I S _i DCEN .
Results
fisual Examination of Completed Weld (QW-302.4) Satisfactory
7] Transverse bends root and face [QW-462.3(a)]; O Longitudinal bends root and face [QW-462.3(b)); g Side bends (QW-4562.2);
1 Pipe bend specimen, Macro test for fusion [QW-462.5(b)] O Plate bend specimen, Macro test for fusion [QW462.5(e))
1 Pipe specimen Macro test for fusion [QW-462.5(b)): O Plate specimen Macro test for fusion [QW-462.5(e)]
‘ype Result Type Result Type Result
i ! i l

\lternative volumetric examination results (QW-191)  Report Q1643 RT X utr O (check one)
illet weld — fracture test (QW 181.2) Length and percent of defects X

Fillet welds in plate (QW- D Fillet welds in pipe (QW-462.4(c))
Aacro Fillet size (in/fmm) X Concavity/convexity (in/mm.)
xamination
QW-184)
Jther tests
ilm or specimens evaluated by R.Staley Company Hi Tech Fabrication
Aechanical tests conducted by N/A Laboratory test no. -
Velding supervised by J.Broughton

Ve certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the

equirements of Section IX of the ASME Code Ed. 5 =
iateissued 18 July 2018 %/

o

Matt Jones

4anufacturer's Representative Lloya':RaglslN EMEA
tanufacturer A.Willcocks % Surveyor to [l6yd's Register EMEA

A subsidiary of Lloyd's Register Group Limited

loyd's Register Group Limited, its affiliates and subsidiaries and their respective officers, employees or agents are, individually and collectively, referred to in this clause as
loyd's Register". Lloyd's Register assumes no responsibility and shall not be liable to any person for any loss, damage or expense caused by reliance on the information or
dvice in this document or howsoever provided, unless that person has signed a contract with the relevant Lloyd's Register entity for the provision of this information or
dvice and in that case any responsibility or liability is exclusively an the terms and conditions set out in that contract.
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Certificate no: COV 1830091/130

Page 2 of 2
Confirmation of validity by employer/welding coordinator for the following 6 months
Date Signature Position or Title
jﬁN 2@\07 / A % QQ\A Yy Q(\S(—W

:Su\z_‘—v 2o /‘ < k_ LJC«LM Q%‘ua_w’

“":;AN ‘2«@‘20 ﬂ' L %—‘“ L‘s'e—-k&k C r&\ S

Turt 2020 P —— Loetdg & my e
Tad 202 AL = Oedrr Crgren”
Tuwr 202t A t-g— Lé)e%@,ssub—’

Nad 2092 /- Lyl Wellloy Seyanr
DUy 2022 R Ly eladommy S e
3a) 2023 / L e lelamy GQ-.QM
DuLy 223 [f L = W W & e
Tant 2024 A s vedeiy Eye
Mg 2024 [+ M’w% Srpye—"
SePtr 2oz Tlwgtler Thrinee vl ergpeer
Prolongation for quaWt;\_?examg%o ’_f%the fonow-%l years i 0‘(1{/'0 Lgtu—/

Date Signature Position or Title
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Certificate no: PRJ11100303001/093
Page 1 of 2

Welder Performance Qualification (WPQ)
ASME [X

Welder's Name S.'O" Neil Identification No. 63

Test Description

Identification no. of WPS followed 2020/142 (PQR 412) DI Testcoupon [0 Production weld
Specification type/grade or UNS of base metai(s) Man 900 - B408 8811 Thickness 19mm
Testing Variables And Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified

Welding process(es) GTAW GTAW

Type (i.e.; manual, semi-auto) used Manual Manual

Backing (with/without) Without/With Without/ With

0 Plate X Pipe (enter diameter if pipe or tube) 141mm Plate, Pipe 73mm & over
Base Metal P-Number to P-Number P45 - P45 P1- P15F, P34, P41 - P49
Filler metal or electrode specification(s) (SFA) (info. only) - -

Filler metal or electrode classification(s) (info. only) 21.33MnNb 21.33MnNb

Filler metal F-Number(s) - -

Consumable insert (GTAW or PAW} - &

Filler metal product form (QW-404.23) (GTAW or PAW) © Solid Wire Solid Wire

Deposited thickness for each process

Process 1:  GTAW 3 fayers minimum X Yes [0 No = 19mm Maximum to be welded
Process 2: 3 layers minimum O Yes [0 No ! - "

Position(s) qualified (2G, 6G, 3F, etc.) 5G F, V, O - All Fillets

Vertical progression (uphill or downhill) . Uphill Uphill

Type of fuel gas (OFW) L. -

Use of backing gas (GTAW, PAW, GMAW) 1 99.99% Ar 99.99% Ar

Transfer mode (spray, globular or pulse to short circuit - GMAW) - -

GTAW current type and polarity (AC, DCEP, DCEN) . DCEN . DCEN

Results

Visual Examination of Completed Weld (QW-302.4) Satisfactory

[0 Transverse bends root and face [QW-462.3(3)); [  Longitudinal bends root and face [QW- O  side bends (QW-462.2);
[0  Pipe bend specimen, Corrosion-resistant weld metal overlay [QW-462.5(c)] [ Plate bend specimen, Corrosion-resistant weld metal overlay [QW462.5(d)]
[0  Pipe specimen Macro test for fusion [QW-462.5(b)): [0 Plate specimen Macro test for fusion [QW-462.5(e)]

Type Result Type Result Type Result
Alternative volumetric examination results (QW-191)  Report No Q2064 RT X ur O (check one)

Fillet weld - fracture test (QW 181.2) Length and percent of defects X

O Fillet welds in plate (QW-.462.46)  [[]  Fillet welds in pipe (QW-462.4(c)

Macro examination (QW-184) Fillet size (ivmm) X Concavity or convexity (in/fmm.)

Other tests

Film or specimens evaluated by R.Staley Company Manoir UK / Hi Tech Fabrication
Mechanical tests conducted by - Laboratory test no. -

Welding supervised by J.Broughton

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the requirements
of Section IX of the ASME Boiler and Pressure Vessel Code Ed. 2019 . —

Date of welding: 01 June 2021 Date issued: 05 July 2021 27 7:{ =

Organisation’s Representative Matt Jones Lloyd's Register EMEA

Organisation A.Willcocks Surveyor to Lloyd's Register EMEA

/ % A subsidiary of Uloyd's Register Group Limited

Lloyd's Register Group Limited, its affiliates and subsidiaries and their respective officers, employees or agents are, individually and collectively, referred to in this clause as
‘Lloyd's Register'. Lioyd's Register assumes no respensibility and shall not be liable to any person for any loss, damage or expense caused by reliance on the information or
advice in this document or howsoever provided, unless that person has signed a contract with the relevant Lloyd's Register entity for the provision of this information or advice
and in that case any responsibility or liability is exclusively on the terms and conditions set out in that contract.

38



Confirmation of validity by employer/welding coordinator for the following 6 months

Date Signature Position or Title

Det ezt At m_ be,[d/\vj e’
T Qo222 Y — weldey Crgee

D 2022 A L = be {tif,‘—e) L—:gu.,t/

Sau o2y N tffr———— Weldag &Egoen

s et brnome s Téniee i whsnels

Joavery  Zo25 el ez Jevnce vefel €y
Jdoby - 20y

Prolongation for qualification by the examining body for the following years

Date Signature Position or Title
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Certificate no: ~ PRJ11100303001/173
Page 10f 2

Welder Performance Qualification (WPQ)
ASME IX

Welder's Name A.Morton Identification No. a1

Test Description

Identification no. of WPS followed 2020/142 (PQR 412) p] Test coupen [} Production weld
Specification type/grade or UNS of base metalls) Man 900 - B408 8811 Thickness 13mm
Testing Variables And Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified

Welding processies) GTAW GTAW

Type (i.e.; manual, semi-auto) used Manual Manual

Backing (with/without) Without/With Without/ With

O  Plate B Pipe (enter diameter if pipe or tube) 73mm Plate, Pipe 25mm & over
Base Metal P-Number to P-Number P45 - P45 P1 - P15F, P34, P41 - P49
Filler metal or electrode specification(s) (SFA) (info. only) - -

Filler metal or electrode classification(s) {infa. only) 21.33MnNb 21.33MnNb

Filler metal F-Number(s) - -

Consumable insert (GTAW or PAW) - -

Filler metal product form {(QW-404.23) (GTAW or PAW) Solid Wire Solid Wire

Deposited thickness for each process i

Process 1:  GTAW 3 layers minimum X Yes [0 Mo  13mm Maximum to be welded
Process 2: 3 layers minimum a Yes O Mo - -

Position{s) qualified (2G, 6G, 3F, etc) 5G . F, V, O~ All Fillets

Vertical progression (uphill or downhill) Uphill Uphill

Type of fuel gas (OFW) - -

Use of backing gas (GTAW, PAW, GMAW) 99.99% Ar 99.99% Ar

Transfer mode {spray, globular or pulse to short circuit - GMAW) - -

GTAW current type and polarity (AC, DCEP, DCEN) . DCEN DCEN

Results

Visual Examination of Completed Weld (QW-302.4) Satisfactory

[ Transverse bends root and face [QW-462.3(a)); [ Longitudinal bends root and face [QW- [0 side bends (Qw-462.2);
[ ripe bend specimen, Corrosion-resistant weld metal overlay [QW-462.5(c)] [0 Plate bend specimen, Corrosion-resistant weld metal overlay [QW462.5(d)]
[0 ripe specimen Macro test for fusion [QW-462.5(b)l: C1  Plate specimen Macro test for fusion [QW-462.5(e)]

Type Result Type Result Type Result
Alternative volumetric examination results (QW-151)  Report No Q2150 RT 4] ut a {check ane)

Fillet weld = fracture test (QW 181.2) Length and percent of defects ¥

] Fillet welds in plate (QW-.462.4(b)) [ Fillet welds in pipe (QW-462.4(c))

Macro examination (QW-184) Fillet size (infmm) b3 Concavity or convexity (infmm.)

Other tests

Film or specimens evaluated by R.Staley Company Manoir UK / Hi Tech Fabrication
Mechanical tests conducted by - Laboratory testno. -

Welding supervised by J.Broughton

We certify that the statements in this record are correct and that the test coupans were prepared, welded, and tested in accordance with the requirements
of Section IX of the ASME Boiler and Pressure Vessel Code Ed. 2019 .

Dateof welding: 09 August 2021 Date issued: 12 October 2021 ,5"%:‘

Crganisation's Representative Matt Jones Birmingham
Lioyd's Register EM EA

QOrganisation A.Willcocks Surveyor to Lloyd's Register EMEA b

/ % A subsidiary of Lioyd's Register Group Limited

Lloyd's Register Group Limited, its affiliates and subsidiaries and their respective officers, employees or agents are, individually and collectively, referred to in this clause as
‘Uloyd's Register'. Lloyd's Register assumes no responsibility and shall not be liable to any person for any loss, damage or expense caused by reliance on the information or
advice in this decument or howsoever provided, unless that person has signed a contract with the relevant Lloyd's Register entity for the provision of this information or advice
and in that case any responsibility or liability is exclusively on the terms and conditions set out in that contract.
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Confirmation of validity by employerAwelding coordinator for the following 6 months

Date Signature

Feo 2022 A =gl

Auty 2522 At ="

Fer 222 [ ¢

Aicg, 0022 Nl ="
Fes 2024 Y A —
vl Zozg /i e

SePr 2024 Tuads %

Mpcet 2025 L=

Prolongation for qualification by the examining body for the following years

Date Signature
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INSPECTION REDORD ATTACHMENT 3

%

2.0 x 1000

2/ 11 U031

I5C) YTAAs

=
1.48S0(mod )

Zuwwm TUV (10451). !

7/ UTP A 21 33

WIG-Draht / TIG-wire / Fil pour procéde TIG
(ENISO 14343-A - WZ 2133 Min Nb a '

G Al

FILLER MATERIAL UTP A21/33Mn

44




B $%3 : 181125018 2 EBRar $%-2

INSPECTION REDORD
DATE : Zo3% (b A

CONTRACT
NUMBER 181125018

CONTRACTOR |#i3% A F& 2> 3] (Yu Pin Industrial Co Ltd)

SUBJECT NAME |#kix — R EWIEREE A

SITE

PARALLOY (Billingham TS23 4DA UK)

[EQUIPMENT NUMBER] : \lortoldy part/

[INSPECTION PROCESS] : [/rmmdion st

0 >to @ 305 m  ®21l4.46 mn
© 21457 mo © 304w B 3345 iwm
@ >2.68 mn @ 2516 m © >14.43 m
@2{4-5 - @gw po
Do w G P
® Y6t m (2 350 ™

[INSPECTION RESULT] : IE/QUALIFIED

[REMARKS] :

[INOT QUALIFIED » IMPROVEMENT REQUIRED AS FOLLOWS :

o

INSPECTOR |[CONTRACTOR|MANUFACTURER(PARALLOY)| SUPERVISOR
CHOU Yu Hsrtey Ml
YUANZHE T Ll Ei%@
(HEN 4 %y

BE
NN

45




A | [ c [ 3 F G | H i 3 K | L | M | N

GENERAL_NOTES
1. FABRICATION, INSPECTION AND TESTING TO BE PARALLOY BILL OF MATERIAL (FOR ONE ASSEMBLY)
IN ACCORDANCE WITH CUSTOMER SPECIFICATIONS OF CONE ITEM No. Qry DESCRIPTION MATERIAL REF. DRG
A A TEM No.05 o1 ONE__| CAST TUBE 1620 LG (AFTER WELDING) ARALLOY CR3ZW 54584/001
1 04584 | 02 ONE | CAST TUBE 1670 LG ARALLOY CR32W 54584/002
2. LAP JOINT FLANGE (TEM No.12) TO SECURELY HELD IN PLACE _ 03 ONE | CAST TUBE 550 LG (AFTER WELDING) ARALLOY_CR3ZW 54584/003
PRIOR TO SHIPPING TO PREVENT ANY DAMAGE. 04 ONE__|_CAST TUBE 128 LG (AFTER WELDING) ARALLOY CR3ZW 24584/004
3. ESTIMATED WEIGHT PER COMPLETE ASSEMBLY = 968.0 Kgs T 05 ONE CAST CONE PARALLOY CR32W gmeau
4. QUANTITY REQUIRED = 4 OFF MANIFOLD ASSEMBUIES m & ! 06 2 CAST END CAP PARALLOY CR32W l‘E\Su
] 7 30 SOCKET (55mm_LONG) ASTM_B40B UNS NOBB10 | 04584/007
- E - e 08 4 ASTM 8408 UNS NOBB10 | 04584/008
DESIGN DATA K [ ONE ASTM_BA0B_UNS NOBBTO | 04564/008
0 L2 ] JIEM 10 ONE ASTM_B408_UNS NOBB1O | 04584/010
OPERATING PRESSURE 22.8 kg/cm?q No.11C No.11C T1A/B ONE ASTM 8409 UNS NOBB10 Ia&!\a:
2 DESIGN PRESSURE 29.0 ka/em? 11C 4 ANCHOR ASTM_B40B_UNS NOBB10
L] VIEW ON E—E 12 ONE_| 18" 300 LAP JOINT FLANGE ASTM AT0S 04584/012
OPERATING TEMP. 850°C SHOWING ALTERNATING GASKET o
DESION TEWP. 875¢C ORIENTATION OF ANCHORS 13 8 0D 530.0 X ID 420 X 3 THK. KUNGAR MILAM (900°C) 04584/(
14A 108 125" DIA. X 225 LONG STUDBOLT ASTM_A193 GRADE B7 —
— % 148 212_| 1.25" DA HEAVY HEX NUT ASTM_AT94 GRADE 3
B 6 x.250= 1500 K DENOTES MEMS SUPPLIED LOOSE TO CUSTOMER
(AFTER WELDING)
- M No01 M No.02

T
1.
|
_!__
yE 3
|
-E}-_i_- B_.____.a ** K

o
SECTION A-A

(15 LOCATIONS)
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[
I
ki _
TTEM No.11A/8 _ {TEM No0S s ’
— 1 T - —_sEE DETAL ONE
_ SIDE VIEW SECTION B-B
(2 LOCATIONS)
o g g S | Tihee
]
g _ e
— = i 0| FIRST ISSUE FOR APPROVAL _[19/08/24 CTR | AH | LA
SECTION C-C eV DESCRIPTION oaTE_[orawn_| cHk'D | apP'D
| _ HOT COLLECTOR ~ [®F™ie . Jisied
. I’ m CUSTOMER: 'ALL_DIMENSIONS N mm [ WATERAL: _SEE_B.OM. ASSEMBLY je
u_ mw AV _zo:w«xcmm__mo. Ltd. UNLESS OTHERWISE STATED:~ e
' — ’ S| FEELE IS e (G) PARALLOY [EL LI
i ¥ o,
YP-24082101- Ru2n1e MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04584 /014 |A1

s, AtC | | | I I T I T D Rer No- 0450414




A B c D E F e H | J K i | M
_GENERAL NOTES
1. THIS DRAWING IS TO BE READ IN CONJUNCTION
WITH PARALLOY DRAWING:-04584/014
7 2. INSPECTION, TESTING AND MARKING TO BE
IN ACCORDANCE WITH CUSTOMER SPECIFICATIONS
AND PARALLOY QUALITY PLANS:— 04584T
SEE DETAIL SEE_DETAIL.
ONE ONE 3. ESTIMATED WEIGHT PER ITEM = 183.0 Kg
] 4. QUANTITY REQUIRED = 4 OFF
(s AN
a9l ac
6 35 T o o
o f ]~ N |- 2
b e o w
9 E vd
5
— 1676 38 .
(THIS LENGTH INCLUDES +6mm FABRICATION CONTRACTION ALLOWANCE)
4
L
|l os
— 0.4 @ =]
R3
7\ I
25 =9
* ]I 59
3 ¥
v _ e
7] 82 ~
o 1 ~
Jl o
DETAIL_ONE A |
0 | FIRST ISSUE FOR APPROVAL 19/09/24| CTR AH LA
REV DESCRIPTION DATE_|DRaWN | cHi'D [apP'D ||
REF. DWG. No.
CAST TUBE EA-1-11345d
CUSTOMER: ALL DIMENSIONS IN mm MATERIAL:  PARALLOY CR32W ITEM No.02 o I
-PIN BILUNGHAM
_zocmﬂm_ ik UNLESS OTHERWISE STATED:— ENGLAND T523 40A
DL MACHINED SURFACE FINISH TO BE 3.2um Ra e [o] ] I
CUST. P.0. No. ALL TOLERANCES TO BE — DIMENSIONAL ———%1.5mm v>z >—I—lo<
ANGULAR ————— +2.5' DRAWING No. SIZE
YP-24082101_181125018 MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04584 \ 002 (A2
SHT. A28

_ _ _Qs REF No:— 045842
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) 3 g | J K i | M
GENERAL NOTES
1. THIS DRAWING IS TO BE READ IN CONJUNCTION
WITH PARALLOY DRAWING:—04584/014
7 s0th8 2. INSPECTION, TESTING AND MARKING, TO BE
- IN_ ACCORDANCE WITH CUSTOMER SPECIFICATIONS
AND PARALLOY QUALITY PLANS:— 04584S
3. THIS ITEM TO BE FULLY MACHINED.
] 5653 SEE_DETALL ONE 4. QUANTITY REQUIRED = 8 OFF ]
6
20425
- _ | os —
0.4
G\ A/ 34+0.5
olz o
’ 7/ VK
A Mm_ aa g
25 o =
ol 7 ~
o
- 3
— DETAIL_ONE B N
% 92 28
o T
- U U@ ek e
e S S g
~ -
= o~
=) a
b @ F 3}& o N&
3
PATTERN NUMBER :~ M2018
2
0 | FIRST ISSUE FOR APPROVAL  [19/09/24] CTR | AH LA
— REV DESCRIPTION DATE [oRaWN | cHk'D [aPPD [
REF. DWG. No.
CAST END CAP EA—1—11345d
CUSTOMER: ALL DIMENSIONS IN mm MATERAL: PARALLOY CR32W ITEM No.06 or e
YU-PIN BILUNGHAM
1 INL [ERWISE ool
INDUSTRIAL Co. Ltd. e B T
MACHINED SURFACE FINISH TO BE 3.2um Ra REVISION Jo] T [
CUST. P.O. No. AL 0 BE N W :~ B N 190 806232007 v>w>—|—|o< DRAWING No. SIZE
YP-24082101_181125018 MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.Smm O#mm#\oom >N
SHT. A28

_96 REF No:— 04584-6
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A B _ c _ E F G H 1 J K L _ M
GENERAL NOTES
1. THIS DRAWING TO BE READ IN CONJUNCTION
@ WITH PARALLOY DRAWING:-04584/014
7
" 2. EACH ITEM TO BE VIBRO-ETCHED
oD 60.0%0! WITH THE FOLLOWING:—
a) PARALLOY ITEM NUMBER "04584/B07"
op 43.0133 b) MATERIAL HEAT NUMBER
¢) UNIQUE SERIAL NUMBER 1 TO 120
- 3 —|
ID 27.0 05 (A 3. THIS ITEM TO BE FULLY MACHINED.
_ 4. WELD SIZE TO BE IN ACCORDANCE WITH
i 110 NOM. ASME B31.3 SECTION 3285.2.
& _ | 5. APPROX WEIGHT PER ITEM = 0.5 Kgs
h _ 6. QUANTITY REQUIRED = 120 OFF
=1
& _ V
|
SEE_ASSY.
o 0| I
|| 3 7 i NOTE 1. DIA. 27.0205 —|
3 o
g K
359 SEE_ASSY. ol |
NOTE 2. 8 _
\ 2
5 T 1
o [
+0.0 |
ID_13.0-1.0 %
1
| on 170448 J —
13.0 DIA. _ ;
k
DETAIL_ONE HOLE l
" AS SUPPLIED
DETAIL_TWO
AFTER WELDING |
DYE_PENETRANT CHECK |
] AFTER BORING
DETAIL THREE
BORED AFTER HYDRO-TEST
3
1 START 1st START 2nd m
PASS HERE \J/ PASS HERE
12mm MIN
2 STAGGER FOR
EACH PASS
0 | FIRST ISSUE FOR APPROVAL 19/09/24| CTR AH LA
DETAIL_FOUR
== ASSEMBLY. NOTES, WELD PASS DIAGRAM REV DESCRIPTION DATE  |DRAWN | CHK'D | APP'D [
1. THE WELD MUST CONSIST OF CONTINUOUS LAYERS. REE. DWG. Mo,
EACH PASS WILL BE STAGGERED AT THE START AND SOCKET . DWG. No.
STOP POINTS A MINIMUM OF 12mm. COMPLETION OF EA-1-11345d
WELDING ON_ONE SIDE OF COUPLING PRIOR TO ITEM No.07
WELDING THE OTHER SIDE WILL NOT BE PERMITTED CUSTOMER: ALL DIMENSIONS IN mm MATERAL: ASTM B408 UNS N08810 . il
; (SEE DETAIL FOUR). YU-PIN ity
UNLESS OTHERWISE STATED:— DoOLND TE23 40A
2. WELD TO BE LAYERED SMOOTHLY INTO BASE METAL INDUSTRIAL Co. Ltd.
NUMBER OF RUNS MAY VARY. NO UNDERCUTTING PERMITTED. MACHINED SURFACE FINISH TO BE 3.2um Ra REVISION _ o_ _ _ _
CUST. PO. No. ALL TOLERANCES TO BE - DIMENSIONAL ——-~%0.5mm PARALLOY
ANGULAR ————~ +1.0° DRAWING No. SIZE
YP-24082101_181125018 MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04584 \ 007 |A2
SHT. A28 _ _ _PS REF No:~ 04584-7

49



423453

PARALLOY
ITEM No.

BILL OF MATERIAL  (FOR ONE ASSEMBLY)

QrY DESCRIPTION

MATERIAL

11A

ONE ID 170.0 X 3 THK. X 423 LG ROLLED SLEEVE

ASTM B409 UNS NO8810

1B

ONE 0D 226.0 X ID 176 X 3 THK. OUTER RING

ASTM B409 UNS NO8810

Xk|__11c

4 OD 6.0 SOLID BAR ANCHOR 141 LG (DEVELOPED)

ASTM B408 UNS NO8810

>k DENOTES ITEM SUPPLIED LOOSE TO PARALLOY

3 THK

GENERAL NOTES

% 1.

25

2.

o

THIS DRAWING TO BE READ IN CONJUNCTION WITH
PARALLOY DRAWING:— 04584/014

ALL WELDS TO BE 100% DYE PENETRANT CHECKED.

EACH ITEM TO BE CLEARLY MARKED BY VIBRO—ETCHING

WITH THE FOLLOWING:—
a) PARALLOY ITEM NUMBER "04584/B11”

b) MATERIAL HEAT NUMBER

+0.0

ID_170.0-1.0

WELD SEAM

%i;_ _;t>

4. ESTIMATED WEIGHT PER ASSEMBLY = 6.0 Kgs

5. =

a9
]
i

0D 226.0

ITEM _No.11C

1.5

WL €

GRIND WELD FLUSH
BOTH SIDES

VIEW ON A—A

ITEM No.11A /

c) UNIQUE SERIAL NUMBER "1 TO 4" (ITEM No.11B)
UNIQUE SERIAL NUMBER "1 TO 16" (ITEM No.11C)

0 | FIRST ISSUE FOR APPROVAL 19/09/24| CTR AH

REV DESCRIPTION DATE DRAWN CHK'D

APP'D

SLEEVE ASSEMBLY REF. DWG. No.

CUSTOMER:
YU-PIN
INDUSTRIAL Co. Ltd.

ALL DIMENSIONS IN mm MATERIAL: ~ SEE B.O.M.

EA-1-11345d
ITEM No.11A/11B & 11C

PARALLOY HOUSE
NUFFIELD ROAD

CUST. P.0. No.
YP-24082101_18112S018

UNLESS OTHERWISE STATED:
MACHINED SURFACE FINISH TO BE 3.2um Ra
ALL TOLERANCES TO BE — DIMENSIONAL ———*1.5mm
ANGUIAR ===~ +2.5

MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm

BILLINGHAM
ENGLAND TS23 4DA

@) PARALLOY [ L

SIZE

A2

SHT. A2B

04584 /011
_ _

_Qs REF No:— 04584—11
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24 —OFF 35.0 DIA. 0.4 HOLES

EQUI-SPACED ON 628.6 1.5 P.C.D.

( H |
130 1.5
60.4738
»
S
A%
TN
ool o9
59 b )
o " H
) I N
b g J-———]"— =
|
Q
S e o
O

ITEM_IDENTIFICATION MARKING \

TO BE ON THE OUTSIDE RIM OF FLANGE
IN THIS LOCATION (SEE NOTE 4)

GENERAL _NOTES

1. THIS DRAWING TO BE READ IN CONJUNCTION WITH
PARALLOY DRAWING:— 04584/014

2. THIS ITEM TO BE FULLY MACHINED.

o

DIMENSIONS AND TOLERANCES NOT NOTED ARE TO
SUIT 18” #300 LAP JOINT FLANGE TO ASME B16.5

4. EACH ITEM TO BE CLEARLY MARKED BY VIBRO—ETCHING
WITH THE FOLLOWING:—

a) PARALLOY ITEM NUMBER "04584/B12”
b) MATERIAL HEAT NUMBER
¢) UNIQUE SERIAL-NUMBER "1 to 4"

o

ESTIMATED WEIGHT PER ITEM = 138.0 Kgs
6. QUANTITY REQUIRED = 4 OFF

O | FIRST ISSUE FOR APPROVAL 19/09/24| CTR AH LA

REV DESCRIPTION DATE | DRAWN | CHK'D | APP'D
” REF. DWG. No.
18" #300 LAP JOINT L J—
CUSTOMER: AL DIMENSIONS IN mm MATERAL: ASTM A105 FLANGE ~ ITEM No.12 PRIV TOME
YU-PIN BILLNGHAM
UNLESS OTHERWISE STATED:— ey
INDUSTRIAL: Go 1. MACHINED SURFACE FINISH TO BE 3.2um Ra
CUST. P.0. No. ALL TOLERANCES TO BE — DIMENSIONAL ——-—21.5mm

YP-24082101_181125018

ANGULAR ————= +2.5°
MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm

@ PArALLOY [z= LT

04584,/012 |A2

SHT. A28

[

_ _n>c REF Not— 0458412
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A B 3 F G H | ) K L | M
GENERAL NOTES
1. THIS DRAWING IS TO BE READ IN CONJUNCTION
WITH PARALLOY DRAWING:—04584/014
7 2. INSPECTION, TESTING AND MARKING TO BE
IN”ACCORDANCE WITH CUSTOMER SPECIFICATIONS
AND PARALLOY QUALITY PLANS:~ 04584T
SEE_DETAIL SEE_DETAIL
SoE O\ 3. ESTIMATED WEIGHT PER ITEM = 211.0 Kg
— 4. QUANTITY REQUIRED = 4 OFF
(W XA
<o oo
6 = 7 o =}
g 3 = _ _ _ _ _ = = O i RN | | 1
b ~ o w
@3 F 3 B
e ¥ v
-] A\ A
5
=] 1926 %38
(THIS LENGTH INCLUDES +6mm FABRICATION CONTRACTION ALLOWANCE)
4
20
—1
1 os
B PC)
R3
AR AN
§ M g 3
* 8 59
3 A o,z_ 2
R 3
T =
©| o~
o o
o
DETAIL ONE L
0 | FIRST ISSUE FOR APPROVAL 19/09/24| CTR AH LA
REV DESCRIPTION DATE | DRAWN | cHK'D | APP'D [
REF. DWG. No.
CAST TUBE EA—1-11345d
CUSTOMER: ALL DIMENSIONS IN mm MATERIAL: ~ PARALLOY CR32W ITEM No.01 B
YU-PIN BILLNGHAM
HDUSTRIEL (Go; TH4. UNLESS OTHERWISE STATED:— D T
MACHINED SURFACE FINISH TO BE 3.2um Ra REVISION o] | ] I
CUST. P.O. No. ALL TOLERANCES TO BE — DIMENSIONAL ———1.5mm v>z >—I—IO<
ANGULAR ————— 125 DRAWING No. Size
YP-24082101..18125018 MACHINED FACES TO BE SQUARE AND PARALLEL WITHIN 0.5mm 04584 \ 001 |A2
SHT. A28 _

_ _QG REF No:— 04584—1
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