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DETAIL OF TUBEHOLE
(HOLES ARE TO BE DEBURRED)

DETAIL-A

NOTES :—

1. TOLERANCES FOR LOCATION OF TUBE HOLES :—

(1) ON CONSECUTIVE HOLES 4+ 0.50 MM

(1) CUMULATIVE TOLERANCES W.R.T. CENTER LINE OF TUBE PLATE £ 1 MM

2. FOR GENERAL MFG.TOLERANCES REFER HE 040005.
(UNLESS OTHERWISE SPECIFIED ON THE DRAWING).

5. PAINTING : AFTER SHOT BILASTING—

AR SIDE @ REFER OQUITSIDE PAINT OF OIL CHAMBER AS CALLED IN THE RESPECTVE ARRGI.

& ASSY. DRAWING.

OlL SIDE @ REFER INSIDE PAINT OF OIL CHAMBER AS CALLED IN THE RESPECTIVE ARRGIT.

& ASSY. DRAWING.

4. PERIPHERAL EDGE OF TUBE SHEET SHALL BE GROUND FLUSH AND KEPT PARALLEL.
SURFACE ROUGHNESS TO BE KEPT 25 um. (MAX.).

5. REFER QAP NO. CDE—-11-2844 REV.05 (FOR DETAIL Q.A. REQUIREMENTS).

o. DRILLED TUBE SHEET SHOULD NOT BbE KEPT FOR LONG PERIOD
THAN 2—3 DAYS, PROTECTED FROM DUST/OIL, MOISTURE.

/. PAINT TO BE DONt IMMEDIATELY AFTER MACHINING & SHOT BLASTING BEFORE DRILLING.
8. AFTER DRILLING OF COMPLETE HOLES (i.e. BOLTING & TUBE HOLES), SIZE AND PITCH OF HOLES

10 BeE CHECKED WITH CNC MAKE TEMPLATE.

9. DIMENSION GIVEN IN BOM ARE UNMACHINED DIMENSION,

10. BEFORE DRILLING & AFTER MACHINING COMPLETE TUBE SHEET TO BE SHOT BLASTED. MACHINED

FINISH % AS  SHOWN.
11. DIAGONAL DISTANCE = 1571+1.0mm.
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MOT FOR 28 HOLES ©15 OUTER
PIRIPHERY HOLES AND TUBE

HOLES & 26 NOS.
PERIPHERY HOLES

INNER

01

1421119

PLAIN PLUG GAUGE ¢12.80/12.90

TECHNICAL REQUIREMENT: -

1. TOLERANCE FOR LOCATION OF TUBE HOLES:—
i. ON CONSECUTIVE HOLES =£0.50 MM.

i. CUMULATIVE TOLERANCES W.R.T. CENTER LINE OF TUBE PLATE

2. SURFACE PREPARATION AND PAINTING:—
i. FOR MACHINED SURFACE (WATER SIDE), TWO COAT OF CHEMICAL RESISTANT EPOXY

PRIMER TO AA56105 TO BE PROVIDED WITHIN 4HOURS OF MACHINING WITH
SURFACE PREPARATION STZ2.
. FOR NON—MACHINED SURFACE, SHOT BLASTING TO BE DONE TO SURFACE

PREPARATION SA 2

N

I_I

T MM MAX.

OR SA 2 1/2 AND TWO COATS OF ANTI—CORROSIVE PRIMER
TO AA 56101 (COLOUR RED) , DFT— 50 MICRON MIN. TO BE PROVIDED WITHIN
4 HOURS OF SHOT BLASTING.
ii. AFTER DRILLING OF TUBE PLATE, MACHINED SURFACE IS TO BE PAINTED WITH
PRECAUTIONS TO AVOID PAINT ENTRY TO HOLES. FOR WATER SIDE, 2 COATS OF
HIGH BUILD BLACK COALTAR PITCH EPOXIDE PAINT TO AAS6135 AS PER AA
0674104 TO BE PROVIDED ON SURFACE OTHER THAN GASKET SEATING AREA
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MM DEPARTMENT A-FORM DATE  04-AUG-22
_ ESTIMATE SHEET FOR ISSUE OF MATERIAL/COMPONENTS FROM BHEL DATE C 04-AUG-22
FORM NO BP-0021 CHECKLIST PAGE sl 3
DEPARTMENT : 211 PROJECT : RAHUGHAT PONO . A211B46 END PRODUCT : M/CING OF TUBE PLATE
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M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 5040.000 20.00 NO WIP 100800.000 1.0000

MACHINING & DRILLING OF TUBE PLATE INLET/OUTLET SIDE TO DRG NO-21660640264 REV-00 ITEM-01 MATERIAL DIMENSION 28X295X1075 LG R.WT-70 KG F.WT-53.3 KG
APPROX.

APPROX.

2 0, 1 20.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE /
E250 GR BR 1.0000 NO 5040.000 20.00 NO WIP 100800.000 1.0000

MACHINING & DRILLING OF TUBE PLATE REVERSE END SIDE TO DRG NO-21660640264 REV-00 ITEM-02 MATERIAL DIMENSION 28X295X1075 LG R.WT-70 KG F.WT-53.3 KG
APPROX.

APPROX.

3 0 2 14.000 NO 211 211 : 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 4752.000 14.00 NO WIP 66528.000 1.0000

MACHINING & DRILLING OF TUBE PLATE TO DRG NO- 21650540265 REV-00 ITEM-01 MATERIAL DIMENSION 28X500X600 LG R.WT-66 KG F.WT-47.5 KG APPROX.
APPROX.

4 0 3 14.000 NO 211 214 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 5184.000 14.00 NO WIP 72576.000 1.0000

MACHINING & DRILLING OF TUBE PLATE INLET/OUTLET SIDE TO DRG NO-21660640262 REV-00 ITEM-01 MATERIAL DIMENSION 28X330X990 LG R.WT- 72 KG F.WT-55.2 KG
APPROX.

APPROX.
1 MATERIAL TO BE ISSUED ON :- FREE ISSUE BASIS SIGNATURE OF INDENTOR SIGNATURE OF ASC EXECUTIVE
2.TRANSPORT TO BE PROVIDED BY :- SUPPLIER NAME NAME
3.EXCISE DUTY ON ISSUE MATL TO BE BORNE BY :- SUPPLIER s
4.SCRAP TO BE RETURNED :- NO MK CRE R

S INV /Z_»w_ 4 _ff~ m‘ 5 T.TO _w_. RECORDED ON f/:/ _;:/

J\ﬁMﬁAﬂ Aﬂdﬁ::‘mimft 1911:
FEAE.




BHARAT HEAVY ELECTRICALS LIMITED - BHOPAL MM%MW\_ NO MN:EG
MM DEPARTMENT A-FORM DATE  04-AUG-22
, ESTIMATE SHEET FOR ISSUE OF MATERIAL/COMPONENTS FROM BHEL DATE © 04-AUG-22
FORM NO BP-0021 CHECKLIST "PAGE .
A-SLNO POITNO PIITNO  QUANTITY REQUIRED UNIT SHOPNO DESTCD COSTCD  H.CELL
DESCRIPTION OF SUB-ASSEMBLY/ITEM &WEIGHT/VOLUME/AREA
FREE ISSUE MATERIAL PER UNIT OF FINISHED GOODS
MATL QTY PSL PSL RATE PSL TOTAL MATL ISSUE PSL/ SMIV/ MATERIAL TARRIF MATL
CODE UNIT UNIT UNIT TO BE ISSUED UNIT WIP PPMIVNO  VALUE HEAD ISSUE QTY
DESCRIPTION OF FREE ISSUE MATERIAL AND WEIGHT /VOLUME/AREA
5 0 3 14.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO  5184.000 14.00 - NO  WIP 72576.000 1.0000

MACHINING & DRILLING OF TUBE PLATE REVERSE END SIDE TO DRG NO-21660640262 REV-00 ITEM-02 MATERIAL DIMENSION 28X330X990 LG R.WT-72 KG F.WT-55.2 KG
APPROX.

APPROX.

; 6 0 4 9.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 2664.000 9.00 NO WIP 23976.000 1.0000

MACHINING & DRILLING OF TUBE PLATE TO DRG NO-21650540263 REV-00 ITEM 01 MATERIAL DIMENSION 28X380X440 LG R.WT- 37 KG F.WT-29 KG APPROX.
APPROX.

7 0 5 42.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 12456.000 42.00 NO WIP 523152.000 1.0000

MACHINING & DRILLING OF TUBE PLATE INLET/OUTLET SIDE TO DRG NO-11650540512 REV-02 ITEM 01 MATERIAL DIMENSION 36X400X1532 LG R.WT-173 KG F.WT-132 KG
APPROX.

APPROX.

8 0 5 42.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 12456.000 42.00 NO WIP 523152.000 1.0000

MACHINING & DRILLING OF TUBE PLATE REVERSE END SIDE TO DRG NO-11650540512 REV-02 ITEM-02 MATERIAL DIMENSION 36X400X1532 LG R.WT- 173 KG F.WT-132 KG
APPROX.

APPROX.

9 0 6 48.000 NO 211 2N 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 6840.000 48.00 NO WIP 328320.000 1.0000

MACHINING & DRILLING OF TUBE PLATE INLET/OUTLET SIDE TO DRG NO-11660640498 REV-01 ITEM 01 MATERIAL DIMENSION 32X295X1275 LG R.WT-95 KG F.WT-63.10 KG
APPROX.

1 MATERIAL TO BE ISSUED ON :- FREE ISSUE BASIS SIGNATURE OF INDENTOR SIGNATURE OF ASC EXECUTIVE
2.TRANSPORT TO BE PROVIDED BY :- SUPPLIER NAME

3.EXCISE DUTY ON ISSUE MATL TO BE BORNE BY :- SUPPLIER _www.mn_,ﬂwuﬂ_wz

4.SCRAP TO BE RETURNED :- NO

5> INVARIABLY ISSUE WT. TO BE RECORDED ON SMIV/PMIV




Mmmwﬂ BHARAT HEAVY ELECTRICALS LIMITED - BHOPAL WM%MWQ NO MN:Ea
2 k.. - T .
Q\\hﬁ MM DEPARTMENT A-FORM DATE  04-AUG-22
F ESTIMATE SHEET FOR ISSUE OF MATERIAL/COMPONENTS FROM BHEL DATE  04-AUG-22
FORM NO BP-0021 CHECKLIST PAGE i 0
A-SLNO POITNO PIITNO QUANTITY REQUIRED UNIT SHOPNO DESTCD COSTCD  H.CELL
DESCRIPTION OF SUB-ASSEMBLY/ITEM & WEIGHT/VOLUME/AREA
FREE ISSUE MATERIAL PER UNIT OF FINISHED GOODS
MATL QTY PSL PSL  RATE PSL TOTAL MATL ISSUE PSL/ SMIV/ MATERIAL TARRIF MATL
CODE UNIT UNIT - UNIT TO BE ISSUED UNIT WIP PPMIVNO  VALUE HEAD ISSUE QTY
DESCRIPTION OF FREE ISSUE MATERIAL AND WEIGHT /VOLUME/AREA
APPROX.
10 0 6 48.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO  6840.000 48.00 NO  WIP 328320.000 1.0000

MACHINING & DRILLING OF TUBE PLATE REVERSE END SIDE TO DRG NO-11660640498 REV-01 ITEM 02 MATERIAL DIMENSION 32X295X1275 LG R.WT-95 KG F.WT-63.10 KG
APPROX.

11 0 i 48.000 NO 211 211 211
M/CING & DRILLING OF TUBE PLATE
E250 GR BR 1.0000 NO 8064.000 48.00 NO WIP 387072.000 1.0000

MACHINING & DRILLING OF TUBE PLATE TO DRG NO-11650540277 REV-02 ITEM 01 MATERIAL DIMENSION 32X580X770 LG R.WT-112 KG F.WT-79 KG APPROX.
APPROX.

REMARKS - NA=—=——= AFORM TOTA] 2527272.000
TOTAL NO OF CANCEL ITEM 0

1 MATERIAL TO BE ISSUED ON :- FREE ISSUE BASIS SIGNATURE OF INDENTOR SIGNATURE OF ASC EXECUTIVE
2.TRANSPORT TO BE PROVIDED BY :- SUPPLIER NAME A NAME
3.EXCISE DUTY ON ISSUE MATL TO BE BORNE BY :- SUPPLIER DESIGNAT DESIGNATION
) TELEP} IELEPHONE
4.SCRAP TO BE RETURNED :- NO N

5 INVARIABLY ISSUE WT. TO BE RECORDED ON SMIV/PMIV

1 U235 U, WTNTEA / BHEL, BHOR:;




NOTES:—

1.

o

08 |HOLDER IS: 5986—1992 Gr.FE 330 (HDG)
09 |TIE ROD STRUCTURAL BAR IS
10 |STUDS BOLTS & NUTS CLASS 6.6 OF IS 1367
EQUIVALENT MATERIAL TO THOSE SPECIFIED IN LIST OF PARTS FOR DIFFERENT ITEMS
MAY ALSO BE USED. E

ITEM—06 (CASING ASSY.)

PRIME PAINT : 2 COATS OF CHEMICAL & THERMAL RESISTANCE EPOXY PRIMER TO TRE-—166.
(DFT.=50 MICRONS).

FINISHING PAINT : 2 COATS OF POLYURETHANE FINISHING PAINT TO TRE—165.(DFT = 50 MICRONS)
TOTAL DFT = 100-150 MICRONS. SHADE : BLUE TO RAL-5012.

ITEM 04 & 05 (Ol CHAMBER INLET & OUTLET), ITEM 02 & 03 (TUBE PLATE),
INSIDE OF OIL CHAMBER & OIL SIDE OF TUBE PLATE

2 COATS OF CHEMICAL & THERMAL RESISTANCE EPOXY WHITE TO TRE—-168.
(DFT = 50 MICRONS MIN).
OUTSIDE OF OIL CHAMBER & AIR SIDE OF TUBE PLATE

SO NoOo

2 COATS OF CHEMICAL & THERMAL RESISTANCE EPOXY PRIMER TO TRE—166

(DFT. 50 MICRONS) + 2 COATS OF POLYURETHANE FINISHING PAINT TO TRE—165(DFT=50 MICRONS)
TOTAL DFT = 100-150 MICRONS. SHADE : BLUE TO RAL-5012.

TUBE TO BE EXPANDED IN LINE WITH TUBE EXPANSION PROCEDURE NO. HE 74017.

COOLER TO BE AIR UNDER WATER, PRESSURE TESTED IN LINE WITH PROCEDURE NO. HE 74115 AT

2 Kg/sq.cm(g) FOR MINIMUM 15 MINUTES.
FOR GENERAL MANUFACTURING TOLERANCES FOR COOLER REFER DRG. NO. HE 04003.

AFTER AIR PRESSURE TESTING COOLER SHOULD BE CLEANED AND COMPLETELY DRIED.

ITEM 13 IS TO BE PAINTED IN LINE WITH NOTE—1.

ITEMS 11, 12, 19, 20, 22, TO 24, 26, 27, 35 & 36 ARE TO BE HOT DIP GALVANISED.

POWER CONSUMPTION BY FANS TO BE MEASURED BEFORE DISPATCH TO TRM FOR EACH COOLER.

SOUND LEVEL FOR EACH COOLER TO BE MEASURED.
AIR DELIVERY OF EACH FAN TO BE CHECKED BEFORE DISPATCH TO TRM FOR EACH COOLER.

FOR BOM REFER DOC. NO. 11650540548

-
0. N 69135 A 14301 | %%%%ﬁ%% - 5x21.5 0.F.A.F. COOLER
| STATUS OF DRAWING NAME OF CUSTOMER/PROJECT 275 MVA NTPC KHURJA
ST o s | e 7 & = e s
| OC Ny V21T B ooror veavy eLecTricars Lro|TRD. | S S| e 30.07.21]"0 F
| HCM =4 BHOPAL T g same | 85| 30.07.21
PTEEE e . pemenl T e | B
ZONE cone 41! | AAQ230208 - ~ — —
D/ TITLE ZEI $./DRAWING NO. [gai./REV,
ARRANGEMENT & ASSY. 1-16505-40548 : 00
OF COOLER 955 M/ SHT. NO. |3667 o F=yND. OF |SHT.

9 10 | il | 12




Pre-Qualification Requirement: 221120061

| S.No. DESCRIPTION Requirement | Vendor to specify

1 Details of past experience | PO Copy/Job
in Drilling/Machining of | Completion
jobs of Minimum 300 X Certificate
450 mm including job
executed and under
progress, in last five
year.

2 Facility of CNC machine | As Vendor to confirm
for Drilling of Tube Plate | mentioned
for drilling as per below
respective items of the
Drawing.

2.1 Make Vendor to

Specify

2.2 Qty Vendor to
Specify and
confirm

23 Capacity X Axis Vendor to
Specify and
confirm.

2.4 Capacity Y Axis Vendor to
Specify and
confirm

3 Facility of Machine for Vendor to
Machining of Tube Plate Specify
as per respective items of | machine
the Drawing. details and

confirm.

All machineries, measuring instrument and inspection tool shall be in good working
condition and valid calibration reports shall be available.

Yo

9B S/ PANKAJ NIMJE

\)‘]/»9‘

Checked, byTNAK AT POV \DGM
FAg TP ’\7‘%@@ e vu. %74, NPT/ HCM Division
- e gaud | DY- CM Division frudva, Mua /BHEL, BHOPAL

, ;\ﬂ*‘gﬂ%@f | BHEL, BHOPA
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FT Nt 0 i GRITIE N U e T P A TN M SR TN e Y ST 1
¢ \n.n AL Sy : gt e Y it
{ STANDARD QUALITY ASSURANCE | QAPNo. ,W..m»%ﬂmmlmwllzm -
PLAN Amﬁh,muv m Revision No. 01 |
A ‘ bl . 1 “ ) “
' rem | MACHINED AND DRILLED TUBE PLATES | Date of Issue 13.06.2022 | |
m | FOR COOLERS ‘ Page Page 1 of 2 |
i sk Type / 4 . s -Agency ]
Components & | s raatariitine ' e addasri Method | Quantum | Reference | Acceptanc | Format of R ” _
. r 1 0 i i i
Operations | ; L ek of check | Document e Norms Records 5 Ll i e g w
‘ Check | : ; _
| & | 3 4 5 6 7 8 9 10 o |
TUBE PLATE (MCHINED & DRILLED) ’ y ;
MATERIAL INSPECTION ¢ ! -
Verification of Co- » Chemical composition BHEL Drawing / BHEL Drawing / ’ J 3
a. related Mill Test (Heat & Product Analysis) | Major |  Visual 100% BHEL . BHEL xS nwmbmw_m_mmz_wm n_wm
i Certificates - MTCs. ¢ Mechanical Properties Specification Specification : PRl e
Correlation of MTC & Marking & transfer of Heat - ! ; Identification mark on
b. Attestation marks Nos. ---do-- --do-- --do-- --do--- —do--—- IR P R - each part before cutting
B before use. of plates.
1.2 IN PROCESS INSPECTION
Machining of Quter
Machini f Tub Periph h & 4 ;
a. v_mmﬂnmssm Rlies sm:u_ﬂﬂvﬂ«\m%m\nwﬂm% Major | 1+ Visual 100% BHEL Drawing BHEL Drawing IR BV
; mentioned in the drawing. ; ; r

Surface Preparati g . T g
b. PR ) RS Major visual —do-- BHEL Drawing BHEL Drawing o P.| w |- | ForcsT/ponly
and primer painting

Drilling of tube holes, '

Bolt/stud hole, Lifting holes Surface Finish to be ¢
(o Drilling of Tube Plate (if any) etc. and holes | Major | + Visual ~100% BHEL Drawing BHEL Drawing R B - - ensured using
1 surface finish as mentioned ; ‘| comparator.
in the drawing. « -
1.3 FINAL INSPECTION ;
. » Measurement of overall :
dimensions (e.g. Thickness ( ‘
Tk.), Outside diameter o Refer Note-c & d also.
(OD)/Length & Width,
Dimensional check Groove depth etc.). B i DR
a. 1 : i% Critical | + Visual © 100% BHEL Drawing BHEL Drawing IR P W < same.
¢ Location & Size of tube £ :

A o All dimensions to be
holes, Grooves in tube within tolerance limit
holes, Bolt/Stud hole, lifting : ;
holes (if any), drain-vent
holes etc.

e .Comparator to be
used.
; : > » Tube holes of tube
b. suriRasitychedk " - facoiioh Major 1+ Visual 100 %, BHEL Drawing IR P W < plate should be free

for tube holes
BRCH from any tool mark,

‘ . scratches &
g. m\uﬁ,v roughness.

Cluy SUIINE £ b bty bt 45t




QAP No.

el

! | | W
/ | ' STANDARD QUALITY ASSURANCE | QAPNo.  [QAXITHI587
2 g /et £ Gro { ; [ ici
| Heat Exchanger ,, PLAN (SQAP) ' Revision No. | 01
| RS Brondl | e
| | P ey | MACHINED AND DRILLED TUBE PLATES | Dateoflssue | 13062022
_ . FOR COOLERS “ Page Page 2 of 2
Tk Type / m Agency
Components & Method | Quantum | Reference | Acceptanc | Format of
S. No. ; | Characteristics |Categor el : Remarks
Operations | L r of check | Document e Norms Records 1 _ 213
M Check |
1 2 ﬂ 3 4 5 6 7 8 9 10 11
> > - ¢ Bed Plate with M
. 2 suitable method to be |
used to ensure “
flatness. !
¢ Machined surfaces of
Machined ‘ <06 tube plate should be |
(i side/surfaces of Tube Flatness Critical | + Visual 100% BHEL Drawing S IR P W - free from any tool i
plate i) mark, scratches &
;i roughness.
* 20% by BHEL TPIA
(Fist one to be
offered then random
)
o Color shade and DFT
Final Painting & Paint to be checked.
4 thickness ?n.:‘ CS tube <_mcm_4 & _,\_m.mchBmsﬁ for Mirios |+ Visual 100% BHEL Drawing BHEL Drawing R p W 4 ® Adhesion Test.
plates only, if ensuring thickness e Ensure holes shall be
applicable). free from paint
ingress.
Two’(02) sets of
i all the above
documents (i.e.
Verification of Quality 3 Mt Oftas
e. Documentation ¥ Minor Visual 100% BHEL Drawing BHEL Drawing Inspection P R - |- minimum one set shall
Documencs: ? Reports-IR) duly be in original format. i
signed and
stamped by the
5 BHEL-IA.

Tuu_‘oﬁ__ does not relieve supplier from meeting our requirements as per the aqmimzm\wvmninm:nﬂ_.

Notes: - (a) All the inspection report & test certificates shall be part of the final QA Document. ;
BHEL-IA to ensure that all reports shall be arranged in sequential manner as per this QAP with proper index sheet at top. b2
(b) Size of tube plate, tube holes & its location to be ensured using suitable CNC make templates. )\ oo\ 24
(c) Size of tube holes to be checked with nm__c_‘mﬁma GO & zo Go mmcmmm £
¢ (d) Sharp edge if any to be removed. . : med \W.ﬁb.mjh. {aday
LEGEND: 1:Supplier, 2: BHEL IA, 3: Customer; P-Perform, W-Witness, R-Record review, MTC : i 0 S i.ﬂ Mafiager (Design)
IR : Inspection report, IA : Inspection Agency, |: Instrument to be used for check. ; 5 4y, I JCDE, BHEL, BHOPAL

R

Shan -

1.0
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Technical Annexure-01 OF P1-221120061

Scope of Work for Machining & Drilling of MS Tube Plates: -

1. Collection of raw Materials from Stores, BHEL. (Transportation TO & FRO in your
scope)

2. Painting in your scope as per drawing. (PAINT MATERIAL IN YOUR SCOPE)

W

Painting to be done immediately after machining and shot blasting before drilling.

i

Preparation of Operation process sheet and submission by the vendor.

&

Machining,& drilling to be done as per drawing.

6. All the dimensions shall be maintained as per drawing and surface finish
requirement also shall met as per drawing.

7. Inspection by BHEL appointed Third Party TPI/BHEL QC.

8. Scrap deduction as per scrap weight.(Note-scrap rate-37 Rs/kg)

9. Packing of Tube Plates individually with proper identification tags.
10. Drilling & Machining tools, Jigs and Fixture shall be in vendor scope.

11.Plug gauge tools preferably shall be in vendor scope. BHEL may provide subject to
Plug Gauge availability for issuing on loan basis.

12. Facilities Required.
12.1. CNC Drilling /VMC/HMC
: M Boring/MiHing(Vertical/Horizontal)
13. Dimension shall be as per Drawing. Qty may decrease as per requirement. Before

taking action for drilling tools and fixture, BHEL confirmation will be required lot
wise.
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