“Danstoker” tvaika katla TDC-F spiedieniekartas

remontdarbu uzdevums Latgales iela 14, Kraslava

Veikt remontdarbus biomasas tvaika katla (jauda 9 MW, darba spiediens 16 Bar, razotdjs AS

“Danstoker”), nemot véra, ka katls atrodas +9.0 m atzimé Latgales iela 14, Kraslava.

1.1 Nomainit katla caurules uz jaunam. Caurulu parametri un skaits: @76,1 x 3,2 =176 gab. un O

1.2

88,9 x 3,2 =170 gab., garums 6 m., caurules materials P235GH (caurules nodroSina pasatitajs).

Veikt katla priek$&jo durvju atvérsanu un esosas aizmuguréjas sienas demontazu.

1.3 Veikt mehaniski caurulu izgrieSanu un nolik3anu uz gridas noraditaja vieta.

1.4 Jauno caurulu pacel$ana uz katla limeni, nogriesana lidz nepiecieS$amajam izm&ram, metinasana.
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Metinasanu veikt saskana ar tehnologisko karti (pielikums Nr.1, Nr.2) nemot véra, ka katla
caurules sisttémas atrodas divds zonds: karsta un augstd (pielikums Nr.3, Nr.4, Nr.5), kuras
japieméro divi dazadi metina$anas panémieni.

Péc metinasanas darbiem veikt Suvju kvalitates parbaudi ar ultraskanas metodi un veikt
hidraulisko izm&ginajumu ar spiedienu 20 bar.

Veikt aizmuguréjas sienas atpakal montazas, siltinaSanas, ar€jas apdari atjaunoSanas, prieks€jo
durvju aizvérSanas un noblivésanas darbus.

Péc darbu pabeigSanas izpilditajam nepiecieSams iesniegt pasutitdjam izpilddokumentaciju.
materidlu atbilstibas dokumentaciju, Suvju parbaudes un hidrauliska izm&ginajuma aktus.

Katls p&c remonta tiks uzradits tehnisko ekspertu sabiedribas ar ierobezotu atbildibu «TUV
NORD Baltik» ekspertiem, darbi tiks pienemti p&c ekspertu atzinuma sanemsSanas. Izpilditaja
parstavis obligati piedalas darbu pienemsanas procedira.

Garantijas termin§ uz metina$anas darbiem ne mazak ka divi gadi.

Lai detalizétak un precizak sagatavotu piedavajumu, ka arT lai nerastos parpratumi un
interpretdcijas, pretendentam pirms piedavajuma iesnieganas ir japreciz€ darbu apjoms uz vietas,
apmeklgjot katlu maju, iepriek$ piesakoties pa talr.65681562, 65681570 (SIA “Kraslavas nami”
valdes loceklis Valentins Semjonovs).

Darbu paredzétais laiks - 2023.g.maijs — jilijs.



Pielikums Nr.1

METINASANAS PROCESA IEPRIEKSEJA SPECIFIKACIJA
PRELIMINARY WELDING PROCEDURE SPECIFICATION (pWPS)

pWPS Nr. 111-BW-16/3,2 Rev. 1
pWPS No LVS EN ISO 15609-1
WPQR Nr.
WPQR No
Razotdjs SIA "Krislavas.nami"”,
Manufacturer Brivibas 5, Kriislava
Metala parneses veids D - short-circuit transfer
Mode of Metal Transfer
Savienojuma tips un BW ss nb

. metintds Suves tips
Joint Type and Weld Type
MetinaSanas process LVS EN ISO 4063
Welding Process MMA - 111

Konstrukcija Cauruju metinaSana
Construction

SagatavoSanas un attirBanas metode machining
Method of Preparation and Cleaning

Pamatmateriala apzimgjums LVS EN 10028 P235GH
Parent Material Designation (LVS CEN ISO/TR 15608 1.1)
Materidla biezums (mm) Pos. 1 - 16,0 (plaksne);
Material Thickness {(mm) Pos. 2 — 3,2 (caurule)
Argjais diametrs (mm) Pos. 2-88,9
Qutside Diameter (mm)

MetinaSanas stavoklis PH

Welding Position

Metinatas uves sagatavosanas detalas (Skice) / Weld Preparation Defails (Sketch)

Savienojuma konstrukeija / Joint Design

Metina$anas secibas / Welding Sequences
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MetinaSanas re?imi / Welding Details
Gajiens | MetindSanas | Piedevas Stravas Spriegums Stravas Stieples MetinaSanas Siltuma energija uz
Run process materiala | stiprams Voltage tips, padeves atrums garuma vienibu
Welding izmers Current Wi polaritate atrums Run out Heat Input
Process Size of A Type of Wire Feed LengthvTrave! (kJimm)
Filler current/Polarity Speed Speed
Material {m/min) {mm/min)

1-2 111 25 100 - 120 22 DC +H-) 150 - 180 0,59 -0,84
Piedevas materidla apzimé&jums un marka LVS EN ISO 2560-A Jebkura speciala izkarsesana vai 2avésana 350 -
Filler Material Designation and Make E422B12H5 Any Special Baking or Drying 400 °C,

(ELGA P48P) 2h
Gazes/kuiya apziméjums (aizsargdjoss) Volframa elektroda tips/izm&rs
Designation Gas/Flux (shieiding) Tungsten Electrode Type/Size
Gaizes/kuipa apzim&jums (pieretindjuma) Paliktga detajas
Designation Gas/Flux (backing) Details of Back Gouging/Backing
Giizes pliismas 3trums - aizsargajoss Cita informicija
Gas Flow Rate ~ Shielding Other information
Gaizes pliismas atrums - piemetindjuma Skerskusiiba (maksimalais gajiena platums) 16 mm
Gas Flow Rate - Backing Weaving (maximurm width of run}
lepriek$zjas uzsildiSanas temperatira >5°C OscileSana: amplitida, frekvence, laiks
Preheat Temperature Oscillation: ampiitude, frequency, dwsl time
Starpgajienu temperatira Impulsa metinaanas detalas
interpass Temperature Pulse welding details
Sildi8ana pec metinASanas Attalums lidz stravas nopemé&am
Post-Heating Distance contact tube/work piece
SildSanas saglabaSanas temperatiita péc metinaSanas Plazmas metinaSanas detajas
Post-Heat Maintenance Temperature Plasma welding detzils
Termiska apstrade péc metinaSanas un/vai vecoSana Uzgala lepkis
Post-Weld Heat Treafment andfor Ageing Torch angle
Laiks, temperatiira, metode Uzgala diametrs
Time, Temperature, Method Torch Nozzle Diameter
Sildisanas un dzesS8anas atrami
Heating and Cooling Rates
. : A. Gvardin
RaZotsjs PWPS izstradatajs EUROPEAN WELDING ENGINERR
Menufacturer pWPS Designer Cert. NRUS-S- 1105511 73- 9804 30-06
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Pielikums Nr.2

METINASANAS PROCESA IEPRIEKSEJA SPECIFIKACIJA

PRELIMINARY WELDING PROCEDURE SPECIFICATION (pWPS)
pWPS Nr. 111-FW-16/3,2 Rev. 1 Konstrukcija Caurulu metindsana
pWPS No LVS EN ISO 15609-1 Construction
WPQR Nr. SagatavoSanas un attiriSanas metode machining
WPQR No Method of Preparation and Cleaning
RaZotajs SIA "Kraslavas.nami”, Pamatmateri&la apzim&jums LVS EN 10028 P235GH
Manufacturer Brivibas §, Kraslava Parent Material Designation (LVS CEN ISO/TR 15608 1.1)
Metala pameses veids D - short-circuit transfer Materigila biezums (inm) Pos. 1-16,0 (plaksne);
Mode of Metal Transfer Material Thickrress {mm) Pos. 2 - 3,2 (caurule)
Savienojuma tips un FWsl Argjais diametrs (mm) Pos. 2—76,1
- metinAtas suves tips Outside Diameter {mm)
Joint Type and Weld Type
Metina%anas process LVS EN ISO 4063 Metinasanas stavoklis PB
Welding Process MMA - 111 Welding Position
Metinztas Suves sagatavoanas detalas (Skice) / Weld Preparation Details (Skefch)
Savienojuma konstrukcija / Joint Design MetinaSanas secibas / Welding Sequences

Pos. 2

B ARRANANY ©

L 26\ 111 EN ISO5817CPBE4228B

MetinASanas reZimi / Welding Details
Gajiens | MetinaSanas | Piedevas Strévas Spri Stravas Stieples MetinaSanas Siltuma energija uz
Run process materidla | stiprams Voitage tips, padeves atrums garuma vienibu
Walding izmers Current v polaritate atrums Run out Heat input
Process Size of A} Type of Wire Feed Length/Travel {kdimm)
Fifier current/Polarity Speed Speed
Material {m/min) {mavmin}

1 111 2,5 90-110 22 DC H-) 140160 0,59 -06,83
Piedevas materidla apzimejums un marka LVS EN ISO 2560-A Jebkura speciala izkarsSSana vai ZaveSana 350 —
Fitler Material Designation and Make E422B12H5 Any Special Baking or Drying 406 °C,

(ELGA P48P) 2h
Gazes/kuSpa apzimejurns (aizsargajoss) Volframa elektroda tips/izmérs
Designation Gas/Flux (shietding} Tungsten Electrode Type/Size
Gazes/kudna apzim&jums (piemetindjuma) Paliktya detalas
Designation Gas/Flux (backing) Details of Back Gouging/Backing
Gazes pliismas trums - 2izsarg&joss Cita informacija
Gas Flow Rate ~ Shielding Other Information
Gazes plismas atrums - piemetingjuma Bkerskustiba (maksimalais gajiena platums) 16 mm
Gas Fiow Rate - Backing Weaving {maximum width of run)
Tepriek3&jas uzsildiSanas temperatiira >5°C Oscilgdana: amplitida, frekvence, laiks
Preheat Temperature Osciltation: amplitude, frequency, dwell ime
Starpgajienu tempersatira Impulsa metinianas detalas
interpass Temperatiure Pulse welding details
Sildiana p&c metinalanas Attalums 1idz strivas nogéméjam
Post-Heating Distance contact tube/work piece
Sildizanas saglabasenas temperatiira pSc metinaSanas Plazmas metinaSanas detalas
Past-Heat Maintenance Temperature Plasma welding detzils
Termiska apstrade péc metinASanas un/vai vecosana Uzgala legkis
Post-Weld Heat Treatment and/or Ageing Torch angle
Laiks, temperatiira, metode Uzgala diamefrs
Time, Temperature, Method Torch Nozzle Diameter
Sildi8anas un dzes&Sanas atrami
””'ﬁ"“ S r 4, Gvardin
RaZotijs pWPS izstradatajs {2 HHOPEAN WELDING ENGINEER
Manufacturer pWPS Designer Lot NRUSS-15059-1173-980430-06




Pielikums Nr.3
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Pielikums Nr.4




Pielikums Nr.5
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