FIELD REPAIR PROCEDURE TO REALIGN FLANGES ON CTV DIRECT DRIVE ECONOMIZER JOINTS

This procedure is a solution to accommodate field repairs to CTV Direct Drive economizer flanged joints that have misaligned flanges. It applies to all CVHE, CVHF, CVHG, CDHF, and CDHG units built in La Crosse.

1. Use a portable band saw to cut the pipe off on one side only of the misaligned flanges. Cut should be made in a location that will allow best access for re-welding. 

2. Cut a 1/8" thick spacer plate and install between the flanges. Tighten several bolts to maintain a tight, evenly spaced joint during welding. 

3. Trim one pipe edge as needed to attain proper fitup. Note: Pipe sections will have a small amount of offset from each other.

4. Bevel edges on both cut ends of the pipe sections to 30 degrees to create a total weld bevel of 60 degrees when placed back together. 

5. Insert a Robvon brand weld backing ring with studs, or equivalent, between the pipe ends to set the proper gap for welding. Ring may be trimmed to accommodate pipe offset.

6. Weld pipe sections together per the attached FIELD REPAIR WELD PROCEDURE.

7. Remove spacer plate after welded joint cools sufficiently. 

8. Insert gasket and tighten bolts per torque sequence described below. 
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Torque bolts in stages using bolt tightening pattern below. Stage 1--hand tighten, Stage 2-tighten to 30% (10 ft-lbs), Stage 3-tighten to 60% (20 ft-lbs), Stage 4-tighten to final torque of 34 ft-lbs. 

FIELD REPAIR WELD PROCEDURE

· FOR DEPTH OF PREPARATION (S) USE PIPE WALL THICKNESS.

· FOR EFFECTIVE THROAT (E) DEDUCT 1/16” FROM WALL THICKNESS

· NOTE: MAXIMUM 1/16” LAND AT BOTTOM OF BEVEL IS ACCEPTABLE

· USE LOW HYDROGEN ELECTRODE (E7018 or E7016)
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