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IO KAHIUJATHUTE B OBLIECTBEHA
MOPHYKA C MPEJIMET ,,[IPOEKTUPAHE,
JOCTABKA HM CTPOMTEJCTBO HA
MEKIYCUCTEMHA TA30BA BPBL3KA
I'bPIMS — BBJITAPUSA (TPOEKT IBG)“

Reg. No. 0-38 PP-09/01.03.2019

TO ALL CANDIDATES IN PUBLIC
PROCUREMENT “DESIGN,
PROCUREMENT AND CONSTRUCTION OF
THE NATURAL GAS INTERCONNECTOR
GREECE - BULGARIA (IGB PROJECT) «

Ha ocuHoBamme wun. 33, ax. 2 or 3akoHa 3a
00IIIECTBEHUTE MOPBYKH, Bo3noxkurenst
MpeloCcTaBs CIEIHUTE pPa3sCHEHUS BBB BPB3Ka C
nojaydyeHu 3anuTBaHuss Ha 25.02.2019 oTHOCHO
TOKyMEHTAIMATa 3a YydYacTHEe B OTpaHUYCHA
MpoIeIypa ¢ mpeaMeTa, IoOCOYeH Mo-Tope.

On the grounds of art. 33, para 2 of the Public
Procurement Act, the Contracting entity submits
the following clarifications with regard to
received inquiries on 25.02.2019 concerning
documentation for participation in a restricted
procedure with the above subject.

BBITPOC Ne 1:

Cruenndukanys 3a 3aBapsBaHe

B TpmxHaTa AOKyMeHTalus, C H3KJIIOUEHHE Ha
JAEC®A 199/4 Texnuuecka cnenmudukanus Ha
paGoTuTe 1O 3aBapsiBaHe, IIOCOYCHa B
[Ipunoxenue 2 I'pbuka cekuusi, HE OTKPUXME
JPYTH NPUIOKUMH NIPOEKTHH CHenUUKALNN.

JECDA 199/4  enuHCTBEHaTa
MPOCKTHA CrIeIU(UKALUS JTH €7

MNPpUIOKHNMA

OcseH 3a rppukara cexkuus ot IIpoexra, [JJECDA
199/4 mpunoxxvMa 1M € CBIIO U 3a OBITapckKaTa
9acT OT IpoeKTa?

QUESTION No 1:

Welding Specification

In Tender Documentation apart of the DESFA
199/4 TECHNICAL JOB
SPECIFICATION FOR WELDING, mentioned
on App.2 Greek Section, we did not find
other dedicate Project specification.

Is DESFA 199/4 the only applicable project
specification for welding?

Apart of the Greek section of the Project, is
DESFA 199/4 applicable also for the Bulgarian
part of the Project?

OTI'OBOP:

OcseH JAECDA 199/4 Texnnuyecka
cnenupukanusa Ha padoTUTe MO 3aBapsiBaHe 32
rpbLKaTa yacT oT rasomnponoja IGB B npunoxxenus
TexHuueckn NPOEKT 3a Obarapckara 4YacT HMa
pedepeHLnr, KOUTO TpsAOBa Ja ce B3eMaT IIOA
BHUMaHue. Te3u pedepeHun ce ChAbPKAT KaKTO B
obmara OOSCHMUTENHA 3aIllMCKa, Taka M B
JOKyMEHTaluaTa 3a JHUHeWHaTa dYacT Ha
ra3onpoBOAa M 32 HAJA3EMHUTE CHOPBKECHUS (HArp.
KPaHOBH BB3JIH)

RESPONSE:

Besides DESFA 199/4 TECHNICAL JOB
SPECIFICATION FOR WELDING for the
Greek part of the IGB pipeline, in the attached
Technical design for the Bulgarian part there are
references to be taken into consideration. These
references are contained in the General explanatory
note, in the documentation for the linear part of the
pipeline and in the documentation for the above-
ground facilities (e.g. block valves).
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BBITPOC Ne 2:

Kpurepuu 3a nprieMade Ha 3aBapKUTE:

YYTHUBO MOJUM 3a MOTBBPKACHUE, Ue KPUTCPUUTE
3a TpueMaHe 3a BCHUYKH BHIOBE JAePeKTH ¢
cernacHo EN 12732 Taomuua G.4 — Pen 1 u wama
JIPYTH OTPaHHYCHUS.

QUESTION No 2:

Acceptance Criteria of welding

We kindly request confirmation that the
Acceptance Criteria for all type of defects are
according to EN 12732 Table G.4 — Tier 1, and
there are no other restrictions.

OTI'OBOP:

KanmunarsT mpennara na ce 3a00MKONAT TO-
CTpOTHTE W3HCKBaHMUS, oTpeieNieHH B
cneuudukanuute Ha npoekra 10760-SPC-PL-PO-
104 u DESFA 199/4 (pazgenu 6 wu 7).
OTKIIOHEHHETO HE € MPHUEeMIMBO, TbH KaTo
JNOMBJIHUTENHUTE H3UCKBaHUs cropen EN 12732
(mo-crapara pemakius) ca TPEOBUICHA B
cnenuuKanuuTe Ha MPOEKTa, 33 Jja C€ YEAHAKBAT
M3MCKBAHMATA 3a TOJIEBU 3aBapku. Kputepuure 3a
npueMane, nocoueHu B tadbmuna G.4 va EN 12732:
2014, ca NpUJIOKUMHU C U3KITIOUEHUE HA CIy4auTe,
B KouTO cnenrgukanuute Ha npoekra 10760-SPC-
PL-P0-104 u DESFA 199/4 onpenensit mo-cTtporu
W3UCKBaHMS.

RESPONSE:

The candidate proposes to wave the more stringent
requirements set in the project specifications
10760- SPC-PL-P0-104 and DESFA 199/4
(sections 6 and 7). The deviation is not acceptable,
as the additional requirements to EN 12732 (the
older revision) in the project specifications are
provided in order to enhance the integrity of the
field welding specifications. The acceptance
criteria specified in table G.4 of EN 12732:2014
are applicable, except for the cases where the
project specifications 10760- SPC-PL-P0-104 and
DESFA 199/4 set more stringent requirements.

BBITPOC Ne 3:

3aBapsBane

B 1 314 or JJEC®A 199/4 TexHuuecka
cnenudukanms 3a 3aBapsSBaHe € OTOEA3aHO
CIIeTHOTO: ,,Koeamo ce usnonzea @vHwiHa ckoba
(yenmpamop), KopeHvm HA 3a8apKama cieosa 0d
ce uspabomaea 8vb3x00AUO ...

[Ipeamonarame, 4e TOBa pedepupa camMoO KbM
PBPUHO 3aBapsiBaHE C M3MOJI3BaHE HAa EJIEKTPOJIH.
Monst passicHeTe, KOraro ce H3M0J3Ba BBHIIHA
ckoba (ueHTpaTop), MPHEMIIMBO JH € TIpHU
3aBapsiBaHe upe3 GMAW, mporechT ¢ phYHA

TEXHUKa 3a u3paboTBaHE Ha KOpeHa Jia ¢
HU3XOJIAIII.
bemexka: Gas Metal Arc Welding Process

QUESTION No 3:

Welding

In Par. 3.1.4 of DESFA 199/4 TECHNICAL JOB
SPECIFICATION FOR  WELDING s
mentioned that "When using external line - up
clamp, the root shall be laid uphill....

We assume that this restriction refers only to the
manual welding using electrodes. Please
clarify if when using external line - up clamp,
GMAW  process with downhill manually
technique for the root is acceptable for the main
line welding.

Note: Gas Metal Arc Welding Process (GMAW)
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OTI'OBOP:

M3uckBaneTo 3a BB3XOMAII0 3aBapsBaHe HAa KOpeHa
Ha 3aBapKara € OOWYaiHO MPUIOKHMO 32 BCUYKH
pBUHU  TBCOBH  3aBapsBaHUsl, BKJIIOYHTEITHO
GMAW. Hwusxomamoro 3aBapsBaHe MOXKE Ja
JIOBEJIE /10 TIOBUIIIEHAa CKOPOCT, HO € TPYAHO Ja ce
KOHTPOJIMpa, 0COOEHO KOTaTO Ce M3BBPIIBA PHUHO,
C BHCOK PHCK OT BKJIFOUBAHE Ha IIJIaKa W JIUIICA Ha
crioiika. OCBEH TOBa, 3a TPHOONMPOBOIU C BHCOKO

RESPONSE:

The requirement for uphill welding of the root is
clearly applicable to all manual arc welding,
GMAVW included. The downhill welding may offer
increased speed, but it is difficult to control,
particularly when manually performed, having high
risk of slag inclusions and lack of fusion.
Moreover, downhill welding is not recommended
for high pressure pipelines.

HalAraHe HE Ce TPenopbhuBa  HU3XOAAIIOTO
3aBapsiBaHe.

BBIIPOC Ne 4: QUESTION No 4:

3aBapsBane Ha QUTHHTH Welding of fittings

B 1. 314 or JEC®A 199/4 Texunuecka | In Par. 3.1.4 of DESFA 199/4 TECHNICAL JOB
cneruukanmusa 3a 3aBapsBade e otoemssaHo | SPECIFICATION FOR  WELDING s
cienqHoro  ,Husxomsmio 3aBapsBane He ce | mentioned “Downhill welding shall not be
M3ITBJIHSBA 32 3aBapsABaHe Ha (PUTHHTH,...." performed  for  welding of  fittings,...“

Mot passcHere, ipu m3moi3BaHeTo HAa GMAW
Mpoliec, HU3XOIaTa TeXHUKa 32 u3paboTBaHe Ha
KOpeH (pp4yHO), TpUEMIIMBO JH € Ja Obae
MocNeIBaHa OT BB3XOJAIIA TEXHUKA (PBYHO WU
MEXaHM3MPaHO) 3a 3aBapsBaHe Ha (QUTUHTH U
ropely KojieHa KbM IJIaBHaTa Tpboa?

Please clarify if the utilization of GMAW process,

downhill technique for the root (manual)
followed by wuphill technique (manual or
mechanized) for fittings and

for welding of hotbends to the main line is
acceptable.

OTT'OBOP:

Husxomsmio 3aBapsiBane Ha KOpEHA Ha 3aBapKaTa €
HENpUEMJIMBA U 3a 3aBapsiBaHe Ha (PUTUHTH, KaKTO
€IHO3HAYHO € 3agBeHo B T. 3.1.4 B Texumnueckara
cneruduranus Ha DESFA 199/4.

RESPONSE:

Manual downhill welding of the root is not
acceptable also for the welding of fittings, as
clearly stated in paragraph 3.1.4 of Technical job
specification DESFA 199/4.

BBIIPOC Ne S:

H3mon3BaHe Ha METOAM 3a 0e3pa3pyIIHTENICH

QUESTION No 5:

Utilization of  Non-Destructive examination

KOHTPOJI

B Ocnosute Ha npoekrtupanero IGB -04-FEED-
DBM, B 1. 5.13 e oTOensa3ano, ue ,,BCHUKN 3aBapKu

methods

In Design basis Memorandum IGB -04-FEED-
DBM par. 5.13 is mentioned that “All
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u3paborenu mo meronaa Ha Gas Metal Arc Welding
Process (aBTOMaTH4HO, MEXaHU3UPAHO WU PHUYHO)
WM 4Ype3 3aBapsBaHe C Kopha, TpaOBa na Obiae
TECTBAaHH  aBTOMATH3MPAHO  YJITPa3ByKOBO B
cpotBeTcTBUE ¢ EN 12732.%

Kato usmo, yuacTHUKBT Bb3HaMepsiBa Ja Ipuiiara
Aptomatm3upaHa ynrpa3BykoBa cuctema (TOFD/
Phased Array, mechanized scanning). Bvmnpexu
TOBa, MOJIA pa3ACHETe, NPUEMJIUBO JH € Karo
aJITEpHATHBEH METOJl 32 KOHTPOJ 0e3 paspyllaBaHe
u3nossBaHero Ha [lomyaBroMaTnueH ynTpa3ByKoBO
metox TOFD/ Phased Array, manual scanning) u

welds completed using Gas Metal Arc Welding
Process (automatic, mechanized or manual),
or cored wire welding, shall be automatically
ultrasonic tested in accordance with EN
12732.”

Generally, the bidder intends to apply Automatic
Ultrasonic ~ System (TOFD/ Phased Array,
mechanized scanning). Nevertheless, please clarify
if there will be accepted the utilization of
Semiautomatic ultrasonic method (TOFD/ Phased
Array, manual scanning) and Radiography for
GMAW completed welds, as alternatively used

panuorpadust 3a 3aBapku, wu3paborenn upe3 | NDT methods.
GMAW.
OTI'OBOP: RESPONSE:

CrierudpukanuuTe Ha MPOEKTa Ce OTHACAT CaMo [0
aBTOMaTHYHaTa yITpa3BykoBa TipoBepka. EN
12732: 2014 cnemmduupa pbYHO H3CICIBAHE
Ype3 yNTpa3ByK 3a JeOeTMHA Ha CTEHUTE MEeXIy 6
mm W 8§ mm B CBOTBETCTBHE C HETOBOTO
npunoxkenue F. CrenoBatenHo He € MPUIOKUMO 3a
3aBapsiBaHe Ha TpwOWTe W (Qurunrure 3a IGB
MIPOEKTA.

The project specifications make reference only to
automatic ultrasonic examination. EN 12732:2014
specifies manual US examination for wall
thicknesses between 6 mm and 8 mm according to
its Annex F. Therefore it is not applicable to the
welding of the line pipes and fittings for the IGB
project.




