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CASTIRON ALLOY (SPECIAL)
Inspection group II as per technical requirements - 11.

One out of 200 castings is supjected to full analysis with

checking mechanical properties, microstructure of samples, cut’

out from liner {In this case reductipn &1» is allowed up to 26Kg/
om®, '-
Diﬂ'ereqce .in value of end play; of surfaces B and E while
measuring in one plane should not; exceed 0,03mm.

' ~ i
Surface roughness of surface AR should be introduced with
them grid of cavities to a depth of 6-20 microns, width 20-100
microns having area between them with high micro unevenness
of 0,6-1,3 microns. The portion of. “plateau” should contain 60-
80 % of total area of surface . Cavities should be honed.

with crossed and inclined to the axs of surface’ I3, ! at an angle

of 45°-60°. An assessment of fitness of surface roughness {micrc -
geometry)-shotid be carried out as per already thecked spectirerd -

or standard surface roughness recorder.
Deviation of surface flatness

uniform along the circumference and width 1.8mm minimum.

Allowance of saddle formation and barrel formation of surface,d,

should be 0,016mm,

| Allowance of ovality (semi difference.of diametet) of surf
should be 0,016mm. * ot surtace 5
Liner should be checked for air tightness with air pessure of
4kg!cm2 minimum:in a water tank for 3 minutes. Occurrence
of air bubbles is not allowed. ‘

*Dimensions are ensured with tool.

10. To be marked with electrograph or colour as per msaucuon

11,

‘12,

WA -581-85, solution No~3, No:4 minimum value of dimension
mupded up to 0,01mm, letter type I1Q -6, Gost 26.008-85.

To be marked with electrograph of colour as perAA 581-85,
solution No.3, No.4 maximum value of dimensions. IT and
P, rounded up to 0,01mm. Letter size I10-6 Gost 26.008-85.

To be marked with electrograph or cojour as per A -581-85
_solution No.3, No.4, Serial.No. of part and melt No, in the
blank, letter size [10-6 Gost 26.008-85.

; “surfa ¥ should be checked by blueing as
per instruction U1 -613-85. The imprint of blueing should be

1, l’pynrt%i:ﬁ%ni nnoTT-11.
2. OpHa v8 .0fNMBOK NOABEPraeTCs NONHOMY UCCNEAOBAHWIO C
nposepkofMXxaHn4eckux CBOUCTE, MUKPOCTPYKTYPL! Ha obpasuax,
guipe3divilik Us ',um'babl (Npu 3TOM AOMYCKAETCH CHUMEHUE &b go 260
Mna (2B msz)). - o
Pasnockh BEMunH uneHus nosepxHocTel B u E npu samepe B OAHOM
nnockodyiliel Gonee 0,03 mm. ' =
MukporBoBRETIONA NOBSPXHOCTY [ pomkHa NpescTasnaTh coboit peakyo
cetky sliaMiHirnyouHon 6...20 MM, wupuHoit 20...100 mxm C
nnowa kA MexXay HMMR,C BLICOTOM MUKPOHEPOBHOL &1 0.6...1,3 MKM.
Jonsa «ENEBoY nonmﬁq‘cocraahmb B0-80 % ofuien nnowiaan
nosepxliodiiv 1. Bnaguus!, oBpasyioume CeTKy XoHa, SOnxHb BbiTh
nepexp@iEBAOUMMUCA 1 HaKNOHEeHb! K OCH nosepxHocTy [} rog, yrriom
45°.. 60F: WIGHKY rOAHOCTY MUKPOrEOMETPIY NPOUIBOAKTL MO
koHTpOAbHEMY O pasLly unu 3TaANOHHOW npothunorpamme.
OrxnonHikifill 8T MNOCKOCTHOCTY NOBEPXHOCTH X nposepuTb Ha Kpacky no
MNN-613BIOrNeNaTox no Kpacke JOMKeH 6bITb HEMpepbIBHBEIM NO
--k-oxpvmﬂm:‘u[_wupwnoi‘a He meHee 1,8 MM - i
501 yCK BEANUPLRAIHOCTU U HOUKOCUPASHOCTH (NOAYPASHOCTL |
guametitilEnbedpxroétu [ 0,016 Mm. d
Oonyck BedsHOCTH (NOonypasHGCTb A4aMETPOB) NOBEPXHOCTH 0 0,016
MM. - . TS
 Funb3y SPEREPVTH Ha repMeTUYHOCTL 8 BOASIHOW BaHHE BO3AYyXOM
nasnenleliad0 KMa (4 kre/cm?), He Meree, B TeueHnn 3 MuH. TIoABneHne

BO3AYLWIEHIRINY3LIPLKOB HEe A0MYCKAeTCA.

* Pasm bﬁp €UNTb NHCTPYMEHTOM.

-0.- MaBlokath anexrporpadom unu xpacutenem no nn-581-8s,

.. pacteo] NER, Nod auHManbHOR SHaYeHNS paamepa T OKpyrnéHRoro A0
0.01 mvimwvey 1 106 TOCT 26008-85. ‘

11. . MammBOBaTh 3nekTporpachom unu kpacutenem no Un-581-85,

~ pacteorENgE; Ned] makcumansHyio BenuuMHy pasMepos NMuP,

oxpyrnekkiib ko 0.01 M. WipndT NO-6 TOCT 26008-85.

12. MaPkiliobath anekTporpacom unw kpacuTtenem no UN-581-85,

1’% pacTeopiiNdll] Hod| NOPSIAKOBLI HOMEP AeTanu U HOMED NNaBky,

ykaaaHe@ Hlllsardroske. Wpugt NO-6 rOCT 26008-85.
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303 - 07-26 - CYLINDER LINER

Inspection group II as per technical requirements TT-11.
Material Specification ;- CAST IRON
Chentical composition is in % as follows.

C =30-33;

§i =17-21;

Mn= 1.0-1.3;

P < 015

S € 012

Cr = 0.45-0.75;
Ni = 09-12;
Md= 0.4-08;

Cn = 03-0.6

Hardness HB 217-285 ( d=3.6-4.1 mm). Difference in hardness
shown in one liner should not exceed 30 units Minimum three
measurements should be taken ‘ o
Ultimate Strength of breakage is 30 kevmm™  Tests are to be
carried out as per Gost 1412-85. Micro structure of Special
cast Iron should be as per Gost 3443-97; lamellate Graphite
[ [1,~15-180, distribution [TTP1,3,4; is allowed on
sections- ][ P.’7. Metallic base ; lamellar pearlite and
sobitized ferrite up to 4%, phosphate eutectic in view of
" separate inclusions and broken grid, case harden not more
than 10% of total quantity sorbite base, presence of carbo
phosphate eutectic are allowed in view of separate inclusions
and broken grid not more than 10% quantity. -
Checking of mechanical properties and micro structure is to be
carriedout separately on a casting specimen from melts. One
out of 200 castings is subjected to full analysis with checked
mechanical properties, microstructure of samples, cutout from
lines.{ In this case reduction OZ’, up to 26 kgffenf is allowed )
when unsatisfactory results of mechanical properties or
structures are found, repeat the analysis for doubled quantity
of casting from the subsequent melts.
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] Y 1
. Surface roughness of surface it
" them gid of cavities to a depth of 6-20 microns, width 20-100,
nicrons having area between them with high mwicro unevenpess,
of 0,6-1,3 microns, The portion of; “platear” should contain 60+
0 « Cavities should be honed:
with crossed and inclined to the anss of susface’ 3, ¢ ot an angle:
of 45°-60°. An assessment of fitness of surface roughneos (naicre):

P55

CYLINDERLINER
CASTIRON ALLOY (SPECIAL)

Inspection group It as per technica) requirements ~ 11,

One out of 200 castings s syojected to full enalysis with
checking mecharical propertics, microsteucture of samples, cut’
ﬁ; &1 is allowed up to 26Ky,

out from liner {in thie cass reduct
m®,

Differenet in volue of cnd p
mensuring in one planc should nog exeeed €,08mm.,

80 % of total nrea of sutface

be carried ot v per afrendy-checked
or standard surface roughness reconder, :

Deviation of surface fatness =K should be checked byAb‘Iueii\é o,sj
per instruction U -613-85. The inprint of bluelng should be- MM,

uniforma along the circumference and width 1.8mm minimum,

Allowance of saddlz formation and borel formation of surface;d, AasRed L

shonild be 0,0165mm.

" Attowance of ouality: (serni difference;of diemeted) of surface 0,
. should be Q,016mrn.

Liner should be chiscked for alr tightaens with nis prossure of
Akgfem2 minimurein a water tank for 3 minutes, Occumence
of air bubbles-is mot allowed,

*Dimgnsions are ensured with tool,

Yo be marked with etcctrograph or eolour us per mswucnen

AN -581-85, solution No~3, Nowd minimum value of dimension
= rounded up to 0,01mm, letter type O -6, Gost 26.008-85.

To be marked with electrograph of cofour as perA 581-85,
sofution No.3, o4 maxinsum value bf dimensgiona.. IT and
P, rounded up to 0,0imm. Letter sivg 710-6'Gost 26.008-85,

To be marked with electrograph or cotour as per WA -581-85
sotution No,3, No.4, Serial.No. of part and melt No. in the
blank, letter size TI0-6 Gost 26.008-85,

lay] of surfaces B and E while

should be intfoduced with

1.1 ng nno TT-11.

.';: g?n"g]: ﬁ%@fmaox ROABEPratTCA ROMHOMY UCGNSA0BAHUIC C
nposepRolRsgxaHruecknX CBOWCTB, MUKDOCTPYRTYPLE Ha oGgiauaxéeo
BLIPOICHHNK u32 Wrbabt (Y STOM gonycuaer_cn cHUKEHHE a0
Mrla (28 dainmy): . ) .
Paanoch b uMpH Buenus nosepxrosTell B v E npy saMepe 8 9;1:10:.1

o $o§\ee 0.03 .

1

il nosepxHocTH [] AoMKHA npfnc-rasnmb cofioit pepryo
B deniGunon 6...20 M, wrpuKoi 20..,100 Mim ,
5 eIy HAMA,C BEICOTON MUKPOHEPOBHOUIEH 0,6...1,3 tum,
pbnwugd cocTasinTb 80-80 % obusel nhowann
nananbs, O5PasYIOLME COTKY XOHE, SOMKHLI BLiTh
aulusucn 1 HaKnOHEHE! K OCH nosepxHOCTH [} NOR Yrom
ikl rOANDETI MAKPOFEOMETPUN NPOUSBOAUTL NO

2. ) Matesial Specification ;- CAST IRON
* Chemical composliion isin Yans follows.

C = 30-33;
IaEnanty wiv STANOHHOM Npodunorpamee, . ) - = ;
° p:::gmcm fOBEPXHOCTY HC RPOBEPUTE KA KPACKY O S § =17-21
eheaToK NO Epacke BOMEeH BbiTh HETPEPbIBHLIM NO %dn: 10,2.:1_ 3
% - . £ bl
‘wlimipunoi e menee 1,8 mm e e d
: bﬁgauocm 1 OOHKOCUPEIHOCTY (NONYPAIR0CTs $ ¢ 042
ki chedoxiotti £ 0,016 Mm. - 0.016 Cr = 045-075;
Tonyck BEBHEHOGTA (NonyPa3HOCTb AuaneTpos) nosepxioctn 3 0,01 r{:;; g.g - é.;;
. - L ’ .=‘_._;
Eunbay SDEIEPATH HA FEPMETUMHOCTE B BOARKOR BAHHE BO3AYXOM Cu' = 0306

: : 3
bl duibokos He gonyckaeTos. -
EELIEMUT MHCTDYMEHTOM.

a (4 grefon?), He Meree, B TeUBHuY 3 mun. Floasnekue
[ ! l" B ¥
anexsporpachom AV KPAcUTEnem o -531-85, . mensurements should be taken

303 -07-26 - CYLINDER LINE

(V)

1. Inspection group H os per technical requirements TT-11,

Hardness HB21'7-285 { 43.6-4.3 mum), Difference in hordness
shown I one Binter should not excded 30 units, Minimum three

Yikimiate Sifenath of breaknge is 30 kefnif Tests are to be

paCTEa ' g '-"?“-‘?‘aé‘??;d%%?;swe paomepa T OpyIEIROTe 9 * carried out as per Gost 1412-85, Miczo structure of Speciul
" 10'0-5'!"q g:ﬁmoporpawom wm xpacuvenem no 1f1-681-85, cast Iron should be as'-per.Gost3443-97;.-!amdlathraphue
" pactaod 4] MAKCUMANLHYIO BENMMMHY pasmepos 14 P, [T -15-180, distibution [TP134; s allowed ond
Gkpyrag; o 8,01 M, Wpucr 10-6 FOCT 26008-85, ) sections- 1™ 7. Metallic base; Taptelfor penrtite nn
12, Ma arh snextporpachom wnn kpacatenem no Ui-561-85, sobitized fersito up to 4%, phosphate eutecticln view of
1 PacTeop b4] NOPAAKOBLIA HOMED AETAIMA U HOMED RNABKHA, " seporate fnciusions end broken grid, crive horden not more
ykasaHuE hy f raske. Wi 110-6 FOCT 26008-85. * than 10% of otel quantity sorbite base, presence of. carbo

¢ phosphate eutectic ave allowed in view of separate inclusions

i and breken grid not more than 10% quantlty. S
5. Checdng of rechaulcal properties and micro structure is to be

| catriedout separatdy on a casting speciment from‘md!s. One

" out of 200 castings Is subjected to full analysis with checked

_ mechanical properties, microstructure of samples, cutout from

" lines{ In this cate reduction O up to 26 kgflent is nllowed }

. when uwnsatlsfactory results of mechuniond - properties or.

- gtrwetures ate found, fepéat thé analyils for doubled quanlity

" of casting from the subsequent molis. -
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PLANNING SHEET - RDS/EFA FORM NOEFA/P-039

NOMENCLATURE

: DRAWING NO.

OPN.NO DPERATION

{ 303-07-26

005 TURNING & BORING

LINER

e

230

—

A
95 8
B 8

20

PPPPP

140

NN\ St

=

S |

SHEET. N0+ S OF

e

Qe




' NOMENCLATURE | DRAVING NO. | ISSUE | OPNND | OPERATION

% é . 284 a .
P —
%@o




PLANNING SHEET - RDS/EFA FORM NOEFA/P-039

NOMENCLATURE

DRAWING NI

ISSUE

OPN.NDO OPERATION

_LINER
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PLANNING SHEET - RDS/EFA FORM NOEFA/P-039

'NOMENCLATURE

| DRawING NO. | ISSUE DPN.ND OPERATION
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