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1.Casliing as per pattern.
2. 43..61 HRC,,
3.Unspecified casting radii upto 0.5 mm.
4.Unspecified casting draft upto 1°.
5.Casting accuracy 57-5-8-5 GOST 26645-85.
6. The following are permitted.
a).Cutting -out of the body of casting in
the place of runner with depth not exceeding
0.3 mm is allowed, remaining undressed runner
should not be bigger than 0.5 mm.
8).Short-run of edges on 351 should not exceed 0.5 mm.
B).Clean sandy cavities occupying not more than
10% of a total surface of casting.
c).Separate clean cavities in quantity of 5 pieces not
 bigger than @1 mm and up to a depth of
0.5 mm maximum, distributed over a distance of
10 mm minimum from each other.
7. The following are nhot alfowed:
a).Metal overflow and Burrs on the diameter 41 mm.

FEEDER REMAINDER 6).Deep cracks, non-homogencus body.
o | o 8.Surface of casting should be cleaned from the
@ B B41+0.2 _ 2| S reminders of ceramics by sand blasting.
- &l @ 8.Stamp leiter K on the fag with Letter type 3-flp GOST 26.008-85.
% _ 70.Mark the seatnumber with Leiter fype 3-flp GOST 26.008-85.
' 1""! I/ ] 11.Remaining requirment are as per TY-7551-008-08629387-2000.
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1. Inspection group il as per TT-11.

2. 255-302 HB except the places specified separately

3. Direction of grains in longitudinal section should
correspond with external contour of forging with out

. loop and bresks as per set standard, breaks

of grams is -permitfed in the zone ‘mefal building.

4. Metal building is carried out as per instruction U-YTTM3
-126-91.
. 5. Chromium plating of surface 5 X Hardness: 21.as per
Wil-164-75. After plating tempering Is cartried out.
6. Unspecified limit deviation of dimensions in machining .

H14,h14,+ 12
7. Technical requirement for thread are taken as per
standard 8202 1-00.
8. On the surface of chamfer- pores ,cavily,cracks and
Non-metalic inclusions are not allowed.
9. Check the following dimensions with set gauges:
Diameter of flattened spots - 16.853 mm.
Diameter of hole - 17.962 mm,
Angle beftween flats - 60°% 2.
10. Polish the surface 'B' .On edges burrs and chromium
splashes are not allowed.
11. Edge 'K’ to be dressed ,polished as per standards.
12. Acceptance of part after final Heat-treatment to be
carried out as per TTM 56-78.

13.Chromium -plaﬁng is permitted on the length 'E".
Remaining surface of valve head, section}{and
infernal surface are to be protected.

14. Chéc_k the part on magnetic defectoscope. Technical
requirement and acceptance rules are as per TT U8-17

15. Rolfer burnish thle surface ‘B’ before Chromfum~platr’ng

by roller g 30...35mm, radius -~ at the top of the roller
is R=4%Imm, load on the roller should be 80...130kg

feed.100mm per minute. Polishing is permitted.

. 16. Stamp by Electro-chemical method as per instruction
PM-32 or Electro-sparking method,and mark X',

*2 Dimension to be ensured by tool.
*Dimension to be ensured before building up.

** Accept as per inspection specimen.

*Dimension is given for reference.

* Dimension and roughness after plating.

17.
18.
19.
20.
21.
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'TNT DRAWING NUMBER | D S GAT NUMBER DESGRIPTION QTY | REMARKS
Ch.308-51-01 EXHAUST VALVE ASSY
ITEM LIST
1 | 308-50-10 EXHAUST VALVE ND:
STEEL 40)10C2M
TY 14-1-3082-81 1
2 |308-52 ADDITIONAL BING -~ 1
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