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No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for
procurement.
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These drawings are only for reference. No part of these drawings may
Actual drawings may be different and || be reproduced in any form -
shall be issued at the time for without prior permission in
procurement. writing of OFM.

Present technical specilications perain lo manufacture and acceplance of parts

and assembly units of articles, as well as lor replacement of materials

1. GENERAL REQUIREMENTS

1.1 Parts should comply with existing design documentation and present technical
specifications (TY).

reference to 60.018TY and 432 UG-1.

1.2 Present TY is obligatory for parts and asser@, in drawings, which have

1.3 While manufacturing parts and Asse \s with thermal cutting, welding,

cuslomer may be followed.

soldering, factory instructions appro\ﬁ% el designer and representative of

1.4 Manufacturing and usase @als. glues, lubrication, zinc white pigment for
sealing of joints, as well mical materials, specified in design documents, o
be‘carried out as;Qic ical instructions of factory-manufacturer.

1.5 Conlrol of

1.6 Allp

p

Hd contour of parts may be carried out by any method,

assembly units should be thoroughly cleaned from dint, dust, sand.

lhgs and other foreign particles before assembly.

sCa,
\ hreaded joints should be tightened with wrenches, specified in technological
rocess, and locked in compliance with requirements of design documentation,

1.8 Placing of wires during locking of threaded joints should prevent their self-

unscrewing.

1.9 Lugs of locking washers should be bent, so that they prevent self-unscrewing of

fixing parts.

1.10 It is necessary to lubricate with thin layer of plastic lubricant used on arlicle,
thread-and clean surface of bolls. nuls, rod, axial, shalts, tie rod, coupling and
olher, before assembly e
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2. REQUIREMENTS FOR MACHINING OF PARTS

2.1. Surface of parts should not have sharp edges

2.2. Limit deviations of surfaces. if lhey are not

No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.

. burrs, and scralches.

specified in drawings or in technical

specifications for article, delermine as per

table 1
Table 1

Drawing

N
i
S

O
Nl

viation from parallelism of surface A
relative to surface B should be wilh in

lolerance range on dimensions H,

Deviation from parallelism of surface b
relative to surface B should be with in

lolerance range on dimensions M,

Deviation from parallelism of surface A

relative to surface b should be with in

lolerance range on dimensions Ha

Deviation of parallelism of axis 1 relative to

axis 2 should be with in tolerance range on ‘
dimension C,

Deviation from parallelism of axis 3 relative '

bof to surface B should be with in lolerance range
" |
|
e = __|on dlmengxoq t’_d-v 1 R
f These drawings are only for reference. ]
= Actual drawings may be different and
' shall be issued at the time for
»
— procurement.
o
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No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.

e

Deviation from perpendicularity of surface E
b relative o Surface A, should be with in
tolerance range on dimension H

\

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for

procurement.

End play of surface A relative {o base axis

should be with in tolerance range on

dimension L,
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Dewviation from symmetry of axis 2 relative W
1o axis 1 should be with in tolerance range '

on dimensions d and L (MMC tolerance).

o r— =+ A

g

,.;,‘t.\ No part of these drawings ma}y
113 be reproduced in any form
i without prior permission in
writing of OFM.
€ DEVIATION FROM These drawings are only for reference.
: SYMMETRICITY Actual drawings may be different and
‘ shall be issued at the time for
procurement. ‘
Deviation from co-axialily of axis 1 relative
: ’ o axis 2 should be with in half tolerance
'l: ‘ range on dimensions d and D (MMC |
e R ’ tolerance)
Bl | o
DEVIATION FROM S l
: ALIGNMENT Q~ |
,, Q
: : |
e s :
»Q‘
:; . Ov O;qﬂ
[TV Page no
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These drawings are only for reference.
Actual drawings may be different and

v s o

shall be issued at the time for | - e b
procurement. Radial run out of surfaue b relative !o i
5 surface A should be with in doubled £
lolerance range on coaxiality.”
(N

- $ 9 No part of these drawings may

2 i . be reproduced in any form

& without prior permission in

A /QN writing of OFM.

4

Q'F Dimit devialion of shapes of cylindrical surfaces should be with in tolerance

nge of diameter.

2.4. Dimension delermining posilions of sutlace of parts with technological
allowance need not be checked.

2.5. Threaded holes to be reamed at angles from 90° to 120° upto external diameter ‘?4‘;
of threads ]
2.6. While making threads by rolling, it is allowed to decrease diameter of d
unmachined parts of rod upto mean diameter of threads. {
2.7. Unspecified limit deviation of chamfer should be as per i
table 2.
Table 2 ;

B In millimeters
Dimension of chamfer 0.3-0.4 -IB.S-LO — | 1.2-3.0
Allowed devialion +0.2 ‘ I 40.3 10.5

2.8, Permissible limit deviation of radius should be as per table 3
g 3

AMND

Page | No. of Doc. | Sian. Date 520.T¥1
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deviations
T ity

In millimeters

1

’

S T

These drawings are only for reference. @0

Actual drawings may be different and A
shall be issued at the time for \ A7
procurement. . Z:

T
DT

e Y s T S

o

P
s

[ 4

o=

LI

- 2.9: Unspecified limit deviation of angular &@Eons should be as per table 4.

No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.
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AT - Tolerance of angle (difference between maximu(n and minimum limit angles);

ATua - Tolerance angle, expressed in lerms of angular units;

ATh — Tolerance angle, expressed with section on perpendicular to side of angle,
lying opposite to angle ATa at distance L4 from vertex of that angle;

' ATp- Tolerance angle of taper, éxpressed by tolerance for difference of diamelers in

“two normal to axis of cross-section of taper al given distance L between them (is
l determined as per perpendlcular to axis of laper).

Tolerance of taper angles with taper more than 1:3 §H3uld be specified depending
upon length of generatrix of taper L, .

Tolerance angle of taper with laper nol more than 1:3 should be specili Ad
depending upon normal length of taper L.

-

Note-During taper not more than 1:3 length of taper L approximately taken equal o
Iength of generatrix of L, (dlfference of values not more than 2%).

These drawings are only for reference.
’ Actual drawings may be different and ;
shall be issued at the time for No part of these draw;ngs may
i orm
procurement. be reproduced in ar:ny 1o
: Table 4 without prior permission in
il writing of OF M. l
L Range of length L, Ly, mm
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These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for
procurement.

2.10. Deviation from perpendicularity of axis of threaded holes o supporting |
| surfaces not more than 1°30' is allowed (MMC tolerance). &

TR et SO SIS T T

SIS
T - 3 2. 11 Unspecmed limit deviation of linear dimensions in dessgn documentauon
except fillet radii and chamfer, should be as per; -
Holes as per H14: No part of these drawings may
be reproduced in any form
S Shafts as per h 14; . . R L
D IT16 without prior permission in {
o ' . Others as per & = as per table 5. \ writing of OFM. |
S 1 i Table 5 @ f
o T b
i : :_;I millimeters b
- £ y
;_;: ¥ Nommal @ Limit deviation of dimensions §
s dimensions @ oles Shaft Parts not related to ‘
l"'—:; N
10° "-"'_:;" « B holes or shaft L
B | H14 h14 4 1714 +1T 16 :
Y Ab - o 2 2 y A
=~ a2 than 1 +0.10 0 10,050 £0.07 ‘“E
A 0 -0.10 !
@ e SRS SRSt : oA
5 a| From 1to 3 +0.25 0 +0.125 +0,30 y
e 0 025
= 5 ;vl‘-. ]
_‘{ f—_ S e ——y 3= : 3
¥ Above 3to 6 +0.30 0 1+0.150 20,37
f A 0 -0.30
\|Above 6to 10 | +0.36 0 +0.180 +0.45
in ¥ o' |
; 0 -0.36 /
: ‘[ Above10 to18 | +0.43 0 40.215 10.55
h‘ @i 0 043 =
‘| Above 1810 30 | +0.52 0 40.260 10.65
rﬂﬁ ) 0 -0.52 ‘
,fé'x"pgye 301050 |+0.62 o £0.310 _  |+0.80
e 0 062
|"Page’| No. of Doc. | Sign. | Dale o20.3YY
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These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for

-

IAbove 2500t | +5.40 - 0 £2.700

11150 0 -5.40

2.12 Changing from one surface o another is carried oul as p§r\$ wilh tooi (lig.

1a, 6). Dimensions are (o be ensured by lool. Q\
f

2.13. Taper angle in holes with drill bit, reamer of olh@ 1eed not be checked
((fig. 1g). Dimensions are to be ensured by tool. @

N
N\
O?,S 07 : A TOOL

A\

N—

: ' No part of these drawings may
e : -| bereproduced in any form

L without prior permission in

writing of OFM.

FIGURE 1

procurement.

ll¥ 37
2e

2‘?;!’ SBlunhng I$ carried out on external and internal angles of radii or by

char ermg

for eg rnal angles 0.2-0.5 mm; -
SRR R Ty |
for, int rnal angles not more than 0.5 mm. - Y

1:5 In holes surface finishing is as per 14 and lower, carried out by drilling, it is

Wl
owed 10 decrease diameters for values, equal to thé  half of tolerance range of
u;face ﬁnlshmg 12 for these diameters, excepl 172.54.003¢6-3.

<J {
A ’
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2.16. it is al n:

5 is allowed to make standard bolts, screws and studs with tolerance range Gh
and Bh, in place ] l

+ N piace of 6g and 8g and in Case of necessity, it is allowed to measure zir

plating surface, during assembly s i
2.17. While maki
2 hile making threads by rolling , Iransition radius from cylindrical part to

: i J J
thread and chamfer on rod after rolling need not be checked

2.18, i i
Displacement of marks on parts with left threading, carried out as per GOST
2904-91, need not be checked,

2.1 -slands:

9. Nan-standard nuts, heads of non-standard bolts and screws should be .
manufactured at level of accuracy B as per GOST 1759 1-82
specifications in drawing. .

if there are no other

No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for

procurement.
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BY METHODS OF COLD

~

| w,E

' efecls from raw ma&erials @ d in comphance with standards and
|': techmcal ‘specifications of d

erials are allowed on the surface of parts.
mping as figures and bulge holes manufactured by
nQ and wulh bending, as well as local pressing and
g sudaces of dies in depth not more than 12 % of actual

rs, subjected to cumng after drawing, on surface of cut along external

edges A are allowed to project depending upon the overall dnmensxons of

' No part of these drawings may

up10'150 mm not more than 0. S mm, be reproduced in any form -'J

15 *“"k ' i

plo £ 500 mm not more than 0.8 mm; without prior permission in
'.l ';""» olile
.fore than 500 mm not more \han 1.2 mm; : _wrltmg gL QFM‘

o l""

A(lranslhon radii'not more than 1.5 mm. | These drawings are only for reference.
/ Actual drawings may be different and
S shall be issued at the time for
R2Smaxt/
K procurement.
A

':‘ 3§ Pro;ectmg burrs of plane not more than 20 % thickness of parts, bul not more

'an 1 mm, except specified in drawings on stamping parts.

'In 5 On surface of cutting of parts from sheet material, draft, shrinkage of edges,

Nl
N double chnps are allowed.

: 'E 3 6 Dlmenssons unspecxﬁed tolerances, given for designaftool and on parts need

ﬁiotpe checked.
‘Dacreasmg of thickness of sheet above minus tolerance by 0.3 mm for

lh‘lckness of 6mm and by 0.4 mm for thickness 8 mm and more are allowed during .7
~
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o drafts

4. BEQUIREMENTS FOR PARTS MANUFACTURED BY METHODS OF DIE
FORGING

4.1 Permissible deviation for rough dimensions of parts as per GOST 7505-89,
] .

4.2 Drafts not more than 7°

4.3 Un§pecilied fillet radil not more than 3 mm. 0
4.4 Local defects such as dents from scaling, @per culling etc, as wellas
comp\elé cutting or fxnlsjhing defects on w@w that dimensions of forging remain
with in tolerance range, ‘on un-machy aces of forging.

4.5 Defects specified in 'slanda %mical specifications on base material are
allowed on un-machined es of parls.

4.6 Thinning of cros n, while removing dents not more than 2 % above lower
deviation is allo ed&q

achined surfaces of parts.

4.7 On partyf,
than 7% and folds are allowed.

technical requirements as per GOST 8479-70 and .
GBST 7505-89.

t_ 4.9 On parts, manufactured from rod or sheet by the method of bending, following - -
are allowed:

- Thinning or ovality of cross section in place of bending not more than 10%;

- Oc¢casional dents and folds at surfaces of bends.

These drawings are only for reference.
be reproduced in any form Actual drawings may be different and
‘ without prior permiss{ipn in _ shall be issued at the time for
writing of OFM. procurement.

l

No part of these drawings may
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No part of these drawings may

¥ 5. REQUIREMENTS FOR CASTING Bereproduced in any s
e without prior permission in

writing of OFM.

' ,9.1, Requirements:

\ NG

-For structural steel casting as per 172.TY4; These drawings are only for reference.
J\' $oy b

- For castings from special steel casting as per 172.TY5| Actual drawings may be different and

I be issued at the time for
For ferrous casling as per 172.TY6, shall
procurement.

yin . ;*For non-ferrous casting as per 172.TY7,

$ UL

-;For sleel caslings by investment casling as per 172.TY10,

i o : Above specified technical specifications are obligatory for parts in drawings, whlch - ‘ £
' -have reference to 432.TY4, 432.TY5, 432.TY6, 432.TY7, and 432.TY10. a
"er .5 2 Wh:le manufacturing parts from antifriction cast-iron of grade AYC-1 GOST
1585~85 hardness should be 180-240 HB. &7
ar, 3
- "éf : Y } "’
J-‘." 3
.
ing é 3

-
l“ '9
! g“’ ‘
——1 Page i
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5k . 15 of 34
IAMND | Page | No of Doc | Sign. | Date 520.T¥1 1
"
s | e AR [ i REEAEST
)% and el
SERRIAIE, - SO R




l

TR YTSrEe

\ E.S For all parts, which are stipulated in working drawings are manufactured from' -~ 2

. aluminum alloy sheet grade AMr6EM GOST 2163‘7‘3‘?6, it is allowed {o manufacture
. from aluminum alloy sheet AMr6M GOST 21631-76 for alt parts.

Vo WSSl ~eiece et eyt .

- types of rolled stock, it is allowed to manufacture from copper grade M1 and M2

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for
procurement.

No part of these drawings may
be reproduced in any form :
without prior permission in
writing of OFM.

6. REQUIREMENTS FOR MATERIALS AND ALTERN }

6.1 It is allowed lo replace sheels with thickness 3.9 mm GOST 16523-97 of sheels
with thickness 4 mm GOST 1577-93 with same@: of steel.

6.2 For all parts, which are stipulated in wo% ings are manufactured from |
) 5

thin-shee! steel grade 08kn and 10kn 23-97, it is allowed to manufacture

from steel 08nc and 10nc GOST 1 @nd from 08xn and 08nc GOST 2045-

93. v

6.3 While manufacturing .@g: rolled stock as per GOST 16523-97 of

thickness from 2 lo is

surface. A

6.4 For ma%s urmg parts from low alloy steel, Steel 092 GOST 19281-89,
h

lh:ckn@ er than 5 mm, it is allowed lo use steel from & lo 12 calegories.
d to use steel 09r2[1 GOST 19281-89 in place of steel 092 of same

allowed lo use rolled stock of 11l " group of finished

angular rolled stock of grade Ct3cn and Ct3xn GOST 380-24, it is allowed to
manufacture from angular rolled stock of grades 092 and 09r2[3 as per GOST \
19281-89 of category 2 for rolled stock thickness of 4 mm and category 6 and 12 ik |
with thickness of 5 mm and higher and from angular rolled stock of typé Cr3cn and
CorzasperTY 14-1-3025-80; but for parts from angular rolled stock grades 0912 -
and 09M2[1 as per GOST 19281-89, it is allowed to manufacture from angular rolled
stock Cr3nc, Cr3cn and Cr3xkn as per GOST 380-94 and from angular'rolled stock

of grades Cr3cn and 092 as per TY 14-1-3023-80, except 175.64.093-1.

6.6 For all parts, which are stipulated in working drawings, are manufactured from

8.7 Parts, which are manufactured from copper grades M3 GOST 859-78 of all

GOST 859-78.

520.TY1

JP—— Lo 024
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'..).
. 6.8 In assembly units and parts, where hot tinning and soldering with seolder

-

These drawings are only for reference. No part of these drawings may

Actual drawings may be different and be reproduced in any form
2 shall be issued at the time for without prior permission in
procurement. writing of OFM.

10CCy- .30-2 or NOCCy -40-2 is carried out, itis allowed to use solder grade MNOC-

30 GOST 21930-76 or GOST 21931 -76. .

6 9"In place of solder JIK62-0.5. and NIOB0-1, it is allowed to use soldering grade
83 GOST 16130-90. ~

6 10 Bolts screws and studs, of strength class 4.6 and screws with strength class
8 may be manulactured from steel grade 20nc GOST 10702-78, as well as sleel
.‘ des 15 and 20 as per TY 3-80-80, during this for bolts, screws and studs
strength class 5.8 is permitted, and for steel 40 GOST 1050-88 with specifications _

accompamed documentation of strength class as per basic documentation.

8 1‘\ Boll M6x12.46.016 GOST 7798-70; Boils M6-6gx12.66.016, M 80x14.66. 016

M6-69x16 £6.016, M6-8gx10.66.016, 3MG6-6gx10.66.016, 3ME 5,016, 3MB-

ng16 £6.016 GOST 7805-70 is allowed to manulfactured f 140X GOST :

10702-78 with heat treatment, providing strength clas T 1759.4-87 (heat L

e atmenl of bolts-strength class 8.8 is allowed), 2 m
2 Bolts MG-ng14 66.016, M6-6gx16.66,01 -ng10 66.016, 3M6- P (et 4 \:':

ng10 66. 016 IMB-Bgx12.66. 016, 3M6 66.016 GOST 7805-70 is allowed to e

anufactured as per GOST 779;{( ‘sleel 40X GOST 10702-78 with heat
ea&ment providing strength vﬁ 6 GOST 1759.4-87 (heat treatment of bolts-
strenglh class 8.8 is alloy d)

6 13 All Bolts and ulh designated strength class 8.8, except bolts, entering

id ) nto groups 40, |t is allowed to manufacture from steel 35X and 40X
ke % v GOST 4543-71 ahd by cold upsetting from steel 35X and 40X GOST 10702-78.
6. 1r4 Asbesxos board grade KAOH-1 GOST 2850-95, used for packing, to be
Vi rdered wulhout markings of industrial cloth and straight lines of longitudinal knurling '
e u§e to lurmng of drum, = ° =
615 l}cig a]lowed to manufacture screws GOST 17473-80 of slrength class 4.6
: ogether with screws GOST 1491-80 of strength class 4.6 except bolts M3-
} _ g:&@.gs.ms, MG-Bgx18.46.016.
e "\f M) -
S "‘-‘lﬁ'; - y
Page no Page no. N
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" ribbon grade Y7A GOST 2283-79, is allowed {
"\ grades YBA GOST 2283-79,

;"'.,11069-74 Iy « .

2 21 For all parts, CF?‘G stipulated in working drawings are manufactured [rérﬁ;‘

-, rolling with g \
' from s@@ with quality of surface Group B GOST 1051-73.

+:6.28 It is allowed to use bakehte varnish I6EC-1 TYG-07 45&93 in place of vamnsh

. 6.27 Itis allowed to replace nuts M3-6H.8.40.016 GOST 5927-70 and M-

These drawings are only for reference. No part of these drawings may

Actual drawings may be different and be reproduced in any form '
shall be issued at the time for without prior perm|ss|on m
procurement. writing of OFM.

6.16 Bolts of GOST 7808-70, in designation of which shows strength class 6.6, is
allowed to manufacture from steel 40X GOST 10702-78 with strength class 8.8 or
6.6

6.17 Operaling drawings, which are slipulated in working drawing are manufactured _'
from thin sheet rolling grade MTK of TY 14-11-262-89, is allowed to manufacture
from steel grade 10kn of any group GOST 16523-97 for all parts,

6.18 Bolt as per GOST 7798-70 is allowed to manufacture from high forging in head
not more than’ 1 mm, with diameter D<0.8S. o
6.19 Parts with which are slipulated in working dms‘@manufactured from . <& 3.

6.20 For all parts, which are stipulat rking drawing are manufactured from «
aluminum sheets and table grad@h 0 GOST 4784-97 @ , is allowed to
manufacture from aluminu eMand plate grades AS, A6, A7 as per GOST

ace of group 6 GOST 1051-73, is allowed to manufacture

6.22it i wed 1o use white lead as per instructions A1K 25064.00028 in place of,* &1
whiting lead hard removing MA-011-1 GOST 482-77 for packing connections.

6.23 In place of steel 20XI'HP GOST 4543-71, allowed to use steel grade
20X2H4A.

6.24 It is allowed tc manufacture and mount bolts GOST 7795 70 and GOST 7796-
70, as replaceable

6.25 It is allowed to use washer of accuracy class A \in place of accuracy class C as g !
per GOST 6958-78, GOST 10450-78, GOST 1137178, '

NBC-1 GOST 901-78.

6H.8.40.016 GOST 5927-70 to M3-6H.8.20.016 GOST 5927-70 and M4-

6H.8.20.016 GOST 5927-70

520.TY1
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* ' 7. REQUIREMENTS FOR HEAT TREATm_NT OF PARTS

7.1 Hardness of heat treatment of parts, if it is not specified in drawings, they are 1o
be checked on non working surfaces, allowances or standard samples, sudjecling
51 1o heat treatment jointly with parts. During this slot for checking hardness should be:

'-'ion un-machined surfaces of hot forging and cagsing not less than depth of

‘decarboniged layer S
on un-machined surfaces of cold sta b\ ot more than 1.0 mm,

s of parts — not more than 0.5 mm.

ad

of
than 302 HB (dai, 3.5) is allowed to check their

e cases for parts with cross seclion less than 10
“ mm with hardness HB (dor 4.0-3.6) is allowed to test hardness as per

O

: QX Erawnngs of parts, specified in technical documentation.
N ' @ dard bolts with diameter M6, M8, M10 from steel 38XC to be heal-trealed
o s (;\ Jardness 255-302 HB. i
34

- 7.5 Measuring hardness of bolts is allowed to prodyce on face of heads or al end of

..'

ds of checking and place of measuring hardness, if this is not

':} rod in flush with not more 0.5 mm.
: "'.‘ | ‘"7 6 Mounting screws as per GOST 1478-93 and GOST 1481-84 of strength class
'33H from steel 38XC heat treatment is allowed uplo hardness 255-302 HB.

No part of these drawings may These drawings are only for reference.
be reproduced in any form Actual drawings may be different and :

without prior permission in shall be issued at the time for
| writing of OFM. i procurement.

Page no.
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fit

’ \.

+ 't diameter.

', A 1. 8.10 During assembly of pipe lines with soldaring rings with the method of furnaca"' i _

These drawings are only for reference.
= | Actual drawings may be different and
; shall be issued at the time for
procurement.

8. REQUIREMENTS FOR PARTS MANUFACTURED FROM PIPES FOR PIPE
LINES

N\

-

8.1 Corrosion, cracks, burrs, culs and other defggts are not allowed on surfaces
and ends of pipes. é

8.2 Ovality of pipe in places of bend @an 15% is allowed on external

8.3 Dents with out undercull?~ epth not more than 10 % from external
diameler is allowed on s f pipe.

8.4 Corrugation wit t1. 5 mm for pipe with diameter not more than 20 mm f 2
and height 2 ,{\ iPe with diameter more than 20 mm are allowed in places of |

oending p
‘8.5 P@Ecble thmmng ‘of wall of bended pipe should not exceed following values
Y

thickness: No part of these drawings may; ;
pipe from aluminum alloys — 25 %: be reproduced in any form '
without prior permission in
writing of OFM.

- for pipe from steel = 20 %:

- for pipe from copper and copper alloys - 10 %.

8.6 Edges of broken pipes should not have burrs and sharp edges.

8.7 End of pipe should be cut-at angle 90" with surface finishing not less than
Rz .

8.8 Expanding pipe should be projected under nipple not less than at 0.5 mm
-uniformly throughout the contours.

8.9 Internal surface of lank, radialors and pipelines (Pipes, branching pipe and hosél _
connection) should be clean - presence of mechamcal impurities in planes is not E ™ :

-

allowed. During this after blowmg pipe with compréssed air mechanical parts _' Y
visible to naked eyes on white tissue paper should not be present. ]

Marks of liquid, used dﬁring tests for leak tight ness are allowed.

s

soldering for providing required gap in mating parts calibration of ends of pipes to A ‘ 5
suit is allowed. 2

' [AMND | Page | No. of Doc. | Sian Dale

520.TY1




parts.

520,20.001 replace with 54.05.233;

14

entenng dust and dirt.

£1520.20.001-01 replace with 54.02.517:
520.20.001-02 replace with 54.03.101:

. «P ugs should be carried oulin type of thread caps made from metal or plastic,

i 'lhreaded caps or rubber cap. Plugs should be filted tighlly and should not allow

‘ A No part of these drawings may
.' ,f | be reproduced in any form
| without prior permission in

| writing of OFM.

These drawings are only for reference.
Actual drawings may be different and

shall be issued at the time for

procurement.

*+ 8.11 During furnace soldering, it is allowed to leak, solder on surfaces of soldered

& 8.2 While manufacturing steel or copper pipes with the use of gas soldering and
l‘nducuon and casehardening i is allowed lo use in following soldering rings:

,13 Pipes of air systems.are to be thoroughly purge with compressed gas, passed
lhrough moist-oil separator and with felted or fell filter,

8.14 Ends of pipes, branch pipes, hole and branch pipes in tanks, radiators, opened
in ends of air systems should be protecled from damages and getting dirt of

520.T¥1
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9. REQUIREMENTS FOR SPRINGS

9.1 Surface of spring should not have cracks, under cuts and folds..

9.2 End (non-working) coils of spring should be pressed compressed to operating |
d in drawing, residual deformation of it, is

coils. After loading springs, as mentione

not allowed.
9.3 Pcrmnssnblc deviation of external diam t@spnng if they are not mentioned in.__ =

drawmgs should be in limits as menty lable 6.
Table 6

ln mnlhmelers

e —— ettt

ab.1010 30 ab,30 10 40 ab 40 1o 80
incl incl.

xlernal

diameter 0 '/ incl

‘ spnngx\ [

?{ le 10.3 105 +0.7 +1
¥ @e)i tion "« l Ll 2
© i

9.4 Permissible deviation number of complele turns +0.5 turns.

9.5 Thickness end of supporting turn of compressad spring should have not less
than 0.15d, and length of arc of machined surface should be not less than 0.75

length of circle of turn.

g.6. All springs, manufactured from wires as per GOST 93898-75, should be "

subjected o low temperature tempering.

_ 9.7. Dimensions without allowances need nol be checked. '

9.8, For spring, in drawmgs of which are not specified gap belween supporting and

- -"': ~operaling turns — specified gap is delefmlneq as per formula 0.15 (t-¢),

7 Where t — pitch spring, No part of these drawings ,may'.
" d-diameter of wire. be reproduced in any form

520.TY1

8 | g - . Ly
i i + B These drawings are only for reference. WIt.h.OUt B s e
i ' Actual drawings may be different and TTALE T ORN:
! [ : ¢ shall be issued at the time for

| : procurement.
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10 REQUIREMENTS FOR PARTS MANUFACTURED FROM NON-METALLIC

MATERIALS

005216-99. "

o)

A T

In drawings of rubber part

.2

i

|

dmy
VL LT

i

et

10.4 Presence of glue layer and rubbers are

~10,;'6,ln all before released dr
dicated in drawing with
¥ «.:‘.J

i+ Table 7

\ \O

y ctolé!‘_pa(gening in inclined cut, it is allowed to carryout connectio
ya'u.:r'\lg with the methods of vulcanization

£10.3 Presence of de-colarizalion of ingredients and prod
; ture and parts,

tH suit of mold connection.

In millimeters

) : hd.j;Accqptance and checking of rubber-industrial parts are produced as perTY

f edges by

Itis allowed to grind surfaces @s
@3’ [V to their republication of dimensions,

toNyahces, execute by tolerances as per table 7.

s, in which conneclions are slipulaled with gluing of

n surfaces ol rubber

@n rubber-metallic assembly

2 As per \@dimensioms (length, v&idlh.

In height and thickness
.diameter) ]
[ Normal dimensions Tolerance Nominal dimensiens \ Tolerance
| Till 5.0 v |s03 Til 2.0 | 403
| Above 5.0 to 10.0 +0.5 Above 2.0 t0 5.0 +0.5
), Above 10.0 10 25.0 +0.6 Above 5.0 to 10.0 +0.8
| Above 25.0 to 50.0 10.8 Above 10.01020.0  |407
| Above 50.0 to 100.0 +1.0 Above 20.010500 | 1.0
Above 100.0 to 150.0 +1.5 Above 580 to 100.0 1.5
| Above 150.0 to 250.0 12,0 Above 100.010150.0 |20
|| Above 250.0 +1.0 % Above 150.0 | £1.5%

lo part of these drawings may
"he reproduced in any form

These drawings are only for reference.
Actual drawings may be different and

vithout prior permission in shall be issued at the time for
iting pf OFM: procurement. —
230f 34
Page | No of Doc. | Sign. Dale SEZUTTT _
TRV ey e = ‘-
e A B S e




T T

~aling of rubber on rubber melallic assembly units Is allowed 10 sliCK

8 It is allowed (o use industrial plate TY 38 105867-90, rubber mixture as per

y—— e e

18 0051166-98, to be replaced wilh same grades of rubbers and plales as per 1Y

10.9 L is allowed to use induslrial plates HO-GB-1M TY O 15218-99 in place of plales

HO-68-1 TY 005216-89

These drawings are only for reference. No part of these drawings may
Actual drawings may be different and be reproduced in any form

shall be issued at the time for without prior permission in ;
| procurement. writing of OFM.
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‘ C 11, REQUIREMENTS FOR METALLIC AND NON-METALLIC L 5 *
(IN- ORGANIC) COATING i

: .11;1 Requirements for metallic and non-metallic (In-organic) coating :;Hould comply
with- TY-16

les p ;11.2‘Technical specifications TY-16 are obligatory for parts and assembly units, in |
drawings, which have reference 10 A32.TY3.

pied 5 _1.1.3 Zing coating with thickness of 3 microns (01 3) for bolls as per GOST 17473-80 < <l

*far{d GOST 1491-80 with pitch of threads upto 0.45 is replaced wilh coating of

No part of these drawings h;ay —_
be reproduced in any fO(m

without prior permission in.
writing of OFM. ,-

These drawings are only for reference.
Actual drawings may be different and

shall be issued at the time for

procurement.
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12. REQUIREMENTS FOR SOLDERING EQUIPMENT WITH PIPE LINES

12.1 Soldering equipment (nipples, unions, protractors and others) with pipelines

should be done by soldering, grade of which is specified in compliance with

drawings.

12.2 Delects lype unspecified figures, dents and other defects in permissible limits

with state standards of pipes are allowed on the surface of pipeline, subjecled to

saldering,.

12.3 Gap between litlir_\gs and pipe for copper-zinc soldering should be in limits
from 0.05 to 0.45 mm (to side), but for solder IC,, from 0.05 to 0.3 mm,

12.4 checking quality of soldering fitting with pipelines, as well as other
requirements of soldering as per existing instructions of cheif welder, upon

agreement with chief designer and representative of customer.

These drawings are only for reference.
: Actual drawings may be different and
x shall be issued at the time for
procurement.

No part of these drawings may

be reproduced in any form.. '~ i

without prior permission in
writing of OFM.
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?Xogular 307

32‘.It s allowed to increase drafts in holes and slots for ensuring the removal of
3 arts from molds.

- ,. :.!3 Double images and traces from marking sign with depth not more than 3 mm
‘ 1;}4 In holes with diameter, not more than 15 mm, trim the flash from forging in

B customer-factory

713.5 Unspecified radii not more than 5 mm.

136 It is allowed to round up angles with radius not more than 3 mm

SH- - ..
# 13,7 Dimension, except thickness, given for projecting tool are nol subjected for
W7

g.checking.
A | These drawings are only for reference. No par:t of these drawings may"
Actual drawings may be different and be reproduced in any form
shall be issued at the time for without prior permission in
procurement. writing of OFM.
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14.1 Premises and operating places where assembly is carmed gul ior paris and &

hiydro units should be with out dusl parlicle

i

iciusions

ipelines and heating system, lubricaling and cooling systems, hydro-sysiems and

s, falling of dirt, abrasive and loreign

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for
procurement.

No part of these drawings may
be reproduced in any form
without prior permission in
writing of OFM.
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?e 15. REQUIREMENTS FOR MOUNTING RUBBER-INDUSTRIAL PARTS (PTA)
¢ . ?‘ o 15 1 Before mounting RIP should be cleaned from possible dirt, dust etc. ™

15 2 Mounung of RIP in mounhng places is carried out with consideration of

N

{0 g
8 T echamcal damages are nolt allowed.

,,‘

. recommended to use mandre! if necessary.

15 5 Before mountmg RIP and surface frniction should be lubricated by lubnicant or
opératmg medium for preserving conipleteness of RIP.

15 G Repeating setting of demounting ring and collars are not allowed.

5 7. Before assembling threads with parts, through which mounting of ring are
cé;rned out, should be lubricated by thin layer of lubricant or operaling medium.

, .5.8 Pressing collar in bay is carned oul with the help of fixture by fixing uniformly in

Il end surfaces of collar. During this should be carefully observe that bend af collar
nd damages of external rubber layer of collar,

4 lf whlle semng in mountlng pin of RIP pass through groove, spline, thread itis "

These drawings are only for reference. _No part of these drawings may
Actual drawings may be different and be reproduced in any form

shall be issued at the time for without prior permission in
procurement. writing of OFM.
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16. REQUIREMENT FOR NAME PLATES

16.1Name plates should be flal, burrs are not allowed

16.2 Image on table should be short. Font as per GOST 2930-62

16.3 Image should project’or sink relalive plane of tables.

16.4 It is allowed lo oblain image on tables of photochemical methods.

16.5 Image or background should not be cleaned with water, oil and diesel fuels.
16.6 Table around should be covered with colour less varnish,

16.7 Dimension of words, their localion and frame executed by guiding with forma

These drawings are only for reference. No part of these drawings may
Actual drawings may be different and be reproduced in any form
shall be issued at the time for without prior permission in
procurement. writing of OFM.
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t 5|
| REFERENCE STANDARD DOCUMENTS - di
| 51
R SO A
} l Designation of document | Number of sheets on which having | l» :
: reference ‘ E 'i
i GOST 380-94 16 | pr
{ 30
GOST 482-77 18 No part of these drawlngs may |
; : : s be reproduced in any form A
GO§ 859-78 without prior permission in -
* | GOST 901-78 18 writing of OFM. [ B
GOST 1050-88 17 )
T 1051-73 1 . k
GOST 105 8 These drawings are only for reference. |
GOST 1478-93 19 Actual drawings may be different and -'.':f:';
GOST 1481-84 19 shall be issued at the time for ?(
X procurement. y
GOST 1491-80 17,25 |
GOST 1577-93 ' 16 ‘
GOST 1585-85 15
GOST 1759.1-82 11
GOST 1759.4-87 17 ' 0
GOST 2283-79 18 \$
GOST 2850-95 17 @
GOST 2904-91 10 QJ
y GOST 2930-62 :@
3 GOST 4543-71 AQ’W. 18
GOST 4784-97 @ - '§\ 18 s
GOST:5927-70 < ,E 18
GOST 6958-78 O\ 18
GOST 750 14 .
520.TY1
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\»

GOST 7795-70
GOST 7796-70
GOST 7728-70
GOST 7805-70
GOST 7808-70

GOST 8479-70

‘GOST 9045-93

GOST 9389-75

GOST 10450-78
GOST 10702-78
GOST 11069-74
GOST 11371-78
GOST 16130-90
GOST 16523-97
GOST 17473-80

GOST 19281-89

| GOST 21631-76

GOST 21930-76
GOST 21831-7

| OST 3- 434?{{

&«

@ 00028

VIG 1
FY3-80-80
TYG-07-455-93

TY 14-1-3023-80
TY 14<11-262-89

?\
K

18

18

17,18

17 | No part of these drawings may

17 | be reproduced in any form

<4 without prior permission in
writing of OFM.

16

22 | These drawings are only for reference.

18 Actual drawings may be different and
shall be issued at the time for

7 procurement.

18

18
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23,24

No part‘of these drawings may

be repraduced in any form ~
without prior permission in
writing of OFM.

3

These drawings are only for reference.
Actual drawings may be different and
shall be issued at the time for
procurement.
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