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6 Blades equally

of blades _frem their true position

ed fmm.

should not exce

Dressing of un even surfaces is
allowed.
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From R1 (at point™])
. to R15 lat poinf 1)

o Unless otherwise specified.

4 1 Permissible deviations for rough dimensians are as per
class I ,.GOST 2009-55.

S ="z (3sting should be cleaned from sang, metal penetration

and sand fusion and other casting laminations Surfaces

7 of blades and surface M should be smooth.

+  ‘Accept as per standard. :

3 Cavities of 15pieces for a part & non-grouped and nof
more than 3 pieces for a strface fo a depth upto Tmm
and of area for each cavity equal to 3mm? may be on
surfaces to be machined and not to be machined.

. Cavities, coinciding on opposite surfaces on surfaces

& 20 and on edges of bisdes are nof allowed.
Poracity of hub above 0,3mm is nof aliowed.

. 4. Blades may be made so that thickness with 2+0,5 and
3+6,5 at point Il are gradually increased upto 3%0,5mm
and 4+0,5mm af point . B

-5, Following is allowed with respect fo surface

a/ runout of 20 should not exceed 0,050,

b) Finout of surfaces A, E, H 822 anc @75 shou!d not

" exceed 0,15mm.

& Locationof key way slot with respect fo blades is
arbitrary.

- 7.°Displacement of key way slot with respect to axis

. of.surface I should not exceed 0,15mm.
8 Bu-rsand sharp edges are nof allowed. Dress burrs on
blades Sharp edges, should not be rounded-off.
9 Alternate material is BP 051 5,C5, bPO3L7C5 H1
GOST 613-79, BPAI0X3MU2 GOST 493-79 brass /IK60-3/1
GOST 17711-72
70. Do nof merk.
11 Make chamfer 1xt5° on blades af mating angle 18°
. .and @75
12 Coating of dimensicr 1 chrome . plated, hard 21 micron
thickness is_allowed upto 42 micron and presence of
wp B L2micron QNX RPrénscmes af chrome

icron
chrome¥ o5 axternal surfaces are sllowed.
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1.USE METAL MOULD CASTING.
2 UNSPECIFIED PATTERN DRAFTS SHOULD NOT EXCEED 2°

BLADE ARE SHOWN 5 3 UNSPECIFIED CASTING RADIIR 3.
SCHEMATICIALLY 1 g e 4, BLADES MAY BE MADE BY SMOOTH INCREASING OF THICKNESS FROM 2+0.5 AT POINT IEUP TO 3£0.5
18! (12.3) AND 40.5 AT POINT IIT.

5 TOLERANCES ON CASTING SURFACES ARE - 15

6.CAVITIES IF THEY ARE NOT IN ONE GROUP. MAY BE IN QUANTITY NOT MORE THAN 15 NOS. FOR A
PART AND NOT MORE THAN 3 NOS. FOR A SURFACE TO A DEPTH UP TO 1 mm AND OF ARE A OF 3 mm 2
EACH ON SURFACES TO BE MACHINED AND NOT TO BE MACHINED ARE ALLOWED CAVITIES. WHICH
ARE IN THE SAME PLACE OF OPPOSITE SURFACES ON SURFACES OF @ 20 AND ON EDGES OF BLADES
ARE NOT ALLOWED.

7 POROSITY OF BOSS SHOULD NOT EXCEED 0.3 mm.

8 PART MAY BE MADE OF BRONZE OF GRADE bpOUC-5-5-5 byOUCH-3-7-5-1 GOST-613-65
AND bpA#10-3-15 GOST - 18175 - 78 AND ALSO FROM BRASSIUKB0-3 GOST-17711-78.

9.00 NOT MARK.

10.0THER REQUIREMENTS OF CASTING SHOULD BE AS PER 54 TY P6-4 OR TT HA408.

11.PART 765-55-185 IS MADE OF TECHNOLOGICAL RISER.
NOTE:-
" CASTING SHOULD BE TESTED FOR RADIOGRAPHIC TEST AS PER ASTM E-310:1999 LEVEL-lI
S CHEMICAL COMPGOSITION (%)
sp A 9X3 A
GOST-493-79
ALUMINIUM 8.0-10.5 -
IRON 20-40
COPPER REST W
ARSENIC 0.05 Max. o
ANTIMONY 0.05 Max.
?é TIN 0.2 Max. wr
[+ SILICON 0.2 Max.
nd (D ! ) :ﬂ);’u
S| 2 NICKEL 1.0 Max.
ol Z 1
=t l LEAD 0.1 Max.
ol Z 2 o
‘% = , PHOSPHORUS| 0.1 Max.
HE 3 B B 6 BLADES AT EQUAL DISTANCES OF BLADES FROM THEIR ZING 1.0 Max.
I TRUE POSITION SHOULD NOT EXCEED 1 mm. MANGANESE 0.5 Max.
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‘ 105 ; 33 g m Q:\(p “?: TOTAL . 2-7 MGX. . - Wﬁggﬁw‘%mm@w %ﬁ g:ﬁﬂmwg .
™ ~ b V vy MECHANICAL PROPERTIES =E AR
\ . = =¥ ULTIMATE g
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Y N ' 40 Ka/mm2Min,
FROM (IN POINT 1) o = o y EL%E£g2‘11?EON y
NOTE -~ RAT\OG ION, %
UP TOR 1.5 ( IN POINT 1) e O SIRAPHY TESTS S e anT 10 Min,
Fok, TRAOE., SurPLAES SellX( " HARDNESS, HB. | -
NOTE:- SAMPLE TO BE APPROVED BEFORE BULK SUPPLY 100-Min. o
BPADKAN GOST-493-79 WT-0.600 Kg
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