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I Present technical specifications pertain lo manufacture and acceplance of parts _
1 and assembly units of articles, as well as for replacement of materials. t
] : 1. GENERAL REQUIREMENTS
1.1 Parts should comply with existing design documentation and present technical i
| : specifications (TY).
{14
' 1.2 Present TY is obligatory for parts and assembly units, in drawings, which have
i :'_E‘* . =
] p reference to 60.018TY and 432.16-1. *
{- ; 2rm
;; 1.3 While manufacturing parts and Assembly units with thermal culting, welding, ~ |
e 4 :
: ‘ soldering, factory instructions approved by chief designer and representative of
-337 customer may be followed.
{6 : X . ! :
|z 1.4 Manufacturing and usage of seals, glues, lubrication, zinc white pigment for
; sealing of joints, as well as chemical materials, specified in design documents, to
be‘carried out as per technical instructions of factory-manufacturer,
1.5 Control of profile and contour of parts may be carried out by any method.
5 1.6 All parts and assembly units should be thoroughly cleaned from dirt, dust, sand, ;
[ scales, cultings and other foreign particles before assembly. A
: 1’ 1.7 All threaded joints should be tightened with wrenches, specified in technological
' ! process, and locked in compliance with requirements of design documentation. i
A '
i i 1.8 Placing of wires during locking of threaded joinls should prevent their seli- £
A ke
‘ 3*, ' unscrewing. : : ~ Io
. - : ©
33 ‘ 1.9 Lugs of locking washers should be bent, so that they prevent self-unscrewing of g
3 1 s
| f' i =
5 ? | Ixing parts. . E
= ‘ 1.10 It is necessary to lubricate with thin layer of plastic lubricant used on article, E._
f’g | thread and clean surface of bolts, nuts, rod, axial, shatts, tie rod, coupling and E
‘g - other, before assembly, o g
[
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2. REQUIREMENTS FOR MACHINING OF PARTS

2.1. Surface of parts should not have sharp edges, burrs, and scralches. ™.

2.2. Limit deviations of surfaces, if they are not specified in drawings or in lect\mical
.. specifications for article, determine as per . il
- table 1. 1
Table 1

Drawing Determination ' ' ié

relative to surface B should be with in

/_i lolerance range on dimensions H;. i
4 ey Deviation from parallelism of surface 5 ; ﬁ
é"j—', ¥ relative to surface B should be with in ; '

{ E : lolerance range on dimensions Hs.

Deviation from parallelism of surface A ‘F
1
!
&

“~

Deviation from parallelism of surface A

relative to surface & should be with in

{)/—i 3 lolerance range on dimensions Ha.
X /-
{
N

T ——

tion from parallelism #4
i

Deviation of parallelism of axis 1 relative to

7/ :// Vf < axis 2 should be with in tolerance range on
114 .
] | 2 | / / dimension C,

& g L2 Cl 5 ) Deviation from parallelism of axis 3 relative

to surface B should be with in tolerance range

L

_ on d|n1en§10n HA-‘
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Deviation from perpendicularity

DATUM (BASE)
SURFACE

o

5/)! 7

DEVIATION FROM
" PERPENDICULARITY

Deviation from perpendicularity of surface
b relalive to Surface A, should be with in

lolerance range on dimension H.

END PLAY

End play of surface A relative to base axis

should be with in tolerance range on

a SRR dimension L.
; \
w A
—_— iy e
Qf -. T ; \t
/ 2
. L]
BASE AXIS
V-
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Deviation from symmetry of axis 2 relative
to axis 1 should be with in tolerance range

on dimensions d and L (MMC tolerance).

~

DEVIATION FROM
SYMMETRICITY

/

Deviation from co-axiality of axis 1 relative

lo axis 2 should be with in half tolerance

range on dimensions d and D (MMC el

AL e
| |[tolerance). ;5 - | ey 5
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DEVIATION FROM .
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! Radial run out of surface B relatwe to =
| surface A should be with in doubled J
|

r[—— lolerance range on coaxiality ™. 5
i il
! - Afa a5l

Run out

2.3. Limit deviation of shapes of cylindrical surfaces should be with in to!erance
range of diameter.

2.4, Dimension delermlnmg positions of sutface of parts with lechnologlcai i
allowance need not be checked. i

2.5. Threaded holes to be reamed at angies from 90° to 120°

uplo external diameter';'
of lhreads

2.6. While making threads by rolling, it is allowed to decrease diameter of
unmachined parts of rod upto mean diameter of threads.

2.7. Unspecified limit deviation of chamfer should be as per %=

table 2. ) ._
Table 2 '. |
In millimeters I
Dimension of chamfer % |0.3-0.4 0.5-1.0 fame ‘IA2-3._0 . 3.5-5.0
Allowed deviation 4 |£0.2 10.3 £0.5 +1

Ve

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

4

it
2| -Page no. e
Bof34 = o lae
S Hel o |

| ' — 520.TY1
7 HLAMND | Page | No. of Doc. | Sign.” - | Date

e £ bt inta s A5 Pt b SR S - . RSy Sy .-
WWMH&W"’W"“ T e e it

e g [ s,



Table 3

In millimelers

9 2%
['p] g ~
= o wils s
ol £ @] &l l=ie g 2
21 2 218 181 8 ) B |0
o <™ < @ L Nl A € &
1.0 +2.0 +3.0 |40 |+5.0

= il 47"
0= o -2—-‘3" (SYMMETRICALLY)
: WHEN TAPER IS % 7.7
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Table 4

% Range of length L, Ly, mm

| 5 2
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i Limit deviation

i

5.‘1-_ AT ™ 1 2908 9° 10 1° 40' (40" (40° |20 |20' |20 |[10' |10 |10

=

i ATh |

i 1 G 0| m " . 0

S e AT Wl |, @ [Ne0 ¢ b | = €N o T 1
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§ l ; . I I 1
- ! : 3 e L 50 e
% b AT — Tolerance of angle (difference between maximum and minimum limit angles); M= osEs
L) st ATa — Tolerance angle, expressed in terms of angular units;
ATh — Tolerance angle, expressed with section on perpendicular to side of angle,

:—'g | lying opposite to angle ATa at distance Ly from vertex of that angle;

Al ' Ells ¢

I -ATD- Tolerance angle of taper, expressed by tolerance for difference of diameters in

LQJ ! two normal to axis of cross- sectlon of taper at given distance L between them (is
H I determlned as per perpendlcular to axis of taper).
}ﬂ ' : Tolerance of taper angles with {aper more than 1:3 ¢RSuld be specified depending

| upon length of generalnx of taper L.

Tolerance angle of taper wilh taper nol more than 1:3 should be spem[m

dependmg upon normaI !ength of taper L.

e e TR

; Note- Durmg taper not more than 1:3 length of taper L approximately taken equai to ’ R

;"‘:'-' ! ‘ Iength of generalrlx of L, (dlfference of values not more than 2%). :
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.. - 'I “y
"~ 2.10. Deviation from perpendicularity of axis of threaded holes to supporting
| aces not more than 1930’ ':s allowed (MMC toierance)

except fillet radii and chamfer, should be as per: ;

! Holes as per H14;

kel o iN

cAR e Unspec;lfted limit devxatlon of linear dimensions in demgn documentatton' o

(o=
]
&
K

I
i

i

S * Shafts as perh 14;
~ ey IT16
o Others as per 5 as per table 5.
% , .
% . . In millimelers
- Nlomina1 Limit deviation of dimensions
dimensions Holes K Shaft Parts not related to
10 holes or shaft
H14 h14 4+ 1714 41716
2
|Lessthan 1. | +0.10 0 | 40,050 10,07
e ® -0.10
|Fom1to3 = |+025 o 40,125
o 0 ’ -0.25
0307 . |0 7 w0950 0.37
0 : -0.30 '
o Y S o e £
0 -0.36 !
LR . 10215 |40,
0 043 =~
o Lok Sl & e - (P
0. -0.52 '
+0.62 i PO | 20.310
0. 052 s
/
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- | Above 2500 to +5.40 - 0 +2 700
- | 3150 0

-5.40

-7 5 ~
L . - .
J_ 2 ~

- 2,12 Changing from one surface to another is carried oul as per radius with tool (
1a, 6). Dimensions are to be ensured by lool.

i fig.
r‘

: 213, Taper angle in holes with drill bit, reamer or other tools need not be checked -
B (fg 15) Dimensions are to be ensured by toal.

Jx‘ ‘M X "‘:' ik

GLE OF ]’OOL Pt -

=t ——

LLLLEELLER

FIGURE 1

2 14"}Bluntlng |$ carned out on external and internal angles of radii or by

=l . ; ,“

& ha ferlng . . e

for. eiternal angles 0.2-0.5 mm; \
T ternal ang!es not more than 0.5 mm.

:5_,_. In holes surface ﬁnrshmg Is as per 14 and lower, carried out by drilling, it is
IQ Ied to decrease diameters for values, equal to thé _half of tolerance range of
ace fmshmg 12 for, these diameters, except 172.54, 003c6 3.

(i
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2.16. it is allowed to make standard bolts, screws and studs with tolerance rénge-ﬁh
and 8h, in place of 6g and 8g and in case of necessity, it is allowed to measure zinc
plating surface, during assembly.

2.17. While making threads by rolling , transition radius from cylindrical part to
thread and chamfer on rod after rolling need not be checked.

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

2.19. Non-standard nuts, heads of non-standard bolts and screws should be .
manufactured at level of accuracy B as per GOST 1759.1-82, if there are no other S
.specifications in drawing. -
e
i
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_REQUIREMENTS FOR PARTS, M

:

ANUFACTURED BY METHODS OF COLD

._‘
%

ts from raw materlals specuﬁed in compliance with standards and

l-spemﬁcahons of these matenals are allowed on the surface of parts.

3.2 Traces of process of stampmg as figures and bulge holes manufactured by

: si _shaptng and wllh bendmg as well as local pressing and
depth not more than 12 % of actual

: r parts sub;ected to cumng after drawing, on surface of cut along external

d_ges A are allowed to project depending upon the overall dlmensncns of iz

'»Jr PrOJectlng burrs of plane not more than 20 % thickness of parts but not more
than 1 mm, except specnfed in drawings on stamping parts .

oubie chlps are allowed _;

anot be checked :
smg of thickness of sheet above minus tolerance by 0.3 mm for
m and by 0. 4 mm for thickness 8 mm and more are allowed durmg

7 Decrea
hickness of 6Gm

Page no,

520.TY1 ot 9% k3

No. of Doc. | Sign. Dale




-’

4. BEQU!REMENTS 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 T
4.3 Unspemfled fillet radu not more than 3 mm.

4.4 Local defects such as denls from scaling, burrs taper culling elc, as well as
complete cutttng or fntshmg defects on condition that d1men3|0ns of forging remam_
wnh in tolerance range on un-machined surfaces of forging.
4.5 Defects specn” edi m standards or technical specifications on base matenal are
. allowed on un- machlned surfaces of parts. : b
4.6 Thinning of cross sectlon while removing dents not more than 2 Yo above 1cwer
) deviation is allowed on machined surfaces of parts. '

4, 7 On parts, manufactured from rod or sheets by the me{hod of culling on shcar
_ X drafls not more. than ?° and folds are allowed. . ! S
4 4 8 Other techmcal reqmremenls as per GOST 8479—?0 and
GOST 7003-89,

4.9 On parts, manufactured from rod or sheet by the method of bending, foliowing'

are allowed:

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

- Occasional dents and folds at surfaces of bends.

520.TY1
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REQUIREMENTS FOR CASTING

5.1 Requirements: ) 5

or é‘t@ctyrat steel casting as per 172.TY4; . ; g : f BEE
§ -;i.‘

*Fdr céstingé from special steel casting as per 172.TY5;

Fcir ferrous castlng as per 172.TY6;

i

For_non ferrous casting as per 172.TY7;

For steel cast:ngs by mveslmenl casting as per 172.TY10.
(TR

Page no,
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! : 6. REQUIREMENTS FOR MATERIALS AND ALTERNATE-MATERIALS

fi 6.1 It is allowed to replace sheets with thickness 3.9 mm GOST 16523-97 of sheets
(11 11 ~with thickness 4 mm GOST 1577-93 with same grade of steel.

} : "; 6.2 For all parts, which are stipulated in working drawmgs are manufactured from

f o . thin-sheet steel grade 08kn and 10kn GOST 16523-97, it is allowed to manufacture {

1’ ' from steel 08nc and 10nc GOST 16523-97 and from OBKn and 08nc GOST 9045- )
! 5. : 53

l | 6.3 While manufactunng parts from rolled stock as per GOST 16523-97 of L
‘,'-': | thickness from 2 to 3.9 mm, it is allowed to use rolled stock of Ill ™ group of ﬁn.shed

:*' i surface. retghs

- 6.4 For manufacturing parts from low alloy steel. Steel 0912 GOST 19281-89,

’éiii' 1 ; thickness higher than 5 mm, it is allowed to use steel from 6 to 12 categories X
I i bl . ¢ It is allowed to use sleel 092 GOST 19281-89 in place of steel 0912 of same o

s ; '.j_-_-l.‘category

6.5 For all parts whlch are 5trpuiated in working drawings are manufactured frem

] 15 r + angular rolled stock of grade Ct3cn and C13kn GOST 380-94, it is allowed to A

'|| "1:-' it '* manufacture from angular rolled stock of grades 0912 and 09rzp as per GOST it
f .[ ik .. 19281-89 of category 2 for rolled stock thickness of 4 mm and category 6 and 12

|f:'?.--: .

with thickness of 5 mm and higher and from angular rolled stock of type Cr3cn and

2 —

Q9r2 asper 7Y 14-1-30é'3-80; but for parts from angular rolled stock grades 0912 ..
and 09M2[] as per GOST 19281-89, it is allowed to manufacture from angular rolled;
stock CTSnc Cr3cn and Ct3«kn as per GOST 380-94 and from angular rolled stcck

of grades CT3cn and 0972 as per TY 14-1-3023-80, except 175 64 093-1.

i s r— -
N T TETIER T T

54

6. 6 For all parts whlch are stipulated in working drawmgs are manufactured from :
4 ~aluminum alloy sheet grade Amr6BM GOST 21 631'3‘?'6 it is allowed to manufacture
B frc:m aIumlnum allcy sheet Amr6M GOST 21631-76 for alt parts.

6 7 Parte which are manufactured from copper grades M3 GOST 859-78 of aII

s

types of rolled stcck st is allowed to manufaqture from copper grade M1 and M2 S
GOST 85978, ', i o

520.TY1
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" _ ‘—...6 8 In assembly units and parts, where hot tinning and soldering with solder

5 ﬂOCCy _30-2 or MOCCy -40-2 is carried out, it is allowed to use solder grade MOC-
"""*30 GOST 21930-76 or GOST 21931-76.

“\n

'Bé’; In' place of solder NK62-0.5, and NIO60-1, it is allowed to use sotderlng grade
HSB GOST 16130- 90. <115

6 O.IBolts screws and studs, of strengih class 4.6 and screws wilh strength class
8;; ay be manufactured from steel grade 20nc GOST 10702-78, as well as sleel
grades 15 and 20 as per TY 3-80-80, during this for bolts, screws and studs

. s&rength class 5.8 is permitted, and for sleel 40 GOST 10.:0 88 with spemftcatnons

ir "gfccompamed documentatlon of strength class as per basic documentation.
. f i-l

Br' Bolt M6x12.46.016 GOST 7798-70; Bolts M6-6gx12.66.016, M6- 69)(‘14 G6. 0“.6
4 s

'MB 69)(16 66.016, M6-6gx10.66.016, 3MB- 6gx10.66.016, 3M6-6gx12.66. 016, 3MG-

_69)(16 66.016 GOST 7805-70 is allowed to manufactured from steel 40X GOST
: 10702-?8 with heat treatment, providing strength class 6.6 GOST 1759.4-87 (heat
: reatmentlof bolts- strength class 8.8 is allowed).

‘:_%1'- Boits MG ng14 66.016, M6- 6gx16.66.016, M6- ng10 66.016, 3M6- (st
egx10 66 016 3M6- 6gx12.66. 016 3M6-6gx16.66.016 GOST ?805-70 is allowed to Ry
mfnufactured as per GOST 7798 70 from steel 40X GOST 10702-78 with heat

treatment providing strength class 6.6 GOST 1759.4-87 (heat treatment of bolts-
i trength class 8.8 is allowed)..
_ 7 6 13 l_ Bolts and screws wnh designated strength class 8.8, except bolts, entering
«d s mtq groups 40 43 46, 64, it is allowed to manufacture from steel 35X and 40X
K GOST 4543-71 and by cold upsetting from steel 35X and 40X GOST 10702-78.
' 6. 14 Asbestos board grade KAOH-1 GOST 2850- 95, used for packing, to be
i i rdered W|thout markings of industrial cloth and straight lines of longitudinal knurling
re u% to turmng of drum. recer
e 6. 5 lt |s a1|owed to manufacture screws GOST 17473-80 of sireng{h class 4.6
gether with screws GOST 1491-80 of strength class 4.6 except bolts M3-
1 B gxa 46.016, M6-6gx18.46.016.
L-.n::.. 3 = ..1 | .~
/
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_:i;. not more lhan 1 mm, wllh diameter D<0.8S.

: grades Y8A GOST 2283~79

.~ 6.20 For all parts, which are stipulated in working drawing are manufactured f'rcm ;

L . manufacture frcm alummum sheets and plate grades A5, A6, A7 as per GOST
Gt .1.-'.1069 ?4 ‘-f,'”‘.-r‘_..: ‘-_:' e

i ‘rolling with quahty surface of group 6 GOST 1051-73, is allowed to manufacture

6. 25 It is allowed to use washer of accuracy class A Jin place of accuracy class C as

1 6.26 Itis allowed to, use bakellte varnish JIBC-1 TYB6- O? 455 83 in place of varmsh
NI5C-1 GOST 901-78. : ‘

6. 2? Itis allowed to reptace nuts M3-6H.8.40. 016 GOST 65927-70 and M4- :
. "6H.8.40. 016 GOST 5927-70 to M3-6H.8.20.016 GOST 5927-70 and M- {
- 6H.8.20. 016 GOST 5927 70.

6.16 Bolts of GOST 7808-70, in designalion 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. i

6.17 Operating drawings-, which are slipulaled in working drawing are manufactured o
from thin sheet rolling grade MNTK 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
6 19 Parts ‘with wh|ch are stipulated in working drawing are manufactured from

rlbbon grade Y7A GOST 2283-79, is allowed to manufacture from the same tape cf K

aluminum sheets and table grade AI11, A10 GOST 4784-97 @ is allowed to

from same rolling W|th quahty of surface Group B GOST 1051-73.

6 22 itis allowed lo use white lead as per instructions AJK 25064. 00028 in place
whiting lead hard removing MA-011-1 GOST 482-77 for packing connections.

6.23 In place of steel ZUXFHP 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-

1

70 as rcplaceable .

per GOST 6958-78, GOST 10450 78, GOST 113?1-?8

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 to

fads 7 ) .
! be checked on non working surfaces, allowances or standard samples, subjecting

_. ,, to heat treatment ]omtly wlth parts During this slot for checking hardness should be:

7 épecified in drawings of parts, specified in technical documentation.

7.4 St ol with dianeter M6, M8, M10 from steel 38XC to be heat-treated e

gkl

ish

B
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8. REQUIREMENTS FOR PARTS MANUFACTURED FROM PIPES FOR PIPE
LINES

™

A ._.' x

8.1 Corrosion, cracks, burrs cuts and other defects are not aliowed on surfaces
J and ends of pipes. t: ,1 _
' 8.2 Oval:ty of plpe in places of bend not more than 15% is allowed on external
dlameter nea '_.! . '. : {Z:jé ‘ '

-8 3 Dents wuth out undercultmg from depth not more than 10 % from external

diameter is allowed on surface of pipe. :

8.4 Corrugation w:th height 1.5 mm for pipe with dlameter not more than 20 mm

and height 2 mm for pipe with diameter more than 20 rnm are allowed in places of

- bending pipes. B : ; S
 '8.5 Permissible thinniné?of wall of bended pipe shouid uot exceed following va!ues

i I of pnmary thickness:

'~ for plpe from alummum alloys — 25 %,

- 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 aﬁgle 90" with surface finishing not less than
Rz _

8.8 Expanding pipe should be projected under nlpple not less than at 0.5 mm
-uniformly throughout the contours. 2
8.9 Internal surface of tank, radialors and pipelines (Pipes‘" brsmc:hingI pipe snd hos%
connection) should be clean — presence of mechamcai impurities in planes Is no :
' allowed During this after blowmg pipe with compressed air mechanical parts.
wsub[e to naked eyes on white tissue paper should not be present.

Marks of lsqmd used dunng tests for leak tight ness are allowed.

i 8 10 Dur{ng assembly of plpe lines with soldenng rtngs with the method of furn c

520.TY1
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8.11 During furnace soldering, it is allowed to leak, solder on surfaces of soldered

B
| A 24
parts. -E

8.12 While manufacturing steel or copper pipes with the use of gas soldering and

nductlon and casehardening i is allowed to use in followin
i 2

g soldering rings:

20 20 001 replace wath 54, 05 233,

13 Pnpes of air systems.are to be thoroughly purge with compressed gas, passed
t,rough moist-oil separator and with felted or felt filter.

8 14 Ends of pipes, branch pipes, hole and branch pipes in tanks, radiators, opened
,}in ends of air systems should be protected from damages and getting dirt of

gs should be carrled out in type of thread caps made from metal or plastic,
'hreaded Caps or rubber cap. Plugs should be filted tightly and should not allow
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9. REQUIREMENTS FOR SPRINGS

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

orkmg) coﬂs of spring should be pressed compressed to operating f

i '.92End (nonw
residual deformation of lt is

.1 * coils. After Ioading spnngs as mentioned in drawing,

PN

i not allowed _
diameter of spring, if they are not mentioned in

)
b=
i

9.3 Perm155:bic deviation of external
drawings, should be in fimits as mentioned in table 6. .

Table 6
' In millimeters
External Upto10 [ ab.101t0 30 & [[ab.30 to 40 | ab.401t080: 4
diameter of incl incl incl., e
: spring
I | Permissible . 10.3 +0.5 +0.7 #1
(3K ._d'éviation LN R &

9.4 Permissible deviation number of complele turns £0.5 tumns.
9.5 Thickness end of supporting turn of:conlpressed 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. )
9.6. All springs, manufactured from wires as per GOST 9389-75, shouid be > Bt
subjected to low temperature tempering. 1 $er
. 9.7. Dimensions w1lhout allowances need hot be checked '

' 9.8. For spring, m drawmgs of which are not specnﬁed gap between supportlng an

operating turns — specsﬁed gap is delermlned as per formula 0.15 (t-d),

i Where t — pitch spring;

" d - diameter of wire.
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10. ‘IPresence of de-colorization of ingredients and producls on surfaces of rubber

 In millimeters

T - [ P
4 _As per overall dimensions (length, width, In height and thickness

Tolerance | Nominal dimensions Tolerance

Till 5.0 . 0.3 Till 2.0 +0.3
| |Above 5.0t0 10.0, +0.5 Above 2.0 to 5.0 |+0.5
o |Above 10010250 = |06 Above 5.0 to 10.0 0.8
* | Above 25.0 t0 50.0 0.8 Above 10.01020.0 |07
| Above 50.0 to 100.0 +1.0 Above 20.0 to 50.0

.'__}s.boue 100.0t0 150.0 = | 1.5 Above 580 to 100.0

Above 150.0 to 250.0 +2.0 Above 100.0 t0.150.0

+1.0 % Above 150.0

-
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10.7 Local scaling of rubber on rubber metallic assembly units is allowed to stick -

with gluing of cold hardening. _
108 1t is a!lowed to use industrial plate TY 38 105867-90, rubber mixture as per TY= 1;%
ll ‘ ‘¥ . 380051166-98, to be replaced wilh same grades of rubbers and p1ate<‘ asper TY ?-.1"..':":‘ '
il .. 005216-99. _ 3

; 10.9 Itis allowed to use industrial plates HO-68-1M TY 00521 6-99 in place of plates.
HO-68-1 TY 005216-99. g

TR T

g

(4]
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A

p !
tes 11 2 Technlcal specifications TY-16 are obhgatory for parts and assembly units, in

; ;_E, drawmgs which have reference to 432.TY3. :
1§
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1 ' 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 -

drawmgs
12,2 Defects type unspecmed figures, dents and other defecls in permtssmle Ilmlts '

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

soldenng

123 Gap between ﬁttmgs and pipe for copper-zinc soldering should be in hrmts
! '_.from 0. 05 to 0 45 mm (to side), but for solder |'le from 0. 05 to 0.3 mm

124 checkmg quallty of soldering fi fttlng wuth p:pelmes as well as other
requirements of soldering as per existing instructions of cheif welder, upon

agreement with chief designer and representative of customer.

520.TY1
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13.6 It is allowed to round up angles with radius not more than 3 mm

? Dim'énsion, except thickness, given for projecting tool are not subjected for
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14. REQUIREMENTS FOR PREMISES AND WORK PLACES

14.1 Premises and operating places where assembly is carried c;ut for parts _énd a
pipeiin‘es and hé_ating system, lubricating and cooling systems, hydro-system_s.aﬁ ;
hydro units__shoil_ld be with out dust particles, falling of dirt, abrasive and foreign

inclusions.
A
by
oE
3.
' un..: i
o *
h L4
¢ I
{
s 520.TY1
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545, 2._Moun11ng of RIF| in mounllng places is carried out with consideration of Nt

‘?"J"-'&
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16. REQUIREMENT FOR NAME PLATES

16.1Name plates should be flat, burrs are not allowed
16.2 image on tabie should be short. Font as per GOST 2930-62.

16.3 Image should project or sink relative plane of tables.

16.4 Itis allowed to obtain 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 Dtmensuon of words their location and frame executed by guiding with forma1

i

A2 T Ik
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REFERENCE STANDARD DOCUMENTS

Y

: Designation of document Number of sheets on which having
{ i i - ; reference
| GOST 380-94 1 16
i _GoéT SEITT 18
| GosT 859-78 | , 16
‘= | cosT 90178 3 18
_ | GoST 1050-88 | 17
. GOST 1051-72 18
GOST 1478-93 19
GOST 1481-84 19
GOST 1'491-80 17,25
kit GosTsTres ot 16 e
i GOST 1585-85 | 15 (i 1
GOST 1759.1-82 11
: GOST 1759.4-87 17
GOST 2283-79 a 148
- | GOST 2850-95 _ 17
: GOST 2904-91 A 10 ° E
3 GOST 2930 62' it 190 | el
¢ GOST 4543-71 e th 17, 18 |
' GOST 4784 97@ 18 s
GOST 5927-?0 v 18
' GOST 6958 78l 18
b GOST 7505 go i 14 .
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GOST 7795-70 18
GOST 7796-70 18
GOST 7798-70 T 18 5 r
GOST 7805-70 17
GOST 7808-70 17 |
GOST 5479..;0_' 14 e
GOST 9045-93 16 o
(et B Laaan o
GOST 10450-78 18 | :
GOST 10702-78 17 g %
4
GOST 11069-74 18 !
GOST 11371-78 18 o
GOST 16130-90 17
| GosT 16523-97 16,17 :
GOST 17473-80 17,25 ‘ ;:-.w
GOST 19281-89 16
GOST 2163176 16 %
GOST 21930-76 16
GOST 2193176 16 S f%
OST 3-4343-87 13 __ b o
ALK 25064.00028 18 Gz e ﬁ
60.018TY .o TR
432.46-1 e 3 :
| Tva-80-80" 17 s
TY6-07-455-93 18 o
TY 14-1-3023-80 16
TY 14-11-262-69 17 : %
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