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1.0 GENERAL

This standard details the process to be followed for the manufacture of the brush holder
insulator pins for traction machines. This standard also covers brush holder arm, support
and other similar ttems.

D

2.0 INS[IL;\T[DT\'_J\J{)L!LDI.'\'(:' PROCEDURE

90 deg.C for 2 hours followed by curing at 150-160 degC for 1Y% 1o 2
hours (time to be reckoned after the required temperature 15 attained ).

Stepo - The pins are to be removed from the mould & post cured at 130-160 dep.C
for 4 hours.
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E 2 121 Epoxy resin bunded woven glass cloth moulding
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- E Step 1 - Steel pins are machmed as specified in drawing.
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ﬁ Z e Step2 - Machined pins are cleaned with acetone/toluene to remove any physical
o HE cortamination such as dust/din particles, grease ete. which may be present
. = > E on the pin surface. |
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OF= Step 3 - Fix a sealing msulation of epoxy glass as per drg., cenirally at the nan- l'
; F‘__: g threaded end of the pin with epoxy compound. "
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"5 i % Step 4 - Pins are then wrapped with preheated (100-110 deg.C) Silane treated i
l"'- g = woven glass cloth (AA-25601) layers of 0,18 mm thk thoreughly soaked in ¥
= eb unmadified Epoxy resin to build up insulation. The Epoxy resin shall be .
(5 a g CIBA Geigy resin type CY 203, hardoer HY 905, plasticizer DY 040 &
E B Aceelerator DY 061 or equivalent epoxy resin formulation with the
o E = approval of BHEL,
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A Slep 5 - Adter this the pin is clamped in the mould and eured at a temperature ot 80
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Step 7 - Moulded pins are o be machined to obtain the final dimension specified on
#* i
Step B - Heating of pins is done at 80-100 deg.C for 2 hours o remuove niolsture.

Apply a coat of Epoxy Red Gel 1o BP27476.

Step9 - Preheat the pins at 40 dep.C for 10 hours fallowed by post curmg at 80-100
dep C for 4 hours,

Step 1O - Uninsulated portion of steel pins to be electroplated
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Step 11 - Heat shrink PTFE bush as per drg, on the pin by heating the bush at F.JR:‘
| 200 :',:'.ll;_[_'_ |
| 2.2 Mycalex insulated moulding \

The two part compenents are 10 e moulded with Micalex (glass ponded mica with suitable
hinder) insulation between the two parts under required pressure and temperature, as per
thickness of imsukation shown in drawing

Testing to be done afler removing PTFE bush.

For mech-test — see drg.

30 DIMENSIONS AND TOLERANCES

Shall be as stated on the order of the drawing accompanying the arder

| 4.0 lIJ_ENIlI‘l(.'.-t_"I‘lON ON I?ﬁlfli\'f_ﬁl]_l’lf\i_ﬁ

\ Suppliers identification park should be punched ¢ engraved on steel pin at bottom face
(threaded side} of the gteel pmn betore insulation moulding. Also identification mark at lop
face (Insulation portian) is also essential with suitable sticker or paint, Identification mark

\ should be legible,

5.0 FINISH

Moulded msulation partion <hall have a reasonably smooth qurface finish, The surface shall
\ be even, free from visible defects hke blisters, cracks, loose fibres, wrinkles, local

deformation, fareign inclusions and dents ele

l 6.0 1lDli'rlN}? IEST

| 6.1 HY Test o be conducted as follows

\ - For Traction machines with 1300 Y insulation . RV for | M in.
level

= _\ 1 M-iﬂ[llb,'!'MaWI}'? 460 | .TI\«'I-MCI?,'I"M S002,

I'v4as01 ,'I'.‘vl'-ll'JDS.MGS1(M}_I'E&1]'."i]1 MAISDI

| MAISHE HS1 5250, TAOH 59, TM4 303, TGL0931,
TG10919

\ - For Traction machines with 1000 V insulation . KV for | Min,
level

‘ T™M3I603

| - For Traction machines with 600 V insulation . 4 KV for | Min.
level

‘ TA10102/101 06, AG3 101,AG3 ID'.!,,"\GE_N}E.
AGS1,AG25] 3.AG2501 MGS] [G].BMZ'[G].
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| f.2 Check nsulation resistance by 1 KV Meggar the value should be 500 Meg, |
J_ ambient temperalure.

i 6.3 On every lot of 100, select 2 pins at random & clamp insulator pins in switaly
1o cover full length of msulation and measure IR, Then heat to 100 + 5=C 1

E g measure hot insulation resistance. It should be minimum 60 M.ohms.
. =
| SE | 70  TYPETEST
L5 S o
\ S & \ To be done once in every 2 years al TSD BHEL, Bhopal,
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a6 8 74 Conduct BDV on 2 pins in as received condition, which should be = 30KV g
5 3 \ thickness 1o be taken from individual component drawing 1o find the BDV valu e~
\ o 2
gs Z o 7.2 Subject 2 pins to boiling water at 100 deg.C for 4 hours. Dry the pins i oven al Ly
= i = | for 4 hours. Alfter conducting 3 eycles check IR 0 hot condition (i.e 100 + s oy
| mE g should be 60 M.ohms min. Also conduct BDV at room lemperature winch should = 2
T E K/ mm. Insulation thickness 1o be taken from individual eomponent drawing e
L=k ST
C3w BDV value.
La é
[.'3 E 5 | T One pin should be cul agross insulation portion for checking consolidation
- L]
£ L \ .
= 5. |80 VECHANICAL TEST
b5 R
| T % 5 | Refer individual component drawings.
% E: |90 TESTCERTIFICATE
21 |
8 w g 1 Copies of the routine tesl certificate shall be supplied with each consignment
==
§5 | 100 PACKING
~ E E Individual pins should be packed in 8 polythene bag and placed in cardboard Dos v
‘ ] 3 | sealed 1o avoid transithandling damages.
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