FIRST ANGLE PROJECTION . i v , , (ALL DIMENSIONS ARE IN mm) /

IT MUST NOT BE USED DIRECTLY OR INDIRECTLY ‘IN ANY WAY DETRIMENTAL TO THE INTEREST OF THE COMPANY.

THE INFORMATION ON THIS DOCUMENT IS THE .PROPERTY OF BHARAT HEAVY ELECTRICALS LIMITED.
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24 HOLES EQUISPACED OFF CENTRES

DRILL 16 DEEP AND TAP M10x14 DEEP. , .

CARE TO BE TAKEN THAT THESE HOLES o .

DO NOT BREAK THROUGH. : 4 B
CHORD PITCH = 57.17 15 . 129

4 HOLES EQUISPACED OFF CENTRES
DRILL 36 DEEP AND TAP M16x32 DEEP
FOR LIFTING PURPOSE.
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TECHNICAL REQUIREMENTS :----

1. MATERIAL : DUPLEX SS TO ASTM A-995 GR. 4A A5 PER GA DRAWING.
. THE DRG. SHOWS THE BODY IN FINISH M/CED CONDITION. .
. TEST PIECE OF SUITABLE SIZE SHALL BE INTEGRAL PART WHILE CASTING. SAME REQUIRED TO BE REMOVED AFTER HEAT TREATMENT.
ALL UNSPECIFIED RADII TO BE OF 6mm.
. CASTING SHOULD BE SOUND & FREE FROM BLOW HOLES, CRACKS, HOT TEARS, COLD SHUTS ETC. FINISHED CASTING SHOULD
BE HYDRAULLICALLY TESTED AT A PRESSURE OF 20 KG/SQ CM (G) FOR A DURATION OF 30 MIN (MINIMUM). [
PLACE OF TOLERANCES ON AS CAST DIMENSIONS TO BE AS PER BHEL CORP. STD. AA 0230402 CLASS-5. )
IDENTIFICATION = 7. CASTING SHALL BE MARKED WITH A IDENTIFICATION NO. (AT PLACE AS SHOWN) FROM WHICH IT CAN BE TRACED TO THE
T MELT & THE BATCH OF HEAT TREATMENT.
— 8. CASTING TO BE SUPPLIED IN HEAT TREATED CONDITON. TEST BARS SHALL ALSO BE HEAT TREATED ALONG WITH THE
) CASTINGS THEY REPRESENT. .
9. AFTER HEAT TREATMENT AND BEFORE GRIT BLASTING ALL SURFACE TO BE SUBJECTED TO 100% DP TEST AS PER BHEL
| - ' CORP. STD. AA0850132. LEVEL - 1. B
‘ PERMISSIBLE VARIATION FOR UNTOL. DIMENSIONS TO BE AS PER DRG. 3-200-00-49014.
_ ’ 11. REPAIR OF CASTING SHALL NOT BE CARRIED OUT WITHOUT PIROR PERMISSION OF BHEL )
12. COMPLETE ITEM TO BE GRIT BLASTED FOLLOWED BY PASSIVATION MACHINED SURFACE AND IDENTIFICATION AREA
b ; NEEDS TO SUITABLY' PROTECTED WHILE GRIT BLASTING. R
) 13. FOR B.F. VALVE DOOR(CASTING) REFER DRG.NO.19513800093
14. ALL SHARP EDGES & CORNERS TO BE REMOVED.

SECTION AA 15. BOLTING HOLE TO BE MADE USING CNC PROGRAME AND TO BE CHECKED USING CNC TEMPLATE.

* UTMOST CARE TO BE TAKEN WHILE MACHINING TO MAINTAIN THE CONCENTRICITY OF BOTH SIDE TRUNNION HOLES.

ffh

148(REF)

WPWN

3

=
.

. DRAWING REVIEW ADDITIONAL INFORMATION
TYPE OF PRODUCT OR
DEPT |NAME |SIGN _|DATE | _ __ __ __ . | NaME oF cusToMer/PROJECT BFV STANDARD i

LR e B E ] NAME SIGN | DATE

DISTRIBUTION, OF PRINTS BHARAT HEAVY ELECTRICALS LTD,[ORY | “F¥T &7 [
- GDE—2, FYM—5 THX—1 a“h~ BHOPAL CKD | TN TR FEal

g ) appp | TR @ fam |
= ] R | = |DEPT. TOL. DIMS. GR. . " .
ALTERED. Rev] DATE [ALTERED. ™ S ol b SCALE ~ WEIGHT(K.C.)| REF.TO ASSY.DRG." mem Noy N
APPD. 101 {11.05.18 —5pp. Sha s+ |CODE Ee— m @ 120 105 —_ —_
fZoN ONE| TR 2, 3 & 5 MODIFIED. NOTE 15 411 -
ADDED AS NEW. DRAWING REVISED DRAWING NO." REV.

AND REDRAWN, TTLE 500 w;.u..<>_,|<m DOOR 19513800088 |01
4 . 2 ‘ + . (MACHINING) st No. 01 | no. oF swt.. O1

| REF. DRG. NO.

o oxe

NO. OF|

 20.04.18 VAR...

-] ,,NQ.OJ.H& 4
4 20,0818

HE REV.| DATE

| SIGN. & DATE

1 2 3 2 5 6 7 : 8 9 I i 10 | 11 | 12
’ : \ . - A1 SIZE




