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Notes to be translated in English if possible

Part Drg. Required for Det. No. 2,3 & 4 . — Part No. 4 not identified the location in the print. View M detail required
Special Boring Bar — 3 Nos. to be made.

(@308 x 600mm L, $90.0 x 350 L & P125.0 x 680 L or @70 x450 L Back Boring Bar) — Enquiry sent to manufacturer.
Bore Grooving tool with corner radius R3 —to be made. - Enquiry sent to manufacturer. Waiting for quote.

?332.0 bore depth required

M120 x 4 - 7H Inner Thread Length required

M120 thread relief details required.

M360 x 6 - 7H Thread Length or Thread relief distance required.

Surface Finish Ra 2.5 achievable on critical bores instead of Ral.25.

Details required for the 4 Holes / Grooves in View b.
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Designation - AWLIH1316t0350K0080t00010200 - -01

Climatic version - XJ11 / Y1

1. Requirements to the part pos.1 according to table 1, providing technical
requrements for supply, according to AULIH1316 A1.
2. Requirements to welding materials and welding according to
CT LIKBA 025-2006.
3. Impact elasticity of welding seams metal at negative temperature KCV
(minus 60 C) not less than 25 J/sq. cm. Itis allowed to reckon according to
the results of welding materials incoming control or welding technilogy

assessment.

4. No1-4 welding seams quality control is visual, by measurement and

capillary 100%. Assessment norms and welding seams capillary control

methods are according to AULIH1316 A1.

5. * Dimensions for references.

6. ** Dimensions to be provided by instruments.

7. General allowances according to GOST 30893.1:H14, h14, +/-IT14/2.
mechanically treated surfaces is Ra 12}5

f AMLIH1316.350.080.00.019

8. Unspecified roughness parameter of
9. Base IO is the axis of the opening £ of

guide bushing.
B1,B1,'1,A1,E1 any surface defects are allowed. P o
oint 10:

10. At seal faces Al,
11. To provide hydro-testing of the body under pressure P=1,5PN+/-5%

(3,74=/-0,19)MPa. it i allowed to test the body as a part of a valve according
to AMuH1316.350.080.00.000—01‘01 drawing. To dry with 80 Ctemperature
. air after the test.
" 12. To put Molykote Metal Protector Plus or Molykote L-0500grease on the
internal surfaces of the body, to put Lytol on treated outer surfaces.
13. To categorize sizes Wi,K1,011,M1,N1,CL.
Ti categorize actual values of T1, Y1, ®1, Li1 runouts.
14. In 4 points, equispaced on the circumference in 3 sections -, 3-3, #-
to measure the thickness by ultrasound check perpendicularly to the surface.
according to P 08.00-29.13.00-KTH 012-05. Tp categorize actual wall
thickness in denoted points. To mark the measuring points by impact method
in 10-Mp3 type, point numbers.
15. To mark the designation, material grade, melting number, serial number

16. To stamp.

Ref Image 5

No surface defects are allowed?




Details Required for the bores K(2), * (3) & M (3)
View A ( 2 ) Detail required.
View X detail not possible to under stand.

Face Groove B, detail given in the drg. Not marked as B. To be confirmed
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