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Technical characteristic
55;;;;;;;;;;; égsgéiii 1. Gap between the poles /=250mm
S S 2. Field in the gap H=12 kGs
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- 4. Namber of windings W=360 2. Mark width 0.0-0.2mm.
5. Power consumption P=120kVt
o. Vol tage V=102V
/. Difference of 1nput p=4.,7bar 0925007
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1. Use surfaces "A" and "B* as reference for plates item 1, 2, 5, 4,5, 6, 7, 8
alignment.
2. The gap between plates shall not be more than 0, 2mm.
5. Do not let emulsion penetrate into gaps.
4. Use FIWE.002.02.00SB as a jig for four holes M24 cutting.
5. Weld joints shall be made according to STP.020-87 specification,
0. Coat all surfaces except ‘D" with brown primer FL-05-K and light blue
enemal ML-152, Coat surfaces *D" with thin layer of rust-preventive
sheet 2 compound CIATIM-201.
7. Tightening torque for bolts ( item 16 ) is 1200 kqf cm, for studs { item 9,
10,11 )-1800 kgf cm.
8.xDimensions for reference,
9. Unless otherwise specified tolerances are A7, B/, CM/,
10. Manual arc welding. Weld penetration is 10 mm. Remove the weld reinforcement,
11. Manual arc welding. Weld penetration is 15 mm.
12. The extra 4 mm of material is for machining of "B" surface.
13, Manual arc welding. Weld penetration 1s 14 mm,
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= ~ note 1tem 10 tem 10 = heet 0 ‘/27X\ see note //“\\ see 8 alignment.
o~ | tem 10 () note 11,10 2. The gap between plates shall not be more than 0,2 mm.
5. Do not let emulsion penetrate into gaps.
see see role 3 4. Machine the dimensions in square brackets jointly with FWE.002.02.00SB.
note 1tem 10 tem 110 3 see note Se¢€ 5. Weld joints shall be made according to STP.020-87 specification.
\ tem 10 aiis note 11.10 I 6. Coat all surfaces except D" with brown primer FL-03-K and light blue
b 8 J enemal ML-152. Coat surfaces "D* with thin layer of rust-preventive
see / see note tem 11 see not compound CIATIM-201.
note 1 tem 10 P i tem 10 BERDIS tem 11 7. Tightening torque for bolts ( item 16 ) is 1200kgf cm, for studs [ item
| [ / f 10, 11 )-1800kgf cm.
. : é% 8.+«Dimensions for reference.
see note see note L cee note 9. Unless otherwise specified tolerances are A/, B/, CM/.
: Ltem 10 @ 10. Manual arc welding. Weld penetration is 10 mm. Remove the weld reinforc
| tem 10 Tem 1] 395 — 1 ¢ ‘ b
I alne / . - - 7. Manual arc welding. Weld penetration 1s 15 mm.
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1. Precoat the section (it.1) with BF-2 adhesive and bake it. Use two laydrs
spacers (it.17) for turn-to-turn insulation. The coincidence of spacer joli
at both layers is not permitted. For layer-to-layer insulation put 5 layer
of spacer (it.9) at straight sections and 2 layers at the corners.

ap 2. For ground insulation wrap two half-lapped layers of glass tape (it.19).
25% overlapping at the outside diameter Is permitted.
5. Identify each corl with paper mark with coil ordinal number.
4. Impregnate coil with epoxy compound EPK-T according to instruction
N PTO.054 00/. Protect the conductor water cooling channel from epoxy
, ingress.
Q?b 5. Check the ground insulation resistance with megohmmeter at 1 kV. The
/ resistance shall not be less than 10 MOhm.

6. Provide the leak test with water at 10 atm for 30 min. Leakage is not

permitted.
/. Check the water flow. [t shall not be less than 4 [/min at Zatm pressurfe
drop. Dry the channel with compressed air and install the end caps.
. Machine simultaneously first five coils for the dimensions [390] and [9x]
. Silverplate bmkm the surface "D”.
0. Unless otherwise specified tolerances are A/,B/,SM/.
I+ Dimensions for reference.
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