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Note 11: Before fiting the impeler, coat cuprum on main bearing locafion and screw thread
according to process stipulation .

12 SRRAMERRREARY, R5. BARRES RELE K.

Note'12; Tghten all the screw and nut accordng to the lst we supplied . NOTE : the
self-locking nut could be fightened no more than ice.
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Note 13: For blade No. 1, the blade angle and calibration s should be chiseled on impeliers
s 5 degree per gril .
14 WAETARKLN, ARASERALN, iR SEBAL IR HREES STRERR.
Note 14: The flot surface sealant 515 shall be opplied between bearing cover and load ring,
- between load ring and connect ring, and between quide ring and comect ring
SE15; HAPENEARITR R DR Z R SRIENT0 14
2| Note 15: After the push bar is fit in, fil ube grease 7014 in the gap between push bar

1511 and shaft bush.
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T/% 1; $BASLRERAH34.T, Stretching force during bearizing hub ade hole is 34.3 tons.
# | = : 2: §RME1 1TV Po( KE) .

Oil pressure during bearizing is 117MPa (gage pressure)

3; HRUTRIGEE (A5 THBR) ~107.7°C, Impeller temperature during assembly: ~107.1°C.
4 ot o, 6145m6(1;015) A Hub bore diog45PsFHE)

=, RIS HHTRERRVDI2060, RASRET:
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;z;: The rotor balance in the factory requests the VDI2D6O,specific steps are as follows:
s (1) &4 31490r /min.Max. operating speed 1430r/min

1456 (2)P4ETAT10mm. Counter balance is no more than 10mm.
ﬁ ()M THRERAZK3H T According to the steps, o tolol of three times of bolance tests.
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L/ The impeller dynamic balance at the work site requests the VDI2060,specific steps are as follows:
1. RRLH4n=1490r/minMox. operating speed 1490r/min.
2FHHRCALARROE ( BATHIAH/HRER) =25y
Balancing quality G4.permissible eccentricity(residual unbalance torque/impeller weight) e=38z.
/ 3AHPHEREL=10mm. The thickness of counter balance is 10mm.
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TCiff’g When remove the blades,cut the counter balance.After assemble the new blades,make balance
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test ogain,and set new counter bolonce ot suitable position.
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% 7295
o 24 OEBIMRERFPE) — BFEEAM: (%) Description rotor assembly (Note):
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Note 1: Fill labyrinth I with lubricatir 7014
2, SHRPHILIARAR 1A BRAA 0 Ropc FOR CONSTRUCTION

149 | 231 ‘ 148

Note 2: Spray coat onti seize grease G-Rapid on the mating surfaces
between blode shoft beoring segment ond blade shaft disc

I 1A

33, sHERAHA(14.81) ERIRE(7014).

AFRSBFLABERL et

ot . Note 3: Fill lube grease 7014 on blade shaft guide bearing (14.81)
: parts 12.71,12.72,12.73,12.74 are for

B4 ERRRSLRATE-RERLN "C-Ropid”,

parts ore for lock rud, Tock nutthey ore lncated in vorishop

iney are locted in worshop Note 4: Spray coat anfi seize qreose G-Ropid on slde blocks ad ifs mating surface. o | o o8 comsrcTn | rebz0ts % A% - TR

H5: 45 | SRAKMMABERRHAORH. [

Note 5: Part 5, 6 shall be bonded into O rings according actual sizes.
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POWER GENERATION CORPORATION 1
THERMAL POWER PROJECT MANAGEMENT BOARD 3

1475

14.82
a0 2 O [T DY rreer jeay
14.86.01 T Note 6: Add the lubricating grease 7014 to blade shaft nut and screw thread,

the nuts to be tightened to suitable pre-tightening force and then locked.
7 HERARRBEE , ELAREHRO09GH TS,

POWER ENGINEERING CONSULTING JOINT STOCK COMPANY 3

Note 7: After adding lubricoting grease to blode shaft bearings , fiing operture should
be sealed using phug screw coated with 609 sealing cream
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148701
#8: W5 HRRA LR ARRRRURELE L.
Note 8: The mating surface between odjusting levers and blade shaft shall be removed
of ol & grease, and cleaned by use of propanone, so as to ensure the clamping force. [‘i SHANGHA BLOWER WORKS CO., LTD. (SBW)
1 9 HRBETk R | R-RHRLDE Molykote1000" TR ATO1NAR , JEr /K, WABE =
***** WA FEY AH A DUYEN HAI 3 THERMAL POWER PLANT CONTRACT NO:
o PROJECT :
Note §: Remove oi and grease from blade screws, then coat molykote 1000, pay attention PROJECT DH3-05082011
not to odded lube grease 7014. While mounting blades, the top of blade disc shall be
ground evenly fo be form a smooth transition to the hub. DRAWING NAME:
H10: BRHERBE, RELMIRE RN "6-Ropid”. ROTOR ASSEMBLY
Note 10: Remove the grease from the mating bush, coat the shaft extension of the hydroulic BT
device with onti seize grease G-Ropid.
PROJECT CONTROL N0: ‘ DH3-31{3ZHFE-W-PSE-0001
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