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FIRST ANGLE PROJECTION (ALL DIMENSIONS ARE IN MM)

16

15

14

13

12

1 |

70 | 9 | 8 | 7 6 5 i 3 2 1

ZI/\I/C‘OCQ | —=/0—%02—|

d39GANNN_ONIMVHJ

ATTENTION: DETAIL Q
SPLITTER ROOT JUNCTION CAST IN THIS N
SHAPE AND MACHINED SMOOTH. N
N
T ~—~
~~
— Uekey PCD 55,
O

lB

//70.0

/710.2

~ $3405.4%! _
N — %730 _
N 1
C\\
® RUNNER @
v \§§
R I
& R‘ - ) \j
s AN
SEE DETAIL-P / SECTION—AA

DETAIL Q

T.P TYPE—]

5.2

»1866.0

©13813.1

+1
2860

»17/740.0

©1/792.9

DETAIL—"P’

DETAILS OF SURFACE FINISH OF PELTON RUNNER BUCKET
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NOTES:

1. THIS DRAWING IS ISSUED FOR THE PURPOSE OF MACHINING OF PELTON RUNNER BUCKET PROFILE. THIS MACHINING 1S TO BE CARRIED OUT AFTER
ROUGH MACHINING OF THE HUB BORE AND FACES AND FURTHER UPGRADATION OF CASTING IN FOUNDRY.

2. SCOPE OF MACHINING:

A. RUNNER OUTER DIAMETER TO BE MACHINED TO 4.2 MICRONS FINISH. VENDOR SHALL RECEIVE THE RUNNER WITH ROUGH MACHINED OUTER
DIAMETER WITH 5—6 MM MATERIAL FOR FINAL MACHINING.

B. BUCKET MOUTH FINISH MACHINED TO TEMPLATE, THE BUCKET MOUTH PROFILES (INSIDE AND BACK) MACHINED AND FINISHED TO 3 TEMPLATES—
ONE ON CENTRE SPLITTER AND TWO ON EACH SIDE, TO FINISH 2.5 MICRONS OR BETTER. BACK OF MOUTH CUT OUT PROFILE TO BE MACHINED
10 REQUIRED ANGLE.

C. SPLITTER EDGES EQUALLY MILLED AND PROFILE TO BE MACHINED TO TEMPLATES TO SURFACE FINISH 2.5 MICRONS OR BETTER.

D. SPLITTER SHALL BE LOCATED IN THE CENTRE OF BUCKET WIDTH.

£. BUCKET FACE USED AS REFERENCE PLANE FOR BUCKET PROFILES TEMPLATES, MACHINED TO REQUIRED TOLERANCE.

. INLET AND OUTLET AREAS OF BUCKET TO BE MACHINED.

G. INNER PROFILE OF BUCKETS TO BE MACHINED TO CONTINUOUS SHAPE WITH NO UNDULATION TO 2.5 MICRONS FINISH OR BETTER AND SHALL BE
CHECKED WITH 4 TRANSVERSE AND 2 LONGITUDINAL TEMPLATES FOR EACH HALF.

H. BUCKET OUTER SURFACES MACHINED TO FINISH ©.5 MICRONS WITHIN A PROFILE TOLERANCE = 2.5 MM. ALSO, BUCKET OUTER SURFACES ON THE
SIDES, NEAR BUCKET FACE TO Bt MACHINED TO 2.0 MICRONS WITH TEMPLATES.

. BUCKET FACE INCLINATION SHALL BE TRUE ON TANGENT CIRCLE WITHIN TOLERANCE.
J. BUCKET ROOT TO BE MACHINED TO 1.6 MICRONS FINISH, TO CHECKED WITH TEMPLATE.
WEIGHT OF CASTING IN PRE—=MACHINED CONDITION SHALL BE 19500 KG AND THAT AFTER MACHINING SHALL BE 15000 KC.

FOR BUCKET PROFILE DRAWING — REFER DRG NO. 0-204—-00-068902 Rev 00 & 5—204—-00-08903.

MATERIAL OF THE CASTING IS GX5Cr—Ni 13—4 OF DIN17445 (13%Cr—4%Ni SS)

. MATERIAL AVAILABILITY FOR MACHINING ON FACE SPLITTER SHALL BE AROUND 20 MM, INSIDE AND OUTSIDE OF BUCKET SHALL HAVE ©6—8 MM
ATERIAL FOR MACHINING

=00 W

10NA0¥d TVYNOILLYINAd ¥SIAOLNV NV A9 d32NAO0¥d

ez h 4/a g CENTRAL FOUNDRY FORGE PLANT
RANIPUR HARDWAR

BHARAT HEAVY ELECTRICALS. LTD.

DEPTT. SCALE WEIGHT IN K
Fov.TECH.| = @ NLT.S. % NAME

SIGN

DATE

ALTERED ALTERED ALTERED TITLE DRN |/23 /kganga

234 49N

i.d

REVIPATE [ eHEcken | REV|PATE [ ehiEckep | REVPATE [T CHECKED | MACHINING DRG (2ND STAGE) FOR | <0l acrau.

SD

9.

SD

19.

NINNE

o
N
1
1

ZONE ZONE ZONE PELTON RUNNER wepo I Dave

SD

19.

[SXeY]

PROJECT AND CUSTOMER NAME TECHNOLOGY NO DPRAWING NO.—

KISHANGANGA 1—204—07—18503 /M2

L ~YUTT A\ | L1UJYVS/ VI~

17

16

15

13

12

11

10 | 9 | 8 7 | 6 | 5 4

BHEL BHOPAL 23449 [sieer no- [NO. OFF SHEETS— 1

10NAodd TVYNOILYIONAd ¥S3AOLNV NV A9 d30NAO0™Ud




