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Warning !

The surface of all parts and components in contact with Oxygen should be carefully
degreased before installing, and the oil residual adsorption be not exceed 125 mg/m?.
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1 Main technical data

@ Type: Vertical, four-row, three stages double-acting compression, non-lubricated cylinders and water-cooled
@ Discharge capacity: 3810 m%h (under suction condition)
@ Parameters of suction condition: 1 Medium: dry oxygen
ii Pressure: 0.115 MPa(A)
iii Temperature: 22°C
@ Final discharge pressure: 3.1 MPa(A)
@ Gas temperature after end stage cooler: <45°C
® Cylinder bore: The 1st stage: ¢ 500 mm x 2
The 2nd stage: & 410 mm
The 3rd stage: & 240 mm
@ Piston stroke: 240 mm

® Speed of compressor: 493 r/min

Direction of rotation of the crankshaft: the counter-clockwise view from the side of il supply unit

Kind of drive: Transmitted by the rigid coupling connected directly with the electric motor
Shaft power of compressor: 725 kW
Maximum weight of the hoisting parts: 10820 kg
Lube oil: turbine oil ( No.68 L-TSA, GB 11120-1989 eqv ISO VG68), a filling quantity required: 520 L
Motor to be used:  Model: type Y630-12  Rated power: 800 kW  Voltage: 6000 V
Frequency: 50 Hz  Rated speed: 493 r/min

® Cooling-water consumption: 90 t/h (inlet temp. <<35°C)

® Oxygen inlet pipe for 1st stage: ¢ 325 x 4
® Oxygen outlet pipe for end stage: ¢ 108 x 4

2 General description

The oxygen compressor is comprised of such main parts as crankcase, machine frame, crankshaft, connecting rod,
crosshead, cylinder, piston, valve, sealer, piping, pulsation damper, cooler, safety valve, check valve, filter, gear oil pump, oil
vapour extraction device, local instruments & electric control cabinet, electric motor, etc.

The crankcase as the upper part joins the machine frame as the lower parts at the centerline of crankshaft to constitute
the machine pedestal.

The crankshaft is cast with rare-earth nodular cast iron, it supported on three bearings located in crankcase. One end of
crankshaft is connected with electric motor by means of rigid coupling while the other end powers the geared oil pump by means
of overdrive clutch. In crankshaft, holes for delivery of oil are drilled and they are the only passageway for lubricating oil to flow to
the main bearing and to the bearing in the major head of connecting rod.

The connecting rod body is forged from No.45 the finest carbon steel. To the small end of connecting rod, the acid
bronze alloy bush is pressed while the big end is provided with thin walled bushing in karmarsch alloy.
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The crosshead is integrally cast with cast-steel, friction surface with babbit alloy. The linking between crosshead and
piston rod is completed by hydraulic fastening device.

The cylinders are cast with high-test cast iron. The 1st cylinder are integrated by casting while the 2nd and 3rd cylinders
are casted as one. All cylinder bodies are lined with cylinder sleeves made of corrosion-resistant 3Cr13. The sealing faces of]
cylinder heads and waist shape holes in the cylinder bodies are abraded to seal. In the cylinder heads and cylinder bodies water|
will flow for cooling.

The piston is of double-action type and comprised of piston body, piston rod, piston ring, guide ring and oil-catch ring,
etc. The 1st stage piston body is cast with aluminum alloy and the surface is treated by anodic oxidation. The 2nd stage piston|
body is composited of aluminum alloy and stainless steel. The 3rd stage piston body is in stainless steel. The guide rings and
piston rings are made of corrosion-resistant PTFE which is wear-resisting and self-lubricates.

The suction & discharge valves are reticular valves with the characteristics of multi channels and lower lift, and all of
their parts are made of stainless steel and can be replaced each other.

The sealer at each stage has the same structure and consists of one interceptor ring, one throttling ring, five groups of]
sealing box and last end sealing ring. The interceptor ring and the throttling ring serves the function of equalization of pressure by,
throttle and reduction of gas flow pulsation. There are three different rings in each group of sealing box. The first one is a radial
notched ring, the second one is a tangential notched ring and both of them are seal rings. The third one is a supporting ring
without notch which is used to prevent the cold flow from side and corner when the 1st and 2nd sealing rings are under the
pressure. The three sealing rings numbered 1, 2 and 3. The assembly of sealer shall be in light of drawing Y314.60000 with no
change the order of the sealing rings, and attention shall be given to enough axial gap. The sealer is provided with connector for
gas filling so that the guarantee can be taken for the quality of the delivered oxygen.

The oil scraper at each rank of piston rod has the same structure, and It is comprised of oil scraper body, oil scraper ring]
and oil deflector, etc. The oil scraper rings are made of tin bronze and oil deflectors are made of PTFE. The oil scraper is used to
prevent the liquid oil and oil fog from being brought into the sealer along with the up-and- down movement of piston rod.

Gas cooler of each stage is of horizontal, stuffing, floating-head type and high efficiency exchanger. The cooling tube is
high inner fin copper tube, and other parts in contact with oxygen are all made of stainless steel. The oxygen flows inside the tube
side and the cooling water flows inside the shell side.

All the oxygen pipes are of stainless steel. It insure that the machine can safely run with the suction & discharge stop
valves which are made of stainless steel, the check valve and the 1st, 2nd & 3rd safety valves.

The cooling water system for the compressor is in closed circulation. Regulate the stop valves in the water watcher to
control the outlet temperature of cooling water not exceed 42°C.

The lubricating of moving mechanism is provided forced lubrication by the gear oil pump at the end of crankshaft
providing the pressure oil, and a reserve gear oil pump is equiped. The lube oil is sucked by the gear oil pump from crankcase
through the oil filter. The pressure oil is fed into two parts, one into crankshaft to lubricate the main bearing and the big head]
bearing of connecting rod and also through the connecting rod to lubricate the small head bearing, while the other to lubricate the|
crosshead guide and also to the small head bearing.

The machine is set with an oil vapour extraction device. Through ejector the pressure inside oil vapor pipe can be made
to reach -5~ -2 kPa, and it prevents oil fog from going out of oil scraper and entering oxygen compressing area and makes
oxygen compressor safer. Ejector needs 0.30 MPa(~30 Nm?/h) dry air or nitrogen as power supply.

The compressor is provided with local instruments and electric control cabinets, and most of pressure gauges and
temperature indicators are mounted on it. There is signal alarm or interlock stop when the 1st stage suction pressure, 3rd stage]
discharge pressure, discharge temperature for each stage, oil supply pressure, cooling water flow, compressor bearing
temperature and electric motor bearing temperature go beyond the normal range. The others measuring points are only as
ordinary indication. The detailed parameters are listed below:
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Measuring Point Name

Normal
Indication Value

Measuring Point
Position

Instrument
Installation Site

Remarks

1. Suction pressure for 1st

Pulsation damper

Local instr. control

Alarm at <8 kPa

stage 15kPa (R4Y18.000) panel Stopat <5 kPa
2. Discharge pressure for 1st 0.22~0 27 MPa Pulsation damper Local instr. control Safety valve opening
stage ' ' (R4Y19.000) panel at =0.33 MPa
3. Discharge pressure for 2nd 0.90~1.05 MPa Pulsation damper Local instr. control Safety valve opening
stage ' ' (R4Y21.000) panel at =1.16 MPa
Discharge pipe from Alarmaat. =3.3 MPa
4. Discharge pressure for 3rd gepp Local instr. control Stopat >3.4 MPa
stage 3.0 MPa end (1) panel Safety valve opening
(M1Y27.01200) at >33 MPa
5. Oil supply pressure for lube 0.30~0.35 MPa Oil supply unit Local instr. control Alarm at <<0.25 MPa
oil : : (W4Z212.70100) panel Stop at <<0.20 MPa
6. Oil pressure before ail Gear oil pump .
cooler 0.35 MPa (W4Z12.50000) Local instr.
. . Oil supply unit Local instr. control
7. Qil pressure after oil cooler 0.35 MPa (W4Z12.70100) panel
8. Qil vapor extracting - Manifold Localinstr.,  Local
pressure SR (Y314.00303) instr. control panel
B Water supply pipe Local instr. control
9. Water supply pressure 0.45~0.55 MPa (M3Y07.200) panel
. After return pipe Local instr. control Alarm at <75 t/h
10. Cooling water flow 90 th (M3Y07.300) panel Stop at <60 th
. Water supply pipe Local instr. control
<
11. Water supply temp. <35C (M3Y07.200) panel
12. Suction temp. for 1st 29°C Pulsation damper Local instr. control
stage (R4Y18.000) panel
13. Suction temp. for 2nd <40°C Pulsation damper Local instr. control
stage - (R4Y20.000) panel
14. Suction temp. for 3rd <d0C Suction pipe 3rd Local instr. control
stage - stage (M1Y27.00500) panel
Discharge pipe from .
15. Discharge temp. from end <45C end (1) Local m::]rélcontrol
(M1Y27.01200) P
16. Discharge temp. for 1st <1707 Pulsation damper Local instr. control .
stage <170°C (R4Y19.000) panel Alarm at >170C
17. Discharge temp. for 2nd < 170° Pulsation damper Local instr. control o
stage <170C (R4Y21.000) panel Alarmat >170°C
18. Discharge temp. for 3rd < 170° Discharge pipe 3rd Local instr. control o
stage S1T0C | e (M1Y27.01100) panel Alarm at. >170°C
19. Each of the water outlet o Water watcher .
<
temperature =45C (M3Y07.100) R
. . . Oil supply unit Local instr. control Alarm at >50°C
<
20. Qil supply temp. for lube oil <50C (W4Z12.70100) panel Stop at >60°C
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GUIDEBOOK FOR THE INSTALLATION OF
MODEL ZW-63.5/30 OXYGEN COMPRESSOR AT SITE

(MANUFACTURER’S CODE NO.: Y314BCK)

Requirements for installation of OXYGEN COMPRESSOR
1 Preparations to be made before installation
1.1 Eliminate the oil seal from the machine and clean the machine. Thoroughly clean and unblock the oil path such as in
crankshaft, cross head, oil filter and all the oil pipes, and also blown off by compressed air. The crankcase should also be
thoroughly cleaned so as to insure that the lube oil used in running is clean.

1.2 All the components to be in contact with Oxygen should be degreased and cleaned with trichloroethylene, and the oil residualf

adsorption be not exceed 125 mg/m?.

1.3 Pre-anneal the copper washers.

1.4 The foundation has undergone a certain period of concrete curing and the liners (supplied by user) are prepared.

2 Fitting-up clearance
Before the compressor is delivered from the manufacturer, the fitting-up clearances at main locations are adjusted in

pre-installation to those required by the design. In reassembly, the fitting-up should be done according to the numbering and the]
fitting-up clearances should be rechecked.
2.1 Diameter of crankshaft: & 220 mm

Radial clearance between crankshaft and main bearing shell: 0.18 to 0.25 mm.

Radial clearance between crankshaft and thrust bearing shell: 0.18 to 0.25 mm,

axial clearance between crankshaft and thrust bearing shell: 0.30 to 0.50 mm.
2.2 Diameter of crank: & 220 mm

Radial clearance between crank and big end bushing of conrod: 0.10 to 0.20 mm.
2.3 Diameter of crosshead pin: & 120 mm

Radial clearance between crosshead pin and small end bushing of conrod: 0.10 to 0.14 mm.

Axial clearance between crosshead and small end bushing of conrod: 0.40 to 0.70 mm.

2.4 Diameter of crosshead: & 360 mm

Clearance between crosshead and guide track: 0.25 to 0.32 mm.
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2.5 Dead clearance for cylinders:
Top dead clearance: 2.0 to 2.5 mm
Bottom dead clearance: 1.5 to 2.0 mm.
2.6 Guide ring:
- Radial thickness (in initial installation):
1st stage: 8 (+0.04) mm, 2nd stage: 6.5 (+0.04) mm, 3rd stage: 6.5 (+0.04) mm
- Allowable value of min. radial thickness:
It is not exceed 0.50 mm that the excircle of ring than the excircle of piston body.
- End face axial clearance:
1st stage: 0.35 to 0.45 mm, 2nd stage: 0.35 to 0.40 mm, 3rd stage: 0.28 to 0.43 mm
2.7 Piston ring:
- Radial thickness (in initial installation):
1st stage: 20 0.10 mm, 2nd stage: 18 =0.10 mm, 3rd stage: 122-0.10 mm
- Allowable value of min. radial thickness:
1st stage: 13 mm, 2nd stage: 12 mm, 3rd stage: 8 mm
- End face axial clearance:
1st stage: 0.25 t0 0.32 mm, 2nd stage: 0.22 to 0.30 mm, 3rd stage: 0.15 to 0.22 mm
- Round junction point clearance (at an angle of 45 degrees in initial installation):
1st stage: 10 mm, 2nd stage: 8.5 mm, 3rd stage: 4.6 mm.
2.8 Axial clearance for oil scraper ring: 0.15 to 0.21 mm.

3 Installation of machine frame and electric motor
3.1 Adjust the levelness of compressor and el. motor bottom guides with liners to a range of 0.05 1000 mm. Deviations should be]
in the same direction.

3.2 Align the compressor shaft with motor shaft. Put the magnetic dial gauge seat on plane A shown in Figure 1. Use the dial
gauge to rectify plane B on the basis of periphery and the required dial gauge error should not be greater than 0.03 mm. The
plane C is measured simultaneously. Four points are measured in cross direction and the error should not be greater than 0.03
mm.

g
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3.3 Tighten the screws on coupling.

3.4 Only when the secondary grouted layer in foundation is solidified can the test run is carried out.

4 Installation of piston and crosshead (W4Z12.40000)

4.1 For the assembly of pistons refer to the drawings (Y314.30000, Y314.40000, Y314.50000). Before installation, thoroughly,
clean the pistons with trichloroethylene and dry it by blowing. Check the clearance for piston ring groove in the meantime. If the]
clearance does not comply with the requirement, assembly can be performed only when the rectification is done.

4.2 Before the pistons are put into cylinders, lay the tools No. 0315.90001, Y314.70001, Y314.70002 for mounting of pistons;l
respectively on each stage cylinder in order for the piston to go smoothly into the cylinder. Screw in the eyebolt M16 at the top o
piston, and mount the guide sleeve of piston rod Y314.70003 to help the piston rod enter sealer.

4.3 Lift piston, and dismantle the guide sleeve of piston rod after the piston rod going through the sealer and join the crosshead
and the piston rod correctly referring to the drawing W4212.40000. Tweak the adjusting ring to reach the required dead clearance]
of cylinder. The linking between crosshead and piston rod is completed by hydraulic fastening device. For the principle and
operation, see INSTRUCTION MANUAL--- Appendix 8.2: Hydraulic fastening device of connection for crosshead.

4.4 The crosshead is delivered through oil sealed in the manufactory, and it must be disassembled and cleaned thoroughly andl
the crosshead pin must be checked for oil hole when installing. Mount crosshead in the former mounting position, and check the
fitting-up clearance and also keep them for reference in the future.

4.5 In assembling piston, pay attention to the notch of piston ring escaping from passing the port of valve antrum.

4.6 Because of the running-in of the ring, the new piston ring shall be gradually pressurized after it runs continuously without Ioadl
for 8 hrs. The guide ring is of integral type and tightly affixed on each stage piston by shrinking method, and for the shrinking
regulations of the ring refer to INSTRUCTION MANUAL--- Appendix 8.1: Shrinking-on regulations for integral guide ring.

5 Installation of valve

5.1 For the assembly of each stage suction / discharge valves refer to the drawings HT.HY01-41-00, HT.HY01-51-00,
HT.HY01-42-00, HT.HY01-52-00, HT.HY01-43-00, HT.HY01-53-00. When the valve is assembled, pay attention to get the
concave side of the spring arm of valve disc faced to the valve seat and to keep valve disc and the skew groove of damper disc in
the same direction. Take care there is no friction between springs and holes of damper discs. The bolts and nuts of valves shall
be tightened and fixed. Do not mix the springs and the spacers, or the valves shall not be normally operated.

5.2 After assembly, cleaning by use of trichloroethylene and dry by blowing should be done again.

5.3 When mounting each stage valve on cylinder and dismounting each stage valve from cylinder, the tools No. Y314.70004,
0263.210007 for mounting and dismounting valves can be respectively used.

5.4 As mounting the valve covers, firstly tighten the four nuts on it. After tightening the holding screw, check the degree off
tightness for the four nuts to assure the tightness of valve covers.

6 Installation of sealer (Y314.60000)

6.1 When the sealer is assembled, pay attention to the locations for installation of different types of seal rings. The seal ring with
radial notch should be mounted in front sealing box, i.e. towards the pressure side. The seal ring with tangential notch is then
mounted in the middle of three different types of seal rings. The integral supporting ring is mounted in the end of sealing box.
Such a group of seal rings must not be wrongly positioned, otherwise, the service effect will be reduced.
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6.2 When the sealer is assembled, make sure that the sharp angles on the edge of seal ring must not be damaged and it is

absolutely not allowed to scrape or repair them with a knife or file.
6.3 Clean the assembled sealer further by use of trichloroethylene and only when it is dried by blowing can it be installed.

6.4 To avoid the excess temperature of the piston rod, the sealer shall run for 8 hrs without load after changing the new seall

rings.

7 Installation of oil scraper (W4Z12.60000)

When the scraper ring (W4Z12.60000) is installed, remain the wedge angle of cutting edge without damaging and keep
movable in the oil scraper ring box. The inner hole of oil scraper ring (W4Z12.60009) is tubaeform, and jt should be upward when]
mounting. When assembling, 4 sets of oil scrapers must be installed according to the numbering.

8 Installation of connecting rod (W4Z12.30000)

Though the connecting rod have been assembled by the manufacturer, it is delivered through oil sealed and they must be]
disassembled and cleaned, and the connecting rod body must be checked for oil holes by compressed air when installing. Pay
attention to the numbering of the parts when assembling and mount them correctly in the position of dismounting, and check the]
fitting-up clearance and also keep them for reference in the future.

The connecting rod bolts are also pulled by hydraulic fastening device. Firstly, tighten the connecting rod bolts and the

connecting rod nuts, and then connect the two sets of hydraulic tools for connecting rod nuts (Y314.70400) and the connecting
rod bolts. After the hydraulic fastening device and the hydraulic tools is connected, press simultaneously to the pressure 150MPa
and then tighten the nuts, and the quantity of extension of the connecting rod bolts should be controlled by pre-tightening force a
0.35 mm to 0.40 mm.

When assembling, four sets of connecting rods must be installed according to the numbering.

9 Installation of gas cooler (G7Y24, G7Y25, G7Y26) and piping

After the secondary grouting is done for the main machine and electric motor, such accessories as cooler and piping can
be installed. The height and levelness of cooler are firstly rectified and then pre-install the piping. When every thing is acceptable,
the anchor bolts of cooler are grouted.

All the oxygen pipes are made of stainless steel. Few interfaces of the pipes have been welded by spot welding in the
manufactory and they shall be welded after site installation and adjustment. Adjustment and welding of them shall be in
accordance with the specification specified in the drawing M1Y27B.00000. The welding slag and mechanical impurity must be
removed as well as degrease in the pipes after welding.

The oxygen pipes shall be welded and mounted in the field acc. to JB/T 5902-2001, Specification for Oxygen Piping of]
Air Separation Plant.

Adjust the locations of supports or increase extra supports if there is some abnormal vibration in the piping when running

of the compressor.

Translated from the Chinese by G. K. Shao
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4  Trial run of Compressor

Trial run of the oxygen compressor shall be done after installation, and the gas for trial run must be dry oil-free air or
nitrogen. After repairing the oxygen compressor or replacing the wearing parts, the oxygen compressor shall not be operated with]
load till it is tested.
4.1 Preparations before trial run
4.1.1 All the parts, pipes, valves and coolers, etc. which contact oxygen must be cleaned and degreased up to grade. The oil
piping is flushed clean and tested by pressure to up grade. The oil vapour extraction device is installed. Do not fix the suction and
discharge valves temporarily.
4.1.2 Check all the instruments to see whether they are in correctly connected position and whether each of water flows and thej
instruments are normal.
4.1.3 Before the electric motor is coupled with crankshaft, perform the test run of electric motor separately and complete thej
regulation of rotational direction. The rotation is counter-clockwise as viewed from oil supply unit.
4.1.4 Recheck the assembling quality of all parts, especially that of moving parts.
4.1.5 Turn the flywheel several times in order to see whether there are impediments to the moving parts.
4.1.6 Charge 520 L turbine oil L-TSA 68 (GB11120-1989) into the cleaned oil pool of crankcase till the 2/3 height of the inspection|
glass. Don't get the crankcase fully filled with oil.
4.1.7 Open each of cooling water valves until a greater flow is obtained.
4.1.8 Open the vent valve (V805) at the end and the reflux valve (V806).
4.1.9 Start the reserve gear oil pump and adjust the oil pressure in time up to 0.30 MPa to 0.40 MPa.  Check whether the
quantity of lube oil of all the lubricating points (such as main bearing, big/small bearings of conrod and sliding path of crosshead)
is enough.

4.2 Steps for trail run
4.2.1 Inch the motor to check the compressor for running. If it is normal, start the motor again to let the compressor begin running|
and adjust the oil pressure in time up to about 0.35 MPa.
4.2.2 Stop the motor to check the main bearing and major/minor bearings of connecting rod for their temperatures after running 5
minutes and 30 minutes in turn. After maintaining the running for 2 hrs, stop the motor and check the temperature-rises of each]
bearing, sliding path of crosshead should be less than 40°C  and the temperature of piston rod should be less than 80°C.

If abnormality is found during trail run, stopping must be immediately done for inspection. Only when the abnormality is
eliminated, the trail run can be continued.

4.3 Unload test running of oxygen compressor

After the test run of oxygen compressor is accepted, carry out the unload running continuously for 8 hrs in order that the|
moving parts can be in a good state of running-in and the possible defect can be found and rectified at the same time. The unload
continuous running, which is particularly important to the running-in of PTFE sealing ring, piston ring and oil scraper ring, cannot
be neglected.

4.4 Blow-off of oxygen compressor

4.4.1 The compressor sucks in from air by dismantling the 1st stage suction pipe.

4.4.2 Mount the suction & discharge valves (HT.HY01-41-00, HT.HY01-51-00) of the 1st stage cylinder and dismantle the 2nd
stage suction pipe. Run the oxygen compressor for about 30 minutes in order to blow off the 1st stage cylinder, the 1st stage gas
cooler and piping. Following stopping, dismantle and clean the 1st stage suction & discharge valves for inspection. If no
abnormality is found, remount them to the cylinder.

4.4.3 Mount the suction pipe and suction & discharge valves (HT.HY01-42-00, HT.HY01-52-00) of the 2nd stage cylinder and
dismantle the 3rd stage suction pipe. Run the oxygen compressor for about 30 minutes in order to blow off the 2nd stage cylinder,
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the 2nd stage gas cooler and piping. Following stopping, dismantle and clean the 2nd stage suction & discharge valves for|
inspection. If no abnormality is found, remount them to the cylinder.

4.4.4 Mount the suction pipe of the 3rd stage cylinder and the 3rd stage suction & discharge valves (HT.HY01-43-00,
HT.HY01-53-00). Run the oxygen compressor for about 30 minutes in order to blow off the 3rd stage cylinder and piping.
Following stopping, dismantle and clean the 3rd stage suction & discharge valves for inspection. If everything is normal, remount
them to the 3rd stage cylinder.

4.5 Load test running of oxygen compressor

4.5.1 After the oxygen compressor is cleaned by blow-off, the test running for rising pressure gradually can be done. The dry|
oil-free_air_or_nitrogen shall be used for the medium of gas of pressure rising run acc. to the suction condition of oxygen]
compressor. Start the compressor to run normally and close the vent valve at the end and regulate the globe valve at the end to
let the discharge pressure for each stage go up gradually. It is about 4 hrs to the pressure rising run, during which 1 hour is
needed for the pressure to increase respectively from the initial value to 1.0 MPa and from 1.0 MPa 2.0 MPa, and 2 hrs are
needed for the pressure to increase from 2.0 MPa to 3.0 MPa. During the period of gradual increase of pressure,
attention must be paid to such matters as oil pressure, water pressure and temperature, each stage discharge
temperature and the abnormal knocking noises.

4.5.2 Full load running of oxygen compressor

After the end discharge pressure goes up to 3.0 MPa, run the compressor continuously for 4 hrs. Keep the vacuum
pressure in the pipe maintain -5 kPa to -2 kPa by regulating opening of angle stop valve (V852) on oil vapour extraction device]
while running.

Attention must be paid to the following during full load running.

- Whether the oil & water pressures are normal.

- Whether the discharge temperatures of each stage are normal.

- Whether the gas temperatures after each stage coolers are normal.

- Check the sealing effect of sealer.

- Check the oil scraping effect of oil scraper.

- Check the gas tightness of the whole system.

- Check the working situation of ejector in the oil vapour extraction device.

- Monitor the working situation of each suction & discharge valves.

- Check the vibration situation of machine and piping.

- Pay close attention to the indication situation of instruments and test the instrument to see whether the alarm is
sensitive and reliable.

- When instrument gives the alarm, the cause must be immediately ascertained and regulation must be made at once.

- Pay attention to the temperature rise of electric motor.

- Pay attention to change situation of input voltage and current for electric motor.

- Record the operational data every half an hour and check whether they are in accordance with the specification.

If everything is normal in the full load running of oxygen compressor, the compressor can be put in normal production.




Page 13 of 19

5 Normal operation of Compressor

Before compressing oxygen, the globe valve (V802, V808) for nitrogen should be closed while the globe valve (V807)
opened.
5.1 Start-up
5.1.1 Turn the flywheel several times in order to see whether there are impediments to the moving parts.
5.1.2 Open the cooling water valves and properly regulate each of the water flow.
5.1.3 Open the reserve gear oil pump so that the oil can be supplied to each lubricating point.
5.1.4 Open the reflux valve (V806) and the vent valve (V805) at the end.
5.1.5 Start motor in line with the manual given by the manufacturer of motor. After 20 seconds, the 1st suction valve (V801) shall
automatically open and supply oxygen. It runs for several minutes to change air or nitrogen in oxygen compressor system into
oxygen.
5.1.6 After running, gradually close the reflux valve (V806) and the vent valve (V805) at the end. Meanwhile, open the end
discharge valve (V804) and adjust its opening degree to make the end discharge pressure reach the rated value or pressure
needed by pipe network.
5.1.7 Connect gas source with pressure used for oil vapour extraction device, and regulate opening of angle stop valve (V852) to
make the vacuum pressure in the pipe maintain at about -2 kPa.

5.1.8 Check the running situation of machine. After the machine is confirmed to run normally, it can be put into normal operation.

5.2 Operations in normal running of oxygen compressor

5.2.1 The main parameters are listed below when the oxygen compressor is in normal operation.

Item Normal Value Remarks
1. Suction pressure for 1st stage PIAS 811 15kPa Alarm at <8 kPa, stop at <<5 kPa
2. Discharge pressure for 3rd stage PIAS 801 3.0 MPa Alarm at>3.30 MPa, stop at>3.40 MPa
3. Qil supply pressure for lube oil PIAS 803 0.30~0.35 MPa | Alarm at<<0.25 MPa, stop at<<0.20 MPa
4. Qil vapor extracting pressure PI 808, 809 -5 kPa~ -2 kPa
5. Cooling water flow FIAS 801 90th Alarm at <<75t/h, stop at <60 t/h
6. Water supply temp. T 806 <35C
7. Suction temp. for 1st stage Tl 811 22°C
8. Discharge temp. from end TI 801 <45°C
9. Each of the water outlet temperatures <45°C
TI 874~876, TI 871~873
[10. Oil supply temp. for lube oil TIAS 803 <50°C Alarm at >50C, stopat >60C
11. Bearing temp. for main el. motor TIAS 863, 864 <90°C Alarmat >90°C, stopat >95C
12. Main bearing temp. for compressor TIAS 860~862 <75C Alarmat >75C, stopat >80°C
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5.2.2 Record the actual operational readings on instrument for an hour.
5.2.3 If the instrument gives the alarm signal, it must be done immediately to find out the cause and regulate in time.

5.3 Normal stop of oxygen compressor

5.3.1 Open the reflux valve (V806) slowly so as to unload the cylinder, and then close the end discharge valve (V804) and open|
the vent valve (V805).

5.3.2 Stop the electric motor and the 1st stage suction valve (V801) will close automatically.
5.3.3 When the electric motor stops running, close the vent valve (V805).
5.3.4 Disconnect the gas source with pressure used for oil vapour extraction device.

5.3.5 Close the water inlet valve. Drain the cooling water from each stage cylinder, cooler and all water piping completely.
Especially, the machine will encounter cracking in freezing area in winter if the water is not emptied.

5.4 Emergency stop of oxygen compressor

In the event of accident, firstly stop the electric motor. Then open the vent valve (V805) at the end immediately and close}
the globe valve (V804) at the end.

5.5 Long stop of oxygen compressor

If the oxygen compressor is stopped for several weeks, use dry nitrogen to do test running after normal stop in order to
avoid rust inside the equipment and operate according to the following order.

5.5.1 Open the vent valve (V805) and close the nitrogen by-pass valve (V807), and then open the nitrogen suction valve (V802,
V/808) to connect the nitrogen source.

5.5.2 After oxygen inside the machine is discharged, firstly relieve valve position interlock of oxygen suction valve V801 and close
vent valve (V805) as well as open the reflux valve (V806). Then start motor to run for several minutes. After the machine is fiIIedI
with nitrogen, stop the machine.

5.5.3 After the machine stops, close the nitrogen suction valve (V802, V808) and open the nitrogen by-pass valve (V807).
5.5.4 Close the cooling water inlet valve and drain all the accumulated water in the compressor unit.

5.5.5 During shutdown period, start the reserve gear oil pump once a week and run for 30 minutes. Meanwhile, turn the flywheell
several times.

6 Possible Problems and Troubleshooting !!!
6.1 Cylinder
6.1.1 Abnormal gas suction & discharge pressure and temperature

- Leakage and abnormal resistance are found at any stage of oxygen compressor so as to cause the abnormal pressure at
this stage.

- Blockage occurs so that the discharge pressure at this stage goes up and the gas discharge temperature goes up too.

- Discharge valve is unsealed so as to cause the temperature to go up due to suction, compression and discharge of
leaking gas.

The leaking component should be replaced and blockage should be eliminated in order to remedy the above troubles.
6.1.2 Leakage of gas

Valve plate is cracked or spring breaks off so that filings fill the valve.

There is excessive wear in piston ring and cylinder liner so that the sealing is out of function.

There is excessive wear in sealer and seal ring so that the sealing is out of function.

Safety valve and atmospheric valve are not tightly closed.

Valve seat is not tightly fitted against the fitting surface in cylinderblock.

For remedy of these troubles, such quick-wear parts as valve disc, piston ring, sealing ring, and backing ring should be
replaced and the fitting surface should be abraded.
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6.1.3 Water in cylinder
- Crack occurs because the cylinder cover and cylinderblock are damaged.
- There is leakage of water from the last stage cooler.

6.2 Lubricating oil system
6.2.1 Low oil pressure

QOil level in crankcase is lower than the required height.
Qil filter is blocked.

Pump or pressure regulating valve is damaged.

- Leakage takes place on oil inlet & outlet pipes.
6.2.2 High oil pressure

Setting value for pressure regulating valve is too great.

Oil outlet piping is obstructed.

QOil is poor in quality or the brand of oil is wrong.

Oil temperature is too low.

In order to remedy these troubles, the oil should be added or replaced and the oil filter as well as oil piping should bej
cleaned, and the clearances of gear oil pump should be regulated.

6.3 Knocking noise
6.3.1 Oxygen compressor frame

Excessive clearance is caused by the wear main bearings or bearings of connecting rod.

Clearance between crosshead and guide track is excessive.

Locking nut on crosshead works loose.

Connecting rod nut works loose.
6.3.2 Cylinder
- Dead clearance is too small.

Connecting part for piston works loose.

Foreign matters enter cylinder.

Valve disc is cracked or spring is damaged.

Clearance between piston ring and groove is excessive.

Regulation of clearance, tightening of nuts, elimination of foreign matters and specification of operating are the measures
to remove these troubles.

7. Maintenance of Compressor !!!

In order to guarantee the normal running of oxygen compressor and avoid unexpected damage of parts, daily
check and periodical inspection and maintenance must be maintained. Generally, overhaul should be done once a year
and intermediate inspection & maintenance should be done once half a year or in shorter time.

7.1 Daily check
7.1.1 Each stage suction & discharge temperature and pressure are normal or not.

7.1.2 Supply of cooling water is normal or not.

7.1.3 Check the oil pressure and quantity.

7.1.4 Listen regularity to the working sound of valve in order to know whether it is normal or not.
7.1.5 Check moving parts to know whether there is any knocking noise or not.
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7.1.6 Check the working situations of sealer and oil scraper.

7.1.7 Check the degree of vibration for the machine and piping.

7.2 medium maintenance

7.2.1 Examine each stage valve to know whether there are any damaged parts. Replace them by spare parts if necessary.
7.2.2 Examine each instrument for its accuracy and each stage safety valve for its reliability.

7.2.3 Clean suction strainer, oil filter and breather valve located on the machine frame.

7.2.4 Examine the wearing of piston ring and guide ring. Replace them by new rings if necessary.

7.2.5 Examine and clean the sealer and oil scraper.

7.2.6 Clean the crankcase and change the lube oil.

7.2.7 Examine each bearing and the clearance between crosshead and guide track. Make adjustment according to the
requirements if necessary.

7.3 Heavy maintenance

Dismantle and clean every component of the whole machine and also carry out the examination and maintenance. In
addition to the items, which are the same as those maintenance and examination in medium maintenance, the electric motor,
should be cleaned in line with the manual given by the manufacturer of motor. Furthermore, maintenance and assembly, do as
follows.

7.3.1 The dismantled parts must be installed according to the numbering. |t should be particularly noticed that the 4 rows off
connecting rods should not be wrongly exchanged with each other or reversely mounted.
7.3.2 All parts and components, contact with Oxygen must be carefully degreased and cleaned before assembling.

7.4 Examination and maintenance of important parts

7.4.1 Valves

The valves must be examined after 3000 hrs of continuous operation. The examination time shall be shortened properly
if the running period is irregular. The valves shall be dismantled and cleaned upon the examination, and the damaged parts shall
be replaced. Refer to Para 3.5 for the assembling of valves. If there is fault during valves working, the whole part can be
replaced.

7.4.2 Pistons
Examine the wearing of the piston ring after running for 4000 hrs. Replace the piston ring if necessary.
7.4.3 Sealers

Check the wearing of sealing rings after running for 4000 hrs. Replace them if necessary. Refer to Para 3.6 for the
assembling of seal ring.

7.4.4 Oil scrapers
Often check the oil scraper. If the efficiency is not very well, check it as follows:

-- Check the fit between scraper rings and piston rod. Re-abrade or replace them if necessary. The contact height of each
scraper ring with the piston rod is 1.5 mm. The scraper rings shall be obtained in the scraping efficiency by abrading the lower|
part of the piston rod with fine abrasive paste after dismantling piston rod. Replace the piston rod if it is dashed or worn out.

-- Check the tension of spiral locking spring.

-- Check the lube oil of moving parts for the specification. If it is too thin, the scraping effect shall not be guaranteed.
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7.4.5 Lube oil (L-TSA68 GB 11120-1989 eqv ISO VG 68)
Turbine oil L-TSA 68 is used and the kinematic viscosity is 61.2~74.8 mm?/s at 40 °C . Change the oil every 6 months in

the first year and once a year later. Clean oil filters and crankcase thoroughly when changing.

7.4.6 Check the tightness of connecting rod nuts and locking nuts for crosshead once a year.

7.4.7 Clean the cooling water piping
If the outlet temperature of gas or oil is up and the water outlet temperature of cooler drop, this means the scaling exists|
in the water pipe. The following solution is recommended for cleaning of the pipe.
-- The deposited sand particles must be loosened mechanically and flushed out of the pipe. The leak test of water pipe must
be made after cleaning.
-- Solution Formula and Handling for Descaling (at room temperature)
The preparation of 100 kg solution needs the material and ratio: citric acid 9 kg, sulphuric acid 800 g, thiocarbamide 1 kg,
ethyl alcohol 1500 ml, OP-10 1 kg (JIANG NAN chemical plant), and water 86 kg.
Method for use: First, mix citric acid, thiocarbamide, ethyl alcohol and 0P-10 with water, and then pour sulphuric acid into
prepared solution. Never pour sulphuric acid into water directly. The solution feed to the pipeline by liquid pump for cleaning. After

clear away the scaling, the coolers will be rinsed with a large number of water.

NB: Seal up the used solution after clear away the precipitate, it may again used at descaling next time.
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8 Appendix 8.1 : Shrinking-on regulations for integral guide ring

The guide ring is an important part of compressor. If it is necessary to change the guide ring, it must be shrunk acc. to the]
shrinking-on process specified in the regulations.

8.1 ltems to be prepared
-- Guide ring
-- Piston body
-- Tools for mounting (expander ring tool provided together with the compressor by the manufacturer)
-- Heater
8.2 Cut off the worn guide ring.
8.3 Clean the new guide ring and the expander ring tool and dry them.

8.4 Put the new guide ring, piston body and conical spindle with the shrink ring in an electric oven and heat them to 100°C,
and to keep that temperature up to one hour (not allowed to directly heat them with fire).

8.5 As shown in the following figure, locate the conical spindle with the shrink ring on the piston body, then shrink the guide
ring on the spindle with the shrink ring and press it into the guide ring groove of the piston rapidly within 20 seconds.

8.6 Put the piston body integrated with the guide ring into the electric oven and heat it slowly to 120°C ~ 150°C and insulate it
for 1h. After the piston body is cooled to the room temperature in the electric oven gradually. At this time, the shrinking work is
ended. Don't cool them in air and rapid cooling will damage guide ring.

8.7 Check the guide ring on the piston body for looseness in the room temperature and the size shall meet the design
requirement.

7 ##/Bolt

5 48/ Washer

6 LER/Upper pres. plate
| ﬂﬂﬁﬁ/towerpres. plate

o
| B2 | 5 4 #¥/Spring

/|
fﬁy N 48 Washer
&4 /Guide ring ) &8 /Nut

I it/ Spindle for
#/Groove expansion of ring

F50. 3 TWRERMAE 45 65 H 7t
After S/N 2, 3 and 7 are fastened, the S/N 5 and 6 can relatively and freely slide.
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Appendix 8.2 : Hydraulic fastening device of connection for crosshead

The hydraulic fastening device of connection is used for connecting between piston rod and crosshead and also for the
connecting rod bolts. It is composed of two parts, the connecting device and fastening device.

The principle of hydraulic connecting for piston rod and crosshead is such. Through the fastening device of connecting,
press the hydraulic oil with pressure of 150 MPa into S/N.8 the pressure-body part with hydraulic ultra-high pressure hand pump
after connecting the piston rod and crosshead, as shown in the following figure. Using the character of incompressibility for liquid,
pushed the piston in pressure-body to make elastic extending deformation at the end of piston rod. After locking S/N.7 the locking]
nut, release the oil pressure and thus the pretightening force needed can be reached.

The operating procedures of connection for crosshead, see the stipulations of technical requirement in the attached
drawing W4Z212.40000 .

During the continuous pressing, pay attention to such as the maximum pressure not exceed 150 MPa, the process of
tighten needing 3 times and each interval time needing 1 hr as well as adopting the same method of tighten at each time.

After the dead clearance
be adjusted, the screw
coated Anaerobic
Adhesive would be

screwed.
1 2.3 & % 8 7 8 910
Mﬂllia
/ // i~ /
i / E80$4
| AEIRES)
M14X1.5
011 inlet
Mi4Xx1.5
TREGRT |
. RLL{N
Piston rod
ROBEURR |

| = t¥Xk 2-48%  O5-A% 4-BAK o-A¥% 6% M8x 12

Crosshead body Thrust ring Spring Screwing ring Adjusting ring Screws MSX12

7-§EgE  B-Ehkda# O-#uwx 10-88020/015x1

Locking nut Pressure-body part 0il connection Washer ®20/P15X{

Translated from the Chinese by G. K. Shao
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Y314BCK AR %#E/ TECHNICAL DATA

No WiH/ Item N %%/ Description
1 5 /Model ZW-63.5/30
2 | B5/Type S, DU =OE A RS . RS KA R
Vertical,four-row, three stages double-acting, non-lubricated cylinders and water-cooled.
3 | HA &E/Capacity 63.5 m? /min (M AIRZ/under suction condition)
4 | frJF/Medium: T-#544</Dry oxygen
5 | MNIRES/ 15 J% [Temperature: 25°C
Parameters of suction condition 71/ Pressure: 0.115 MPa(A)
6 | Z&Jk/Final discharge pressure: 3.1 MPa (A)
7 | RHELANAE/Cylinder bore: ®500%2, @410, @240 mm
8 | AN I UEIR S/ <45°C
Gas temp. after cooler
9 | FE4EHLE%i%/Speed of compressor 493 rimin  (F IR IBE Y S EUDL B3 6952 4% 5/ Transmitted by the rigid coupling connected directly with
the electric motor)
10 | ¥H17KE K E/Cooling-water temp. inlet: <35C
11 | & %17K#EE/Cooling-water consumption 90 t/h
12 | ¥ &/ Quantity of lube oil 520L (—kZEHL =/ filing quantity required)
13 | 3 & R Lube oil grade 68 = L-TSA ¥5#EHLi/ No. 68 L-TSA Turbine oil (GB 11120-1989 eqv  1SO VG68)
14 | W& ZEATH2/ Piston stroke 240 mm
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15 | JE4aN15hTh 2/ Shaft power of compressor 725 kW
16 | ECH HAL/ Electric motor YKK6304-12 Type, 6 kV, 50 Hz, 493 r/min, 800 kW  Asynchronous motor
17 | ENINERST/ ~7840x1630x4030 mm, =FH|HE §/Weight (Compr. unit): 19200 kg
Overall dimensions (Compr. unit)
18 | 1 Haa=mItEIES/ 0.33 MPa
Opening pressure for Safety valve [ stage
19 | DL EITEES/ 1.16 MPa
Opening pressure for Safety valve Il stage
20 | Mgz wItE s 7/ 3.30 MPa
Opening pressure for Safety valvelllstage
21 | 2L 5 H T A/ The occupied area of the whole 12x7.1 m?  CELHE LA 08 2 8] A4 A 45 4850 7 8] /including electric motor and gas cooler both
compressor unit remove space)
22 | EOKRE R 10820K g

The maximum weight of the hoisting parts
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ASS Y. SCHEMATIC DRAWING OF
THE SEALING RING

13 w©
=
14
12 o
11 —
- i - | | | | | |
T/ \ \ \ \ KT
10 / —0 q O—0- ©
— i . ___L S -
Il 1250 |
| e
3
I 125 | .
| DS =
. 3 2L | Y314.60008 Sealing ring (top) | 1| DEEWE g 0g
?% H rgg@ 20 | HTR509-83 [nner joint DNG 4 HPb59-1 | 0.015] 0.030
1
% H * oy 19 | HTA3701-93 | Cap nut MiBx1.5x13 | 2 H62 0.0398/0.0796
= : 18 | HT2510-83 Gaskel 017/028<1 | 2| XB350  |0.0002/0.0004
'é N 17 | HT2508-83 Screwed joint DN6 2 HPb59-1 | 0.076| 0.152
= }\ 16 | GB/T6170-2000 Nut M6 2 HPb59-1 | 0.002 |0.004
i ‘ N C 15 1 0310.150004 Double screw bolt 2 HE62 0.064]0.128
o
= ‘ ‘ ‘ ‘ ;g%} 14 | Y314.60013 9139/ 0131x1.5 Washer | 1 T2-M 0.027 No drawing
g ‘
= 3 13 | Y314.60003 Sealer seat 1| ZCulllOFe3 | 21
(@} g -
= i 12 | Y314.60005 Interceptor ring 1 CE?HFEO"&%SS 0.09
E M 1%%@ 11 | Y314.60012 Throttling box 1| ZCuAllOFe3 |1.35
= ‘ . N PTFE wilh
= | 250 17 10 | v314.60002 Throltling ring | 1| Jhbwth ooy
= ‘ 9 | GB/T119.2-2000 Pin 3x8 6 3Cr13 0.004 | 0.024
g g | 0310.150013 Locking spring 12 [1Cr18Nil2Mo2Ti| 0.01 | 0.12
[«
8 7| Y314.60010 Sealing box 4| ZCuAllOFed | 2.33 | 9.32
= — ) 2 | H 6 | Y314.60011 Sealing box 1| ZCuAllOFe3 | 3.25
: : PTFE with
o < e H H 5 | Y314.60007 Sealing ring 5 | compounds | 0-06 | 0.30
B To suction pipe S Exhaust 4 | 31460009 | Sealing ring (bottom) | 6 | JFIEWE o6 | 036
q 2nd stage ‘ Y j/;/ o atm. PTFE wilh
g 08x1 N ) _ - t 081 3 | Y314.60004 Backing ring 5 Compo"l’fnds 0.06 | 0.30
i b\% 2 | Y314.60006 Distance ring 1| ZCuAllQFe3 | 1.8
,}if ! 1| Y314.60001 Gland cover 1 3Cr13 7.8
BEAL 21 S/N| WG, NO DESCRIPTION  |QTY|  MATERAL  [oNGlELTOTAL | pryiais
= - WEIGHT (kg)
TECHNICAL  REQUIREMENTS 070
RARE 1.All parts of the sealer must be carefully degreased and cleaned before FE MR GHREBE £ 4 B B SEALER Y314.60000
— assembling and free of oil and grease. The residual adsorption should A T i'x] it Bite | 28 (k) LR
not exceed 125mg/m? . fg i 3 27 6 11
THEE 2.After.each sealing ring has bee?n assembled, the clearance between boxes FELYE ¥ & | & &
terminal face must be maintained at 0.30-0.40 mm. ?ﬁf ASSEMBLY HANGZHOU HANGYANG
COMPRESSOR CO., LTD.
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TECHNICAL REQUIREMENTS

1.The axial clearance a: 0.10~0.20 mm. b: 0.10~0.17 mm.
¢: 0.15~0.21 mm.
2.When the compressor need to pump oil vapour, should demount
screwed plug (S/N 7) and connect the suction of vacuum pump.

51 <
TN \\ 1
N

b

30 | GB5782-86 Bolt M12¢30 8 | Steelgr.88 |0.036 [0.288 fine coated
= 29 | WAZ12.60015 Gasket || Ohhrel b 0.12
é 28 | GB/T3452.1-92 | O-ring seal 26.5%x3.65 | 1 |Oil-proof rubber |(),((2 Purchased
g 27 |W4712.60014 Flange 1 @R35-4 0.3 v
° 2 |GB899-88 Double end stud AV10<30 | 2 | Steel gr. 6.8 0,023 10046 | oo Soated
= \ 25 |GBs170-86 Nut. 10 2| Steelgr 60007900058 Ficesated
g= 24 |W4712.60008 0il pipe 1| Gelvanized pipe-20 | .34
g 23 |HT7036-82 | Adjustable union7G3/4-[1 | KT33-8 |03 e senate]
g 22 |HT7025-82 Male thread 2G3/4" | | KT33-8  |0.17 ?gg;g%g&gﬁ
g 21 |HT7031-82 90° Elbow 7G3/4* |1 | KT33-8  |0.56 e el
= 20 |W4712.60007 0il pipe 1 |Galvanized pipe-20 | (.37
=] 19 | GB5782-86 Bolt M12¢80 4 | Steelgr.8.8 |0.077 |0.308] Fno coated
= 18 |W4Z12.60010 Oil scraper ring ¢ | ICuSnlOPb! |0.75 |1.50
s \ 17 |W2716.50013 Locking spring 2 | CrIBNilRMo?li |0.019 10.038
£ AN | Backing rin, -
g 16 |W4212.60011 g ring 1] Qe35-AF |04
E N 15 |W4712.60013 0il scraper ring stand | | Q235-AF |0.86
= - 14 |W2716.50002 Locking spring 2 | CriBNi2o2li [0.006 |0.012
13 |W4712.60012 Sealing ring 1] QR3b-AF 1082
12 |14212,60005 | Sealing ring (bottom) | 1 | aimpounds |0.65
11 |We216.50004 Locking spring 2 | CrlBNileMo2Ti 0.009 |0.018
10 |W4212.60006 | Sealing ring (top) 1| compoinds |05
9 |GB119-86 Parallel pin A4x8 1 3Cr13 0.0007
8 |W4712.60016 Gasket 032/021x2 | XB350 10.0003 No drawing
v |HTA3711-93 | Screwed plug M20x15 |1 | Q235-AF |0 Oxidized
6 |W4Z12.60002 0il scraper cover 1 5M02-F |25
5 |GB/T3452.1-1992  O-ring 145x3.55 | 1 |Oil-proof rubber |(0,0054 Purchased
g 4 |W4712.60003 0il scraper ring box | | HT250 017
= 3 |W4712.60004 0il scraper ring gland | | QR35-AF |0.58
i | 2 |W4712.60009 Oil seraperring | 9 | AMEWS 1005 1040
i,if ‘ 1 [W4Z12.60001 0il scraper body 1 ZL04  19.25
BERES i S/N| DWG. NO. |  DESCRIPTION lory| MATERIAL |*ygtrpier | REMARKS
KERE B 4B KRAAEE K4 B R _ IH4712.60000
. [ OIL SCRAPER e | K8 (ko) | BHR
e 3 1936 | 11
B k% @ig/ k% 5 %
¥ B ASSEMBLY HANGZHOU HANGYANG
COMPRESSOR CO., LTD.
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) | TECHNICAL DATA
B e ,k@,i,@777@,$,@777@,7,@7\ The discharge capacity is 125 L/min at the driving gear speed
7 | 493 r/min and the oil pressure 0.40 MPa for gear oil pump.
4 ‘ \
52 | ‘ TECHNICAL REQUIREMENTS
o1 Punch 3 points 1. The axial clearance of gears is 0.08~0.12 mm, and the radial clearance
P .
50 | @ between gears and pump body is 0.06~0.18 mm.
! 2. The radial clearance between bushing and gears is 0.08~0.12 mm.
49 ) .
+ {} 3. After the oil pump up to rated flow on the rated pressure in test,
48 - w the adjusting screw (S/N 49) be not allowed to adjust.
47 ﬁ @ 4. The oil pump participate in the trial run in the manufactory, and
x . . .
N % it would be put in warehouse after the test run is passed and the
46 4 ‘ technical parameters meet the requirement.
! 5. The non—machined surfaces of the oil pump should be shot
- blasted and polished, and then coated the under—coat inorganic
zinc-rich, the top—coat of the oil pump painted together with the
compressor unit after it has been assembled with compressor.
|
A
y - ‘ 52 [HTA3711-93 | Screwed plugMI8x15 | 1 [ §235-AF [0.065 Oxidized
51 |W4Z12.50024 Gaskel 024/020«2 | 1 [OiL-proof rubber g gy No drawing
i A @ 50 | W4212.50023 Gaskel 034/928«2 | 1 [0l proof rubberig ooy No drawing
Z ! 49 | W4Z12.50015 Adjusting screw 1 35 0.03
43 N ‘ 48 |W478.60005 Guide sleeve 1 35 0.26
\ ‘ @* 47 | 478.60007 Spring 1| 70 Steel wire 1 | 0.012
! 46 |1478.60006 Safety valve head 1 35 0.015
N b b L L L L L L L L L L L L 7@ - 45 | W4Z712.50014 Inner cover plate 1 QR35-AF | 0.68
‘ 44 | W4712.50016 Shim g 20Uz benzoale | o oy
12 e ] 43 |WAZL250008 Driving gear 1 45 6.9
‘%‘ - - j AN 42 |W4z12.50022 Gaskel 062/043«2 | 1 [0 proof rubber g oy No drawing
‘ 1 41| W4712.50007 Closed nut 1| Q235-AF | 050
= \ 40| W4Z12.50006 Bushing 2 | 2CuSni0Pbl | 0.28 | 0.56
Nz WIS OIS ]! T 39 | W4712.50004 Driven gear 1 45 5.7
/ LA / 38 [W4712.50002 End cover 1] HR00O |6
7 ) 31| W4Z12.50005 Bushin, 2 | 2Cu3ni0Pbl | 047 | 0.9
4 : S
i 36 | W4Z12,50001 Pump body U] Smpes | 1266
_ _ 35 | W373.5.50018 Spring seat 3 35 0.00460.0138
. 34 |W3z3.5.50019 Spring 3 | 70 Steel wire II |0.0005]0.0015
/ 25 33 | GBL095-79 Key 8425 1 45 0.01
B} 10 v R | W4Z12.50008 Clutch body 1 20 0.65
E M 3L | W4212.50009 Roller 3] certs ] 0.03]0.09
g - 30 |W4Z12.50017 Spring 1 [Oitproof Tubber | ¢ 4
% M 29 | W4712.50010 Outer race 1 20 1.21
2 2 | W4Z12.50012 Spring 4 | 70 Steel wire T | 0.029) 0116
= M 21 | W4Z12.50011 Slipper block 4 45 0.065
: % |GB68-85 Screw M6x12 8 | Steelgr. 4.8 [0.00456[0.03648 Focsonare
= 25 | W4712.50013 Outer cover plate 1 QR35-AF 0.68
2 14712 5001 ,
: 24 [W4Z12 50021 Gasket 045/0382 [ 2 |OL proofrubberTo 15 0.036 | No drawing
= 23 |HTA37I1-93 | Screwed plug M36x2 | 2| 0235-AF |0.238]0.476] Oxidized
E . % |CB6170-86 Nut ML0 2| Steelgr.6 |0.011 [0.022] o Soaled
2 2l | GBBB1-86 Taper pin 10x65 2 45 0.032]0.064 | Oxidized
: ' 20 | GB5783-86 Boll MI2x35 10] Steel gr.8.8 | 0.0440.44 | Foc S0aled
= Section K-K 19 |W478.60009 fhserted seerefor | 162 0.25
: 18 [W4712.50020 | Gasket p45/935x2 | 1 |Oil-proof rubberlg goog No drawing
: 17 |W478.60010 feat board for 1 35 0.29
= 16 | WS5-301 0 T8 0 e erer] | ] 0.3 Purchased
c 15 |W4Z12.50019 Gasket 032/010x2 | L [ proofrubber| g oo No drawing
14| W476.60008 Valve seat 1] HPB59-1 | 038
13 |W478.60014 Valve rod 1] scr13 [ 0033
12 |501J4A.006 Pressure ring 1 HPb59-1 | 0.014
11 |501J4A.005 0-ring seal 1 Neoprene 0.002
10 | 501J4A.004 Washer U] HPbS9-1 | 001
9 |GB6170-86 Nut M5 1| Steelgr.6 [0.0012 Chromiuny- conied
V% 8 |GB97.1-85 Plain washer 5 1| Steel 140HV [.00105 Chponuuny coaed
%{4]4%’ 7 |50006.07 Handwheel 1] tomperte | 0.027
. s, 6 |478.60011 et 1] 85 [0z
i o |Y-602 060, O 11Pa, M5, c=0 | L | 08 Purchased
: 4 | W4Z12.50018 Gasket 924 /96x2 1 [ proof rybber g o907 No drawing
: 3 |W4Z8.60015 Gland plate 2] Qes5-AF [ 016032
; 2 |GB65-85 Sorew MAx10 6| Steelgr. 48 [0.0014/0.0084 T Soale
ﬁsm@%% 1 |GBB5-85 Screw M4x16 8 | Steel gr. 4.8 [0.0019]0.152 | Foescomre
S/N DWG. NO.| DESCRIPTION jqrv| MATERIAL S%g”%“ REMARKS
B 19 A AN YT W4712.50000
iy GEAR OIL PUMP [ m#he [ () | kL
. :
S &a’/ - 155.16g ;2
125
v ASSEMBLY HANGZHOU HANGYANG
COMPRESSOR C0., LTD.
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