RUSSIAN

ENGLISH

CanbHMKM  CTa/lbHbIX  KOMMEHCATOPOB CrlieayeT MNOATArMBatb  Mnpu
faBneHun He Bbiwe 1,2 MMa (12 Krc/cM®) OCTOPOXHO, UTOBbI He
copsaTb 60NTbI.

Steel compensator stuffing-boxes should be tightened carefully at a
pressure not exceeding 1,2 MPa (12 kgf/cm?) to avoid stripping the
bolts.

[l06UBKY Ca/lbHMKOB KOMIMEHCATOPOB M apMaTypbl [OMYyCKaeTcs
NPOV3BOAMTL MPU N3BLITOYHOM [aB/eHUN B Tpybonposodax He 6osnee
0,02 MMa (0,2 Krc/cM?) 1 TemnepaType TErjIoHOCUTENs! He Bbllle 45
°C. 3aMeHATb Ca/lbHUKOBYHO HAbMBKY KOMMEHCATOPOB pas3peLLaeTcs
Moc/ie NOSIHOr0 ONOPOXHEHUA TPY6ONpPOBOJA.

The compensator stuffing-boxes and fittings can be packed up at a
piping overpressure within 0,02 MPa (0,2 kgf/cm® ) and at heat-carrier
temperature within 45 °C. Stuffing-box packing can be replaced after a
complete pipeline emptying.

B uensx NoBbIWEHNA HAAEKHOCTV Ma3yTOMPOBOAbI B 34aHUAX
[O/MKHbI BbINOMHATLCA U3 YCUNEHHBIX CTabHbIX GECLLIOBHbLIX TPYO
MOBbILLEHHOT O K/acca ¢ MUHUMa/IbHbIM KOTMYEeCTBOM (P/1aHLEBbLIX
COeAVHEHWIA.

In order to enhance safety, mazout pipelines in buildings must be
formed of high-class reinforced seamless steel pipes with a minimum
number of flange couplings.

Mpy NpUMeHeHUW (aHLEBbIX COEAMHEHUIA AOMKHBI UCMO/Mb30BaThCA
thnaHubl TMNa "Wwvn-nas" waM gpyrue UM nofobHbIe, a NOBEPXHOCTb
(hnaHUeBbIX COeAMHEHUN YCNOBHbIM AnameTpoMm [y=50 mm n 6onee

In case of flange couplings, those of the tonguing and grooving or
similar types must be used, while the surface of the flange couplings
with a conventional diameter of ND=50 mm and above must be

3aKpblBaTbCA  KOXYyXamMu  4J19  NpefoTBpalleHnMs  BO3MOXHOro | covered by mantles to prevent any possible spouting.
(POHTEHMPOBAHUS.
[na  o6ydyeHVWs npaBW/bHBIM,  CaMOCTOATENbHLIM - M GbIcTpbIM | With the purpose of reaching correct, unassisted and quick actions, in

[eNCcTBUAM B YC/OBUAX BO3MOXHOIO MOXapa W B3aMMOLENCTBUSA C
MOXapHbIMM  YaCTAMKW, C  3KCM/yaTauWOHHbIM U PEMOHTHbIM
MepcoHanoM [O/MKHbI NPOBOAUTLCA MPOTMBOMOXKAPHbLIE TPEHWUPOBKK
(uexoBble, 06bEKTOBbIE 1 COBMECTHbIE C MNOXapHOi oxpaHoii MB/, P®)
B COOTBETCTBUM C TpeboBaHMAMM "VIHCTPYKUMM MO OpraHusauuu
MPOTVBOMOXAaPHbIX TPEHVMPOBOK Ha NPEANPUATMAX U B OpraHu3aumax
3/1EKTPO3HEPTreTUKN".

situations of possible fires and for cooperation with fire departments,
the operating and repair personnel must receive fire trainings (within
workshops, facilities and together with the fire control service of the
Ministry of Internal Affairs, RU) in compliance with the requirements
of “Guidelines on organizing fire trainings in power industry enterprises
and organizations”.

MapameTpbl  PEXMMOB  MeXaHWYecKoW  06paboTKM  fAeTanei
KOHCTPYKUWIA cnefyeT onpeaensitb C YY4eTOM OCHOBHbIX MOKasaTenei
MEXaHWYECKMX CBOWCTB CTa/lbHOr0 MpoKaTa: npefena TeKy4yecTy,
BPEMEHHOTO  COMPOTMBMIEHNA  PACTSDKEHWUIO,  OTHOCUMTENbHOMO
YA/MHEHUSA, a TakKe MOLYNS YNPOYHEHUS. PeKOMeHLYyeMble 3HaUYeHus
3TUX MOKasaTeneli N8 WCNONb30BaHUA MNpW pacyeTe NapameTpoB
peXXvMa NpuBefeHbI B MPUNOXKEHNUN A.

The parameters of design detail machining should be defined
considering the key indicators of the mechanical properties of rolled
iron: the yield point, the ultimate tension, the percentage elongation as
well as their reinforcement module. Appendix A contains the
recommended-values of these,indices,to-be used, when-determining the
parameters of machining’mode.




