g 165.38 OVERALL R
————— L .Iﬁ;?a —=1 __..--- '_.
148.03 BEARING CENTERS 1 1
23.75
132.06 SHELL & HEADS
129.31 DRYING FACE
2538
175.75 SHELL o |
— W/SHELL |
30-40/ |~ e
SEE NOTE 4 f % _.l
.?!Eéqlpl' ,
(4)NO 31 DRILL ks
LOCATE FROM -
MAMEPLATE
@@
BEF ——
g
il |
@:T,QQT Eq.
T Z71.003|AlB] &
’305055 y
AS CAST g 1l _
#40.50 = | |
f _______ L el ...__1_. 038 - ;
SEY ——4 5499
34 S i b T I — | T ] i = == = A 'g'@j
933 . S N . ==
ol Mslat o BT T R | LSS EEEERn T | i st e Ve 4
‘ [ . j r J-J | Eﬂ: -.._ll_.'- i X ’ ok
o, iyad | — —
@4
SEE WOTE 8
1.000/.875 i 5
WALL e
NOTES: i
I AL = ]
! { ."_ .1:'1; ﬂ' =
e

I= ASSEMBLY TO BE BUILT AND TESTED IN ACCORDANCE WiTH CURRENT
EDITION AND ADDENDA OF THE ASME CODE SECTION ViK, DISION 1.

2- MAXIMUM OPERATING TEMPERATURE OF 450° F AT MAWP OF
150 PSI. TEST TO 300 PSIG HYDROSTATIC. .

J= MINMUM DESIGN METAL TEMPERATURE OF 32 F

AT 0 PSI -
4= .B75-9 BOLTS T0 BE LUBRICATED WITH THRED-GARD OR SUITABLE SUBSTITUTE
AND TIGHTENED WITH A TORQUE WRENCH TO 450-550 FOOT=LBS. .75-10 SET
SCREWS TO BE SILICONED AND TIGHTENED TO APPROXIMATERY. 510 FOOT-LBS,
5- INSTALL HEADS TO SHELL USING PERMATEX SEALANT '
OR A SUITABLE SUBSTITUTE ON MATING SURFACES. :
6= DYNAMIC BALANCE T0 1000 FPM (81 RPM) PER ISO 1940 /G QUALITY
CRADE 6.3 MAYIMUM RESIDUAL STATIC UNBALANCE OF ¢ (85 AT 0D.
7= COAT MACHINED DRYER FACE WITH RUST=VETO 342 (BROWNL COLOR)
OR A SUITABLE SUBSTITUE.
B HANDHOLE COVER BOLTS MUST BE RETIGHTENED AFTER
HEAT HAS BEEN APPLIED TO DRYER.




