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W A R N I N G

PRECAUTIONARY DATA

Personnel  per forming instruct ions  involv ing  operat ions ,  procedures ,  and
pract ices  which are  inc luded or  impl ied  in  this  technical  manual  shal l

observe  the  fo l lowing  instruct ions .  Disregard  o f  these  warnings  and pre -

c a u t i o n a r y  i n f o r m a t i o n  c a n  c a u s e  s e r i o u s  i n j u r y ,  d e a t h ,  o r  a n  a b o r t e d

mission.

Solvent clean parts in an approved cleaning cabinet or in a well ventilated

a r e a .  A v o i d  i n h a l a t i o n  o f  s o l v e n t  f u m e s  a n d  p r o l o n g e d  e x p o s u r e  o f
cleaners to skin. Observe local regulations regarding the use and handling

of  f lammable l iquids.

H i g h  s p e e d  t u r b i n e  d r i v e n  e q u i p m e n t  m a y  b e  o p e r a t i n g  a t  e x c e s s i v e l y

high speeds .  Always  have  proper  guards  in  p lace .  Do  not  s tand or  work

along side of, or in the plane of rotation of this pump when it is running.
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A P P E N D I X I .  R E F E R E N C E S

S E C T I O N  I

I N T R O D U C T I O N

1 .  G e n e r a l  I n f o r m a t i o n

T h i s  t e c h n i c a l  m a n u a l  c o m p r i s e s  o v e r h a u l

i n s t r u c t i o n s  f o r  P a r t  N o .  R G 1 2 4 7 0  A i r  T u r -

b i n e  D r i v e n  S i n g l e  S t a g e  C e n t r i f u g a l  F u e l
Booster  Pump ( f ig .  1 ) ,  manufactured by  Lear

Siegler ,  Inc . ,  Romec  Div is ion  (Federal  Manu-
facturer ’ s  Code  51663) ,  Elyr ia ,  Ohio .  Sect ions

I  through IV o f  this  technical  manual  contain

instruct ions  for  Part  No.  RG12470.

Figure 1. Air Turbine Driven Centrifugal Fuel Booster
Pump.
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2 .  R e p o r t i n g  I m p r o v e m e n t s

The direct  report ing  by  the  indiv idual  user

of  errors ,  omiss ions ,  and recommendations  for
improving this  technical  manual  is  authorized
a n d  e n c o u r a g e d . D A  F o r m  2 0 2 8  ( R e c o m -

m e n d e d  C h a n g e s  t o  D A  P u b l i c a t i o n s )  w i l l  b e

u s e d  f o r  r e p o r t i n g  t h e s e  i m p r o v e m e n t s .  T h i s
form wi l l  be  completed using penci l ,  pen,  or

typewri ter  and  forwarded  d irect  to  Command-

i n g  G e n e r a l ,  U . S .  A r m y  A v i a t i o n  M a t e r i e l
C o m m a n d ,  A T T N :  A M S A V - M L ,  P . O .  B o x  2 0 9 ,

S t .  L o u i s ,  M o .  6 3 1 6 6 .

3 .  P u r p o s e

The fue l  booster  pump pr imes  the  fue l  d is -

t r i b u t i o n  s y s t e m  i n s u r i n g  a  v a p o r - f r e e  f u e l
supply  to  the  engine  dr iven pump.

4 .  Equ ipment  Records

The Army equipment record system and pro-

cedures established in TM 38-750 apply to this

e q u i p m e n t .  T h e  a p p l i c a b l e  f o r m s

TM 38–750 shall be used.

5 .  Descr ip t ion  and  Lead ing

Par t icu la rs

r e q u i r e d  b y

The pump consists  o f  an air  turbine dr ive

unit and a centrifugal pumping element. Bleed

air  f rom the  a ircraft  engine  is  channeled into
holes in the turbine shaft and expelled through

 2 
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nozzles, causing the turbine to spin. The centri-

f u g a l  i m p e l l e r  i s  m o u n t e d  o n  t h e  s h a f t  a n d

extends in a pumping chamber in the housing.
Fuel  enters  the  pumping chamber  through an

inlet in the bottom of the housing. The whirling

impel ler  b lades  pick  up the  fuel  and throw i t

b y  c e n t r i f u g a l  f o r c e  a w a y  f r o m  t h e  i m p e l l e r
hub and against  the  chamber  wal ls .  The fuel

follows the spiral passage in the housing to the

d i s c h a r g e  p o r t .  R e f e r  t o  t a b l e  1  f o r  l e a d i n g

part iculars .

Table 1. Leading  Particulars

Pump type Air turbine driven single
stage centrifugal fuel
booster.

Capacity 690 PHR @ 8 PSI dis-
charge pressure.

Pumping  medium Fuel per MIL-J-5624
(JP-4).

Rotation Clockwise  viewing  turbine
cone end.

Fuel temperature range —60°  F to + 130” F.
Ambient temperature range  -–60° F to + 130” F.—— - -—.————

S E C T I O N  I I

T E S T  E Q U I P M E N T ,  S P E C I A L  T O O L S  A N D  M A T E R I A L S

6 .  Test  Equ ipment 8 .  C o n s u m a b l e  M a t e r i a l s
Equipment required to test the pump is listed Consumable  materials  required

in table 2. the pump are listed in table 3.

7 .  Spec ia l  Too ls

No special tools are required.

T a b l e  2 .  Test Equipment Required

t o  o v e r h a u l

Pmt.  MOM Technical

Pressure Gage Used to monitor air and fuel pressure at final test. Typical

manufacturer: Helicord Gage Div. of American Chain and

Cable Co,, Bridgeport, Connecticut.

Flowmeter Used to monitor fuel flow at final test, Instrument to be

calibrated for MIL-F-7024A type II fluid Sp Gr 77 @ 60° F.

Typical manufacturer: Cox Instruments Corp.,  Detroit,

Michigan.

Test Tank Suitable for mounting pump in its normal operating attitude

during test. Fabricate locally.

Air Pressure Source Used to drive turbine.

Profilometer Used to gage roughness of critical ~urfaces.  Typical manu-

facturer: Micrometrical Manufacr.uring Co., Ann Arbor,

Michigan.

Temperature Gage Used to monitor fluid and air temperature,

or mil c-b Nomenclature Description

G1OO PSI (3 ea)

—70S F to + 140” F (2 ea)

T a b l e  3 .  Con.wmable Matwials Required

1 tern
.-

Type or Government
Number Material Grade Specification

1. Dry cleaning solvent P-D-680

2. Calibration fluid II MIL-F-7024A

3. Alodine MIL–A-8625

4. Lapping compound 1800 *

$5. O-Ring grease 10924 **

6. &OCUS cloth #400 P-C-458

7. Polyethylene bag MIL-B-43165

8. LockWire MS20995NC32

9. Protective plug

10.

NAS818-6

Protective plug

11.

NAS816-48

Protective plug

12.

NAS816-23

Protective plug NAS816-’72

“ Manufacture by  Crane  Packing  Co.  or equivalent.
* a Ma””facturti by Standard  Oil  Co.  or equivalent.
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S E C T I O N  I I I

O V E R H A U L  I N S T R U C T I O N S

9 .  D i s a s s e m b l y

Disassemble the equipment only to the extent

necessary  for  inspect ion ,  c leaning  and repairs .

Detai led  instruct ions  fo l low.

a. R e m o v e  s c r e e n  ( 1 8 ) ,  w a s h e r  ( 1 9 ) ,  s c r e w

( 2 0 ) ,  a n d  r e l i e f  v a l v e  ( p a r t s  1 3  t h r o u g h  1 6 ,

f i g u r e  2 ) .  W i t h  f i n g e r s ,  r e s t r a i n  v a l v e  g u i d e
( 1 4 )  t o  p r e v e n t  i t  f r o m  a b r u p t l y  u n s e a t i n g
when retaining ring is removed. With a scribe
or  s imi lar  pointed too l ,  remove retaining r ing

( 1 3 ) .  R e m o v e  v a l v e  g u i d e  ( 1 4 ) ,  s p r i n g  ( 1 5 )

and ball  (16).

b. Remove screws (21) and lift off air outlet

vane  and cone  (22) .

c. H o l d  t u r b i n e  ( 2 3 )  a n d  r e m o v e  n u t  ( 1 )

a n d  w a s h e r s  ( 2 ) .  U n l e s s  i t  r e q u i r e s  r e p l a c e -

ment, do not remove identification plate (6). If
i t s  r e p l a c e m e n t  i s  r e q u i r e d ,  p r y  o u t  s c r e w s

(31) .  Take out  screws (30)  and washers  (29) .
T a k e  o f f  c o v e r  ( 7 ) .  I n s e r t  a  k n i f e  b l a d e  b e -

t w e e n  t h e  c o v e r  a n d  t h e  p u m p  h o u s i n g  a n d
c o n t i n u e  t o  u s e  p r o g r e s s i v e l y  l a r g e r  w e d g e s
until the cover is free. Push bearing (4), bush-
ing  (3 )  and shims (5 )  f rom cover .

d .  T a k e  o u t  i m p e l l e r  ( 9 ) ,  k e y  ( 8 ) ,  s h i m

(10) ,  packing (11)  and seal  (12) .  Remove tur-

b i n e  ( 2 3 ) .  E x a c t  r e t a i n i n g  r i n g  ( 2 8 )  w i t h  a
scribe or similar tool. Tap seal (26) and spring

w a s h e r  ( 2 5 )  i n t o  p a l m  o f  h a n d .  R e m o v e  p r e -
f o r m e d  p a c k i n g  ( 2 7 )  w i t h  a  s u i t a b l e  p i c k i n g

tool.

e. Do not  remove  s leeve  bear ing  (24)  unless

inspect ion  indicates  i ts  replacement  is  neces -

sary .  I f  removal  is  required,  heat  pump hous-

i n g  i n  a n  o v e n  t o  a  t e m p e r a t u r e  o f  3 5 0 °  F .

Remove from oven and knock out bearing on a
wood  b lock .  Use  a  wood  dowel  to  apply  pres -

sure if impact fails to free bearing.

10 .  C lean ing

a. Remove  any  loose  accumulat ion  o f  fore ign
matter from disassembled parts with clean, dry,
compressed  a ir .  Air  hose  nozz le  pressure  shal l

not exceed 100 PSI. Particular attention should
b e  g i v e n  t o  i n t e r n a l  p a s s a g e  o f  t h e  p u m p

housing.

b.  C l e a n  m e t a l  p a r t s  b y  i m m e r s i n g  i n  o r

s p r a y i n g  w i t h  s o l v e n t  ( i t e m  1 ,  t a b l e  3 ) .  R e -

move  heavy  concentrat ions  o f  grease  or  o ther

deposits by scrubbing with a nonmetallic brush.
Dry parts with filtered dehumidified air having

a nozzle pressure no greater than 100 PSI.

c. Store cleaned parts in plastic bags or simi-
lar  containers  to  prevent  contaminat ion .

11. Inspection

a.  E x a m i n e  p a r t s  f o r  o b v i o u s  d a m a g e  o r
wear. Cracks, warped or mutilated mating sur-

face, scored or grooved rotating parts are usu-
a l ly  cause  for  re ject ion  o f  the  parts .  Table  4
prov ides  a  guide  for  determining  the  serv ice -

ability of a part.

b. Parts  suspected  o f  having  minute  cracks

or metal fatigue shall be inspected with either
m a g n e t i c  p a r t i c l e  o r  f l u o r e s c e n t  p e n e t r a n t

( M i l i t a r y  S p e c i f i c a t i o n s  M I L - I - 6 8 6 8  o r  M I L -

1 - 6 8 6 6  r e s p e c t i v e l y ) .
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Figure 2. Exploded View of Air Turbine Driven Centrifugal
Fuel Booster Pump.
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1.
2.
3.
4.
5.
6.
7.
8.
9.

10.
11.
12.
13.
14.
15.
16.

Nut
Washer
Bushing
Bearing
Shim
Identification plate
Cover
Key
Impeller
Shim
Packing
Seal
Retaining ring
Valve guide
Spring
Ball

F i g u r e 2 .  Ezploded

Fuel

l>;!tt Idmlilkation
Fig. 2 ‘I !pt’ d

x 01111. In[iex  Xo. ln~pcctiou

Impeller

Seal Seat

9 Visual

12

Pump Housing 17

Air Outlet

Vme and

Cone

22 Visual

17.
18.
19.
20.
21.
22.
23.
24.

25.
26.
27.
28.
29.
30.
31.

Pump housing
Screen
Washer
Screw
Screw
Air outlet vane and cone
Turbine
Bearing,  sleeve
Spring washer
Seal
Preformed packing
Retaining ring
Washer
Screw
S c r e w

View,  of Air Turbi71e Drivev( CW triff~,wll

Booster Pump.-Continued

T a b l e  4 .  Inspertior[

X[>ll-l)cwrll(tibc
Inspwtion  Test

End Cover 7 Visual/Mechanical Examine pump housing mat-

ing surfaces for nicks, burrs

or other defects. Check bear-

ing bore for scoring or an

oversize condition. Rough-

ness of bore shall not exceed

32 micro-inches. Maximum

bore diameter is 0.8666 inch.

Examine for bent, cracked or

crushed vanes. Inspect for

elongation or other damage

to the bore and keyway.

Visual/Mechanical Check seal surface for scor-

ing,  pitting or other surface

damage. This surface must

be flat within 2 lightbands

and have a surface finish of

4 microinches.

Visual/Mechanical Examine all machined sur-

faces for nicks, burrs, dents

or other defects that would

affect fit or sealing ability.

Check impeller housing for

grooving. Inspect tapped

holes for thread damage.

Make sure preformed pack-

ing seats are smooth and

free of burrs of hanging

metal. Examine the carbon

bearing for cracks or chills.

Measure the bearing bores

for a maximum diameter of

0.5558 inch.

Examine for dents or tears.

\((vp(.ll)lt,
I)cfrctf

Minor surface damage may

be dressed out. Replace if

bearing bore is rough or

oversize.

Replace if any of these

conditions exist.

Seal surface may be lapped

to remove minor surface

irregularities (see table 3,

item 4).

Minor surface irregulari-

ties may be blended with

an abrasive. Light scoring

in the impeller housing is

acceptable; gouging or

deep scoring is cause for

rejection. Replace sleeve

bearing if damaged or

ovelsize,

Minor dents are acceptable

~rovided  unit meets test

~equirements. Replace if

torn.
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T a b l e  4 .  Inspection—Continued

Part Identification
Fig. !2 Type of Son.l)estructite

.Soun. Idex No. Inspection Inspection  Test

55 -2915 -282 -40

.4cceptable
Defects

Turbine 23 Visual/Mechanical Examine for thread damage. Replace if threads are

Measure bearing journal for damaged or if journal is

a minimum diameter of worn or rough.

0,5542 inch.  Surface rough-

ness of journal shall not

exceed 4 microinches.

Seal 26 Visual Inspect carbon insert for Replace if any of these

chips,  cracks or scoring. conditions exist,

12 .  Repa i r  o r  Rep lacement

Replace defective parts as directed at inspec-
t ion .  Procedures  for  recondit ioning  repairable

p a r t s  a r e  g i v e n  i n  t h e  f o l l o w i n g  p a r a g r a p h s .

Note. All preformed packings must be replaced at
overhaul.

a. Restore  contact  sur face  o f  sea l  seat  (12 ,
fig. 2) on a cast iron lap using compound (item
4,  table  3) .  This  surface  must  be  f lat  within

2 l ight  bands gaged with an opt ical  f lat  and

monochomatic  l ight ,  and smooth with 4  micro-
inches gaged with a profilometer.

b. R e m o v e  o r  b l e n d  n i c k s ,  b u r r s  a n d  o t h e r
d e f e c t s  f r o m  m a c h i n e d  s u r f a c e s  o f  a l u m i n u m

parts with a mill file and dress out with #400

c r o c u s  c l o t h .  C o r r e c t  m i n o r  e n t r a n c e  t h r e a d
damage in  threaded holes  with  a  suitable  tap .
Blend out  pre formed packing  seats  in  port  en-

trances with crocus cloth. Thread damage shall
not exceed 30 percent of the entrance thread, or

10  percent  each  o f  the  two  entrance  threads

when the  remaining  threads  are  intact .

c .  R e p l a c e  c a r b o n  s l e e v e  b e a r i n g  ( 2 4 )  i f
necessary  per  paragraph 9e .  Thoroughly  c lean

the  bear ing  cavi ty  by  scrubbing with  i tem 1 ,

t a b l e  3 .  H e a t  p u m p  h o u s i n g  i n  a n  o v e n  t o  a
temperature  o f  350°  F .  Remove  f rom oven and

f i t  b e a r i n g  i n t o  c a v i t y .  T h e  b e a r i n g  m u s t  b e
positioned so that two of the holes straddle the

air  inlet  channel .  Posit ion the  bearing so  that

its chamfered end faces the impeller side of the

housing.  (Grind the  bearing bore  to  0 .5556 +
0 . 0 0 0 2 ,  -  0 . 0 0 0 1  i n c h .

d. Touch up metal  exposed by  rework us ing

item 3, table 3.

1 3 .  R e a s s e m b l y  a n d  T e s t i n g  o f

C o m p o n e n t s

R e a s s e m b l y  i n s t r u c t i o n s  a r e  g i v e n  i n  t h e

f o l l o w i n g  p a r a g r a p h s :

a. Lubricate  preformed packing  (27 ,  f ig .  2 )

w i t h  ( i t e m  6 ,  t a b l e  3 )  a n d  i n s t a l l .  S e t  t h e

s p r i n g  t e n s i o n  w a s h e r  ( 2 5 )  a n d  s e a l  ( 2 6 )  i n

t h e  h o u s i n g  a n d  s e c u r e  w i t h  r e t a i n i n g  r i n g
( 2 8 ) .

b. C a l c u l a t e  t h e  n u m b e r  a n d  t h i c k n e s s  o f

shims (10)  required for  a  running c learance  o f
0 .011 to  0 .014 inch between the impel ler  and

pump housing.

( 1 )

( 2 )

T e m p o r a r i l y  i n s e r t  t u r b i n e  ( 2 3 )  a n d

slide the impeller on to its shaft. With

t h e  i m p e l l e r  t h u s  b o t t o m e d  a g a i n s t

the pump housing, measure the dimen-
s ion  represented  by  (A,  f ig .  3 ) .

Temporari ly  instal l  seal  seat  (12)  on

s h a f t  a n d  a  0 . 0 5 0  i n c h  s h i m  s t a c k .
Take  measurement  represented  by  (B ,

f ig .  3 ) .  Compare  d imensions  to  deter -

mine the  thickness  o f  shims required
f o r  t h e  d e s i r e d  c l e a r a n c e .  T a k e  i n t o

c o n s i d e r a t i o n  t h e  0 . 0 5 0  i n c h  s h i m
stack ,  and the  th ickness  o f  the  seal

s e a t .  S e l e c t  f e w e s t  n u m b e r  o f  s h i m s

required .

c. L u b r i c a t e  p r e f o r m e d  p a c k i n g  ( 1 1 )  w i t h

(item 15, table 3) and install in seal seat (12).
Install turbine (23), seal seat (12), shims (10),

key  (8 )  and impel ler  (9 ) .

d. C a l c u l a t e  t h e  t h i c k n e s s  o f  s h i m s  ( 5 )  r e -
quired to obtain a clearance of 0.0025 to 0.0045
i n c h  b e t w e e n  t h e  i m p e l l e r  ( 9 )  a n d  e n d  c o v e r

( 7 ) .

7
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( 1 )

( 2 )

( 3 )

F i g u r e  3 .  Impeller Shimming.

M e a s u r e  t h e  d e p t h  o f  t h e  b e a r i n g

bore  (A,  f ig .  4 ) .

Set the end cover in place and meas-
u r e  d e p t h  t o  t h e  i m p e l l e r  h u b  ( B ,
fig. 4).

Compare A and B to determine the

F i g u r e  4 .  End Co l,w Sh imminfi.

amount of built-in clearance or inter-
f erence . S e l e c t  f e w e s t  n u m b e r  o f

shims (5)  required to  obtain the  de-
sired end play.

e. F i t  s h i m s  ( 5 ) ,  b u s h i n g s  ( 3 )  a n d  b e a r i n g
(4)  into  end cover  (7 ) .  Guide  end cover  over

turbine (23)  and secure  with screws (29)  and
w a s h e r s  ( 3 0 ) .  H o l d  t u r b i n e  ( 2 3 )  a n d  a t t a c h

n u t  ( 1 )  a n d  w a s h e r  ( 2 ) .  T i g h t e n  n u t  ( 1 )  t o

30-40 inch-pound torque. Turn turbine to check
freedom o f  ro tat ion .

f . I n s t a l l  r e l i e f  v a l v e  c o m p o n e n t s

through 16) .  Secure  with retaining r ing

S E C T I O N  I V

14. Test Setup

The test setup consists of a tank suitable for
m o u n t i n g  t h e  u n i t  a n d  i n s t r u m e n t a t i o n  f o r

monitor ing  f low,  f lu id  pressure ,  a ir  pressure ,

fluid temperature and air temperature (fig. 5).

A rotat ing  tank is  recommended;  in  that ,  the

test  f lu id  need not  be  drained each t ime the

pump is  insta l led  or  removed.

a.  F l u i d  ( i t e m  2 ,  t a b l e  3 )  u s e d  f o r  t e s t i n g
s h a l l  b e  m a i n t a i n e d  a t  8 0 °  ±  2 0 °  F .  d u r i n g

tests .  Fluid  must  be  in  suf f ic ient  quantity  to

8

( 1 4
( 1 3 ) .

produce a 10 inch head above the pump mount-

ing flange.

b. The air source shall be capable of supply-

ing at a pressure of 75 PSIG.

Note. The pump inlet fitting shall be an AN919-12.
or AN919-12D reducer with 0.566 inch  thread length

on small end reduced to 0.370 inch.

Warning: High speed turbine driven equip-
ment may be operating at excessively high
speeds. Always have proper guards in place.
Do not stand or work along side of, or in the
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F i g u r e  5 .  Test Setup.

p l a n e  o f  r o t a t i o n  o f  t h i s  p u m p ,  w h e n  i t
running.

15 .  Break - In  Run

Operate  the  pump at  100 to  125 percent

i s

o f
r a t e d  f l o w  f o r  n o t  l e s s  t h a n  3 0  m i n u t e s  n o r

more  than 3  hours  (850 to  1000 PHR) .  Room

temperature air shall be supplied at a pressure

o f  3 5  P S I G  t o  t h e  p u m p  i n l e t .  D u r i n g  t h e

break-in run, there shall be no leakage from the
casting or seal. Seal leakage will be evidenced

by  fue l  f low though the  a ir  exhaust  cone .

16 .  Ca l ib rat ion  Test

P u m p  f l o w  a n d  d i s c h a r g e  p r e s s u r e  s h a l l

agree  with  the  va lues
inlet pressure setting.

paragraph 15 shall  be

in table  5  for  each air

Leakage  as  descr ibed  in
cause  for  re jec t ion .

T a b l e  5 .  Calibration Test Values

Air  Inlet Air  Inlet  Fuel  Flow Fuel  Dixharge
Press (PSIG)  Temp (’ F) ( PHR) Press (PSIG)

—

27.5 80 & 20 690 14 minimum-25 maximum

48 80 & 20 855 14 minimum-Z6 maximum

6 80 & 20 100 3 minimum

17 .  Externa l  Leakage  Test

Mount the pump in a suitable tank to which

air pressure can be applied. Fill the tank with

test  f lu id  as  before .  The a ir  in let  f i t t ing  shal l

be  removed from the  pump and i ts  d ischarge
port  c losed .  Apply  15  PSI  a ir  pressure  within

t h e  t a n k  f o r  t e n  m i n u t e s .  T h e r e  s h a l l  b e  n o
leakage at the pump air inlet port, the exhaust

cone, or between the pump housing and exhaust

cone  mat ing  surfaces .
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18 .  Soak  Test

Install the pump in the text fixture described

in  paragraph 17,  except  f lu id  level  shal l  be  6

inches above the pump mounting flange. Apply

an a ir  pressure  o f  2 .5  PSI  for  a  per iod  o f  8

hours .  Wett ing at  the  pump air  inlet  and ex-

haust cone is permissible, but drippage is cause
for  re ject ion .  Indicat ing  paper  (such as  brown

w r a p p i n g  p a p e r )  l o c a t e d  u n d e r  t h e  t e s t  u n i t
shall be used to detect dripping.

19 .  T roub leshoot ing

Units  fai l ing to  meet
ments  shal l  be  re jected .

the  forego ing  require -
Table  6  l ists  typical

failures, their causes and remedial action to be

taken. Units successfully completing tests shall

be wiped clean of fluid and lockwired per Mili-

t a r y  S t a n d a r d  ( M S 3 3 5 4 0 ) .  I n s t a l l  a l l  p r o t e c -

tive plugs and caps.

T a b l e  6 .  Troubleshooting

Trouble 17robaMe Cause Remeds

Unit fails to operate Binding. Disassemble and inspect all rotating

parts. Make sure proper running

clearances are maintained.

Low system pressure Insufficient clearance between impeller Adjust clearance per Section III,

and housing. paragraph 131).

Surging Discharge Excessive end play. Adjust end play per Section III, para-

graph 13d,

Seal leakage Cut preformed packing, foreign mat- Replace or clean parts as necessary,

ter or scoring of rotating and station-

ary seals.

10
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A P P E N D I X  I

R E F E R E N C E S

T M  3 8 - 7 5 0 A r m y  E q u i p m e n t  R e c o r d  P r o c e d u r e s

By Order of the Secretary of the Army:

Off ic ia l :

K E N N E T H  G .  W I C K H A M ,
Major  General ,  Uni ted  States  Army,

The  Adjutant  General .

H A R O L D  K .  J O H N S O N ,
General ,  Uni ted  States  Army,

Chie f  o f  Staf f .

D I S T R I B U T I O N :

T o  b e  d i s t r i b u t e d  i n  a c c o r d a n c e  w i t h  D A  F o r m  1 2 - 3 1  r e q u i r e m e n t s  f o r  d i r e c t  a n d  g e n e r a l
support  maintenance  instruct ions  for  UH-1D aircraf t .

7 u S GoVERNMENT  PRINTING  OFFICE  1966  —25d4a=/i053
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C 1

C H A N G E H E A D Q U A R T E R S

D E P A R T M E N T  O F  T H E  A R M Y

No. 1 W A S H I N G T O N ,  D . C . , 19 September 1974

G S  M a i n t e n a n c e  M a n u a l

C E N T R I F U G A L  F U E L  B O O S T E R  P U M P  P A R T  N O .  R G 1 2 4 7 0

T M  5 5 - 2 9 1 5 - 2 8 2 - 4 0 ,  2 5  A u g u s t  1 9 6 6 ,  i s  c h a n g e d  a s  f o l l o w s :

Pages 7 and 8. P a r a g r a p h s  1 3 c , d, e, and f a r e  s u p e r s e d e d  a s  f o l l o w :

c . C a l c u l a t e  s e a l  f a c e  w o r k i n g  l o a d  a s  f o l l o w s :

( 1 )  W i t h  t u r b i n e  ( 2 3 )  i n s t a l l e d  i n  p u m p  h o u s i n g  t e m p o r a r i l y

install seal seat (12) shims (10) impeller (9) bushing (3) washer (2)

and nut (1). M e a s u r e  f o r c e  r e q u i r e d  t o  d e p r e s s  t u r b i n e  s h a f t  f r o m

t h r e a d e d  e n d . F o r c e  r e q u i r e d  t o  m o v e  s h a f t  w i l l  i n d i c a t e  s e a l  f a c e

w o r k i n g  l o a d . Force required should be 1.1 to 1.3 lbs.

N O T E

The shaft will only move .011 to .014 inch

a s  e s t a b l i s h e d  i n  p a r a g r a p h  1 3 b .

( 2 )  I f  s e a l  f a c e  w o r k i n g  l o a d  e x c e e d s  1 . 3  l b s ,  r e m o v e  a

n u m b e r  o f  s h i m s  f r o m  b e t w e e n  s e a l  s e a t  ( 1 2 )  a n d  i m p e l l e r  ( 9 )  a n d

i n s t a l l  b e l o w  s e a l  s e a t . R e p e a t  s t e p  ( 1 )  a b o v e .

N O T E

T o t a l  s h i m  t h i c k n e s s  m u s t  r e m a i n  t h e  s a m e

a s  e s t a b l i s h e d  i n  p a r a g r a p h  1 3 b .

(3) If seal face working force is less than 1.1 lbs, replace

s e a l  ( 2 6 )  a n d  r e p e a t  s t e p  ( 1 )  a b o v e .

d. R e m o v e  n u t  ( 1 )  w a s h e r  ( 2 )  b u s h i n g  ( 3 )  a n d  i m p e l l e r  ( 9 ) .

R e m o v e  s h i m s  ( 1 0 )  t h a t  a r e  i n s t a l l e d  b e t w e e n  i m p e l l e r  ( 9 )  a n d  s e a l

s e a t  ( 1 2 ) . L u b r i c a t e  p r e f o r m e d  p a c k i n g  ( 1 1 )  w i t h  ( i t e m  5  t a b l e  3 )

and install over shaft into recess in seal seat (12). 

C A U T I O N

E x e r c i s e  c a r e  i n  i n s t a l l a t i o n  o f

p a c k i n g  ( 1 1 )  t o  p r e v e n t  d a m a g e  f r o m

s h a r p  e d g e s  o f  w o o d r u f f  k e y  s l o t  o n

s h a f t .

I n s t a l l  s h i m s  ( 1 0 )  w o o d r u f f  k e y  ( 8 )  a n d  i m p e l l e r  ( 9 ) .

I n s t a l l  c o v e r  ( 7 )  a n d  s e c u r e  w i t h  s c r e w s  ( 3 0 )  a n d  w a s h e r  ( 2 9 ) .
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