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1. RAERANA Introduction of QOC

1. 172 B¢ ) Product Feature
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The triple yoke clamp-type quick opening closure features a large contact arca, ensuring high
safety and reliability. It is simple to operate, making it especially suitable for use with high-pressure,

large-diameter equipment. Equipped with a safety interlock mechanism, it guarantees enhanced safety

and reliability.

This product is primarily composed of an end closure, barrel flange, a triple yoke clamp, a safety
interlock mechanism, an arm mechanism, and an opening and closing mechanism. To operate, use a
specialized wrench to turn one end of the switch screw either clockwise or counterclockwise. This
action allows the triple yoke clamp to expand or contract, thereby facilitating quick and efficient

opening and closing.



1. 2FE AR LM Basic Structure
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1. 3SR FIJEFE Application Range
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This type of quick-opening closure is extensively employed in various sectors such as natural
gas pipelines, chemical processing, pharmaceuticals, and metallurgy. It is utilized in equipment that

requires intermittent access, including ball receivers and launchers, storage tanks, autoclaves,

filtration and separation units, and heat exchangers.



2. 235 Installation

2.1 ¥tE %3 Initial Installation
POTERAIG 2%, FAFE LN EK:
The initial installation of the quick opening closure must meet the following requirements:
DIRTFER NN 5B NAE B R0 R BRI S — 8, ok 5 & BHal R 2
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1)The inner diameter of the quick opening closure should be consistent with the inner diameter of the
equipment. The weld counter gaps should be uniform, with the maximum difference between the

largest and smallest counter gaps being < 1.0 mm. The misalignment should comply with the
provisions in Table 1 of the GB150.4-2011 standard.
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2)Before aligning the quick opening closure with the equipment cylinder, determine the type of
welding to be used: a. If double-sided welding is employed, the end closure must be removed
(specific operations follow the disassembly instructions for the end closure in section 2.2 of this
manual); b. If single-sided welding is used, simply remove the sealing ring, there is no need to
dismantle the end closure;
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3)Before welding the quick opening closure to the equipment barrel flange, please carefully read

section 2.3 of this manual regarding welding and post-weld heat treatment.

2.2 EmREHIPFE Removal the End Closure
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When disassembling the quick opening closure for the assembly and maintenance of the quick

opening closure, please follow these steps:
DRARIFEREERE, AT 3.1 JFII8AE, FHEREATIT

1)Position the quick opening closure appropriately and open the end closure by following the

opening operation described in section 3.1 of this manual.
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2)As shown in Figure 1, a. Remove the hand wheel center locking screw b. Remove the hand wheel
c. Remove the locking nut on the lower end of the swivel arm shaft d. Loosen the guide bolt.
VLR, R ROR . 2 EBNEEERE T,

3)Remove the swivel arm shaft, rotating arm, and shaft sleeve I from shaft sleeve II;
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4) Remove the end closure and place it properly.

2.3 BEREEHME Welding And Post-welding Heat Treatment
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Due to welding stress and improper welding operations, deformation may occur during the

welding process. To prevent and minimize welding deformation when aligning and welding the

quick opening closure to the equipment cylinder, the following guidelines should be adhered to:
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1)The alignment gap should be uniform and consistent, with the difference between the maximum
and minimum alignment gaps being <1.0 mm. The amount of misalignment should comply with

the provisions in Table 1 of the GB 150.4-2011 standard.
2)BEARAT, AT I O PN R T E AT

2)Before welding, preheat the bevel or proceed according to the specifications outlined in the
welding procedure.
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3)During welding, use small diameter electrodes, low current, symmetric welding, and
multi-layer welding techniques to control welding deformation. Failure to do so may prevent the
end closure from opening and closing properly, and could even result in the scrapping of the

quick opening closure.
I8 5 HALHE L
Post-weld heat treatment recommendations:
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1)When performing heat treatment on the circumferential weld seam between the quick opening
closure and the equipment cylinder, local heat treatment should be utilized as much as possible.
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2)If the technical requirements in the overall manufacturing blueprint of the equipment specify
that the equipment must undergo full heat treatment, it is essential to protect the sealing surfaces
using rock wool, aluminum silicate, or other insulating materials to prevent excessive oxidation

that could impair the seal.
HMAHE T 2™ 4% GB150.4 5 8.2 2530 ASME ARifEiliAT, BsHA AR 5 s
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3)The heat treatment process should strictly adhere to Article 8.2 of GB150.4 or the ASME

standards, or follow the established heat treatment procedures of the heat treatment provider.
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4)Please note:

a. If the head cover has been removed before heat treatment, reinstall it after the heat treatment.

b. If the head cover has not been disassembled before heat treatment, be sure to remove all the
sealing rings.

c. After heat treatment, lightly wipe the sealing surfaces with fine sandpaper or cloth to clean

them, and then apply lubricating grease, glycerin, or rust-preventive oil evenly.

2.4 B Coating
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Before painting the quick opening closure, it is essential to disassemble the safety interlock
mechanism and carefully cover all parts that do not require painting. This includes all sealing
surfaces, internal and external threads, fasteners, weld bevels, stainless steel components,
copper parts, and electroplated items. This is to prevent any impact on assembly precision,
functional performance, aesthetic appearance, and to avoid sandblasting media and paint

ingress.
2.5 BEMRFHEHIES Reset of the End Closure
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When reinstalling the end closure, proceed as follows:
1)1 S i A 2 T HEAT AR
1)First protect all sealing surfaces;
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2)Insert the swivel arm shaft into the shaft sleeve I, meanwhile, insert the lifting screw into the
shaft sleeve I and adjust it, after adjustment, first lock the nut at the lower end of the swivel arm
shaft, then install the hand wheel into the lifting screw and screw in the locking screw. When

assembling, it should be noted that the guide groove of the lifting screw is aligned with the



guide bolt;
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3)After all the assembling is finished, clean the sealing surface and sealing groove thoroughly
and apply anti-rust grease evenly, check the sealing ring for any damage and then install the
sealing ring into the sealing groove;
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4)Push the swivel arm to align the end closure with the center of the barrel flange, and rotate the

hand wheel to make the end closure drop down to the barrel flange.



3. FF %[ J¥AE Opening and Closing Operation

3.1 FJFIT#4E Opening Operation
TR TPRHZ LR EORATE BREAT |
Note: Strictly follow the requirements and steps outlined below.
DIJFTTHT L R UEB % W FION %, I A% 7 2 A IR 5

1)Before opening, ensure that the internal pressure of the equipment is zero and strictly adhere to

the safety operating procedures.
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2)Unscrew the safety bolt on the safety interlock mechanism. At this point, if there is residual
pressure inside the equipment, immediately stop unscrewing the safety bolt, recheck the
equipment pressure, and confirm that the internal pressure has been completely released (the

pressure gauge on the equipment returns to zero) before unscrewing the safety bolt and removing

the safety interlock mechanism.
3)VH L AR THZARAE /R 7 A R TT R 24T, A =R AR SR IT 2 F R AT TR,
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3)Use a special wrench to rotate the switch screw in the direction indicated by the label, allowing the
three-petal clamp to slowly expand until the end closure can be opened. Then, grasp the handle to

open the end closure.
e TH, KERGERITE, S 2 EREANLHERENAE, SIS .

4)Rotate the hand wheel, lift the end closure, push the rotating shaft to the proper place , that is

complete the opening.

3. 2RI"J#E Closing Operation
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1)Before closing the door, should carefully check the sealing surface, sealing groove and sealing
ring. The sealing surface should be wiped clean, and no debris affecting the sealing is allowed.

Check whether the seal ring is damaged, whether the rubber is aging, if there are defects, it must be

replaced;
)FEF SN B SRR MG, AR S B NN (B 12,
6 FAENJTIA, RN 3.9 mETTIED



2)Evenly apply lubricating grease to the sealing groove and sealing surface, and then put the
sealing ring into the sealing groove (first into the 12, 6 o'clock direction, then into the 3, 9 o'clock

direction).

IMESN L, ERGEE T A LT, RETREEREE T, EHEHIRT, #is
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3)push the rotating shaft,Place the end closure over the barrel flange and rotate the hand wheel

put down end closure,use the special wrench, rotate the switching screw in the direction indicat

ed by the sign, so that the triple yoke clamp contracts.
4N L AR IR 18 1T 5 2 4 iR ke .

4)Install the locking mechanism and slowly tighten the safety bolt.



4. B3 1% £ Maintenance

4.1 T Storage
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If the quick opening closure needs to be stored, the sealing ring should be removed and the
sealing surface and sealing groove should be thoroughly cleaned, anti-rust oil should be evenly
applied t o the surface, then the sealing ring should be re-installed, and the quick opening closure
should be wrapped up with a plastic sheet or other wrapping materials as a whole, and then put

into a packing box for storing indoors.

4.2 F¥7 Inspection

4.3
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1)Regularly or irregularly check the condition of seals, observe whether the seals are damaged or

rubber aging, if defective must be replaced;

2)E B E IR & 2 RN R B e, ZaB R T E WK, HEERGEHR
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2)Regularly or irregularly check whether the safety interlocking mechanism is intact, whether the

safety bolt is broken, whether the sealing ring is damaged or aging, if defective must be replaced;

3)EMEA MR EPITERCE R R RIE. . KYMEHEEREGE R H =T
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3)Regularly or irregularly check whether the quick opening closure is flexible and reliable.

Vertical displacement of the end closure may occur after long-term use due to self-weight, which

can be adjusted according to the method related to the reassembly of the end closure in 2.5 of this

manual.

JE¥E Lubrication
€ JATE DT B 3 T LDy I8 v PAERUE BRI B AR T 2% R i

Regularly add lubricant to the oiling holes of the quick opening closure to ensure that is flexible.
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Schedule of inspection and lubrication records

¥ #E i X Inspection Record

AR

Inspection . safety open/close | % ¥ remarks
seal ring| . inspector
date interlocking
mechanism
(25 54T v ) Tick after implementation
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