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1.Technical Specifications

1.Diameter of opening 27-1/2”

2.Max.static load 4500KN
3.Distance between the center
line of the rotary table and the
center line of the inner teeth of

the sprockets 53-1/4”
4.Max.speed 300rpm
5.Gear ratio 3.67
6.0verall dimensions:
Length 94”
Width 68.8”
Height 28”
Weight 139501b

(—) BRS%K

1iEfLEAS 698.5mm
215 N HE A fr 4500KN

B LR NS —H
WA Z BE R 1353mm

4 B (e TR 300rpm
S5.akeF B 3.67
6.4ME )
S 2402 mm
B 1670 mm
=h 685mm
i 6163kg



2.Construction

The ZP275-2 rotary table(Fig.1,2)

iIs mainly composed of housing
(3),table(7),main bearing(6),hold
-down bearing(5),ring gear(4),
pinion shaft assembly(10),lock
device(2),master bushing(8),and
cover(1)

The housing (3)is made of steel
casting and welded structures.
The housing can be used as oil
sump for lubricating the bevel
gears and bearings.

The table(7)is a steel casting.lts
opening is used for passing of
drilling and casing strings.The
master bushing(8)located in the
table is used fore rotating the
drilling string. The Dbearing
support is fixed under the table
with screws.

The table is mounted on the main
bearing, a radial thrust ball
bearing which bears the total
load of the drilling and casing
strings.
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The hold-down bearing (5)is also
a radial thrust ball bearing and
fixed under the table with the
bearing support.The hold-down
bearing can bear the upward
beating from the bottom hole.

The shims (13) between the table
and bearing support can be used
to adjust the axial clearance of
hold-down bearing

The table is driven by a pair of
bevel gears: a ring gear (4)
mounted at the table and a pinion
(10-1)mounted at one end of the
shaft(10-4)which lies on the two
bearings(10-2). (10-5)located
in the capsule(10-3):a radial short
-rollor Dbearing and radial
spherical-rollor  bearing The
other end of the shaft is provided
with single sprocket.

The shims (9)located under the
main bearing and the shims(11)
located on the capsule flange are
used for adjusting the backlash

of a pair of bevel gears.
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At the top of the rotary table are
mounted the lock assembly (2) to
Stop the rotation of the table(to
The right or left)

For locking the table, the left or
right lock pawl(2-1)is put into
one of the 26 slots by the
handle(2-1).

The master bushing,(8)is of th
spilt type.The master bushing can
be removed out of the table by of
means the two lift hooks.
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3.Installation and adjustment

1. Assembling of the pinion shaft
assembly

The fitting surfaces of shafts,
bearings and capsule shall be
cleaned and coated with
lubricating oil prior to
assembling.

The inner race of the roller
bearing near the pinion shall be
heated in oil tank before
assembling,at the temper a true
of 65-95°C(149-203°F")

The bevel pinion shall be heated
in oil tank,before assembling,to
the temperature of 260-310°C

(500-590°F )

2. assembling of the table

The upper race of the main
bearing shall be heated in oil
tank,prior to assembling,to the
Temperature not lower than 150
C(302°F)
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The ring gear shall be heated in
oil tank,prior to assembling,to the

temperature 0f150°C(302-392°T")

The error in contact between the
ring gear and the table shall be
less than 0.10mm.The error in,
contact between the main bearing
or hole-down bearing and the
housing plane shall be less than
0. 05mm(0.002in)

3. Assembling of the rotary table

Before the pinion shaft assembly
IS mounted into the housing.the
fitting surface between the capsul
and housing shall be cleaned and
coated with lubricating oil.

After the pinion shaft assembly

IS mounted into the housing ,the
shims on the capsule flange can
be used to ensure that the
distance between the pinion’s
small end and the center of the
rotary table meets the
requirement stamped on the
small-end surface of the pinion.
The shims can also be used
finally to adjust the backlash of
the pair of the bevel gears.
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The checkplate fixed with screw
on the sprocket end of the pinion
shaft can be used to check up the
gear backlash at the radius of
180mm(7 3/327)

The adjustment of the axial
clearance of the hold-down
bearingis as follows:after the
hold-down bearing and the
bearing support are mounted on
the table, tighten the screw till
there is no clearance at the hold-
down bearing.And then the
clearance between the table and
the bearing support shall be
measured with a feeler. The
clearance is the total thickness of
the shims needed.The screw shall
be tightened with the torque
wrench.The maximum torque is
69-83kg.m(500-6001b-ft).

Check the left and right lock
pawls to make sure that they can
be easily put into one of 26 slots
by the handle and that they can
stop the table reliably.
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4. Maintenance and services

Prior to drilling

(1)Check up the handle position.
Before the rotary table is started,
The handle shall be in the
unlocked position,otherwise the
parts in the rotary table could be
severly damaged.

(2)Check the lock pawls and pins
for reliable working.

(3)Check the oil level and oil
condition in the oil sump in the
housing to ensure that the oil
level is at the top position of the
oil dispstick.

(4)Check the oil seal on the
pinion shaft assembly and make
sure that it is properly sealed.

(5)Check the meshing of the
bevel gears when rotating the
rotary table .Any abnormal
noise ,jamming or bumping is not
permissible.

(6)Check the oil tank and the
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bearings and make sure the

temperature is normal.
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5. Lubrication

(1)The bevel gears and all the
bearings are splash -lubrication
by the oil sump.The #90extreme-

pressure gear-oil (sulphur-
phosphorus type)shall be used as
lubricant. The lubricating oil shall
be changed every two months.

(2)The lock pawl pins shall be
lubricated once a week with
Ithium base grease(SY1412-752
b means of grease gun.

6. Transportation and packing

It is unallowable to tug or trail
the rotary table on the ground.

It shall be lifted by the four lower
corners.

The rotary table
integrally.

Is shipped

7.List of bearings

11

(fL)

(1) <P= 1A A At R A2 FH v it
PN PR IR T T, T T A
90 5t M Y A H b oA 56 il
(SAEQ0), HEMASH HE#—
Ko

(2) 72« A7 B 1B T & o v
W, FIHATEAN SY1412-752 5
PRSI N, B IR

M FEAL I L RE AR DY AN T A1, A
SOV HHAEH T s .

FEAL AN RAR IS

(B) AN



Qty

Drawing Description or Weight
No.& type Bearing Sni t (kg)
1681/800 800X 950X 120 1 120
91682/800 | 800X 1060 X 155 1 295
32630 150X 320X 108 1 45
3630 150X 320X 108 1 45
8. Special Tools
Drawing No. | Description | Q’ty
105K.06.21 | Lift hook 2
9. List of spare parts
Drawing L Q’ty per | Weight
No. Description unit (kq)
Oil seal
D7-1-67 180X 220X 15 1 0.178
O-ring
D4-5-73 420X 8.6 2 0.07
O-ring
105.06.20 1000 X 8.6 1 0.16
O-ring
105.06.15 800X 8.6 1 0.14

10.Figures attached
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Oil seal
D7-1-67 180X 220X 15 1 0.178
O-ring
D4-5-73 420X 8.6 2 0.07
O-ring
105.06.20 1000X 8.6 1 0.16
O-ring
105.06.15 800X8.6 1 0.14
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