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1. Group of inspection Ill as per TT-11.

2. HRCe 61...64.

3. Carry out heat treatment, stabilizing dimensions.

4. Surfaces which are not to be machined after heat treatment should be throughly
cleaned to remove scales.

5. Unspecified limit deviations of dimensions :holes as per H14; shafts as per h14,; others
as per + IT14/2.

6. Barrel-shaped and saddle-shaped surface [ ( half-difference of diameters, in
correspondance with GOST 24642-81) should not exceed 0.001 mm.

7. Cone-shaped surface [ ( half-difference of diameters, in correspondance with GOST
24642-81) should not exceed 0.0008 mm.

8. Maximum diameter permissable for cone-shaped surface [ should be on endface from
the side of cutoff edge.

9. Deviation of cutoff edge from given geometric shape and given angle of its location,
measured in the direction of projection on working length of edges (section E) should not
exceed 0.02 mm (check on distance not more than 0.5 mm from surface [1).

10. Maintain dimension X to length 4 mm, minimum, from each sides.

11. Hole 1 should open in hole K along the whole diameter.

12. Hole K should open in hole JT along the whole diameter.

13. Surface of holes N and K should be clean. Presence of scale and layer is not
permitted.

14. Edges M and H should be sharp, without notches, overlaping, decolouring and burrs.
15. Edges 1 and P should be sharp, without burrs.

16. Round off edge C to radius or chamfer not more than 0.4 mm.

17. Round off edge T to radius or chamfer 0.1...0.3 mm.

18. Coating : chemical oxidation and oil finished, except surface [1. Local-external coating
is permitted during machining.

19. Correction during any operation is not permitted.

20. During grinding surface Y it is permitted to do deepening in surface © not more than
0.3 mm.

21. Traces due to drilling of hole U having depth not more than 1.5 mm is permitted on
surface K.

22. It is permitted to dont make chamfer Ll.

23. Apply mark Y and LUl from the side of grinding edge of spiral.

24. Check the part on magnetic crack detector; acceptance is carried out accordingto TT
NB-17.

25. * Dimensions are ensured by tools.
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2 HRG; 61.64.

£ lpouzbecmy meproodpadomxy, Cmadu usLpgoLLe pasHens,

4 [lobepxrocmy, Heodpaoameibaemsie nocae mepHoospacomxy
MUAMENBHO DHUCIMUME O OKAAUHS,

5 HeykasarHsie npedensHye OmKIoHeHUS pasmeqal - ombepcimu

no s, banob no htk, ocmanstslx - + 2 -

6. boKOOOPaIHOCITE U CEANTO0PAIHICTIE NobExHoCmY [
(monypasHocme duarempol § coombemembuy ¢ FOCT 24642-87)
He donee 400 u

7 Korycoodpaswocmes nobepxrocmy L nomypaswocms duarempol
& coombemembuy . TOCT 24642-81 we donee 00008

BHudomuy  diavemp  GORYCMUMOU  KOHYCOOODOIHOCITU

nobepxHocmy 4 donxer Opims  HO MOPYE CO  CMOPoHE  OmCEYHOU
KOOMKU, | |

9 Omrknorerue omcedHod Kpomky Om SA00HHOU  2E0MEMPUYPCKOL
OpMB! U 3000HHOZ0 Y2710 B8 PACACAOXEHUS, UIMEDEHHOE b
HaNpabherLy o0pasyoied Hi paooqey nuHe KooMky [iacmok £/
He donee Q02m [kosmponupobams Ha paccmasHi He donee 0 5mm om
nobepxwocmu [ |

10 Pasmep X Budepxams Ha GAUHE 4MM HE MEHEE © Kaxdou
CIMOPOHE .
11 Ombepcmue Y donxro Osime Ockpsimo & ombeocmuy K no Bremy
duarempy | |

17 Ombepcmue K donxHo Osime Gokpeimo & nasax /1 no Bremy
aUarempy

15 lobepxrocme ombepcmu M u K donxwa Oeme wcmol
HaHe OKaHe U CONeL He JONCKaemcs, |

Jo. Kpomxu M u H donxwsr Obime 0cmpeimy, 023 3a00u, 3abanol
Oeikpaiubaru o Jaycered

15 Kporku 1T 4 P donsHsl 06imb OCmpsimy, 083 3ayceryel

16. Kpomky L rpumynumb paciycom U @ackod He Jojee 0 4MM

17 Kpomky T npumynume paduycor uiu gackay 0 1.0 3

18 flokpsimue XumOkc.npr , kpome robepxrocml [
Lonyckapmeg - MECTIHEIE - HODYWPHUS  NOKPBIMUS 10U MEXTHUYPCKOL
ocpasamke

19 flpaba sy npu Kakux oRepayusy He GonycKaemcs

20 Ty waupobxe nobeoxrocmy Y donyckaemcs denams
yemjonenue § nobepxrocimy @ He oonee 3 |

21 Ha nobepxwocmu K donyckaemes cred om chepnerus
ombepcmus A eayoumod He oonee 15mm

22 [fonyckaemcg gacky Ll He Bunoswsme.

25 Memxu 9 u Ll Harecmy co CmapoHs! Wav@obaHHoT Koomy
chupam

24 [emarb npobepame Ha MAZHUMHOM Jeq@eximockone: NpUemKy
npoubodume coznacko 7T HB-17
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" B = GRADE OF CARD BOARD MATERIAL(UNIMPREGHATED) 3
| é' 15 TH!CKNESS OF CARD BOARD C R
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S o [ APPD | —2F— _ ™ -
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ALL SHARP EDGES AND CORNERS T0 BE REMOVED UNLESS - , | STATED IS': 2102-69. o
|| OTHERWISE STATED MACHINED CORNERS TO HAVE R OUT SIDE - " JALL THREADS T0  |D. S CAT NUMBER DRAWING NUMBER
R INSIDE EQUIVALENT CHAMFERS ARE PERMISSIBLE. . _ ; T = | CONFORM 10 __ . FB40-183
SIZE A3 8 - 73 1 6. )ISSUE | DATE | NATURE OF AMENDMENTS - | ~ = S o _‘
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7 Kowcepbayus v Em%%m nap o 5%&5% S& m
SaBucumocimy Om CPOKA XPaHEHUA

8 Jonyckaemes vzzomabaubame napy cobmecmHoy %%%éu Moy
IMOM,  USMEHEHUE  HONPaBAeHUS  KOHYCOOODAIHOCIY  IUMEDITeN
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