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SHEET 10 OF 11
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TOLERANCE:- 15:2102¢PART-1>1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

PROCESS : MACHINING
RefNO. | DATE | ZONE | AUTHORITY BRIEF RECORD Des " | pEAD
SCALE- NTS QTYi- 1 No. A DRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
GROUP:— HDS CHD. | JC DUTTA
TOL.- AS ABOVE
MATERIAL: STAINLESS STEEL (AUSTENMIC) PROJ.OFFR/GP.OFFR,
04Cr18Ni10 APPROVED
AS PER 1S:6527—1972
FINISH: RIVET
LOCK PIN SUB ASSEMBLY
SHACKLE WITH PIN PROJ.DIR/GP.DIR.

HEAT TREATMENT;-

@D —=—F

HD SYSTEM FOR AN 32 A/C

DRG. NO. ADRDE/ 1410-02-05
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SHEET 11 OF 11
ANNEXURE A. PROCEDURE FOR PAINTING ON STEEL COMPONENTS
1. CLEAN SURFACE THOROUGHLY BY POLISH PAPER(80/100) TO REMOVE DUST,DIRT AND RUST. \
2. DECREASE THE SURFACE THOROUGHLY BY SULPHUR FREE ‘TOLUENCE’ SOLVENT. ALLOW IT TO DRY.
3. THE COMPONENT WILL BE GIVEN CLASS'B’ PHOSPHATE TREATMENT AS PER IS:3618-1956.
L. APPLY TWO COATS OF RED OXIDE ZINC CHROMATE(EPOXY BASED) PRIMER. SECOND COAT SHOULD BE APPLIED AFTER COMPLETE DRYING OF —
FIRST COAT.
5. RUB THE SURFACE SLIGHTLY WITH FINE POLISH PAPER(100) GRADE TO MAKE PRIMER SURFACE ROUGH AFTER DEYING.
6. APPLY TWO COATS OF POLYURETHANE PAINT(POLYESTER BASED) IN DESIRED SHADE. AFTER FIRST COAT, WAIT FOR 4-6 HOURS FOR B
COMPLETE DRYING BEFORE APPLICATION OF SECOND COAT.
NOTE: PRIMERS AND PAINT SHOULD BE OF STANDARD COMPANIES(ASIAN/GOODLASS/NEROLAC/SHALIMAR)
ANNEXURE B. PROCEDURE FOR PAINTING ON ALUMINIUM COMPONENTS ]
1. CLEAN SURFACE THOROUGHLY WITH THE HELP OF FINE POLISH PAPER(120/150 GRADE) TO REMOVE OXIDE LAYER FROM ALUMINIUM SURFACE.
2. DEGREASE THE SURFACE THOROUGHLY BY SULPHUR FREE ‘TOLUENCE'. ALLOW IT TO DRY.
C
3. APPLY ONE COAT OF ETCH PRIMER BY BRUSH OR SPRAY AND ALLOW IT TO DRY COMPLETELY.
L APPLY TWO COATS OF RED OXIDE ZINC CHROMATE(EPOXY BASED) PRIMER. SUFFICIENT TIME SHOULD BE GIVEN BETWEEN FIRST AND SECOND
COAT FOR DRYING.
5. RUB THE SURFACE SLIGHTLY WITH FINE POLISH TO MAKE PRIMER SURFACE ROUGH AFTER DRYING. ]
6. APPLY TWO COATS OF POLYURETHANE PAINT(TWO COMPONENTS)(POLYESTER/ACRYLIC BASED). AFTER APPLYING FIRST COAT WAIT FOR 4-6
HOURS FOR COMPLETE DRYING BEFORE APPLYING SECOND COAT.
NOTE: PRIMERS AND PAINT SHOULD OF STANDARD COMPANIES(ASIAN/GOODLASS/NEROLAC/SHALIMAR) D
ANNEXURE C. PROCEDURE FOR PLATING
1. CADMIUM PLATED,CHROMATE PASSIVATED & AFTER PLATING HYDROGEN EMBRITTLEMENT RELIEF AS PER IS 1572:1986. Gr.3Fe/Cd H
2. IF PLATING GRADES ARE NOT SPECIFIED MINIMIUM PLATING THICKNESS 10 TO 12 MICRONS.
3. THE PLATED FERROUS COMPONENTS MAY BE APPLIED WITH A THIN LAYER OF PROTECTIVE ANTI RUST GREASE “INHIBTED GREASE 305"(DEVELOPED BY
DMSRDE,KANPUR) OR BY ANY OTHER COMMERCIALLY AVAILABLE ANTI CORROSIVE GREASE. :
NOTE: “INHABITED GREASE 305" HAS BEEN DEVELOPED BY DMSRDE,KANPUR AND TOT COMPLETED ITEM IS COMMERCIALLY AVAILABLE WITH M/S VEATY
CHEMICALS Pvt. Ltd. KANPUR,M/S PROTCHEM INDUSTRIES, 27 CINIQUE INDUSTRIAL ESTATE MOLAND,BOMBAY.
SCALE:- 11 QTY:- 1NO. ADRDEAGRA DRN SK SHARMA
DIMENSIONS IN mm
TOLERANCE: GROUP:- HDS CHD. JCDUTTA
PROJ.OFFR./GP.OFFR
MATERIAL:- APPROVED
FINISH:- - PROCEDURE FOR FINISH
HEAT TREATMENT SHACKLE WITH PIN PROJ.DIR/GP.DIR.
RefNO.| DATE ZONE AUTHORITY BRIEF RECORD bes | heao — HD SYSTEM FOR AN 32 A/C |DbRG.No. ADRDE/ t4to- 03
1 2 3 4 I®W|m
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SHEET 10F 11
2 |40RDE 747002 | LOCK PIN SUB._ASSEMBLY 7 | _5-70
7 |AORDE 7470 07 | SHACKLE 7 | >4
TEM NO| ORG./SPECN NO. | NOMENCLATURE o7y | SHEET Mo
JTEM LIST \ﬁy A
T
/
\
|
— B
|
&) S n
D
Vi
4
PROOF LOAD TEST
SHACKLE TO BE TESTED FOR 4800kgf LOAD
AS SHOWN IN DRAWING. E
FITMENT TEST
IT SHOULD BE FITTED TO THE QUICK RELEASE FASTENER SCALE~ 1 _oj:Lzo. ADRD E AGRA DRN K SHARMA
ADRDE 1409) WITHOUT ANY PROBLEM. DIMENSIONS IN mm
A v TOLERANCE: GROUP:- HDS CHD. JCDUTTA
UNLESS OTHERWISE SPECIFIED
IS:2102(PART1) :1993 VERY COARSE PROJ.OFFR./GP.OFFR
MATERIAL-- APPROVED
FINISH- oS PER ANNEXURE 'C’. ASSEMBLY
( SHEET No.11)
HEAT TREATMENT SHACKLE WITH PIN PROJ.DIR/GP.DIR.
RefNO.| DATE ZONE AUTHORITY BRIEF RECORD Wh\mn M.m>>._u HD SYSTEM FOR AN 32 A/C DRG. NO. ADRDE/ 1410

B —




1 2 3 4 5 6 8
SHEET 2 OF 10
2 |aoroE 71470 071 02 | ALATE 2| 4
7 \4oroE 7470 07 07 | RoD 7 | 5
TEM NO| DREG/SPECN. NO. | NOMENCLATURE orr | SHEET Mo,
/TEM LIST A
WELD
| 7 HOLE AXIS TO BE JIGGED
d L ]
[
_ |
| | :
|_| o
<<_m_|U|||I_I-||||||||||| e <
_ |
QRRRRAARAN :
| _ L
WELD @ ¢
WELD
WELD _ _ !
_ I % -
_ _/ . mw
_ _ . RS
_ _ \ 5
| | 0%
_ D
| |
NOTE: — |
ROUND OFF ALL SHARP CORNERS TO RADIUS R 2
WELDING :
E
ALL WELDED JOINTS ARE TO BE WELDED WITH ALLOY STEEL ELECTRODE
GRADE E68BM2-29 FeTO0 I1S:1395 OR TENOCITO-75 OF ADVANI OERLIKON OR
MODI-110 OR EQUIVALLENT.ALL WELDED JOINTS SHOULD BE TESTED BY DPT
AS PER IS:3658 BEFORE FINISH. SCALE:- 11 _ aTY:- 1No. ADRD E AGRA DRN | SK SHARMA
DIMENSIONS IN mm
TOLERANCE: GROUP:- HDS CHD. JCDUTTA
UNLESS OTHERWISE SPECIFIED
MANUFACTURING PROCESS FABRICATION IS:2102(PART1) :1993 VERY COARSE PROJ.OFFR./GP.OFFR
MATERIAL:- APPROVED
FINISH-  AS PER ANNEXURE 'C’
(SHEET No.11) SHACKLE
HEAT TREATMENT SHACKLE WITH PIN PROJ.DIR/GP.DIR.
RefNO.| DATE ZONE AUTHORITY BRIEF RECORD bes | heao HD SYSTEM FOR AN 32 A/C |DbRG.No. ADRDE/ t4to- o1
1 2 3 4 Imw|m




SHEET 3 OF 11

A
B
NO
icg $?g i
A0 S
CHM’ 2x45'j +0.11 275
-2 (0=

c 59
D TOLERANCE:- 1S:2102(P ART-1)1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

PROCESS : MACHINING

01/C HEAD

Ref.NO. DATE ZONE AUTHORITY BRIEF RECORD D&S QA

SCALE:- NTS QTY:- 1NO. ADRDE AGRA DRN.. SK SHARMA

DIMENSIONS IN mm

GROUP:-HDS CHD. JCDUTTA
TOL.:- AS ABOVE
MATERIAL: STEEL ALLOY PROJ.OFFR./GP.OFFR.
709M40/817M40 , APPROVED

E ( EN19/EN24),AS PER BS:970 ROD

FINISH: AS PER ANNEXURE 'C’

( SHEET No.1) SHACKLE (SHACKLE WITH PIN)
HEAT TREATMENT;- PROJ.DIR/GP.DIR.

HARDENED & TEMPERED
3215 HRC

“©O———+

HD SYSTEM FOR AN 32 A/C

DRG. NO. ADRDE/ 1411- 01- 01
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I éﬁ:z/j, 1;(45. Te}
T A0\
L/ g
| 29.5 518107

59

TOLERANCE:-
PROCESS : MACHINING

1S:2102(PART-1):1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

SHEET & OF 10

01/¢ HEAD
RefNO.| DATE ZONE AUTHORITY BRIEF RECORD DLS QA
SCALE:- NTS QTY:- 2 Nos. ADRDE AGRA DRN.. SK SHARMA
DIMENSIONS IN mm
GROUP:-HDS CHD. JCDUTTA
TOL.- AS ABOVE
MATERIAL: STEEL ALLOY PROJ.OFFR./GP.OFFR.
709M40/817M40 , APPROVED
( EN19/EN24),AS PER BS:970
PLATE

FINISH:  AS PER ANNEXURE 'C’

AS PER SHEET No.!1

SHACKLE (SHACKLE WITH PIN)
HEAT TREATMENT:- PROJ.DIR/GP.DIR.
HARDENED & TEMPERED HD SYSTEM FOR AN 32 A/C DRG.NO. ADRDE/ 1410~ 01- 02

32+5 HRC

“©O———+




1

4

6 |A0orRDE 71470 02 05| AVET / 10
5 |sramess sTeer mall | BEL 755 7 SHEET S5 OF 10
COMMERCIAL QUALITY
4 |aoroE 1470 02 04 FING 7 9
3 |AORDE 1470 02 03 SPRING 7 &
2 |4aoroF 1410 02 02 FORK 7 7
7__|aoroE 1470 0207 N 7 5
JTEMNo|  DRG. NO. NOMENCLATURE | @7V |SHEET No.
DETAIL INDEX
K&WELD AFTER ASSEMBLY
\\—:j/;L — X —
T 6
1 ~N | 2
|‘ /
5 I T
2\
| . \
/ Bls : A
ENLARGED VIEW AT ’X’
WELDING :

ALL WELDED JOINTS SHOULD BE WELDED BY ELECTRODES CONFORMING TO ADVANI OERLIKON
SUPERCITO AWS/SFA 5.1-E7018 ISEB—5426 H3Jx OR ITS EQUIVALENT.

TOLERANCE:— IS:2102(PART-1%1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

AS PER ANNEXURE ‘C’

HEAT TREATMENT;-

D —E=—F

SHACKLE WITH PIN

HD SYSTEM FOR AN 32 A/C

PROCESS : FABRICATION

Ref.NO.| DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c SEAAD
SCALE- NTS |QTYi= 1 No. A DRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm

GROUP:-HDS CHD. | JC DUTTA
TOL.—- AS ABOVE

PROJ.OFFR/GP.OFFR,

MATERIAL: APPROVED
FINISH: _SHEET No.il LOCK PIN SUB ASSEMBLY

PROJ.DIR/GP.DIR.

DRG. NO. ADRDE/ 1410 -02
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SHEET 6 OF 11

78
0.05 DRILL #6 HOLE
6.5 /
. M
R9.5 U/
12|O° I
8
=1
9-0.10. /\ll _ _ 1—“_—[ ¢1éo'10 @%\
! ) J J
21

TOLERANCE:— 1$:2102¢PART-1»1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

PROCESS MACHINING
Ref.NO. | DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c EEAAD
SCALE-NTS QTYi- 1 No. A DRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
GROUP:—HDS CHD. | JC DUTTA
TOL.~ AS ABOVE
MATERIAL: STEEL ALLOY PROJ.OFFR/GP.OFFR.
709M40/817M40 , APPROVED
( EN19/EN24),AS PER BS:970 PIN
FINISH: AS PER ANNEXURE ‘C’
¢ SHEET No.D LOCK PIN SUB ASSEMBLY
HEAT TREATMENT;- SHACKLE WITH PIN PROJ.DIR/GP.DIR.

HARDENED & TEMPERED

325 HRC HD SYSTEM FOR AN 32 A/C

@D —=—F

DRG. NO. ADRDE/ 1410 —-02- 01
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SHEET 7 OF 11
x +0.05
#6.4 (CSK’ ON BOTH SIDES)
CHM’ 2x45°
R5 012
— O
Sy
EF——1r |
—
(U
8 R2
- 13.5
10 4,
617
N s SN B B
9 |e(sm) - — —— 12 o)
(O ¢ .35
13.5 A/F

* DRILL #6.4 TO MATCH RIVET CSK’

ON BOTH SIDES

TOLERANCE:- 1S:2102¢PART-1>:1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

PROCESS : MACHINING
RefNO| DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c SEAAD
SCALEi- NTS QTYi- 1 No. A DRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
GROUP:-HDS CHD. | JC DUTTA
TOL.~ AS ABOVE
MATERIAL: STEEL ALLOY PROJOFFR/GP.OFFR,
( /709M4jo/817M40 ) APPROVED
EN19/EN24),AS PER BS:970
FORK
FINISH: AS PER ANNEXURE ‘C’
CSHEFT. NodS LOCK PIN SUB ASSEMBLY
SHACKLE WITH PIN PROJ.DIR/GP.DIR.

HEAT TREATMENT;-
HARDENED & TEMPERED
32+5 HRC

D —E=—F

HD SYSTEM FOR AN 32 A/C

DRG. NO. ADRDE/ 1410 -02- 02
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SHEET 8 OF 11

A
L
m ! m_ —— ﬂ
|
B 15
NOTE
1. WIRE DIAMETER = 0.8
2. TOTAL No. OF COILS = 9
3. TOTAL No. OF EFFECTIVE COILS = 7
4. ENDS ARE GROUND SQUARE TO AXIS
5. STIFFNESS OF SPRING = 0.729kg/mm
TOLERANCE:-
IS:2102PART-1> : 1993 VERY

PROCESS : FABRICATION

COARSE EXCEPT WHERE OTHERWISE SPECIFIED.

REF.NO. DATE ZONE AUTHORITY

0 1/C HEAD
BRIEF RECORD D&S Q.A.

SCALE-NTS QTYi- 1 No.

DIMENSIONS IN mm

A DR DE AGRA| DRN. [SK SHARMA

TOL.— AS ABOVE

MATERIAL: STEEL ALLOY
709M40/817M40 ,
( EN19/EN24),AS PER BS:970

FINISH:

HEAT TREATMENT;—
HARDENED & TEMPERED
2+5 HRC

GROUP:—HDS CHD. JC DUTTA
PROJ.OFFR/GP.OFFR.
APPROVED
SPRING.
LOCK PIN SUB ASSEMBLY
SHACKLE WITH PIN PROJ.DIR/GP.DIR.

HD SYSTEM FOR AN 32 A/C

DRG. NO. ADRDE/ 1410- 02- 03
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SHEET 9 OF 11

CUT FOR WELD (WELD AFTER ASSEMBLY)

40

TOLERANCE:- 15:2102¢PART-1>1993 MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

PROCESS : FABRICATION
RefND. | DATE | ZONE | AUTHORITY BRIEF RECORD 0 1/C | HEAD
D&S Q.A,
SCALE-NTS QTYi- 1 No. A DRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
GROUP:-HDS CHD. | JC DUTTA
TOL.- AS ABOVE
MATERIAL: MILD STEEL PROJ.OFFR/GP.OFFR.
ST-42 S ,AS PER IS:22§ APPROVED
FINISH: AS PER ANNEXURE ‘C’ RING
(SHEET No.l) LOCK PIN SUB ASSEMBLY
SHACKLE WITH PIN PROJ.DIR/GP.DIR.

HEAT TREATMENT;-
NORMALISING

D —E=—F

HD SYSTEM FOR AN 32 A/C

DRG. NO. ADRDE/ 1410- 02- 04




	SHEET 10-Model
	SHEET 11-Model
	SHEET 1-Model
	SHEET 2-Model
	SHEET 3-Model
	SHEET 4-Model
	SHEET 5-Model
	SHEET 6-Model
	SHEET 7-Model
	SHEET 8-Model
	SHEET 9-Model

