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| SHEET 10 OF 13

NOTE : — SPACER IS TO BE PRESS FITTED ON HANDLE (SHEET 9 OF 13)
PROCESS : — MACHINING
Ref.No| DATE | ZONE | AUTHORITY BRIEF RECORD Cesbr |TEAD
SCALE:- 81 QTYi— 4 Nos. A DR DE AGRA DRN. SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA PROJ.OFFR./GP.OFFR,
TOL.-1S:2102[Pt-111993MEDIUM GROUP:= HDS CHKD.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
St42-S,AS PER 1S:226 PROJ. DIR.
FINISH:— APPROVED
AS PER SHEET No.13 SPACER
LOADING BRACKET (LEI'—r & R|GHT) GROUP DIR.

HEAT TREATMENT:-

HARDENDED & TEMPERED
32+5HRC

G

e

HD SYSTEM FOR AN 32 A/C

DRG. No. ADRDE/1414-08

1

| 2




1 2 | 3 | 4
| SHEET 11 OF 13
A |
|
B ]
1N
N
o
] R10.5
. -
35
— ON PCD 45.24 —
AT EQUAL DISTANCE
D D
PROCESS :— MACHINING
E E
Ref.No| DATE | zONE | AUTHORITY BRIEF RECORD otd HEAD
SCALE-211 @QTY.— 4 Nos. |A D R D E AGRA| DRN. |[SK SHARMA
|| DIMENSIONS IN mm |
_ JC DUTTA PROJ.OFFR./GP.OFFR.
Tl IS2102_(PE-DIS93 MEDIUM | rour™ HDS CHKD.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
St42—-S,AS PER 1S:226 PROJ. DIR.
FINISH— APPROVED
F AS PER SHEET No. 13 WASHER LARGE F
HEAT TREATMENT— LOADING BRACKET (LEFT & RIGHT) GROUP DIR.
HARDENDED & TEMPERED
32+5HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-09
—Q—=—1—
1 | 2 | 3 | 4




| 4
| SHEET 12 OF 13
A
B
|| 25
C
50
o
D
PROCESS :— MACHINING
E
RefNo| DATE | ZONE | AUTHORITY BRIEF RECORD Cae | HERD
SCALE:- 21 QTY.:- 2 Nos. A DR DE AGRA| DRN SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA PROJ.OFFR./GP.OFFR.
TOL:— IS:2102¢(Pt-1>1993 MEDIUM GROUP:— HDS CHKD.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
St42—-S,AS PER 1S:226 PROJ. DIR.
FINISH:- SUPPORT PLATE APPROVED
F NORMAL
HEAT TREATMENT— LOADING BRACKET (LEFT & RIGHT) GROUP DIR.
HARDENDED & TEMPERED
32+5HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-10
—Q—=—1—

1




_ 8

ANNEXURE A, PROCEDURE FOR PAINTING ON STEEL COMPONENTS

1. CLEAN SURFACE THOROUGHLY BY POLISH PAPER (Gr 80/100> TO REMOVE DUST,DIRT AND RUST.

ANNEXURE

ANNEXURE

. DEGREASE THE SURFACE THOROUGHLY BY SULPHUR FREE

‘TOLUENE’

SOLVENT. ALLOW IT TO DRY.

2
3. THE COMPONENT WILL BE GIVEN CLASS’B’ PHOSPHATE TREATMENT AS PER IS:3618-1956.
4

. APPLY TwO COATS OF RED OXIDE ZINC CHROMATE (EPOXY BASED> PRIMER. SECOND COAT SHOULD BE APPLIED AFTER COMPLETE DRYING OF

FIRST COAT.

S, RUB THE SURFACE SLIGHTLY WITH FINE POLISH PAPER (Gr100>

TO MAKE PRIMER SURFACE ROUGH AFTER DRYING.

6. APPLY TwO COATS OF POLYURETHANE PAINTCPOLYESTER BASED> IN ORANGE SHADE. AFTER FIRST COAT, WAIT FOR 4-6 HOURS FOR
COMPLETE DRYING BEFORE APPLICATION OF SECOND COAT.

NOTE:— PRIMERS AND PAINT SHOULD BE OF STANDARD COMPANIES (ASIAN/GOODLASS/NEROLAC/SHALIMAR OR EQIVALENTD

B. PROCEDURE FOR PAINTING ON ALUMINIUM COMPONENTS

1. CLEAN SURFACE THOROUGHLY WITH THE HELP OF FINE POLISH PAPER (Grl120/1350 > TO REMOVE OXIDE LAYER FROM ALUMINIUM SURFACE.
. DEGREASE THE SURFACE THOROUGHLY BY SULPHUR FREE

‘TOLUENE",

ALLOW IT TO DRY.

2
3. APPLY ONE COAT OF EICH PRIMER BY BRUSH OR SPRAY AND ALLOW IT TO DRY COMPLETELY.
4

. APPLY TwO COATS OF RED OXIDE ZINC CHROMATE (EPOXY BASED> PRIMER. SUFFICIENT TIME SHOULD BE GIVEN BETWEEN FIRST AND SECOND

COATS FOR DRYING.

S, RUB THE SURFACE SLIGHTLY WITH FINE POLISH TO MAKE PRIMER SURFACE ROUGH AFTER DRYING

6. APPLY TwO COATS OF POLYURETHANE PAINTC(TWO COMPONENTS)CPOLYESTER/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 COMPANIESCASIAN/GOODLASS/NEROLAC/SHALIMAR OR EQUIVALENT.

C. PROCEDURE FOR PLATING

1. CADMIUM PLATED,CHROMATE PASSIVATED & AFTER PLATING HYDROGEN EMBRITTLEMENT RELIEF AS PER IS 1572:1986. Gr.3Fe/Cd

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

DMSRDE,KANPUR> OR BY ANY OTHER COMMERCIALLY AVAILABLE ANTI CORROSIVE GREASE.

NOTE:— “INHIBITED GREASE 305 HAS BEEN DEVELOPED BY DMSRDE,KANPUR AND TOT COMPLETED ITEM IS COMMERCIALLY AVAILABLE WITH M/S VEATY

CHEMICALS Pvt. Ltd. KANPURM/S PROTCHEM INDUSTRIES, 27 CINIQUE INDUSTRIAL ESTATE,MOLAND,BOMBAY.

“INHIBTED GREASE 303“¢(DEVELOPED BY

SHEET 13 0OF 13

SCALE—- — |QTY-- —

DIMENSIONS IN mm

A DR DE AGRA| DRN. SK SHARMA

TOLERANCE:—

GROUP:— HDS CHKD. JC DUTTA

PROJ.OFFR./GP.OFFR.

MATERIAL: —

FINISH:—

Ref.NO

DATE

ZONE

AUTHORITY BRIEF RECORD

0 1/C
D&sS

HEAD
QA.

HEAT TREATMENT:—

&=+

PROCEDURE FOR FINISH

LOADING BRACKET
(LEFT & RIGHT)

HD SYSTEM FOR AN 32 A/C

PROJ. DIR.

APPROVED

GROUP DIR,

DRG. NO _—




1 e 3 4 5 6 7 8
SHEET 1 OF 13
_ 353 _ _ — PROCEDURE FOR FINISH — 13 A
1 ADRDE/1414—10 | SUPPORT PLATE 2 12
——F-—F _ 10 IS : 6101—1971 PAN HEAD SCREW M5x8 8 —
.. - 9 ADRDE/1414—09 | WASHER LARGE 4 11
| 6 8 | ADRDE/1414—08 | SPACER 4 0
! 200 @ 7 ADRDE/1414—07 | HANDLE 2 9
g 6 ADRDE/1414—06 | SHAFT 2 8
G R T T _________ » 5 ADRDE/1414—05 | WASHER SMALL 2 7
~
o | Fp— - - 4| ADRDE/1414—04 | SLOTTED NUT 2 | 6 ;
- L L 3 ADRDE/1414—03 | SHACKLE 2 5
| _,/ 2 ADRDE/1414-02 | BOX 2 4
— _ _ WELDING 1 ADRDE/1414—01 BODY (RIGHT)/BODY (LEFT) [2(1+1)] 2-3
& N TEM NoJ DRG./SPEC. No. NOMENCLATURE QTY_[SHEET No
N 1l
] ITEM LIST —
{_|\ N
I INSPECTION:— INSPECT FOLLOWING AS PER 1S:8780—-1978
1. VISUAL EXAMINATION — 100%.
h 2. PENETRATION FLOW DETECTION — 20%.
- | o 3. ULTRASONIC FLOW DETECTION — 10%.
MARKING :— >Dmom\<m>m\m_lzo. c
PACKING : — EACH ITEM SHOULD BE SEALED IN A POLYETHYLENE BAG.
ONE SET OF LOADING BRACKETS A_IIm & RHS ONE _m>OIv SEALED IN A POLYETHYLENE BAG
P46 | @ THEN SHOULD BE PACKED IN A CCBC/CARTON
7 WORKMANSHIP :— THE CASTING SHOULD BE SOUND,CLEAN & FREE FROM BLOW HOLES , DISTORTION ]
| 120 AND OTHER SURFACE DEFECTS THAT ARE LIKELY TO AFFECT THE UTILITY OF THE CASTING.
SHARP CORNERS ARE TO BE ROUNDED OFF.
WELDING :— ALL JOINTS SHOULD BE WELDED BY ELECTRODE CONFORMING TO D
ADVANI OERLIKON SUPERCITO AWS >\m_.|> 5.1:E 7018 OR 1S:814:EB 5426 H3 JX
OR ITS EQUIVALENT. WELDED JOINTS SHOULD BE TESTED BY
B DYE PENETRATION TEST A>m PER IS : ummmv BEFORE FINISH.
[e¢] ||
~
WELDING
N
66 LOAD E
SCALE-NTS QTYi- 1 No. ADRDE AGRA| DRN. [SK SHARMA
DIMENSIONS IN mm
PROOF LOAD TESTING :— EACH LOADING BRACKET SHALL BE SUBJECT TO A LOAD TEST AT 1500 kgf LOAD. T GROUP— HDS CHKD. |JC DUTTA I —
LOAD MAY BE APPLIED THROUGH HOOK 'C’ BY HOLDING AT ’B’ AND SCREW GRIPPING AT 'A’
AS SHOWN IN DRAWING. MATERIAL: —
S— ASSEMBLY PROJ. DIR.
PROCESS :— FABRICATION AS PER SHEET No.i3 LOADING BRACKET APPROVED
HEAT TREATMENT- A_um_.J & m_o_._d GROUP DIR.

REF .No.

DATE

ZONE

AUTHORITY

BRIEF RECORD

g I/C
D&S

HARDENED & TEMPERED,32+5 HRC

HD SYSTEM FOR AN 32 A/C

DRG. No. ADRDE/1414

2 _ 3 _ 4

6

S =

_ 7




1 2 3 4 5 6 7 8
SHEET 2 0OF 13
66 _ A
R8 INSPECTION :— INSPECT FOLLOWING AS PER 1S:8780—1978
200 1. VISUAL EXAMINATION — 100%.
——————— 4 R12 . 2. PENETRATION FLOW DETECTION — 20%.
Hmmmlululuﬂ 4 #16 3. ULTRASONIC FLOW DETECTION — 10%.
R4 WORKMANSHIP :— |
THE CASTING SHOULD BE SOUND,CLEAN & FREE FROM
R30 5 BLOW HOLES , DISTORTION AND OTHER SURFACE DEFECTS
THAT ARE LIKELY TO AFFECT THE UTILITY OF THE CASTING.
/mm SHARP CORNERS ARE TO BE ROUNDED OFF. B
MATERIAL:— HIGH STRENGTH STEEL CASTING Aoﬂu\uﬁv AS PER 1S:2644—-1994
OR STEEL ALLOY mZ\_koowz_#ov AS PER BS:970
TAP MS5x0.8 (4 Nos) ON PCD 45.24 OR TYPE ANC—2 OF BS:3146 Pt—2:1961.
353 PROCESS:— CASTING
_ 200
— R25 ¢
R - 77 —
T Ty NE
I P 135 .mw ! 1
L1 ] _ ] ' ]
?31 __ J R4 /
102 S ~4
135 R4
6
4
20 D
R33
$46 118
SECTION X=X’
_ R4.5
[ 120 | 130 R4
| 6.0 ALL AROUND
! RS TOL.- 1S:2102 (P+-1) 1993 VERY COARSE,EXCEPT E
ﬁ WHERE OTHERWISE SPECIFIED.
e SCALEI-NTS QTY. 1 No. ADRDE AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
TOL.- S ApOvE GROUP- HDS CHKD. |JC DUTTA S p—.
AUXILIARY <_M<</\wo MATERIAL:— AS ABOVE
FINISH:— BODY (' RIGHT) PRO. DIR.
AS PER SHEET No.13 LOADING BRACKET APPROVED
HEAT TREATMENT:- (LEFT & RIGHT) GROUP DIR.
RDENED & TNPERED2® ™ I HD SYSTEM FOR AN 32 A/C|DRG. No. ADRDE /141401
' 0. -
REF.No.| DATE | ZONE| AUTHORITY BRIEF RECORD 0 1{C|HEAD D= (RHS)
1 2 3 _ 4 _ 5. | 6 | / | 8
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SHEET 3 OF 13

353
200 N
\ _“__ T _ +
I N et T | 5
7 ] - 1§ w
1 } Ip]
135 e leade _ !
. S
d m N
3- | b
m - INSPECTION :— INSPECT FOLLOWING AS PER IS:8780—1978 —
N— 1. VISUAL EXAMINATION — 100%.
2. PENETRATION FLOW DETECTION — 20%.
n 3. ULTRASONIC FLOW DETECTION — 10%.
N C
" WORKMANSHIP := THE CASTING SHOULD BE SOUND,CLEAN & FREE FROM
B46 BLOW HOLES , DISTORTION AND OTHER SURFACE DEFECTS
| R33 THAT ARE LIKELY TO AFFECT THE UTILITY OF THE CASTING.
SHARP CORNERS ARE TO BE ROUNDED OFF.
130
— — | 120
Co AL ARDUND ! MATERIAL:— HIGH STRENGTH STEEL CASTING (Gr3/4) AS PER 1S:2644—1994
_ OR STEEL ALLOY EN19 (709M40) AS PER BS:970
OR TYPE ANC—2 OF BS:3146 Pt—2:1961. D
A R4 R4 ] PROCESS:— CASTING
& ’ R6 S
s =
00
* A |
N 2
o
Ne— 1
@s& 216 4 HOLES 95 i 0 _
ON PCD 45.24 !
AUXILIARY VIEW | TOL.:— AS PER IS:2102 (Pt—1) 1993 VERY COARSE,EXCEPT E
_ WHERE OTHERWISE SPECIFIED.
_ SCALEI-NTS QTY. 1 No. A DR DE AGRA| DRN. SK SHARMA
DIMENSIONS IN mm
GROUP- HDS CHKD, |JC DUTTA
TOL.— AS ABOVE PROJ.OFFR./GP.OFFR.
MATERIAL:—
AS ABOVE
— BODY (LEFT) PROJ. DIR.
FINISH:
APPROVED
AS PER SHEET No. 13 LOADING BRACKET
HEAT TREATMENT:- (LEFT & RIGHT) GROUP DIR,
0 1cluean HARDENED & TEMPERED,32+5 HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-01
REF.No.| DATE | ZONE| AUTHORITY BRIEF RECORD s | aa D=1 WLHS)
_

_ 2

3 |

6

8




4

R70

|SHEET 4 0OF 13

o221

INSPECTION :— INSPECT FOLLOWING

S0
AS PER 1S:8780—-1978

1. VISUAL EXAMINATION - 100%.
2. PENETRATION FLOW DETECTION — 207%.
3. ULTRASONIC FLOW DETECTION — 107%.

WORKMANSHIP :

THE CASTING SHOULD BE SOUND,CLEAN & FREE FROM BLOW HOLES , DISTORTION

AND OTHER SURFACE DEFECTS THAT ARE LIKELY TO AFFECT THE UTILITY OF THE CASTING.
SHARP CORNERS ARE TO BE ROUNDED OFF.

MATERIAL :— HIGH STRENGTH STEEL CASTING (Gr3/4) AS PER 1S:2644—-1994
OR STEEL ALLOY EN19(709M4D) AS PER BS:970
OR TYPE ANC—-2 OF BS:3146 Pt—2:1961.
_PROCESS :— CASTING
Ref.No| DATE | ZONE | AUTHORITY BRIEF RECORD Cesbr |TEAD
SCALE:=NTS QTY.— 2 Nos. A DR DE AGRA DRN. SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA
O —1SP102(PI-DDISS3VERY CDARSEGRDUPI HDS CHKD, PROJ.OFFR./GP.OFFR.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— AS ABOVE
PROJ, DIR.
FINISH— BOX APPROVED
AS PER SHEET No.13
CEAT TREATMENTIS LOADING BRACKET (LEI'—r & R|GHT) GROUP DIR.

HARDENDED & TEMPERED
32+5HRC

]

HD SYSTEM FOR AN 32 A/C

DRG. No.

ADRDE/1414—02

1 |




| 4

2 3
| SHEET 5 O0OF 13
$28 [
R4
17
1
‘ \\\//l ‘
I
©
o~
! 2.5
_____________ Y
1
(@) —
©| ©
I
Tp) I
Qd
™ I
' o~
‘ N H=t-H
™ \d i 1]
f 2.5 THROUGH HOLE
-0.10 M10x1.5
—@16,0—
PROCESS :— MACHINING
RefNo| DATE | ZONE | AUTHORITY BRIEF RECORD Cae | HERD
SCALE:-2:1 QTY.— 2 Nos. A DR DE AGRA| DRN. SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA
TOL—1SP102 (P1-1 1993 MEDIUM GROUP+— HDS CHKD. PROJ.OFFR./GP.OFFR.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY
709M40,/817M40
(EN19/EN24),AS PER BS:970 PROJ. DIR.
FINISH:- APPROVED
AS PER SHEET No. 13 SHACKLE
HARDENDED & TEMPERED
551 BHRC HD SYSTEM FOR AN 32 A/C  |DRG. No. ADRDE/1414-03
—Q—=—1—

1 |




| 4

| SHEET 6 OF 13

1

~A/C16.17
3
A/F14
M10x1.5
PROCESS :— MACHINING
RefNo| DATE | ZONE | AUTHORITY BRIEF RECORD Foee | HEAD
SCALE:- 24 @QTY.- 2 Nos. |A DR D E AGRA| DRN. |SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA

T 7955 e — OROUP- HDS CHKD. PROJ.OFFR./GP.OFFR.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY

709M4-O/817M4O

(EN19/EN24),AS PER BS:970 PROJ. DIR.

_ APPROVED

FINISH= S PER SHEET No.13 SLOTTED NUT
HEAT TREATMENT— LOADING BRACKET (LEFT & RIGHT) GROUP DIR.

HARDENDED & TEMPERED

3245HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-04

o ——




1 2 3 | 4
| SHEET 7 OF 13
A
820
#10.5
B
C
T T :t
| | |
!
D
PROCESS :— MACHINING
E
Ref.No| DATE | ZONE | AUTHORITY BRIEF RECORD “ane |TELD
SCALE:- 21 @TYs— 2 Nos. |[A DR D E AGRA| DRN. |SK SHARMA
|| DIMENSIONS IN mm
- . | JC DUTTA PROJ.OFFR./GP.OFFR.
TOL,IS2102 (Pt-D) 1993 MEDIUM |CRoUP— HDS CHKD
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
St42—-S,AS PER 1S:226 PROL. DIR.
FINISH:— APPROVED
F AS PER SHEET No 13 WASHER SMALL
HEAT TREATMENT:— LOADING BRACKET (LEFT & RIGHT) GROUP DIR.
HARDENDED & TEMPERED
32+5HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-05
—Q—=—1—
1 |
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| SHEET 8 OF 13

©30.0 , M16x2
1,0x45° |
W3
|
2.0 l g o
- | < (o]
9
|
i
T
| o
H [o0]
| 9
1
| 9.0
1
1.0x45°
=
320.0
PROCESS :— MACHINING
RefNo| DATE | ZONE | AUTHORITY BRIEF RECORD Foee | HEAD
SCALE:- 11 QTYi— 2 Nos. |A DR D E AGRA| DRN. |[SK SHARMA
DIMENSIONS IN mm
_ JC DUTTA
S0P =DIS3 WEDION GROUPI—- HDS CHKD. PROJ.OFFR./GP.OFFR.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY
(709M4/-O/81;M40
EN19/EN24),AS PER BS:970 PROJ. DIR,
FINISH:— SHAFT APPROVED
AS PER SHEET No.13
LOADING BRACKET (LEI-—I' & RIGHT)
HEAT TREATMENENDED & TEMPERED GROUP_DIR.
32+5HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-06

—@——E?—

1




1 2 3 | 4
| SHEET 9 OF 13
A
B B
—0.00
+0.05
—25
}
@© — — - - - - — — — -
| s .
1
-9 83 9—=
C C
D D
PROCESS :— MACHINING
E E
RefNo| DATE | ZONE | AUTHORITY BRIEF RECORD Foee | HEAD
SCALE- 21 @TY- 2 Nos. |A DR D E AGRA| DRN. | SK SHARMA
|| DIMENSIONS IN mm
_ JC DUTTA
TOL:- IS:2102 (Pt-1) 1993 MEDIUM GROUPi— HDS CHKD. PROJOFFR/GP.OFFR.
EXCEPT WHERE OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
St42—-S,AS PER 1S:226 PROJ. DIR.
FINISH:— HAN DI_E APPROVED
F AS PER SHEET No. 13
HEAT TREATMENT— LOADING BRACKET (LEFT & RIGHT) GROUP DIR.
HARDENDED & TEMPERED
32+5HRC HD SYSTEM FOR AN 32 A/C DRG. No. ADRDE/1414-07
—Q—=—1—
| 2 | 3 | 4

1
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