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SHEET 1 OF 1

@6

——8——

M4x0.5

47

®5

47

(NOTE : — TOOL FOR FITMENT OF LOCKING PIN IN ADU)

PROCESS : FABRICATION/MACHINING

TOLERANCE =

AS PER

IS:2102 <(PART-1> 1993; MEDIUM UNLESS OTHERWISE SPECIFIED

R.NOL DATE | ZONE | AUTHORITY BRIEF RECORD o C[HEAD
SCALE-NTS  |@TY.- 1 ADRDE AGRA| DRN. |SK SHARMA PROOFER
DIMENSIONS IN mm ' '
TOL:~ AS ABOVE GROUP oS Sl et PD
MATERIAL" o womsins) 15 226
T ——— SCREW CLAMP 0 1c mes
PASSIVATED Gr.3 AS PER IS 1572 APPROVED
AUTOMATIC DISENGAGING HEAD QA

HEAT TREATMENT:-

—©—=——

( HD SYSTEM FOR AN—32)

UNITCADW

DRG. NO. ADRDE/ 1413 -15




8 _ 7 6 4 3 2 1
_ SHEET 1 OF 17
L DUA\Q_.A NOTE:- PACKING NOTE:-1-BEFORE FINAL FINISHING
ENGRAVE SERIAL No/CAT PART No/
1:-CHAIN DOTTED LINES SHOWING RELEASE POSITION ~_ NAME OF MANUFACTURER & DATE OF MAN-
ﬁ *21—~BURST CHARGE IS AN EXPLOSIVE,GOVERNED BY HEMRL a UFACTURE ON BODYCSHEET No 2>/LINK
(SHEET Nol10) & LARGE PIN (SHEET N03) AT _..
DRG No.ERD 1009 & WILL BE ASSEMBLED ONLY WHEN LOAD 18.8T AT MARKED PLACE IN THECORROSSEPONDING
® ADU IS TO BE ASSEMBLED WITH TIME DELAY FIRING DRAWINGS.
2- BEFORE PACKING APPLY A THIN PROTE-
@ MECHANISM(DRG No.DRD 43/99) AT THE /\Ov,d @ CTIVE LAYER OF ANTI-RUST GREASE
e TIME OF PARADROPPING. AQA CORTEC-VEL 368L OR ANY EQUIVALENT
0 ON ALL COMPONENTS -
3—CRANK & SCREW CLAMP (ADRDE 1413-14&1413-15) ARE
i H7>onmww_”_£mw\3_u_.m ALONG WITH ADU l 3—- WRAP EACH UNIT WITH A BUTTER/GREASE
P N PAPER,AGAIN EACH UNIT OF DISMENTELED
; _ m?.._”_m FINAL FITMENT OF DEVICE & ﬁ - ADU MAY BE SEALED IN A POLYETHENE BAG
1 PLACING THE LOCKING PIN EACH SEALED UNIT MAY BE PLACED IN
4-ALL NUT,BOLT,WASHER,SPLIT PIN - WOODEN BOX/CASE. E
ETC. ARE TO BE CADMIUM PLATED 4- THE PACKING CASE SHALL BE MARKED
AS PER IS157211986 LOAD 9.4T LOAD 94T INDELIBLY WITH ADDRESS OF CONSIGNEE/
CMIN, 10 MICROND CONSIGNER,CAT No,NOMENCLATURE OF STORE
LOAD 3T QTY,YEAR OF MANUFACTURE ETC.
LOAD 3T
BURST CHARGEx
@/ 76 VADRDE/ T475—715 SCREW CLAMF 7 7—7
T 1 WELLOING
I i 75 VADRDE/ 71473—74 CRANK  ASSEMBLY 7 J—72 |D
/./ [ \Ab\_ubQ J475—74 FLRFORMANCE TEST. 77
_
T I - — L 74 (52 J06F SPRING WASHER M145 7
L 13 WORDE 747573 | MUT 7 76
\\ 1 72 VADRDE/7475—172 BOLT 7 75 —
N ——y — 77
() ) 77 WORDE 7475-77 1 cLamP 7
KI& L2z Z 70 WoRDE 7475-710|  LoCk PV w0 | 73
N M 9 WorRDE71475-09 | 1wk 7 72
& |ADRDE7475-08 AUTO LISCONNECTOR 7 77 c
u 7 VORDE7475—-07 ~MUT 7 70
[ & VADRDLE/ T475—-06 LoOLT 7 g
5 VADKRDE7T475-05 OUTER  CYLINDER 7 &
| 4 ADRDE/T7475—04 IWNER CYLINDER 7 7 |
- - J VADRDE7T475—-0F SFRING 7 6
2 ADRDE/ T475-02 LARGE FPIN SUB ASSY. 7 J-5
L 7 pRDE7473-07 cooyr / 2
lat ADRDE/71413(a) ASSEMBLY / 7 .
@ ITEM No.| DRG./SPEC. No. NOMENCLATURE Qry | Sheet No.
MARK PLACECFOR SUNO,YEAR OF MFG) X —» CET O
SECTION XX
PROOF LOAD TEST:—1-THE AUTOMATIC DISENGAGING UNIT (ADU> IS TO BE TESTED FOR PROOF LOAD TEST . _
ATISB00KgF, SCALE~ 11 QTY:— 1 NO. ADRDE AGRA| DRN |SK SHARMA PRO.OFFR.
2-CLAMP (ITEM No.11> IS TO BE TESTED AT 4000KgFOR PROOFLOAD TEST. DIMENSIONS IN mm
GROUP— HDS CHD. JC DUTTA PD
3-AUTO DISCONNECTOR PIECE (ITEM No.8) IS TO BE TESTED AT 3000Kg.LOAD TOL.~ AS ABOVE
ALL THE ABOVE TESTINGARE TO BE CARRIED OUT IN ASSEMBLED CONDITION MATERIALI-
AS SHOWN IN DRAWING,
FINISH= ASSEMBLY 0 I/C D&S
AUTOMATIC DISENGAGING |APPROVED
HEAT TREATMENT UNITCADW HEAD Q.A.
O I/C | HEAD
R.NO. DATE ZONE AUTHORITY BRIEF RECORD D&S QA IU w<w._._mz _.l_H__N DZ wm D\O DRG. NO.
5 5 !mw.linn ADRDE/ 1413 (o)




1

83.5

WORKMANSHIP:— AS IN SHEET NO 2
TOLERANCE: = 15:2102¢PART-1> MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

SHEET 10 OF 17

®

Y——

PROCESSi— MACHINING
R.NO. DATE ZONE AUTHORITY BRIEF RECORD E&IS/C SEAAD
SCALEI-1 QTY:— 1 NO. "
-1 ADRDE AGRA| DRN. |SK SHARMA PRO.OFFR.
DIMENSIONS IN mm
GROUP:-HDS CHD. JC DUTTA
TOL.:+— AS ABOVE PD
MATERIAL:-
ALLOY STEEL EN 24 (817 M 40>
AS PER SPECN. BSi970. NUT
FINISHi— O I/C D&S
AS IN SHEET NO. 2 AUTOMATIC DISENGAGING  rappraveD
UNITCADUD
HEAT TREATMENT HD SYSTEM FOR AN 32 A/C AT A
265-352 BHN DRG. NO.

ADRDE/ 1413-07¢a)




1

?73.5

l— X

R45.0

125.0

82.0

—J—

7.0

—

R17.0

182

49
RO.0 ™

224.0

N—R45.0 A

DN\N

WELDING:-

\

340

WELDED

160

PROOF LOAD:-

MATERIAL:—
AS PER

SECTION YY

R4.0

3515

70.0

78.0

90.0

100

380

SECTION-XX

FINISH:-

INSPECTION:—FOLLOWING AS PER IS: 8780-1976

WELDING INSPECTION:=

3000Kg.AS GIVEN IN SHEET 1.

HIGH STRENGTH STEEL CASTING (Gr 3/4

EN 19 (709-40> AS PER BS:

ANC-2 OF BS:3146 Pt. 2:1961
CADMIUM PLATED TO A MINIMUM THICKNESS 0OF

12 MICRON STRESS RELIEF BEFORE PLATING |C
HYDROGEN EMBRITTLEMENT AND CHROMATE
PASSIVATED T0O IS:1572-1986,Gr 3 Fe/Cd-12 CA

SHEET 11 0OF 17

®

(o> VISUAL EXAMINATION-100% F
COPENETRANT FLOW DIRECTIONZ207
(cOULTRA SOUND FLOW DIRECTION
10%
WELDING IS TO BE CARRIED OUT
WITH ELECTRODE CONFIRMING
7O IS:1395-82 E 63 B-G 219 Fe
AWS/A S.3:E 9018 G <(MODI/
ADVANI ORLEKON> OR EQUIVALENT.

VISUAL AND LIQUID PENETRANT
TEST SHALL BE CARRIED OUT AS | g
PER PROCEDURE LAID DOWN IN
IS: 3638.

IS: 2644:1994 OR STEEL ALLOY
970 OR TYPE

WORKMANSHIP:—

TOLERANCE:-

THE FINISHED COMPONENTS SHALL

BE FREE FROM PITS,CRACKS TOOL MARKS

AND ANY OTHER SURFACE DEFECTS.

IS:2102¢(PART-1> MEDIUM EXCEPT

WHERE OTHERWISE SPECIFIED

PROCESS:- ITEM ‘A’

ITEM ‘B’

CASTING & MACHINING
SHEET METAL
WORKING THEN WELDED WITH ITEM ‘A’

SCALE:— 1:1

QTY:— 1 NO.

DIMENSIONS IN mm

A DR DE AGRA| DRN SK SHARMA

PRO.OFFR.

TOL+— AS ABOVE

GROUP:+— HDS CHD. |JC DUTTA

PD

MATERIAL— AS ABOVE

FINISH:-

AS ABOVE

R.NO.

DATE

ZONE

AUTHORITY

BRIEF RECORD

0 1/C
D&sS

HEAD
QA.

HEAT TREATMENT
265-352

BHN

7

i\

— 1

N

— |

AUTO DISCONNECTOR PIECE

0 I/C D&S

AUTOMATIC DISENGAGING

APPROVED

HEAD Q.A.

UNITCADUD
HD SYSTEM FOR AN 32 A/(Q

DRG. NO
ADRDE/ 1413-08(a)




8 7 _ 6 5 4 _ 3 _ 2 1
SHEET 12 OF 17
RoS ﬁ;&. WORKMANSHIP:— THE FINISHED COMPONENTS SHALL
— T|_||_ — BE FREE FROM PITS,CRACKS TOOL MARKS @
R8.0 _ _ | _ _I* _ _ AND ANY OTHER SURFACE DEFECTS,
_ _
I ! [ —
F h -|-|-|-|-|T|T-|-|_-|_|-_|-|-|TL|-|-|-|-|-|- — 300 TOLERANCE: ISi2102(PART-1> MEDIUM EXCEPT F
_ _ Lo _ _ WHERE OTHERWISE SPECIFIED
_ _
Lo Tl_lL o PROCESS:- FORGING & MACHINING
1 0
-0.2
_ 16.0 |_
| 200.0 |
180.0 30.0
600 #145
| IV_|_AI 74— R15,0
— R3.0 “ R210.0
I
E | _ E
— 21.0 —
v y «
R16.0 30 —
D R35 R16.5 D
R16
1515
+0.20 126.5 136.5 133.0
— -0.10 —
836.0 /
725
C C
I
1 R3.0 |\ _ ]
- o _l I |
I
_ \ R4.0
I
R37.5 B
B
-0.05
mm.olc.po
- SCALE~ 14 QTY:— 1 NO. ADRDE AGRA| DRN |SK SHARMA PRO.OFFR
DIMENSIONS IN mm —
GROUPI— HDS CHD. |JC DUTTA
TOL+.— AS ABOVE PD
MATERIAL -
B T 7 M
A — LINK 0 1/C D&S
FINISH- AS PER SHEET No. 2. APPROVED
AUTOMATIC DISENGAGING
HEAT TREATMENT UNITCADW HEAD QA.
R.NDO. DATE ZONE AUTHORITY BRIEF RECORD wwHM\n Mm»»u 265-352 BHN HD SYSTEM FOR AN 32 A/(CDbRG. NO.
5 7 3 5 e ADRDE/ 1413-09(a)




4 3 2 1
SHEET 13 OF 17
D Ro—-8 T 295 MICRON
—l——] X45°
ct 7L  L__ __
_____ :r\\'
::::::I/l
QY +0.0
A oLl
H ) 14 o1
- 258 — =
B
WORKMANSHIP:— AS IN SHEET NO. 2
TOLERANCE:= 15:2102(PART-1) MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.
PROCESS:— MACHINING
PACKING:— FACH PIN SHOULD BE LIGHTLY GREASED AND PACKED
IN POLYETHYLENE PAPER. 10 SUCH PINS MAY BE PACKED IN
A A CARD BOARD / PLASTIC BOX.
R.NO. DATE ZONE AUTHORITY BRIEF RECORD E&IS/C EEAAD
SCALE-21 QTY:— 1 NO A DR DE AGRA| DRN. SK SHARMA
PRO.OFFR.
DIMENSIONS IN mm
GROUP:—HDS CHD. JC DUTTA PD
TOL.— AS ABOVE
MATERIAL:—
ALLOY STEEL EN 24 (817 M 40)
AS PER SPECN. BS:970, LOCK PIN
FINISH:- O I/C D&S
HEAT TREATMENT; - UNITCADW HEAD Q.A.
65-352 gy HD SYSTEM FOR AN 32 A/Clpec o
@—— ADRDE/ 1413-10¢a)




8 7 5 4 3 2 1
SHEET 14 OF 17
PROOF LOAD:— 4000 Kg. AS SHOWN IN SHEET 1. F
R30.0
36 \
/// _ \\\
_ _1_
\\ E
\\
|
mmp_ml\\ ]
89,0
53.0
_ﬁm_ml\ 45.0 914.5——
0.5X45° | _ KI_K _
= = i
+0.2
-0,0
6.0 31
| 43 | c
B
WORKMANSHIP:— AS IN SHEET NO. 2
TOLERANCE:—- 1S:2102¢(PART-1> MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.
_U_N_H_O_.wa_l FORGING & MACHINING SCALE:— 11 RTY:= 1 NO A DR D E AGRA| DRN SK SHARMA PRO.OFFR
PROOF LOAD:=AT 3500 LOAD IN ASSEMBLED CONDITION AS PER ASSEMBLY DRAWING 1413 DIMENSIONS IN mm =R
GROUP:I—HDS CHD. JC DUTTA
TOL+~ AS ABOVE PD
MATERIAL:—
ALLOY STEEL EN 24 (817 M 40
AS PER SPECN. BS:970,
FINISH— CLAMP O 1/C D&s
AS IN SHEET NO. 2 | AUTOMATIC DISENGAGING |APPROVED
HEAT TREATMENT HEAD Q.A.
O 1/C | HEAD 265-352 BHN UNITCADU) DRG. NO
RND. | DATE | ZONE | AUTHORITY BRIEF RECORD s | aa HD SYSTEM FOR AN 32 A/(CjIRG NO.
5 - = = ADRDE/ 1413-11¢o)




4 3 2 1
SHEET 15 OF 17

+1.0
-0.5 &

58.0 &

—7.0
|————6.0 le-12.0 -
R30

M-14X15 —/

WORKMANSHIP:— AS IN SHEET NO. 2
TOLERANCE:- 1S:2102¢PART-1> MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

—19.0—=

==

ADRDE/ 1413-12¢a>

PROCESS:= TO BE MACHINED FROM FORGED BAR/BLANK

RNDO. | DATE ZONE AUTHORITY BRIEF RECIORD g&ls/ c SF:D
SCALE-11 QTY— 1 NO. A DRDE AGRA| DRN. [SK SHARMA PRO.OFFR
DIMENSIONS IN mm ' '

GROUP CHD. |JC DUTTA
TOL.- AS ABOVE PD
MATERIAL—
ALLOY STEEL EN 24 (817 M 40)
AS PER SPECN. BSiS70. BOLT SMALL
FINISH— 0 1/C D&S
AS IN SHEET NO. 2 AUTOMATIC DISENGAGING  [apPrRaveD
HEAT TREATMENT;- UNIT(ADU HEAD QA.
565-352 BHN HD SYSTEM FOR AN 32 A/Cljec o




1

/j 14X1.5

-— 19.0

ﬁeE'O

s

1X45°

WORKMANSHIP:— AS IN SHEET NO. 2

TOLERANCE:— 1S:2102¢PART-1) MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.

SHEET 16 OF 17

PROCESS:= MACHINING FROM FORGED BAR/BLANK

©)

O 1/c HEAD
R.NO. DATE ZONE AUTHORITY BRIEF RECORD D&sS QA
SCALE-1 QTY:—= 1 NO. .
=111 A DR DE AGRA| DRN SK SHARMA PRO.OFFR.
DIMENSIONS IN mm
GROUP:-HDS CHD. |JCc DUTTA
TOL.- AS ABOVE PD
MATERIAL:-
ALLOY STEEL EN 24 (817 M 40
AS PER SPECN. BSi970. NUT
FINISHi— 0 I/C D&S
UNITCADUD HEAD Q.A.

HEAT TREATMENT;-
265-332 BHN

HD SYSTEM FOR AN 32 A/C

oa——

DRG. NO.
ADRDE/ 1413-13(a>




8 7 5 4 2 1
SHEET 17 OF 17
/l‘\
1
. - E
C ]
| ®
X
PROCEDURE:-
| Time Delay 1-PLACE THE BURST CHARGE (5) (PYRD) IN THE LARGE PIN
Firing Mech, (ITEM Nod OF ADU)
1 (TDFMD ] 2-INTIGRATE THE TIME DELAY FIRING MECHANISM (TDFM)
DRGNO. ADRDE/1425
_ _ 3-REMOVE THE SAFETY PIN (2> AND PULLTHE OPERATING
T— 11T~ Auto Disengaging - - PIN (3> OF TDFM FROM A SAFE DISTANCE WITH THE
Unit ¢(ADUWD HELP OF CORDAGE.
4-AT THE PRE SET DELAY PROVIDED BY PYRO
- CARTRIDGE (4> IN SIDE THE TDFM IGNITE THE BURST
CHARGE (5) AND THROW THE LOCKING PIN (ITEM 6> FROM ADU.
SECTION XX X S5-AFTER FIRING AND RELEASE OF LOCKING PIN LINK (7
—> OF ADU SHOULED BE DISENGAGE FROM ADU.
6-AFTER THIS TEST ADU SHOULD BE CLEANED PROPERLY
AS PER MANUAL
SCALE— NTS |QTY~ 1 NO. ADRDE AGRA| DRN
SK SHARMA PROOFFR.
DIMENSIONS IN mm o s -
{ '
TOL.— AS ABOVE JC DUTTA PD
MATERIAL-
FINISHI= PERFORMANCE TEST 0 1/C D&S
APPROVED
AUTOMATIC DISENGAGING
HEAT TREATMENT UNITCADW HEAD QA.
O 1/¢C
R.NO. DATE ZONE AUTHORITY BRIEF RECORD D&S Mm»»u HD SYSTEM FOR AN 32 A/C DRG. NO
5 5 5 !mwiin' ADRDE/ 1413 14¢o)




1

THROUGH HOLE @1.3

+0.05

FINISH:=

CADMIUM PLATED TO A MINIMUM THICKNESS 0OF
12 MICRON STRESS RELIEF BEFORE PLATING

HYDROGEN EMBRITTLEMENT AND CHROMATE
PASSIVATED T0O IS:1372-1986,Gr 3 Fe/Cd-12 CA

WORKMANSHIP:— THE FINISHED COMPONENTS SHALL
BE FREE FROM PITS,CRACKS TOOL MARKS
AND ANY OTHER SURFACE DEFECTS.

Y TOLERANCE:= 1S:2102¢PART-1> VERY COARSE EXCEPT
WHERE OTHERWISE SPECIFIED

SHEET 2 OF 17

®

+0.8
o 3@+om|v PROCESS:— FORGING & MACHINING
————— Suﬁm+|o|'p_o
536+005 7 D
|— X PLACE FOR ENGRAVING AS PER SHEET NO 1
: T _
I
_ | | | | | 20 R26.0 | -
_ — _ = _ 5.0 M72XL5
I
! I ! |
| 1 |
_ | _ _
I [ T T I I R3.0 C
| — 19 _ L1 _ _ _
| ||l |
+1 I * | __._IIII_IIII_de_IIII_IIII:_ f _ 7
98.0 A _ % R4.0 _
8.0 | (7 \\m\| - T |
+1 L Nz/r/ : * i | _ ! ]
65.0 * | R4.0 7
o 13030 50 3 DEPTH _ _
520 220 R T T SECTION-XX
| ol i s L B
5.5 _ L y ! ! B
_ _ I I
_ | _ L |
Yy v ! " ! _
150 - | _ SCALE~ 11 QTY:— 1 NO ADRDE AGRA| DRN
'_ Ezmszz_w IN _ _ e e PRODFFR
— 97.0 n GROUP:— HDS CHD. JC DUTTA DIV.HEAD
_ TOL.— AS ABOVE _
= 400 - 97.0 = MATERIAL -
| ALLOY STEEL EN 24 (817 M 40) GROUP_DIR.
AS PER “SPECN. BS:970
FINISH— AS ABOVE BODY O 1/C D&sS
AUTOMATIC DISENGAGING |APPROVED
SN - HEAT TREATMENT UNITCADW HEAD Q.A.
RND. | DATE | ZONE | AUTHORITY BRIEF RECORD s | aa 265-352 BAN HD SYSTEM FOR AN 32 A/(]IRG- NO.
D —1 ADRDE/ 1413-01¢a)

7

N —




4 3 2 1
SHEET 3 OF 17
|
1
|
|
. I
i [
(I N
|
| MEDIUM DRIVE FIT
i H6 S
I
PR I - T
________ _|¢ —><|<—]_|0
I
|
i
2 |aproE/1473—02—02|CUIDE AV 7 5
7 |laoroE1473-02—07LARGE PV 7 7
W No. | DRG.SPEC Ne. NOMENCIATURE Qry | Sheet Mo
DETAIL INDEX
WIORKMANSHIP:— AS IN SHEET NO. 2
PROCESS:=  FABRICATION
RNO. | DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c giAID
SCALE:-111 QTY- 1 NO, A DR D E AGRA DRN., SK SHARMA PRO.OFFR
DIMENSIONS IN mm : :
GROUP CHD. |Jc DUTTA PD
TOL.— ISi2102¢(PART-1> MEDIUM
EXCEPT WHERE OTHERWISE SPECIFIED.
MATE R sTeEL EN 24 17 M 40> LARGE PIN SUB.ASSY.
AS PER SPECN. BS:970. 0 I/C D&S
——— AUTOMATIC DISENGAGING
AS PER DETAIL PART APPROVED
HEAT TREATMENT;- UNITCADU HEAD Q.A.
265-352 BHN HD SYSTEM FOR AN 32 A/Cpre. no.
@& -—i——] ADRDE/ 1413-02¢a)

N4 —




8 _ 7 _ 5 _ 4 _ 3 _ 2 1
mexu_._w SHEET 4 OF 17
X M33X1.25 70 N
- | ®
18.0
I I _| P4
* \ A I | A A e ; ]
i i 7 Z
6.0 AU IF
L N -
< +0.1 +01 - 2.0 +0,5 ] -
602 635 ! c4.0
<
1 2 2.0
|l—— H_._D Iy
12,0 —== ! 92.0
Sz — @ /.0 E
- i 107.0 |
0= 1y A
[ N\MARKING PLACE
+D_mm Jﬁ (AS ON ]
| SHEET-1)
Yo )T e s
] _ _ kl
| D
I— _
\!/ : ] > < —/ -
H I H |_ _ _ R2.0
X 20.0 R2.0 |
- 7.9
ot 80 —m— |- SECTION-XX
-0.05
—— 236.0 ——
C
FINISH:= HARD CHROMIUM ELECTROPLATING TO A MIN.THICKNESS
OF 0.012mmAS PER SPECN IS: 1337-1968. ]
320.0 WORKMANSHIP:—=AS IN SHEET NO. 2
_ TOLERANCE:=  1S:2102¢(PART-1) MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.
PROCESS:— FABRICATION/MACHINING B
SURFACE FINISH:— BEFORE CHROMIUM PLATING,THE SURFACE MARKED YV
SHOULD HAVE ROUGHNESS OF 1.6 TO 8 MICRON.
SCALE- 11 _oj:- 1 NO. ADRDE AGRA| DRN |SK SHARMA PRO.OFFR
DIMENSIONS IN mn GROUP:—HDS CHD. JC DUTTA
TOL+— AS ABOVE PD
MATERIAL:I—
A e o v w0 LARGE PIN
FINISH—- AS ABOVE LARGE PIN.SUB ASSY 0 1/C D&S
AUTOMATIC DISENGAGING |APPROVED
HEAT TREATMENT UNIT¢ADUD HEAD Q.A.
RND. | DATE | zZONE | AUTHORITY BRIEF RECORD wwW\n Mw%u 265-352 BHN HD SYSTEM FOR AN 32 A/(DRG. NO.
8 7 S —)-—F—-——F— ADRDE/ 1413-02-01(a)




1

T -040
- 507020

[—9.25—=

WORKMANSHIP:— AS IN SHEET NO. 2

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

PROCESS:-

SHEET S OF 17

®

HOLE 215

RNO. | DATE ZONE AUTHORITY BRIEF RECORD g&IS/C SEAAD
SCALE-21 Ty~ 1 NO. A DRDE AGRA| DRN.

-2 SK' SHARMA PRO.OFFR,
DIMENSIONS IN mm S—— o
TOL.— AS ABOVE ' '+ |JC putTA PD
MATERIALi—
ALLOY STEEL EN 24 <817 M 40 GUIDE PIN
AS PER SPECN. BS:970. LARGE PIN SUB ASSY
FINISHi— ' 0 I/C D&S

AS IN SHEET NO. 2 AUTOMATIC DISENGAGING APPROVED
UNITCADU

FEAT TREATMENT, HD SYSTEM FOR AN 32 A/C HERD B4

265-352 BHN DRG. NI

@) — ADRDE/ 1413-02-02(a)

N4 —




4 |

| 1

PERFUORMANCE TEST:—

1-COMPRESSION LOAD OF RANGE 73+3 Kgf FOR 35mm COMPRESSION LENGTH
2-SPRING SHALL BE KEPT IN FULL COMPRESSED POSITION UNDER A LOAD NOT
MORE THAN 120 Kg. FOR 10 MINUTES, THERE SHOULD BE NO PERMANENT SET

ON COMPLETE WITHDRAWL OF LOAD.
3- 5% 0OF SPRINGS SHOULD BE KEPT IN FULL COMPRESSED POSITION UNDER

A LOAD OF 170 Kg. FOR A PERIOD OF 24 HOURS. AFTER RELEASE 0OF LOAD
PERMANENT SET SHOULD NOT MORE THEN 0.2mm.

@ SHEET 6 OF 17

y
SSL 6.0

No. OF COILS = 7 ’g‘

No. OF ACTIVE COILS = 5

BOTH END SQUARED & GROUND FLAT

FREE LENGTH = 94

WORKMANSHIP:— AS IN SHEET NO. 2

PROCESS:— COILING

RNO. | DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c giAID
SCALE-11 QTY:= 1 NO. ADRDE AGRA| DRN. |[SK SHARMA PRO.OFFR
DIMENSIONS IN mm —

GROUP:-HDS CHD. |JC DUTTA PD

TOL.- AS ABOVE

MATERIAL:—
STAINLESS SPRING STEEL WIRE Gr
AS PER IS4454(Pt.IV)-1975 SPRING

FINISH— 0 I/C D&S

AS PER SHEET NO. 2| AUTOMATIC DISENGAGING APPROVED
HEAT TREATMENT:- UNITCADUD HEAD QA.
- HD SYSTEM FOR AN 32 A/C DRG. NO
@—— ADRDE/ 1413-03(a)




1

SHEET 7 OF 17

33X1.25P

261.0——]
I
| 340.0 |
I
s | g
N x45eY i N
|
| =
1 In]
! %
y | ~
‘ | |¢57.0 *
- 364.0

FINISH— AS IN SHEET NO, 2

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

PROCESS:—  MACHINING
RNO. | DATE | zONE AUTHORITY BRIEF RECORD g&ls/ ¢ SEAAD
SCALE-1 QTY— 1 NO. "
-1 ADRDE AGRA| DRN. |SK SHARMA PRO.OFFR.
DIMENSIONS IN mm
GROUP CHD. |JC DUTTA
TOL+— AS ABOVE PD
MATERIAL -
ALLOY STEEL EN 24 (817 M 40
AS PER SPECN. BS:970. INNER CYLINDER
FINISHi- 0 I/C D&S
AS IN SHEET NO. 2 AUTOMATIC DISENGAGING [approveDd
UNITCADU>
HEAT TREATMENT;-' HEAD Q.A.
265-352 BHN HD SYSTEM FOR AN 32 A/Clc o
@—— ADRDE/ 1413-04(a)




3 e

1

PARAI_I_EI_/

KNURLING

M78><1.5P—/

/

. 74—

-~ @ /22—

!

(=

SHEET

8 OF 17

3.0

WORKMANSHIP:— AS IN SHEET NO. 2

TOLERANCE:— 1S:2102¢PART-1) MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.
PROCESS:— MACHINING

650 —

~——— P68 ————

RNO. | DATE ZONE AUTHORITY BRIEF RECORD E&IS/ c SEAAD
SCALE-11 QTY— 1 NO. A DRDE AGRA| DRN, [SK SHARMA
PRO.OFFR.
DIMENSIONS IN mm
GROUP:-HDS CHD, |Jc DUTTA
TOL.- AS ABOVE PD
MATERIAL:—
ALLOY STEEL EN 24 <817 M 40)
AS PER SPECN. BSi970. OUTER CYLINDER
FINISH— 0 I/C D&S
AS IN SHEET NO. 2 AUTOMATIC DISENGAGING  [approvED
UNITCADUD HEAD QA.

HEAT TREATMENT;-
265-352 BHN

HD SYSTEM FOR AN 32 A/C

&7

DRG. NO.

ADRDE/ 1413-05¢a)
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WORKMANSHIP:— AS IN SHEET NO, 2 -
TOLERANCE:—1S:2102¢(PART-1) MEDIUM EXCEPT WHERE OTHERWISE SPECIFIED.
PROCESS:— FORGING/MACHINING FROM FORGED BAR
PROOF LOAD:—AT 3500 LOAD IN ASSEMBLED CONDITION AS PER ASSEMBLY DRAWING 1413 B
SECTION=XX
SCALE:— 11 RTY:= 1 NO A DR DE AGRA| DRN SK SHARMA PRO.OFFR.
DIMENSIONS IN mm
GROUP CHD. JC DUTTA
TOL+— AS ABOVE PD
MATERIAL!—
ARBESIEEL 8o 1 40
FINISH— _ BOLT 0 1/C D&S
AS IN SHEET NO. 2 AUTOMATIC DISENGAGING |APPROVED
HEAT TREATMENT UNITCADW HEAD Q.A.
RND. | DATE | ZONE | AUTHORITY BRIEF RECORD s " | HEAD 265-352 BHN HD SYSTEM FOR AN 32 A/ClDRG. N,
) 7 z © ADRDE/ 1413-06(a)
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