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20 AFteF Rai-Treatnent. bucklir
‘?ﬁ 0.5 mm,
. T

92 *Eimensinn is to be-snsured with tool.

23 Cutting=in aiung ragius 3 to U 5 mm.
. surface X

— -_,.._.n.-..__.

- of surfacﬂs B and by upto -
1. beyond the limit d1a%etnrs is al ‘* ! F
T.After hﬂat ireatment Pnughness Rz 20 is

towed,

max is a]luwed on

-8, Run-out of s

14, Taper 1:

atlowed on surfacns

1. Inspection groun 111,77-1t,

.. 2. Surfaces A and b should be carburized tu a depih of HGE
i3,

less than 0.5 mm, o
[t is permitted to case- harden a]laver to a depth g 1,3n@g
gxcept erface H. MRE 3 E1 | .;a

4. HREE56"0n Surface B and TRE2~5& on surface A.
5. Dimensions with unspecified +o1erances
as ‘per standard 82050-07,

6. Technical requirerments for thread as per standard 8202*iﬂ

7. Run-out of end portion of surface A relative to the laper
should not excsed 3.1 mm.

8. Run-out of surfaces B andl FElatWE to ’the taper should nak
excred 0.5 mm,

surfaces i\, and £ re!atlve to the taper ahuuld
not exceed 0.3 mm on dia. 130 an.

10.Run-out surface K relat1vﬂ to the tanﬂr shaufd not exfeed
B.5 mm on dia 100 nm.

11,5hift of key-way:

exceed 0.04 mm. {HMC)

12.5hift of axis of svrometiry of slats B from taper dlﬂﬂEtETl-

cal plane should not exceed 3.2 mnm
13.0n surface
of 5 mn; min,from the shank.
5 is to be checked hy hlueing, Fitting
uniform and should cover net lass than 80%
_area,
15.Finally f1ﬂ1thed componznt should be balanced.
purpose it is allowed to remove excessive metal in any
piacn at dia 117 Ab.
16.Unbalance upta.§ gr is allowed at R 67 mn.
17.%harp edges should be blunted,
18.Coating:- Chemical oxidizing, ofl finishing,
9 Pay be manufactured from steal 20 X Gast 4543 11
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EST. MASS

1762 Ky _ LETTERS)
L SHARF EDGES AND CORNERS TO BE REMQ

TE BE STA.HPE[I EIR HAHKEI] \\"HF.RE
IMDICATED THUS 3%

AUTHY BK 83622

B_[i5.2.88 :
AUTHY BY 82-394,

N

OTHERWISE STATED MACHINED CORNERS TG HAVE R QUTSIDE

ISSUE [DATEfHATURE OF AMENDNENTS |R INSIDE EQUIVALENT CHAMFERS ARE PERMISSIBLE. .
.+ |DRN - ] MATERIAL :- g . USED ON:-
SCALE -1 11 - GOST 155;._';;';5“' 0 " £b 327 00 &S
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CH5 Y 2| oimENSIONS o mm.

{UHTRULE;ERATE_GF INSPECTION {HEAVY ¥ VEHICLES] AVADL

TCDPH e [TOLERANCE ON DIMNS
' AFPE%—*V UNLESS OTHERWISE
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GOVERNOR SLOTTED DISC|

STATED,
. DATE ALL THREADS [ONFORM DRAWING NUMBER
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