| L

165

e

4

5

42

f

3 |SHEET 10 OF 24

NOTE:- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2mm
PROCESS :- MACHINING/FABRICATION

-n

RefNo. | DATE | ZONE | AUTHORITY BRIEF RECORD A e
SCALE :- 11 QTY:- 1 No. ADRDEAGRA DRN. SK SHARMA
DIMENSIONS IN mm 1CDUTTA
GROUP:- HDS CHKD. PROJ.OFFR./GP.OFFR
TOLERANCE:- |5:2102(PART-I) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
R SM40/81 M40 RIB
) PROJ.DIR.
(EN19/EN24 ) AS PER BS:970
FINISH:— AS PER SHEET No.24 PIPE SUB ASSEMBLY APPROVED
TENSIONING DEVICE WITH PIN GROUP DIR.

HEAT TREATMENT:-
HARDENED AND TEMPERED

3245 HRC
A r—1
[\ ——

(HD SYSTEM FOR AN-32 A/C)

DRG. NO. ADRDE/1408 -02- 02

1




SHEET 11 OF 24
A
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SCALE:- NTS QTY :- 1 No. ADRDE AGRA DRN. SK SHARMA
DIMENSIONS IN mm GROUP:- HDS CHKD
- . J.CDUTTA PROJ.OFFR./GP.OFFR
MANUFACTURING PROCESS :— 7\_>OI_Z_ZO\_.|>w_“N_O>._._OZ ﬂo_..uumﬁ%%ﬂwﬂﬂw«_mmwwwzm_mﬁ_w_ﬂm
§>._._mx_>_|nlmm.—mm_@ b_w_w__uwou 709M40/817M40
A>m _u_m\m mm”vmﬂo \ OOC_U_I_ZO oROVED PROJ.DIR.
FINISH:- AS PER SHEET No.24 PIPE SUB ASSEMBLY
e TENSIONING DEVICE WITH PIN GROUP DIR,
Ref.NODATE | ZONE | AUTHORITY BRIEF RECORD O1/C | HEAD 5748 MRC (HD SYSTEM FOR AN—=32 A/C) |pRe. No. ADRDE/1408-01-02
1 [ 2 3 [ 4 _ O—F—]




1 2 3 | L
|SHEET 12 OF 24
A A
. ¢5 PILOT HOLE L
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NOTE:- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm
] PROCESS :- MACHINING ]
E E
Ref.No. | DATE | ZONE | AUTHORITY BRIEF RECORD 0(.'3§,§, H(EQL.\B
SCALE :-NTS QTY:- 3 Nos. ADRDEAGRA DRN. SK SHARMA
— DIMENSIONS IN mm GROUP:= HDS CHKD. JCDUTTA PROJ.OFFR./GP.OFFR ||
TOLERANCE:-15:2102(PART-I) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:- STEEL ALLOY
7(@35491;%8212»)41;05 PER BS:970 SADDLE WASHER PROJDIR
F | FINSH- AS PER SHEET No.24 PIPe SUB ASSEMBLY | appRavED F
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:- GROUP DIR.
HARDENED AND TEMPERED (HD SYSTEM FOR AN-32 A/C) DRG. NO. ADRDE/1408-02- 0k
A —1
N7 ——
1 2 3 [
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| SHEET 13 OF 24

A A
59
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. NOTE:- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm .
PROCESS :- MACHINING
E E
RefNo. | DATE | ZONE AUTHORITY BRIEF RECORD Oulgég) HI(_:QA.B
SCALE :-1:1 QTY:-1No. ADRDE AGRA DRN. SK SHARMA
L1 DIMENSIONS IN mm ROUP 1D ko, | JCOUTTA PROJ.OFFR./GP.OFFR [
TOLERANCE:- |5:2102(PART-I) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
AT g
(EN19/EN24 ),AS PER BS:970. FORK PROJDIR.
F | FINISH:- AS PER SHEET No.24 APPROVED F
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:- GROUP DIR.
HARDENED ggESTﬁEIEERED (HD SYSTEM FOR AN-32 A/C) DRG. NO. ADRDE/1408- 03
A —1
N\ [ —

1




1 3 b 5 6 i 8
SHEET 14 OF 24
A
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DETAIL - A E
(TYP AT 12 PLACES) NOTE:~ ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm.
SCALE:- NTS QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
DIMENSIONS IN mm GROUP:- HDS CHKD
DUP:- . J.CDUTTA PROJ.OFFR./GP.OFFR
MANUFACTURING PROCESS :— MACHINING T N E2S OTHERWISE SPECHIED
MATERIAL: Amm._—./_m._mm_wl\m_z_wm.ﬁﬂomZ#O\m._ 7M40
AS PER B5:070 TENSION ROD R— PROPOR
FINISH:— AS PER SHEET No.24
TENSIONING DEVICE WITH PIN
HEAT ._.xm>._.ZmZE">|_NUmZND & TEMPERED —
RefNOJDATE | ZONE | AUTHORITY BRIEF RECORD O1C | HEAD 30+5 HRC (HD SYSTEM FOR AN—32 A/C) |DRG.NO. ADRDE/1408-0
1 [ 2 3 [ 4 _ O—F—]




| L

|SHEET 15 OF 24

HARDENED AND TEMPERED
3245 HRC

@
N

— 1
]

(HD SYSTEM FOR AN-32 A/C)
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THRU HOLE 10 +0.10
D
—1 NOTE:-RQOUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm.
PROCESS :- MACHINING
E
01/C HEAD
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD DS) (Q.A)
SCALE :-1:1 QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
] _DIMENSIONS W GROUP:- HDS CHKD. | JCDUTTA PROJ.OFFR./GP.OFFR [ |
TOLERANCE:- 15:2102(PART1) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY
709M40,/817M40, PROJDIR
(EN19/EN24 ),AS PER BS:970 LUG DIR.
F| FINISH:— AS PER SHEET No.24 APPROVED
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:— GRQUP DIR.

DRG. NO. ADRDE/1408- 05

1




1 2 3 | 4

| SHEET 16 OF 24

U/C TO ROOT @

THREAD M8
/ CHM' 0.5x45°

-0.1
S L N | P
2
— 5 |-
21

NOTE:- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm.
PROCESS :- MACHINING

-n

Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD O(J)ég) HI(_:QAA%
SCALE :- NTS QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
DIMENSTONS ™ GROUP - HDS CHkD. | JCDUTTA PROJ.OFFR./GP.OFFR [ |
TOLERANCE:- 15:2102(PART1) :1993 VERY COARSE
UNLESS OTHERWISE SPECIFIED
MATERIALi— STEEL ALLOY
709M40/817M40, PROJDIR
(EN19/EN24 $,AS PER BS:970 STOPPER DIR.
FINISH:— AS PER SHEET No.24 APPROVED
AT TREATI_TAEQBENED o TENSIONING DEVICE WITH PIN GROUP DIR.
3245 HRC (HD SYSTEM FOR AN-32 A/Q) DRG. NO. ADRDE/1408- 06
A —1
S/ ——

1 2 3 [
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| SHEET 17 OF 24

VZ
N

(HD SYSTEM FOR AN-32 A/C)

A A
& l’\
B ‘ ’ M1 __ij___ e B
¢24 \ 7 2 AN A\
. -~/ 500 —~ |
C C
NOTE:-
1 1. NUMBERS OF COILS =60 ]
2. TOTAL EFFECTIVE NUMBERS OF COILS =58
3. ENDS ARE GROUND SQUARE TO AXIS
D k. STIFFNESS = 0.072kg/mm.(Min) D
5. SPRING WIRE DIAMETER = 3mm
NOTE :- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2. mm.
PROCESS :- FABRICATION
E E
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD O(éég) HI(_:QAB
SCALE :-1:1 QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
[ IENSIONS W GROUP:- HDS CHkD. | JCDUTTA PROJ.OFFR /GP OFFR ||
TOLERANCE:- 1S:2102(PART1) :1993 VERY COARSE
UNLESS OTHERWISE SPECIFIED
R S T
AS PER IS: 4454 SPRING PROJ.DIR.
£ | FINISH:= AS PER SHEET No.24 APPROVED F
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:- GROUP DIR.

DRG. NO.ADRDE/1408- 07

1




1

| L

HEAT TREATMENT:-

VZ
N

(HD SYSTEM FOR AN-32 A/C)

6 | ADRDE-1408-08-05 RIVET 1 23 |SHEET 18 OF 24
s [y [owess [ [
A & | ADRDE-1408-08-04 RING ! 2 A
3 ADRDE-1408-08-03 SPRING 1 21
2 ADRDE-1408-08-02 FORK 1 20
1 ADRDE-1408-08-01 PIN 1 19
TTEM No. | DRG./SPECN. NO. NOMENCLATURE QTY [SHEET No.
ITEMLIST
WELD AFTER ASSY.
B B
C C
D D
ENLARGED VIEW AT X’
WELDING :— ALL WELDED JOINTS SHOULD BE WELDED BY ELECTRODES CONFORMING TO
— ADVANI OERLIKON SUPERCITO AWS A/SFA 5.1:E7018 OR IS:814:EB 5426 H3JX —
OR ITS EQUIVALENT.
PROCESS :— FABRICATION
E E
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD Ou')ﬁg) leiquAI?)
SCALE :-NTS QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
] DIMENSIONS IN mm GROUP-- HDS CHID. JCDUTTA PROJ.OFFR./GP.OFFR [
TOLERANCE:- |5:2102(PARTY) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:—
PROJ.DIR.
LOCK PIN SUB. ASSEMBLY msrovep
F | FINISH:— AS PER SHEET No.24 F
TENSIONING DEVICE WITH PIN GROUP DIR.

DRG. NO. ADRDE/1408- 08

1
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| SHEET 19 OF 24

A
DRILL ¢6 HOLE
/
B ]
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|
C | 8 !
~— |
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PROCESS :- MACHINING
E
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD O(éég) HI(_:QAA%
SCALE :-1:1 aTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
| DIMENSIONS IN mm JCDUTTA PROJ.OFFR./GP.OFFR ||
TOLERANCE:- [5:2102(PART-I) 1993MEDIUM GROUP:- HDS CHKD. : S
UNLESS OTHERWISE SPECIFIED
MATERIAL:- STEEL ALLOY PIN
ZE%E%@WQ%PER BS:970 PROJDIR.
F | FINISH- AS PER SHEET No.24 LOCK PIN SUB. ASSY APPROVED
HEAT TREATMENT = FAmoeneD Ao TEveeres TENSIONING DEVICE WITH PIN GROUP DIR.

3245 HRC
@A r—1
[\ ——

(HD SYSTEM FOR AN-32 A/C)

DRG. NO. ADRDE/1408- 08-01




1 3 5 6 7 8
SHEET 1 OF 24
A
PROOF LOAD TEST :—TENSIONING DEVICE WITH PIN TO BE TESTED FOR
1500Kgf LOAD AS SHOWN IN DRAWING.
CLOSED LENGTH = 650 \
STROKE = 270
R
2 2 B
2
@/ - A
N
- % 1500kgf _
I( N g -|-._|- 1 4, ~ ..-H-%l
N ] 1_\ / H —- H N // (== |
_ | A (2(8X9X)
AB 3 =\ --u.m&_l
O @ m 1 ENSURE THAT FACE OF WEDGE OF LOCK ASSY ITEM 1. _
IS ENGAGED IN SLOT OF TENSION ROD ITEM 4, — [ T ¢
2 DRILL & REAM ¢8 AT 2 PLACES / \._ _
O— A
I
,W\\\\\\\\\\\\\\\\\\\\\\\\\\\tw\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\t -2 B S 7 e T % N
274778 p e hRpnspansnsss s s el /S | N b
077 i A Y I 7 %
’ DN 22
N \ FITMENT TEST :
W W/ THIS END SHOULD BE FITTED TO THE EYE BOLT
2\ / ~01- —
W \W, (DRG. No. 1287—01-15) WITHOUT ANY PROBLEM
\
= SECTION —AA (SECTIONAL FRONT VIEW) NOTE :—
— PROCEDURE_FOR_FINISH 24 ALL NUTS, BOLTS AND WASHERS SHOULD BE CADMIUM
ADRDE/1408-08 [LOCK PIN SUB ASSEMBLY 1 18-23 PLATED AS PER IS:1572 GR—3,10—12 MICRONS.
ADRDE/1408—07 [ SPRING 1 17 m
1S:1364—1967 HEX BOLT M8 x 1 x 30 1
1S:2232—1967 SLOTTED NUT M8 1 .
YRS X BolT MExdo a3 MANUFACTURING PROCESS :— FABRICATION
1S:2016—-1967 WASHER M8 5
1S:3063:1975 SPRING WASHER M8 5
1S:549 SPLIT PIN ¢1.5 x 15 1
ADRDE/1408-06 | STOPPER 1 116 SCALE:- NTS QTy - ADRDE AGRA DRN. SK SHARMA
Bwom“._#omlom LUG 1 15
ADRDE/1408—04 | TENSION ROD 1T [ 14 DIMENSIONS IN mm
ADRDE/1408—03 | FORK 1 13 GROUP:- HDS CHKD. J.CDUTTA PROJ.OFFR./GP.OFFR
ADRDE/1408—02__| PIPE_SUB_ASSEMBLY 1 | 8-12 TOL.:- 1S:2102(PART1) :1993 VERY COARSE
ADRDE/1408-01 LOCK SUB ASSEMBLY 1 2-7 UNLESS OTHERWISE SPECIFIED
DRG./SPECN. NO. NOMENCLATURE QTY |SHEET No MATERIAL:-
ITEM LIST —_— PROJ.DIR.
FINISH = ASSEMBLY APPROVED
* AS PER SHEET No.24
TENSIONING DEVICE WITH PIN
FEAT TREATHENT (HD SYSTEM FOR AN—32A/C) o
Ref.NODATE | ZONE | AUTHORITY BRIEF RECORD onc DRG. NO. ADRDE/1408
@A
1 _ 3 N
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| SHEET 20 OF 24

A
*
. CHM 2x45°
; N
(Vo)
e ~
>y
I
| ol @17
82 Lyt N =
<., I s | _{,L} _
I __________ _! Z/,
L — Vasy
12
H ‘ » 13.5 A/E
. 26
34
D
H * DRILL ¢6.4 TO MATCH RIVET CSK’ ON BOTH SIDES
PROCESS :- MACHINING
E
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD Ou'ﬁg) HI(EQAA%
SCALE :-NTS QTY:-1No. ADRDE AGRA DRN.. SK SHARMA
| DIMENSIONS N am GROUP:- HDS CHkD. | JCDUTTA PROJ.OFFR./GP.OFFR [ ]
TOLERANCE:- IS:2102(PART1) :1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:- STEEL ALLOY
'(709M40/81'7§440, FORK PROJDIR
EN19/EN24 ),AS PER BS:970. . .
F | FINISH:- AS PER SHEET No.24 LOCK PIN SUB. ASSEMBLY  [APPROVED
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:- HARDENED AND TEMPERED GROUP DIR.
325 ARC (HD SYSTEM FOR AN-32 A/C)  |DRG.NO. ADRDE/1408- 08-02
A —
(\'2/J e—

1




; ; | .

| SHEET 21 OF 24

A
B
C
NOTE :—
1. WIRE DIAMETER = 0.8 mm
2. TOTAL No. OF COILS = 9
— 3. TOTAL No. OF EFFEECTIVE COILS = 7/
4. ENDS ARE GROUND SQUARE TO AXIS
5. STIFFNESS OF SPRING = 0.729kg/mm
D
PROCESS :— FABRICATION
E
Ref.No. | DATE | ZONE AUTHORITY BRIEF RECORD OU'JQE) HI(_:QA.B
SCALE :-NTS aTY:-1 No. ADRDE AGRA DRN. SK SHARMA
— DIMENSIONS IN mm GROUP-— HDS CHKD. JCDUTTA PROJ.OFFR./GP.OFFR
TOLERANCE:- [$:2102(PART) :1993 VERY COARSE
UNLESS OTHERWISE SPECIFIED
MATERIAL:— STAINLESS SPRING STEEL WIRE
IS :4454:1975(PART—IV)Gr.1 SPRING. PROJDIR.
LOCK PIN SUB. ASSEMBLY [APPROVED
F | FINISH:— NATURAL
HEAT TREATMENT:- TENSIONING DEVICE WITH PIN GROUP DIR.
(HD SYSTEM FOR AN-32 A/C) DRG. NO. ADRDE/1408- 08-03
A —1
N ]

1




| L

1 2 3
|SHEET 22 OF 24
A A
— CUT FOR WELD (WELD AFTER ASSEMBLY) —
B Q\x“ B
: i
- ! -
|
C C
|
PL
D D
PROCESS :— FABRICATION
E E
01/C HEAD
RefNo. | DATE 7ZONE AUTHORITY BRIEF RECORD (D&S) (Q.A)
SCALE - 1:1 QTY:- 1 No. ADRDE AGRA DRN. SK SHARMA
L1 DIMENSIONS IN mm GROUP:- HDS CHKD. JCDUTTA PROJ.OFFR./GP.OFFR [
TOLERANCE:- |$:2102(PART1) :1993 VERY COARSE
UNLESS OTHERWISE SPECIFIED
MATERIAL:— MILD STEEL
ST—-42 S ,AS PER 1S:226 RING PROJ.DIR.

- [FINSH:— AS PER SHEET No.24 LOCK PIN SUB. ASSEMBLY [APPROVED i
e TENSIONING DEVICE WITH PIN GROUP DIR.
NORMALISING (HD SYSTEM FOR AN-32 A/C) | DRG. NO. ADRDE/1408- 08-04
@A —1
N2 |

1
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| SHEET 23 OF 24

A
B
| - 20
884
—H-———— - — - —— -1t
RN
C
D
PROCESS :— MACHINING
E
RefNo. | DATE | ZONE | AUTHORITY BRIEF RECORD %QE) H(EQ‘,\A'?,
SCALE :-21 QTY:- 1 No. ADRDEAGRA DRN. SK SHARMA
|1 DIMENSIONS IN
mm GROUP:- HDS CHKD. JCDUTTA PROJ.OFFR./GP.OFFR
TOLERANCE:-|S:2102(PART-I) :199MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:— STAINLESS STEEL (AUSTENITIC)
04Cr18Ni10 RIVET PROJDIR.
AS PER 1S:6527-1972 LOCK PIN SUB. ASSEMBLY [APPROVED
F | FINISH:- AS PER SHEET No.24
TENSIONING DEVICE WITH PIN GROUP DIR.

HEAT TREATMENT:-

VZ
N —

(HD SYSTEM FOR AN-32 A/C)

DRG. NO. ADRDE/1408- 08-05

1
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ANNEXURE A.

ANNEXURE B.

PROCEDURE FOR PAINTING ON STEEL COMPONENTS

1. CLEAN SURFACE THOROUGHLY BY POLISH PAPER (Gr 80/100) TO REMOVE DUST,DIRT AND RUST.
2. DEGREASE THE SURFACE THOROUGHLY BY SULPHUR FREE 'TOLUENE' SOLVENT. ALLOW IT TO DRY.
3. THE COMPONENT WILL BE GIVEN CLASS'B' PHOSPHATE TREATMENT AS PER 1S: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 (Gr100) 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
COMPLETE DRYING BEFORE APPLICATION OF SECOND COAT.

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

PROCEDURE FOR PAINTING ON ALUMINIUM COMPONENTS

1. CLEAN SURFACE THOROUGHLY WITH THE HELP OF FINE POLISH PAPER (Gr120/150 ) TO REMOVE OXIDE LAYER FROM ALUMINIUM SURFACE.
2. DEGREASE THE SURFACE THOROUGHLY BY SULPHUR FREE ‘TOLUENE". ALLOW IT TO DRY.

3. APPLY ONE COAT OF EICH 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
COATS 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 OR EQUIVALENT)

ANNEXURE C. PROCEDURE FOR PLATING

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

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

2. IF PLATING GRADES ARE NOT SPECIFIED MINIMIUM PLATING THICKNESS SHOULD BE 10 TO 12 MICRONS.

3. THE PLATED FERROUS COMPONENTS MAY BE APPLIED WITH A THIN LAYER OF PROTECTIVE ANTI RUST GREASE "INHIBITED GREASE 305"(DEVELOPED BY

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

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

SHEET 24 OF 24

SCALE:- —— QTY:- ADRDE AGRA DRN. SK SHARMA

DIMENSIONS IN mm CHKD
TOLERANCE:= GROUP:- HDS " [ JCDUTTA PROJ.OFFR./GP.OFFR.

MANUFACTURING PROCESS :— FORGING,MACHINING AND FABRICATION L
PROCEDURE FOR FINISH PROJDIR.
FINISH: = TENSIONING DEVICE WITH PIN | APPROVED
HEAT TREATMENT:- (HD SYSTEM FOR AN 32 A/C)
5T D GROUP DIR.
Ref.NO. DATE ZONE AUTHORITY BRIEF RECORD D&S QA DRG. NO

2 3 ‘ — ©——




1 2 3 4 5 6 7 8
SHEET 2 OF 24
8 IS: 3063-1965 SPRING WASHER M3 2 J—
7 IS: 2016-1967 PLAIN WASHER 2 P
6 15:2398-1968 SCREW M3 2 —_ A
5 ADRDE/1408-01-05 PIN 1 1
4 ADRDE/1408-01-04 WEDGE 1 6
3 ADRDE/1408-01-03 SPRING 1 5
2 ADRDE/1408-01-02 HOUSING 1 L
1 ADRDE/1408-01-01 CAP 1 3
ITEM Na. DRG./SPECN.NO. NOMENCLATURE QTY. | SHEET No. |
ITEM LIST
-©- 4 ] ;
7 J
N
I P e— AN
S n | .
i ‘A A
= 0®%W06 ,
PICK UP HOLES IN ITEM 1
DRILL ¢3 HOLE IN ITEM 1.
THREAD M3 IN ITEM 2. AT TWO PLACES.
D
M/
2 29222 2?2 Q2 ‘
_ ] \\ \ § _ 1
&@ XX XXX XXX
N
— E
MANUFACTURING PROCESS :— MACHINING/FABRICATION
SECTION -AA SCALE:- NTS _ aTY - 1No. ADRDE AGRA DRN. SK SHARMA
DIMENSIONS N mm CHKD PROJ.OFFR./GP.OFFR
TOLs 15:2102(PARTI) :1993 MEDIUM GROUP:- HDS - | JCDUTTA —
UNLESS OTHERWISE SPECIFIED
MATERIAL:-
- 0J.DIR.
LOCK SUB ASSEMBLY e PROJDIR
FINISH:—
AS PER SHEET No.24 TENSIONING DEVICE WITH PIN
FEAT TREATHENT- (HD SYSTEM FOR AN—32A/C) o
Ref NOJDATE | ZONE | AUTHORITY BRIEF RECORD O1C | HEAD DRG. NO. ADRDE/1408-01
— N — 1]

3

%
N ——




L

",

Y+
o0
[o'@]
N

231

S

| SHEET 3 OF 24

@1 oigig)g

| RO.2

DRILL ¢3 PILOTJ
HOLE THRU'

NOTE:- ROUND OFF ALL SHARP CORNERS UPTO RADIUS 0.2mm

PROCESS :- MACHINING

|
10

<_\\~CHM' Ix45°

RefNo. | DATE | ZONE AUTHORITY BRIEF RECORD Oulgég) H(EQAB
SCALE :-1:1 aTY:- 1No. ADRDE AGRA DRN. SK SHARMA
DIMENSIONS IN mm PROJ.OFFR./GP.OFFR
- u : A
TOLERANCE = GROUP:- HDS CHKD. JCDUTTA
IS:2102(PART1) :1993MEDIUM
UNLESS' OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY
709M40,/817M40, CAP P PROJ.DIR.
(EN19/EN24 ), AS PER BS: 970
HEAT TREATMENT-- TENSIONING DEVICE WITH PIN GROUP DIR.
HARDENED AND TEMPERED
3245 HRC (H D SYSTEM FOR AN-32 A/() DRG.NO.  ADRDE/1408-01-01
A —]
N\ | S—

1 |
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SHEET & OF 24
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' SLOT WIDTH 6*%' MILLED RADIALLY -
. _ -I@I-I Q 1
RO.5—| | Ry - 0 = THREADING M3 (2 Nos.) P 1 -
_ | \__\ 0.020 v "
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| _ _ ¢
| ! _ 0.5R «
5 _ ==
) |V%wli - 15-= CHM’ 1x45° 1
DRILL #8 PILOT 2 6l ]
HOLE AT 2 PLACES —= 10 =~—
~—20—= 16+
60
D
E
SCALE:- NTS QTY :- 1No. ADRDE AGRA DRN. SK SHARMA
DIMENSIONS IN mm CHKD
TOL:- 15:2102(PARTY) 1993 MEDIUM GROUP:- Hios || oo PROJ.OFFR /GP.OFFR
MANUFACTURING PROCESS :— MACHINING UNLESS OTHERWISE SPECIFIED
MATERIAL: STEEL ALLOY
(EN19/EN24)709M40/817M40 HOUSING
AS PER BS:970 SSROES PROJ.DR.
FINISH:— AS PER SHEET No.24 | LOCK SUB ASSEMBLY
o TENSIONING DEVICE WITH PIN SROUP DIR.
Ref NOJDATE | ZONE | AUTHORITY BRIEF RECORD O1C | HEAD 3235 HRC (HD SYSTEM FOR AN—32A/C) |DRG. NO.ADRDE/1408-01-02
s D —1
1 [ 2 3 [ L _ 72—




| L

| SHEET 5 OF 24
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(HD SYSTEM FOR AN-32 A/C)
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i NOTE -
1. NUMBERS OF COILS =13
2. TOTAL EFFECTIVE NUMBERS OF COILS = 11
b 3. ENDS ARE GROUND SQUARE TO AXIS
L. STIFFNESS OF SPRING = 0.19kg/mm(Min.)
5. WIRE DIAMETER = 1.5mm.
PROCESS :- FABRICATION
E
Ref.No. | DATE | ZONE AUTHORITY BRIEF RECORD O(éég) HI(-:QAA%
SCALE :-1:1 QTY:-1No. ADRDEAGRA DRN. SK SHARMA
|— DIMENSIONS IN mm -
1S:2102(PART1) :1993 VERY COARSE
UNLESS OTHERWISE SPECIFIED
MATERIAL:— SPRING STEEL WIRE
AS PER IS:4454(PART 1) Gr. IV SPRING PROJDIR.
- [ FINSH:— AS PER SHEET No.24, LOCK SUB ASSEMBLY APPROVED
TENSIONING DEVICE WITH PIN
HEAT TREATMENT - GROUP DIR.

DRG. NO. ADRDE/1408- 01- 03
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1 2 3 | 4
| SHEET 6 OF 24
A
5 15 SQUARE GROUND 5
MIN. HARD CHROME PLATE THICKNESS =15
(ON AREA MARKED) BUFF & POLISH
CHM 0.5x45° /%w -
THREAD M6 DEPTH 12mm —= \ t=— 55 E =, = %
R2 i |
C -0.10 i = AT C
$10-0.05 - — - — - — i — e
N ! - 1~
_/ l J i o
CHM 0.5x45° CHAMFER =t R2 I
0.5xL45 — 9.5 a—23 — ®22-0.05
81
D D
—| NOTE:- ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm —
PROCESS :- MACHINING
E E
RefNo. | DATE | ZONE | AUTHORITY BRIEF RECORD 0k< H(EQ‘,\A'?,
SCALE :-1:1 ATY:-1No. ADRDE AGRA DRN. SK SHARMA
|1 DIMENSIONS IN mm |
PROJ.OFFR./GP.OFFR
TOLERANCE:- 1S:2102(PART1) :1993MEDIUM GROUP:- HDS CHKD. JCDUTTA
UNLESS OTHERWISE SPECIFIED
MATERIAL:- STEEL ALLOY
709M4L0/817TM40, AS PER BS:970 WEDGE PROJ.DIR.
F (ENTS/EN2L ) LOCK SUB ASSEMBLY  [APPROVED F
FINISH:- 0.24.
R PR STERT T2t TENSIONING DEVICE WITH PIN SROUP DIR
HEAT TREATMENT:I-_IARDENED AND TEMPERED :
3225 HRC (HD SYSTEM FOR AN-32 A/C) DRG. NO. ADRDE/1408- 01 04
A —
N\ | E—
2 3 A
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| SHEET 7 OF 24

A
B
U/C TO ROOT @ 1.6
THREAD M6
| | _{ /
JR— _2 P IR — I
| N 0.5x45°
C _ 8
96 07
45
D
| NOTE:-ROUND OFF ALL SHARP CORNERS TO RADIUS 0.2 mm
PROCESS :- MACHINING
E
01/C HEAD
Ref.No. | DATE | ZONE AUTHORITY BRIEF RECORD DS) (Q.A)
SCALE :- 2:1 QTY:- 1 No. ADRDEAGRA DRN. SK SHARMA
|| DIMENSIONS IN mm |
GROUP:- HDS CHKD. JCDUTTA PROJ.OFFR./GP.OFFR
TOLERANCE-I5:2102(PART1) 1993 MEDIUM
UNLESS OTHERWISE SPECIFIED
MATERIAL:— STEEL ALLOY
(709M4/O/817)M40, AS PER BS:970 PIN PROJDIR.
EN19/EN24
¢ TFINSH— AS PER SHEET No.24 LOCK SUB ASSEMBLY APPROVED
AT TREATVENT TENSIONING DEVICE WITH PIN GROUP DIR.

HARDENED AND TEMPERED

3245 HRC
@A r—1
[\ ——

(HD SYSTEM FOR AN-32 A/C)

DRG. NO. ADRDE/1408- 01- 05

1
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DRILL & TAP M8 AFTER WELDING

WELD

e
Nt -t T T
| |
| |
S % I
| |
| |
_ J
S A sy R

KX KX KK XK XX KX XHKIXK KX XXX KK KXHKX KX XX HKXXK XXX XKXXX

WELD ONE SIDE

SHEET 8 OF 24

2
4 ADRDE/1408—02-04 SADDLE WASHER | 3 12
3 ADRDE /1408—02—-03 COUPLING 1 11
2 |ADRDE/1408—02-02 RIB 1 10
1 ADRDE/1408—02-01 PIPE 1 9 E
ITEM NOf DRG. /SPECN. NO. NOMENCLATURE | QTY |SHEET No.
ITEM LIST
WELDING :—
ALL WELDED JOINTS ARE TO BE WELDED WITH ALLOY STEEL ELECTRODE
GRADE E68BM2—-29Fe TO 1S:1395 OR TENACITO—75 OF ADVANI OERLIKON SCALE:- NTS Ty :- 1 No. ADRDE AGRA DRN. | SK SHARMA
OR MODI-=110 OR EQUIVALENT. ALL WELDED JOINTS SHOULD BE TESTED DIMENSIONS IN-mm GROUP~- HDS CHKD
TOL. IS:2102(PARTT) :1993 - - | JCDUTTA PROJ.OFFR./GP.OFFR
BY DPT AS PER 1S:3658 BEFORE FINISH. O ERWISE SPECIFIED
MANUFACTURING PROCESS :— MACHINING/FABRICATION MATERIAL:
PROJOIR.
FINISH— AS PER SHEET No. 24 PIPE SUB ASSEMBLY APPROVED
e ——— TENSIONING DEVICE WITH PIN <ROUP DIR
Ref NO[DATE | ZONE | AUTHORITY BRIEF RECORD 0lC | HEAD ( HD SYSTEM FOR AN—32 A,/C)|DRG.No. ADRDE/1408-02
1 [ 2 3 [ 4 _ O—F—
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/7DRILL @5 PILOT HOLE THRU'
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|SHEET 9 OF 24

____LYV_
DRILL #8 PILOT

HOLE ON ONE SIDE

Z 520i0.1

| 90"

e

-n

SR (b S L 2K e
| |
NOTE:- ROUND OFF ALL SHARP CORNERS TGO RADIUS 0.2 mm
PROCESS :- FABRICATION/MACHINING
01/C HEAD
Ref.No. | DATE 70NE AUTHORITY BRIEF RECORD DS) (Q.A)
SCALE :-NTS QTY:- 1No. ADRDE AGRA DRN. SK SHARMA
PIMENSIONS IN mm JCDUTTA PROJ.OFFR./GP.OFFR [ |
TOLERANCE:~ NI ESS OTHERWISE SPECIFIED GROUP:- HDS CHKD. : : :
1S:2102(PART-1) :1993
VERY COARSE
MATERIAL:— ERW PIPE
(SEAMLESS PIPE) PIPE PROJDIR.
15:1161-1985 PIPE SUB ASSEMBLY  [APPROVED
FINISH:— AS PER SHEET No.24
TENSIONING DEVICE WITH PIN
HEAT TREATMENT:— GROUP DIR.

VZ
N

(HD SYSTEM FOR AN-32 A/C)

DRG. NO. ADRDE/1408- 02 -01

1
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