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DRN | 1, 3w MATERIAL :- USED ON :-

CHD /3. m SPECIAL STEEL 172.01.169ch-9Ch

APPD elal
PILOT SAMPLE SHOULD BE APPROVED BY A HS P DATE | {7.6.0% | CONTROLLERATE OF QUALITY ASSURANCE (HEAVY VEHICLES)
BEFORE BULK PRODUCTION. SCALE:- 1:5 AVADI

1Mapxa cmany, mepqoodpadomxa, cnoCod NpueMKY U UCNNMOHUL C02A0CHO
detcmbywied bedovocmu va demanu u3 ched. cmany. Tbepdocme Cpeanas.

2. Tpedobanus k kavecmby ozHepesHsix kpoMok no OCT B3-4302-68.

3 fonyck naockecmrocmu nobepxHocmed 4 mm B0 bHymperHpin CMopory u
5 mM Bo DHewHow

4 Henpunezanue k¥ npOﬁU/IbHOHy wWadoHY, NOCMPOLHHOMY NG HOMUHOALHHM
pasmepam, nobepxwocmu H 11 (A-A) He Gonee 8 mm ¢ kaxOou cmopens, 4 Y bepxHu
kpomox He Donee 3mm fAonyckoemes npousbodums koumpone nobepxnocmu H
MECIMHNM WaDAOHOM.

9.8 Mecmax 2ufiob doniyjckaemes ecmeCmbeHHoe YmoHeRue Memanna
He menee 17 mM.

6.[onyckawmen paduycy Ckpy2/eHul no KOWmYpY 5 -5 MM

7 Hao noBepxrocmu demany Gonyckanmca CAeds oM MEXHOND2UYECKUX KEDH
2AyduHol ke Jonee 3 MM u Guamempom He Jonee 7 MM.

8.0mxnorerue npoguned bewmamnobok om walAoHol, NOCMPoerHsX No
HOMUHOAHNM PO3MENOM U CMEUEHUE UX OM HOMUHOALHO20 NOA0XeHus 0 mH,
kpome pasmepod yxka3arHHux O demane.

9 Omozrymue yyacmxu X donxks nexame b o0HOU NAOCKOCMY € YHOCMKAMU
A (HENAGCKOCMHOLML HE KOHMPOAUPoDams).

10 Jonyckx naockocmrocmu nobepxrocmed K = 7 my Bo Brewrow cmopory,
2 mM - Bo BrympeHHio.

111T0 nobepxHocman ENPCTY @ U SU L (Bud cbepxy) npedycrompems
MEXHOACZUHECKUU NPUNYCK.

12 Knegmums ¢ BHympented CMopOoHs!

13 * Pasmep dna cnpabox.

14.0cmansrue mpedobarnus no 520 TY1

1.Grade of steel , heat treatment , method of acceptance and testing should comply with
the operating list for components made out of special steel. Hardness medium.

. Requirement for quality of gas cutting faces should be as per OSTB3-4302-88.

. Tolerence of planeness of surface should be 4mm at inner side and 5mm at the

outer side.,

4. Loose fit of surfaces H,/7T (A-A) with profile gauge , made as per nominal dimension
should not exceed 8mm from each side,but at the upper edges should not exceed
3mm . Inspection of surfaces H,may be carried out by the shop template.

5. In places of bending, natural thinning of metal is allowed by not less than 17mm.

6. Removing off radii is allowed along contour by 55 mm.

7. On component surface traces from technological punch are allowed by depth

not exceeding 3mm and with diameter not exceeding 7mm.

8. Deviation of forging profiles from gauges made as per nominal dimension and their shift
from normal position should be 0+5 mm, except dimension specified in component.
9. Bend section X should be in the same plane with the section # (Non- flatness need

not to be checked).
10. Tolerence of planeness of surfaces K should be 7mm from the outer side, 2mm
from the inner side .

11. Along surfaces E£MPCT Y@L Yl (top view) technological allowances is to be
provided .

12. To be stamped from the inner side.

13. * Dimension for reference.

14. Other requirements as per 520 TYL1.

LW N

TO BE STAMPED OR MARKED WHERE

EST WT. (Kg)
INDICATED THUS # ( LETTERS )

556.2

DIMENSIONS IN mm

TOLERANCE ON DIMNS | ] @ T]T'FE“:-' MIDDLE PLATE OF
UNLESS OTHERWISE | ~_] HULL BOTTOM

ALL SHARP EDGES ANP CORNERS TO BE REMOVED UNLESS
OTHERWISE STATED MACHINED CORNERS TO HAVE R QUT-
SIDE R INSIDE EQUIVALENT CHAMFERS ARE PERMISSIBLE.

STATED 1IS. 2102- 69

ALL THREADS TO D S CAT NUMBER DRAWING NUMBER

ISSUE
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DATE NATURE OF AMENDMENTS
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Sl.

No.

Nomenclature
& Drawing No.

Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the
vendor in his own premises
(List of Plant & Machinery and
Testing/Inspection facility to
be submitted

COMPLIANCE

Must be possessed by the vendor in
his own premises (or) may be out
sourced. (Name and Address of
sub-contractor, list of Plant &
Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

HULL BOTTOM
FRONT PLATE
Drg.No.
172.01.009-15
LF.No.
6201001031

BOTTOM PLATE
FRONT Drg.No.
172.01.009-9
LF.No.
6206801680

FLOOR PLATE
MIDDLE
Drg.No .
172.01.010-2
LF.No.
6206801111

MIDDLE PLATE
OF

HULL BOTTOM
Drg.No.
172.01.010-8
LF.No.
6201001032

REAR PLATE OF
HULL BOTTOM
Drg.No.
172.01.011-5
LF.No.
6201201136

RAW

Technology 1|y ATERIAL

Under taking by Vendor that vendor
will procure Raw material from SAIL
( Who is the approved source of
Raw material for HVF as of now) or
any other source approved by HVF
in future or Russia OEM with
suitable documents proof required.




Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the vendor in his
own premises (List of Plant & Machinery
and Testing/ Inspection facility to be
submitted

COMPLIANCE

Must be possessed by the vendor
in his own premises (or) may be
out sourced.(Name and Address of
sub-contractor, list of Plant &
Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

Technology GAS CNC Gas Cutting Machine:-
2 CUTTING Capacity to cut 20 mm thick plate.
Gas Fired Chamber Furnace :
3000X5500 MM, Loading temperature
HE?;’IRNG in furnace : 900-1000°C
Technology FORMING Heating temperature : 900-980 °C
3 Heating time : 20-40 minutes.
HARI'DAll\I\lEDNING Holding time : 40-70 minutes
with facilities:- Rotary loading unit 7T ,
Over Head Crane 10T & Water bath.
Hydraulic Press - 10000 T
Pressing Force 7500-10000T
Holding time 10-15 seconds.
Technology Transfer time of blank from furnace till
4 FORMING complete dipping in water Max. 4

minutes.

Cooling time in water Min.1.5 minutes
Water temperature 20-40°C
Straightening Hydraulic Press 400T.




Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the
vendor in his own premises
(List of Plant & Machinery and
Testing/ Inspection facility to
be submitted

COMPLIANCE

Must be possessed by the vendor in
his own premises (or) may be out
sourced.(Name and Address of sub-
contractor, list of Plant & Machinery
and Testing / Inspection facility to be
submitted).

COMPLIANCE

Gas Fired Chamber Furnace :
3000X5500 MM

Loading temperature in furnace
: 570-620°C

Heating temperature : 580-620

°C

Heating time : 1.0 -1.50 Hrs

Technology HIGH Holding time : 1.0 -1.50 Hrs
5 TEMPERING Transfer time Max.4 minutes,
Cooling time in water Minimum
2 minutes
water temperature 20 - 60 °C
with facilities:- Rotary loading
unit 7T, Over
Head Crane 10T & mechanized
bath.
Technology SURFACE Shot Blasting Machine
6 TREATMENT
Techr;ology MILLING Vertical MI”Ing Center
Surface Table for inspection,
Measuring instruments,
Techréology TESTING profile/receiver gauges.

Portable / Universal Hardness
testing equipments.
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Sl. Nomenclature Manufacturing Technology & | Must be possessed by the Must be possessed by the
No. | & Drawing No. Testing /Inspection Facilities | vendor in his own premises vendor in his own premises
required to produce the item | (List of Plant & Machinery and (or) may be out
Testing/ Inspection facility to sourced.(Name and Address of
be submitted COMPLIANCE sub-contractor, list of Plant & COMPLIANCE
Machinery and Testing /
Inspection facility to be
submitted).
SHEET STREN
BOTTOM
1 | PBrg.No. Under taking by Vendor that
175.01.007-4 vendor will procure Raw
LF No.6206801291 material from SAIL ( Who is
the approved source of Raw
Technology RAW material for HVF as of now) or
1 MATERIAL
any other source approved by
HVF in future or Russia OEM
HULL REAR with suitable documents proof
LOWER PLATE required.
2 Drg.No.
175.01.007-5
LF No.6201201126
CNC Gas Cutting Machine:-
Techr;ology CU?‘?"ISNG Capacity to cut 20 mm thick
plate.
Bending in clod condition
Load under closed die : 3500T
Holding time in die: 5-10 sec
Techr;ology BENDING Straightening Hydraulic Press

400T.
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Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the vendor in his own
premises (List of Plant & Machinery and
Testing/ Inspection facility to be submitted

COMPLIANCE

Must be possessed by the vendor in his own
premises (or) may be out sourced.(Name
and Address of sub-contractor, list of Plant
& Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

Gas Fired Chamber Furnace : 3000X5500 MM
Loading temperature in furnace : 860-950°C
Heating temperature : 880-950 °C
Heating time : 40-60 minutes.
Technolo Holding time : 45-75 minutes
4 % HARDNENING Transfer time . Max.4 Minutes
Cooling time in water: 6-8 Minutes
Temperature of water: 30-45°C
with facilities:- Quenching press 1600 T
Rotary loading unit 7T , Over Head Crane 10T
Gas Fired Chamber Furnace : 3000X5500 MM
Loading temperature in furnace : 570-640°C
Heating temperature : 570-640 °C
HIGH Heating time : 60-90 minutes.
Technolo Holding time : 60-90 minutes
5 & TEMPERATURE Transfer time . Max.4 Minutes
TEMPERING Cooling time in water: 3-5 Minutes
Temperature of water: 30-45°C
with facilities:- Quenching press 1600 T
Rotary loading unit 7T , Over Head Crane 10T
Technology SURFACE Shot Blasting Machine
6 TREATMENT
Surface Table for inspection, Measuring
instruments, profile/receiver gauges.
Technology TESTING Portable / Universal Hardness testing
7 equipments.




