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1. Inspection of group Ill as per TT-11. /
2. To be carburized: Teeth surfaces h 0.6...1.0mm; Module m 5
Surfaces 'B' h 0.25...0.90mm;
Faces I" and other surfaces h 0.4...0.9mm; Nozagech z 8
51..59 HRC 3. Profile angle a 25"
, ¥ | Addendum co-efficient |p, 1
3.26...42 HRC;at non-carburized surfaces are to be checked at random. E i
But not less than 3 components from each heat treated batch. 4 :
& |coeficient of Curvature|_, 58
4. It is permitted to carburize all over. g of cesement cleve
S [ Coefficientof radial | u|™ o905
clearance ’
Coefficient modification shift x 0
6. Quality of gear meshing to be checked by bluing, the blue imprint Degree of accuracy - -
should run-in with standard gear as per instruction 1B-42. Base tangent longth W 224432
7. Pitch variation of surface 'E' to be checked by special gauge
constructed to suit the minimum dimensions of mated parts. Total A 0130
Composite
8. Parts to be checked by magnetic defectoscope as per TT UB-17 double flank
Toothto | 0060
9. Shoulder up to 0.25mm is allowed on surface ' 4'. tooth "
s 3 . Bearing patten = N
10. Coating : chemically oxidized, oiled when parts are intended e pm | Alonglengh
to be sent as spares. standard gear. Along height | - -
) . Reference diameter. d 40
11. Marking by punching method is not allowed.
Radius of curvature
12. * Check in the absence of run-in with standard gear. of active tooth Q 1.77
profile in lower point
13. 1 Dimension to be ensured by tool. |
Base - pitch Pa 14.23
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1. Trihedral connection of parts should be done by individual
5 selection when the parts fail to be mated due to buckling of the
|| hole surfaces during heat treatment, the following may be made
to ensure clearance between the faces :
A A - Grinding of faces of part 2 (beyond tolerance)
® - Grinding of journal diameter on trihedral length along
E @ 248 (0073 ) : ‘
- The clearance between faces should not exceed 0.08mm.

“§A | 2. While mounting the unit to pump check the coincidence of
|| f matching paired marks.

1 Hlo12 3. Interference is not allowed in mating of parts item 1 and 2.

| 4. Circumferential back lash of part item 1 with respect to part
item 2 along trihedral measured as per @60, should not exceed
/ 0.3mm. While checking, the back lash of part item 1 should

not over lap the groove of - part 2.

| ‘ 5. Apply marks and pair number on surface A and b5. Marking by
stamping method is not permitted.

. 6. ManufacturerScode and unit number are to be moulded in case
the part is intended as spares.
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ITEM LIST
1 412-25-2 OIlL PUMP DRIVE GEAR 1
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