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€b.303-06-24 cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 080
Nomenclature of opeartion Material Hardness EB MO Profile and dimension M3 Koma
Drilling 1
Equipment CNC machine Marking of program To TB Tn.3 Twr COX
uHB. 1344-174Vertical rilling 0,78 3,96 0,46 5,2
P MnH OorB L t [ S n \Y
01 MOT No 250, MOTNO 161 B To
02
03[1. Mount the part,and fasten it. 0,8
04
05 9629-552 Stand
06
07|2. Cut sequentially 6 surfaces "B1" 0,6 0,78
08
09 T9441-2360 Mandrel
10
11 T9314-690 Tool BK8
12
13
F-90
OK |Opeartion chart of mechanical process 89/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.303-02-23 080
p M Ovnn B L t I S n U
1 B To
2 T9578-14668 Inspection device
3
4 Depth measuring indicator
5 GOST 7661-67
6
7 Indicator WN4Y02 kn. 1 GOST 577-68
8
9 85281-32 Setting ring 5,4
10
11 T9563-12138 Profile gauge 1,8 x 30
12
13 T9532-4184 Gauge
14
15 Iron bench GOST 21121-75
16
17 177 0.5 4.5 6 0,03 130 720
18 F-90
OK Opeartion chart of mechanical process

90/176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

080

M

0 vrin B

t

01

B

TO

02

3. Inspection - 100%

2.5

03

04

4. Mark stamp on part

0.06

05

06

T9817-151

Metal stamp

07

08

7850-0102

Hammer 0,4Gost 2310-77

09

10

Wire brush

11

12

Googl 024 Gost P12.4.013-97

13

14

Napkin

Gost 14253-83

15

16

17

18

F-90

OK |Opeartion chart of mechanical process

91/176




sb 303-06-24,sb 303-05-9
sb303-03-16 ,sb303-02-23

92
7

- 90




cb303-06-24, cb303-05-9

cb303-03-16, cb303-02-23 080

1. Surface flatness B1 to be checked by blue with gauge based landing bands b1 n E1.
Blue imprint width must be not less than 2 mm and with out breaks around the circle.

2. Radius R 0,5 to be ensured by checked tool.

F-90

K3

Diagram chart 93/176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 080
Nomenclature of operation Material Hardness EB MO Profile and dimension M3 KOU
Boring
Equipment CNC machine Marking of program To TB Tn.s T wr COX

r.®.2171 C5 VERTICAL MILLING 2,88 23 0,52 57

p n OorB L t i S n \Y

1 MNOT No 161, NOT No 259 Tb To

2

3 |1. Mount the part and fasten it. 1,0

4

5 T Clamping device

6

7 |2. Bore sequentially 6 holes with simultaneous processing of chamfer,

8 by keeping the co-axial tolerance

9 | anddimensions Q) @ @ 1,0 2,88
10

11 T Boring Bar

12

13 T Tool BK8

|| ] F-90
OK |Operation chart of mechanical process 94/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.3b3-02-23 085
p nn OorB L t I S n U
1 B To
2 T Tool BK8
3
4 T9532-4184 Gauge
5
6 T9553-3586 Plate 170,7H7
7
8 T9563-14385 Template 1+0,3 X 150°
9
10 T9564-21593 Template 17,7H13
11 172.7 19 0.5 6 40 200 |108.5
12
13 |3. Checking - 20% 0.3
14
15 Goggles 024 TOCT P 12.4.013-97
16
17 Wire brush
18 F-90
OK |Opeartion chart of mechanical process 95/176
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€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 085-1
Nomenclature of operation Material Hardness EB Ma Profile and dimension M3 Kona
Boring 1
Equipment CNC machine Marking of program To TB Tn.s Twr COX
Cutting Centre MIC -800 INMM®4 2,88 3.1 0.72 6.7
p M OorB L t i n \Y
1 NOT No 161, NOT No 259 Ts To
2
3[1. Mount the part and fasten it. 1.2
4
5 T9688-6600 Clamping device
6
7|2. Bore sequentially 6 holes with simultaneous processing of champfer,
8| by keeping the co-axial tolerance @
9 and dimensions @ @ @ 1.6 2,88
10
11
12
13
F-90
OK |Operation chart of mechanical process 97/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.303-02-23 080
p M LorB L t | S n U
1 TB Tb
2 T9532-4184 Gauge
3
4 T9553-3586 Plate 170,7H7
5
6 T9563-14385 Profile gauge 1 £ 0,3 X 150°
7
8 T9564-21593 Profile gauge 17,7H13
9
10
11 172.7 19 0.5 6 40 200 108.5
12
13 |3. Checking - 20% 0.3
14
15 Glasses 024 TOCT P 12.4.013-97
16
17 Purchased marking brush
18 F-90
OK  [Opeartion chart of mechanical process 98/176
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€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 090

01 Code, nomenclature of operation Marking of document MU
Fitting NOT No 173
02 Code, nomenclature of equipment B To
Bench 1,6 1.76
KM Nomenclature of parts, and assembly units or material Code, Marking orrn | EB | EH KM Hpacx
P
03 B To
04 |1. Clean burrs and clean sharp edges in all 6 cylinders @
05 1,5
06
07 T9497-4241 Mandrel
08
09 T9314-729 Tool BK8
10
11 T2820-0038 File 400 No 3
12
13 Goggles 024 lNoct P 12.4.013-97 |Wire brush
14
15 |2. Inspection- 10% 0.1
F-90
OK |Operation chart 100/176




sb 303-06-24,sb 303-05-9
sb303-03-16,sb303-02-23

090

7




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 095
Nomenclature of operation Material Hardness EB Ma Profile and dimension M3 KOU
Milling
Equipment CNC machine Marking of program To TB Tn.s Twr COX
. ®.1897H2 Longitudinal milling 1.2 1.8 0.3 3.3
p M OorB L t i S n \Y
1 NOT No 28 , NOT No 250 Tb To
2
3[1. Mount the partand fasten it,
4|cover it with safety screens 1.2
5
6(T9674-8657 Milling fixture
7
8| 2. Mill the grooves and maintain the dimensions @ @ 0.5 1.2
9
10 6222-0033 Mandrel 'oct 13785-68
11
12 T9335-955 Milling cutter
13
F-90
OK [Operation chart of mechanical process 102/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.303-02-23 095

p M LorB L t | S n U
1 B To
2 T9306-397 Housing
3
4 KO3330-80 Blade BK8 (4)
5
6 T9564-17078 Profile gauge
7
8 75 750 |4 630 1000 (236
9
10 |3. Checking - 20% 0.1
11
12 Goggles 024 TOCT P 12.4.013-97
13
14 Wire brush
15
16 Napkin TOCT 14253-83
17 F-90
18

OK Opeartion chart of mechanical process 103/176




sb 303-06-24,sb 303-05-9
sb303-03-16,sb303-02-23




sb 303-06-24,sb 303-05-9

sb303-03-16,sb303-02-23 095

3-3
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*Dimension 1 and 2 are ensured by checked Tool




€b.303-06-24,cb.303-05-9
cb.303-03-16,cb.303-02-23

Cylinder jacket 100
01 Code, nomenclature of operation Marking of document MW
Fitting NOT No 173
02 Code, nomenclature of equipment B To
Bench 1.8 2
KM | Nomenclature of parts, and assembly units Code, Marking orin EB EH KM Hpacx
P
03 B To
04 |1. Clean burrs at places @ @ 1.8
05
06 T2820-0030 File 300 No 5
07
08 T2850-0022 Scraper 15
09
10 Goggles 024 oct P 12.4.013-97
11
12 Wire brush
13
14
15 F-90
OK|Operation chart 106/176




sb 303-06-24,sb 303-05-9

sb303-03-16,sb303-02-23 100

Sharp Edge




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 105
Nomenclature of operation Material Hardness EB MO Profile and dimension M3 KOU
Drilling
Equipment CNC machine Marking of program To TB Tns3 T wr COX
2H55 Radial drilling 0.37 4.21 0.42 5,0 as i‘;'r“tﬁ;'\ég; 78
p M OorB L t i n \Y
1 NOT No 161, MOT No 250 Tb To
2
3 |1. Round base of drilling jig must be from stamp side 0.8
4 |"Rh" (Lh)
5
6 |1. Install the part and fasten it.
7
8 T9641-4270 Drill jig
9
10 T9698-23447 Stand
11
12 (2. Drill 4 holes (1) 0.7 0.2
13
F-90
OK Operation chart of mechanical process 108/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.303-02-23 105

p nn OorB L t I S n U
1 B To
2 6100-0146 Insert N'ocT 13598-85 (step. 6)
3
4 6100-0142 Insert Noct 13598-85 (step.6)
5
6 T9342-3122 Drill 7,8 (step.6)
7 7.8 18 4 0.224 1600 39
8
9
10 |3. Ream 4 holes @ by hand, maintain the co-axial tolerance 1,0
11
12 Brace (step.7)
13
14 T9353-1026 Reamer 8 [19
15
16 8133-0918 Plug 8 A 9 lNoct 14810-69
17 F-90
18 Vernier caliper LWL-I- 125-0,1-2 Noct 166-89

OK Opeartion chart of mechanical process 109/176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

105

M

OorB

t

S

01

B

To

02

03

04

4. Reinstall the part.

05

06

5. Drill 4 holes (2)

0.7

0.17

07

08

09

From step 3

10

11

7.8

15

0.224

1600

39,0

12

13

6. Ream 4 holes @by hand, maintain the co-axial tolerance

0.8

14

15

From step 4

16

17

T9353-1027

Reamer 8 U 9

18

F-90

OK Opeartion chart of mechanical process

110/173




cb.303-06-24,cb.303-05-9 .
cb.303-03-16,cb.303-02-23
p M OorB L t I n U
1 B To
2 8133-0918 Plug 8 U 9 l'oct 14810-69
3
4
5
6 |7.Check - 30% 0.15
7
8 |8. Mark the stamp on part 0.06
9
10 T9817-151 Metallic stamp
11
12 7850-0102 Hammer 0.4 loct 2310-77
13
14 Goggles 024 lN'oct P 12.4.013-97
15
16 Wire brush
17
18 Napkin [oct 14253-83 F-90
OK |Opeartion chart of mechanical process 111/176




sb 303-06-24,sb 303-05-9

sb303-03-16,sb303-02-23 105

0,04
4 Holes @8D9 i

14+0,55

|
+0, +0,
O[ROI[T; %

15+0,55

F - 9012




cb303-06-24, cb303-05-9

cb303-03-16, ch303-02-23 105
1. Displacement of holes axis @ @ in longitudinal and cross directions not more
than 0.1 mm. Check one part -out of 100 pieces.
2. Arrangement of holes @@ to be checked in one part, out of 200 pieces.
F-90
K3 Diagram chart 113 /176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 105
Nomenclature of operation Material Hardness EB MO Profile and dimension M3 KOU
Drilling
Equipment CNC machine Marking of program To TB Tn.s T wr COX
2H55 Radial drilling 0.57 4.3 0.43 5.3
p M OorB L t i n \Y
01 NOT No 161, UOT No 250 B To
02
03 |1. Install and fatesn the part. 0.8
04
05 T9698-23477 Stand
06
07 |2. Cut sequentially 2 grooves @ in 24 holes. ®12,5H13/ ®11
08 3,0 0.57
09 04747-03 Chuck
10
11 93454-27 Sprial cutter
12
13 95431-39 Depth gauge 0,4 *?-0,1
F-90
OK Operation chart of mechanical process 114/176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

110

p M OorB L t I S n U

1 B To

2 21 1.5 0.8 24 0.1 630 41.5

3

4 3. Check - 10% 0.5

5

6 Goggles 024 lNoct P 12.4.013-97

7

8 Wire brush

9

10 Napkin [ocTt 14253-83

11

12

13

14

15

16

17

18 F-90
OK Opeartion chart of mechanical process 115/176




sb 303-06-24,sb 303-05-9

sb303-03-16,sb303-02-23

110

A-A

P4 Holes ©12.5H13

%/

(+0,27)**

Yo

* Dimension Provided by Tool.
** Dimension is given for reference.




€6.303-06-24,c0.303-05-9
€6.303-03-16,c6.303-02-23

Cylinder jacket

115

Nomenclature of operation Material Hardness EB MO Profile and dimension M3 KOu
Drilling
Equipment CNC machine Marking of program To TB Tns Twr COX
2H55 Radial drilling 0.29 2.07 0.24 2.6 asiﬂ?%n-’;gz?m

p M OorB L t i n \Y
1 NOT No 161, NOT No 250 B To
2
3 |1. Install the part and fasten it. 1,0
4
5 T9698-23447 Stand
6
7 T9640-7025 Jig
8
9 |2. Core the drill groove @ ,and maintain positional 0.3 0.16
10 [tolerance
11 6251-0182 Chuck lNoct 14077-83 (step.5)
12
13 6100-0146 Insert NocT 13598-85 (step.5) F-90

OK [Operation chart of mechanical process

117/176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

115

M

OorB

t I

01

B

To

02

6120-0355

Bush locTt

13409-83

03

04

6120-0354

Bush lNocTt

13409-83 (step.5)

05

06

T9347-6005

Core drill 28,2

07

08

8133-0942

Plug 28H1

3 loct 14810-69

09

10

Vernier calipers LWL -1-125-0,1-2 [oc 166-89 (step.5)

11

28

10

1

0.1

630

55.4

12

13

3. Rotate jig

0.15

14

15

4. Laydown jig

0.24

16

17

5. Drill hole  (2)

0.3

0.13

18

F-90

OK

Opeartion chart of mechanical process

118/176




2
cb.303-06-24,cb.303-05-9 115
cb.303-03-16,cb.303-02-23
p nn OorB L t I S n U
1 B To
2 From step 2
3
4 2301-0055 Drill 16,25 N'oct 10903-77
5
6 8133-0942 Plug 16H14 Noct 14810-69
7 16.25 18 1.2 1 0.224 630 (32
8
9 |6. Check-10% 0.08
10
11 Goggles 024 Toct P 12.4.013-97
12
13 Wire brush
14
15
16
17
18 F-90
OK Opeartion chart of mechanical process 119/176




sb 303-06-24,sb 303-05-9

sb303-03-16,5b303-02-23 s

20
Parts - sb.303-05-24 , sb.303-02-16 Parts - sb.303-05-9 , sb.303-02-23 V/

@28H130 N [ — /

BN 7

+1,5
8H17




sb 303-06-24,sb 303-05-9

sb303-03-16,5b303-02-23 105
Parts sb.303-06-24 , sb.303-03-16 Parts sb.303-05-9 , sb.303-03-23 20 /

* | [+ + fréa [ % | ﬁ

— T




sb 303-06-24,Isb 303-05-9
sb303-03-16,sb303-02-23

115

A-AG " B-BQ

B16H1404)

16+0,3)

Hole Coordinates to be provided by Drill jig,
checked by Quality Department Schedule




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket

115

Nomenclature of operation Material Hardness EB MO Profile and dimension M3 KOU
Drilling 1
Equipment CNC machine Marking of program To TB Tn.s Twr COX
2H55 Radial drilling 0.57 3,0 0.33 3.9 afsgt:jﬂ [“3%3.78
p M OorB L t i n \Y
1 NOT No 161, MOT No 250 T8 To
2
3[1. Install the part and fasten it. 0.8
4
5 T9698-23447 Stand
6
7|2. Check presence of moulding influx in 14 holes @ 0.7
8
9 95725-11 Inspection mandrel
10
11
12
13
F-90
OK Operation chart of mechanical process 123/176




€b.303-06-24,cb.303-05-9

cb.303-03-16,cb.303-02-23 120
p M OorB L t I S n U
1 B To
2 |2. Core the drill sequentially 14 holes @
3 |(in case of presence of moulding influx) 1.2 0.57
4
5 6251-0182 Chuck lNoct 14077-83
6
7 6100-0146 Bush lNoct 13598-83
8
9 6120-0355 Bush Noct13409-83
10
11 83482-51 Core drill
12 28 218 5 1.2 1600 140.7
13
14 |3. Check - 10% 0.3
15
16 Goggles 024 P 12.4.013-97
17
18 Wire brush F-90
OK Opeartion chart of mechanical process 124/176




sb 303-06-24,sb 303-05-9

sb303-03-16,5b303-02-23 120

A-A
(+0,84) *
J25H15 - <
14 Holes ‘ Ve
*
. #
W7z =
| G
| e
|
! | /]
! *
Sk
|
028"
14 Holes

*Dimension are given for references




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

Cylinder jacket 125
Nomenclature of operation Material Hardness | EB MO Profile and dimension M3
Drilling
Equipment CNC machine Marking of program To TB Tn.s Twr COX
Drilling machine 1.2 0.16 1.36
p nm OorB L t i S n Vv
1 NOT No 161, UOT No 250, UOT No 173 B To
2
3 |1. Install the part and fasten it.
4 Bench
S} T9640-4355 Jig 0.80
6
7 |2. Drill holes in @ and in 3rd or 4th cylinder 0.15 0.20
8
9 2300-1075 Drill 4,1 TocT 19544-74
10
11 8133-0906 Plug 4H14 lNoct 14810-69
12
13
F-90
OK Operation chart of mechanical process 126 /176




€b.303-06-24,cb.303-05-9
€b.303-03-16,cb.303-02-23

125

M

OorB

t I

B

To

3. Inspection - 10%

0.05

Goggles 024 Toct P 12.

4.013-97

Wire brush

O|IN|[OO|lO|BA]|]WIN] -~

11

12

13

14

15

16

17

18

F-90

OK

Opeartion chart of mechanical process

127/176




sb 303-06-24,sb 303-05-9

3
sb303-03-16,sb303-02-23

125

55° 5
I \ Y
4
|
S
@ G4H 1403 /\ \

Co - Ordinates of holes@ to be provided by Fixture




€b.303-06-24,cb.303-05-9
cb.303-03-16,cb.303-02-23

Cylinder jacket

130

01

Code, nomenclature of operation

Marking document

M

Fitting

NOT No 173

Code, nomenclature of equipment

B

To

02

Bench

3.5

3.8

KM |Nomenclature of parts,assembly unit or material

Code, Marking

Ofr

EB

EH

KW

Hpacx

03

04 |1.

Install the part and fasten it.

0.7

05

06

T9698-16328

Stand

07

08 |2.

Make markings,

0.3

09

10

7840-0012

Scriber(Marking Tool)

11

12

T9566-3298

Profile gauge 22 £ 0,5x 24°

13

14

15

F-90

OK

Operation chart

129/176




Cb.303-06-24 ,cb.303-05-9
€b.303-02-23,cb.303-03-16

130

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking onn

EB

EH

KH|

Hpacx.

3. File chamfer @

24

T2820-0038

File 400 No 3

T9541-3436

Profile gauge 135° x 7

©o| o N| o ;] | W[ M| = T

—_
o

4. Check - 10%

0,1

—

RN
N

Goggles 024

loct P 12.4.013-97

—_
w

—
o

Wire brush

—_
@)

—_
(o))

—
~

F-90

)
~

Operation Chart

130/176




sb 303-06-24,sb 303-05-9
sb303-03-16,sb303-02-23
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Cb.303-06-24 ,cb.303-05-9
€bh.303-02-23,cb.303-03-16

Cylinder jacket

135

O1

Code, nomenclature of operation

Marking document

M

Wash

NOT No 166 NI 692-87

02

Code, nomenclature of equipment

B

TO

T9954-328 Washing machine

5.72

6,3

K/M

Nomenclature of parts, assembly unit or material

Code, marking orin

EB

EH

KH

Hpacx

03

04

05

06

1. Clean pipe with brush

(1,0)

07

08

Metallic brush

09

10

Stand

11

12

401-340

Clamp

13

14

2. Install and fasten the part

0,7

15

F-90

OK

Operation chart

132/176




Cb.303-06-24 ,cb.303-05-9

cb.303-02-23,cb.303-03-16 135
K/M Nomenclature of parts, assembly unit or material Code, Marking onn EB EH KH Hpacx.
P
1
2 Installing fixture in machine
3
4 (3.Wash the part as per NJ1 692-87 for the period of 5 min. 5,0 0,02
5
6 |4. Blow the part with dry compressed air. (0,3)
7
8 3-001-01 Air gun
9
10 Goggles 024 T'oct P 12.4.013-97
1
12 |5. Checked by visual inspection cleanness, after washing the part and
13 |blowing with air (0,2)
14
15
16
17
F-90
OK Operation Chart 133/176




135

sb 303-06-24,sb 303-05-9

sb303-03-16,sb303-02-23

Output

3
7

1
F-901




€b.303-06-24 ,cb.303-05-9
€bh.303-02-23,cbh.303-03-16

Cylinder jacket 140
01 Code, nomenclature of operation MW
Assembly NOT No 173
02 Code, nomenclature of equipment B TO
T9954-328 3.05 3.4
K/M Nomenclature of parts, assembly unit or material Code, marking | orrn | EB | EH KA Hpacx
P
03 |Ring 303-40 1
04 |Plug 303-13-4 1
05 (1. Install the part 0,8
06 T9698-16328 For assembly
07
08 [2. Calibrate the thread (1) 0.4
09
10 6910-0063 Tap wrench
11
12 2620-2085 2 Marker M39x 1.5 locT 3266-81
13
14 8221-3133 Plug M39x1,5-5H lNoct 17758-72
15
F-90
OK |Operation chart 135/176




€b.303-06-24 ,cb.303-05-9

cb.303-02-23,cb.303-03-16

140

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking orn

EB

EH

KH Hpacx.

01

02

T9537-1633

Gauge 17 min

03

04

05

3. Face the undercut @ maintain the perpendicular

0,5

06

tolerance

07

T9815-1263

Mandrel

08

09

7811-0141

Spanner 27 'oct 2841-80

10

11

T9348-1175

Undercut 45

12

13

T9537-1667

Gauge

14

15

Feeler gauge 70 set 2 kn.2 TY2-034-225-87

16

17

F-90

OK

Operation Chart

136/176
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140

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking orn

Hpacx.

01

02

4. Install ring on plug

0,05

03

04

05

06

5. Place plug in to the hoIe@ .

0,24

07

08

4-C 1229-38

Spanner

09

10

6. Check - 15 %

1,0

11

12

Goggles 024 loct P 12.4.013-97

13

Wire brush

14

15

7. Mark the stamp on part.

0,06

16

17

F-90

OK

Operation Chart

137/176




€b.303-06-24 ,cb.303-05-9
€bh.303-02-23,cb.303-03-16

140

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking

ornn

EB

EH

KH

Hpacx.

01

02

T9817-151

Metallic stamp

03

04

7850-0102

Hammer 0,4 lNoct 2310-77

05

06

07

08

09

10

11

12

13

14

15

16

17

F-90

OK

Operation Chart

138/176
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Cylinder jacket 145
01 Code, nomenclature of operation Marking document MU
Assembly NOT No 116
02 Code, nomenclature of equipment B TO
9628-053 Hydrallic support 6.36 7,0
K/M Nomenclature of parts, assembly unit or material Code, marking | ornn | EB | EH KU Hpacx
P
03
04 |1. Install pipe and plug the whole
05 0,5
06 T9698-17938 Device for pressing
07
08 |Goggles 024 lNoct P 12.4.013-97
09
10 [2. Water spaces of anchor stud holes to be tested for
11 |air tightness with water at temperature (80 *'°)°C
12 |under pressure (0,3 *®") (3*" kgm/cm?) for not less than 5 min
13 Water leak is not Permitted.Testing with air under pressure
14 |of (0,2%%) (2% kgm/cm®), in water tub is permitted, but
15 [air leak is not permitted.
F-90
OK |Operation chart 140/176
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140

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking

orn

EB

EH

KH

Hpacx.

01

02

Inspection lamp lNoct 7110-69

03

04

Sand clock YlH-5Toct 10576-74

05

06

Gloves lNoct 5007-75

07

08

5,0

0,8

09

10

3. Mark stamp on the part.

0,06

11

12

T9817-151 Metal stamp.

13

14

7850-0102 Hammer 0,4 lNoct 2310-77

15

16

Goggles 024 lNoct P 12.4.013-97

17

Wire brush

F-90

OK

Operation Chart

141/176
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Fit Plugs in 6 Cylinders

Fit Plug
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Cylinder jacket

150

01

Code, nomenclature of operation

Marking document

MU

Fitting

NOT No 173

02

Code, nomenclature of equipment

B

TO

Bench

14.8

16.3

K/IM

Nomenclature of parts, and assembly units or material

Code, marking | onn | EB | EH

KM

Hpacx

03

04 |1. Install the part.

0.6

05

06 |2. Countersink the 14 chamffers (1)

1,0

07

08

T9891-113

Brace (step.11)

09

10

2353-0136

Countersink 31,5x90°v Noct 14953-80 (step.11)

11

12

13 |3. Countersink the 24 chamffers @and blunt edges in

1.68

14

holes @

15

F-90

OK

Operation chart

143/176
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150

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking

orn

EB

EH

KH

Hpacx.

01

02

T9891-112

Brace (step. 9,10,13)

03

04

2353-0133

Counter sink 16x90° N'oct 14953-80 (step. 9,10,13)

05

06

07

08

4. Remove burrs @

3,0

09

10

T9848-003

Scraper

11

12

5. Clean groove surfaces @

3.2

13

14

T12850-0021

Scraper

15

16

Grinding cloth 2C800x50IT 71A40b

17

['ocT 6456-82

F-90

OK

Operation Chart

144/176
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cb.303-02-23,cb.303-03-16 150

K/M Nomenclature of parts, assembly unit or material Code, Marking orn EB EH KH Hpacx.
P

01

02 |6. Blunt sharp edges of parts profile at surfaces "A"

03 1.2

04 T2822-0038 File 400 No 3 (step.8,12)

05

06 |7. Rotate part upside down. 0,36

07

08 |8. Blunt edges of parts profile at surface "E" from both sides.

09 1.5

10

11 From step.6

12

13 |9. Contersink 4 chamffers (2) 0,24

14

15 From step 3

16

17

F-90

OK Operation Chart 145/176
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cb.303-02-23,cb.303-03-16 150

KIM Nomenclature of parts, assembly unit or material | Code, Marking onn EB EH KH Hpacx.
P

01

02 |10. Countersink the sharp edges at holes @

03 at surface "E". 0,58

04

05 From step 3

06 0,3

07 |11. Countersink the chamffer @ and 4 Chamffer

08 @ From step 2

09 [12. Remove burrs from flange profiles. @

10 From step 6

11

12

13 [13. Countersink 6 flanges () 0,34

14 From step 3

15

16

17

F-90

OK Operation Chart 146/176
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150

K/M Nomenclature of parts, assembly unit or material Code, Marking orn EB EH KH Hpacx.

01

02 |14. Clean surface at hole @ 0,3

03

04 12820-0025 File 250 NO5

05

06 |15. Visual checking - 100% 0,5

07

08 Goggles 024 lNoct P 12.4.013-97

09

10 wire brush

11

12

13

14

15

16

17

F-90

OK Operation Chart 147/176
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For Part sb.303-05-9 For Part sb.303-06-24 K-K

@ U-Hu
0,510,3x45°

4 Chamfers

For Part sb.303-06-24
sb.303-05-9

For Part sb.303-06-24
sb.303-05-9
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Cylinder jacket

155

01

Code, nomenclature of operation

Marking document

MU

Fitting

NOT No 173

02

Code, nomenclature of equipment

B

TO

Bench

2.74

K/IM

Nomenclature of parts, assembly unit or material

Code, marking | onn | B | EH

KM

Hpacx

03

04

1. Install the part and fasten.

0,7

05

06

T9698-16328

Fixture

07

08

2. Clean 3 holes, from dirt and scraps with

09

dry compressed air.

0,38

10

11

3-001-01

Air gun (step.5)

12

13

T9698-23347

Screen (step.5)

14

15

3. Make thread in 3 holes and maintain the dimension @

0,76

F-90

OK

Operation chart

151/176
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K/M Nomenclature of parts, assembly unit or material Code, Marking orn EB EH KH Hpacx.
P

01

02 6910-0033 Tap wrench [oct 22399-77 (step.6)

03

04 T9363-1697 Marker M8x1,25 To (step .6)

05 T9537-1631 Gauge 10

06 Cooling COX MP7 OCT 38.01445-88

07 |4. Reinstall part. 0,32

08

09 [5. Clean hole from dirt and scraps

10 |with dry compressed air. 0,1

11

12 From step 2

13 0,3

14 |6. Make thread in hole, maintaining dimension @

15

16 From step 3

17

F-90

OK Operation Chart 152/176
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155

K/IM

Nomenclature of parts, assembly unit or material Code, Marking

ornn

EB

EH

KH

Hpacx.

01

02

7. Check - 15%

03

0,12

04

T9558-552 Gauge M8x1,25 To (step.3,6)

05

06

Vernier caliper WL -1-125-0,1-2To

cT 166-89 (step.3

,6)

07

08

8. Make stamp on the part.

0,06

09

10

T9817-151 Metallic stamp

11

12

T9817-1219 Stamp

13

14

T7850-0046 Hammer 0,4

15

16

Goggles 024 lNoct P 12.4.013-97

17

Wire brush

F-90

OK

Operation Chart
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155

KIM Nomenclature of parts, assembly unit or material Code, Marking onn EB EH KH Hpacx.

01

02 |Examiner to be check the thread holes

03 [during shift change.

04

05

06

07

08

09

10

11

12

13

14

15

16

17

F-90

OK Operation Chart 154/176
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A
A Part sb.303-06-24 A
View b Part sb.303-05-9
Part sb.303-02-23 $b.303-02-23
———
B I N 2N\ % ¢ _Ji 3 Holes .M8x1,25To
O,
View b
Part sb.303-06-24
sb.303-03-16
3 Holes .M8x1,25To O
1
155
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Cylinder jacket

160

01

Code, nomenclature of operation

Marking of document

MU

Assembly

NOT No 173

02

Code, nomenclature of equipment

B

TO

Bench

2.2

K/IM

Nomenclature of parts, assembly unit or material

Code, marking | onn | EB | EH

KM

Hpacx

03

04

Stud

350-123

05

06

1. Install the part and fasten.

0,7

07

08

09

T9698-16328

Fixture

10

11

12

2. Rotate the fixture.

0,2

13

14

15

F-90

OK

Operation chart

157/176
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K/M Nomenclature of parts, assembly unit or material Code, Marking orn EB EH KH Hpacx.
P

01 |3. Clean 3 holes@from dirt and scraps

02 |with dry compressed air. 0,18

03

04 T9698-23347 Screen

05

06 3-001-01 Air gun

07

08 (4. Fasten 3 studs in the hole @ 0,36

09

10 4-B9169-5 Stud fitting key

11

12 4-C1229-39 Socket wrench

13 0,2

14 |5. Rotate the fixture

15

16 |5. Clean one hole @from scraps

17 |with dry compressed air. 0,1

F-90

OK Operation Chart 158/176
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160

K/IM

Nomenclature of parts, assembly unit or material

Code, Marking

ornn

EB

EH

KH

Hpacx.

01

02

from step 3.

03

04

7. Fitthe stud in hole (2)

0,15

05

06

From step 4.

07

08

Vernier caliper WL -1-125-0.1-2 lNocT

166-89

09

10

8. Check - 10%

0,05

11

12

9. Put stamp on part.

13

0,06

14

T9817-151

Metallic stamp

15

16

7850-0102

Hammer 0,4 lNoct 2310-77

17

Goggles 024 lNoct P 12.4.013-97

Wire brush

F-90

OK

Operation Chart
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350-123

3 Pieces






