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1. Blank forging .

2.43.5...48.5 HRCe,

3.* Dimensions not in projection . )

4" Dimensions are ensured bytao!, -~ A

5. Tolerance slong contours LLUWLA, B, [, ,,M.Y should not be more than 0.2 mm; along contours
E,, fi should not be morethan 0 mm. - I

B. nlemalangle R=04mm. .~ /

7. Buntedges R=06mm.

8. Reducing of dimensions-¥-up 1o value 71.85 mm afler hbst irestment is parmissible .

B. Coaling : Chem, Phos. Acc: Cr/adhesive B®-4 GOST 12172-74 with black dyc grade AGOST
8307-78,1 layer excepl chrome plated surfaces .

10. Merk with lstier size PO-3 GOST 2830-82. N

11. Mark compiete number of grticle by engraving with letler size PO-5 GOST 2830-82. Fill inscription
with white enamel PF-116 GOST 8485-76. ;

12. Stamp .
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ALL DIMENSIONS ARE IN MM.

UNTOL DIMNS. ARE AS PER 1S:2102. 20 90 40 /70
A
0
To)
b & 3 g
1> Substitute of material. o
2> Heat treatment - normalization . i ?\% /230
3> Cleaning of scaling-etching or shot blasting. o8 o8
4> Displacement on the plane of joint
should not be more than 1.0 mm. 130 45
5> Residual of burrs along the line of joint of dies
should not be more than 1.2 mm. 252
6> End burr should not be more than - mm .
7> Curvature of rod should not be more than - mm.
8> Eccentricity of broaching hole should not be more than - mm .
9> Surface defects should not be deeper than 0.6 mm.
10> Unspecified drafts - not more than 7°.
11> Unspecitfied radii 2.0 mm. MATL RUSSIAN ORIGN - STEEL 30khRA
12> Allowances as per II class GOST 7505-74 OST 3-98-80
13> Tolerances as per II class GOST 7505-74 INDGNS. EQUIVALENT:AS PER CQAMET)
Vertical  £1.7,0.8 STEEL 25cr13M06
Horizontal £2.1 . 1.2 IS: 4367-91 1 (I)\Ilf)F‘ ST(;ESETL ;gﬁﬁA EXTRACTOR
Stamping on hammer . (Secondary refined steel) TN NO ™ TERIAL DESCRIPTION
14> No. of components made of stamping - 1 piece . LIST OF PARTS
15> Dimensions given in brackets are for machining . Schedule No. Compt.: EXTRACTOR | StDrz.No. :
16> Marking letter - Scale: normoscie | s anele 9-A-621.09.001 | REMOVER ASSY. OF AO-18
Helgl.lt of the digits . . . Drawn By: EXTRACTOR
17> Handing over of components is permitted. Traced By: -
18> Do noF ins.p.ect the te.chnol.ogical lap joint along the radius Checked Byf‘ DRG. NO.: E. 2286
by maintaining the dimension 51 . Approved By:
19> R 10* smoothly goes into R1 5* . DT. & SG. | DESCRIPTION [APPROVED BY: NO. OF SHEETS:
DATE: SIGR: G &S FY. COSSIPORE [SHEETNO: 1






