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7. Surface £ to be machined over the length of E, in this case, shoulders from cufing

a.

10, Coating: Zn21, Chromatizing, quality of coating need not to be chedked in inner surface
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12
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& no #7077 1,

15 Mmpum-ﬁnmmas cmaay Hagox 454 304 FOCT P77-88 &
17 Joryckemcs smbepcmus nod pededy Bunomams Crbozaumy

16 Omautwen 10 oy FOCT P77-84
20 Ocmasssse mpefobosus ng 520.TH1

lurmslngasperl?'zmo
Intemal draft should be 0° +3°
Ursspecified casting radi should be 0 mm
Acturacy 97-0-0-8 GOST 26645-85.
BHN 220 tn 285 HB. May be checked in blank.

are allowed in radius section.

Surface, formed with radius ¥ s allowed to be machined with surface finishing
Rz=E0 MKM and in places of change over (cross over), shoulder with dimension

02 mm are allowed,

11, *Dimensions for reference.

12,

13.
15,
17.
19

*15urface finishing is to be ensured by tool.
Machining of surface § Is allowed along @70 7} mm,

Alternate Material Steel of grades 45 7, 507 GOST 977-88.

Hole for thread may be made through
Casting as pes 1% group of GOST 977-88.
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FILOT SAMPLE SHOULD as APFROVED BY A HS T SCALE-1-1 . AVADI
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111 INDICATED THUS # { LETTERS) |unLEss OTHERWISE | TR SUPPORT
_ STATED 15 : 2102 - 69
ALL SHARP ENGES AND CORNERS TO BE REMOVED UNLESS ALL THREADS 10 | 5 CAT NUMBER DRAWING NUMIER
OTHERWISE STATED MACHINED CORNERS TO HAVE B ONUT- | R s CONFORM TO 175.02.182-1
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85 i ] — 2 2. Altemate material: Steel 45XJT OST 3-4365-79.
z D ‘\ 1/ /m R1 max 3. Casting 1% group GOST 977-88. "
B o e = ‘% 777 maximum 4. Requirements for casting as per 172.TY 10.
2 0 /%r\ /L ‘ 5. Accuracy of casting 9-0-0-8 GOST 26645-85.
g 'Ql'. 2 ' il (/" - \ R o 6. *Surface finishing to be ensured by tool.
o \\lj 57/// T Rep 7. Coating of unmachined surface with:
& 2 = Primer ®JI-03K
- E i —=1 \ R3]\ Enamel [1-223 dark grey or 11-115 B
o &) 5 min & k220 dark grey 894.
= % Pl & mini 30:050 : 1[o1]4@) Requirements as per 520.TY5.
Zs & Ll @30H 141052 8. Otherrequirements as per 520.TY1.
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u-011-2 BEFORE BULK PRODUCTION. TR e
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STATED 15 :2102- 69
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. Alternate-material: Steed 40/1, 4511 GOST 977-88.
. Casting of 1* group GOST 977-88.

. Accuracy of casting 10-0-0-9 GOST 26645-85. -
. Requirements for casting as per 172.TY10.

. Check deviation for coaxiaiity of holes 8 -

by smooth passing of roiler @8.5b11.

. Difference in dimensions A 1mm.

7. Coating: Zinc piated 8 ricrons thick, chromatized.
Quality of coating in holes is not to be checked.

8. Other requirements are as per specification 520.TY1.

IND.EQUIV.MATL ~-B5:3100-1976 STEEL GRADE BT1

ASSY DRG:-

| DATE:-

CQA(AVA),AVADI

%ﬁ “Iscae- 1:1
FOR CQA(AVA)| ESTD mass:-0.195 kg

=

; MATER'A STEEL 4oxn ‘GOST 977-88

; F‘ROTECT]VE FEN[SH‘-

DESIGN No.

DO COAAVAY| |

~LEVER

185.18.048
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1070 - 073340
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PILOT SAMFPLE SHOULD BE APPROVED BY AHS P
BEFORE BULK PRODUCTION.

=

®

~ (V)

CONVENTIONAL
DESIGNATION OF HOLES

45 PeR OST: A e 38.15x 1 x 14 A3Saa

MODULE m 1

NUMEER OF TEETH 2 14
DIAMETER OF PINS dp | @1.732+0.001
DISTANGE OVER PINS Ha | @11.44 13483

WIDTH OF TOOTH SPACE
ALONG CHORD REFERENCE Sa
CIRCLE

REFERENCE CIRGLE
DIAMETER dd

+0.07
@ 1571 1008

14

BHN 285-229 (DIA OF IND. 36-4.0)

EXTERNAL DRAFT 1:50

UNSPECIFIED DRAFT RADII ARE TO BE MADE FOR R3.

THE COMPOMENT SHOULD CORRESPOND TO 172 TY-10 FOR THE
ACCEPTANCE OF COMPONENTS CAST AS PER INVESTMENT PATTERN.
B8PLINES ARE TO BE CHECKED WITH SPLINE PLUG GAijE MADE AS PER
MAXIMUM DIMENSIONS OF THE MATING PART BEFORE MILLING THE
SLOT 3405 &

SPLINES ARE TO BE POSITIONED IN SO THAT PLANE OF SYMMETRY OF
TOOTH SPACE SHOULD COINCIDE WITH AXIS OF SLOT 3+0.5 PERMISSIBLE
DEVIATION£0.5 mm.

. DISTENSION SHOULD NOT EXCEED 1.6 mm

DIMENSIONS FOR TOOL IS 8+0.5

o

EST. WT.(Kg) [ TO BE STAMPED OR MARKED WHERE
0.48 INDICATED THUS # ( LETTERS )

|

ALL SHARP EDGES AND CORNERS TO BE REMOVED UNLESS
OTHERWISE STATED MACHINED CORNERS TO HAVE R OUT-
SIDE R INSIDE EQUIVALENT CHAMFERS ARE PERMISSIGLE.
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NATURE OF AMENDMENTS
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CHD Sd/= e 175.02.118¢b-1Ch
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DATE | 16.02.57 | CONIROLLERATE OF QUALITY ASSURANCE (HEAVY VEHICLES)
SCALE: 1:1 AVADI

DIMENSIONS IN mm TITLE -

TOLERANCE ON DDMNS | —1 /) LEVER
UNLESS OTHERWISE | —~_] w

STATED IS:2102-6%

éﬁ;gf&ﬁ%ﬁ T0 D § CAT NUMBER DRAWING NUMEER
IS : 4218 Pt IV 175.02.220-1




I I
TAWING NUMBER : : :
1712 64 046 | | - | | : YV
F ' j - : . ; F
: N @ 1) Hlternate material Steel MqMMG&T—m-?ﬁ— 5
% ASXJ) 0CT3-4365-7¢ ' -—%
: | | i2) Requirements to casting are in compliance uith 172Ty1ﬁ
7 for investment cast components. —
-3) BHN 285= 229(Ind dia 3.6-4.0) to be checked in blank.
4) Coating Zn 12 chromoatizing. Presence of coating in the
holes and slots should not be checked. O
E -~-5}--_Dllenswns ‘a' should be minimum  2mm. <ot B 8
@ B} Non-squareness of the axis of ho]e-ﬂd;ﬁiﬁ- in reTa‘Hun—

_to the plane of ike slot-is to be checked h¥ free o
rotation, on skaft # 6x, of a ring, with a thickness _-
of 4.8 ma ’amd 2 minimum external dimeter of 12 mm.

- ?—i- Gorners- may be rounded off to R3nm. .

and 30° shauid not exceed 2 mm,

1, Py

f?} Dimensions . 5 should be-minimum 2 mm.- G R
i dimension 8 should be minimum 2.5 mm, :

I

f
DRG. INDIANISED BASED ON RUSSIAN ORIGINAL ISSUE-5,
'
'

}_
- |
. m I
&) ! THETT
= : .
Z e . g
? = | = ‘B
=
o
[&]
| |
. I
)
| Loim¥ i | MATERIAL - Duse -
\ Z—EeL | SiEeLdoxacost orz.75 | USED O
. e ST EeS - | 172 64 032 (-2
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_ S . BULK PRODUCTION. _ o 121 AVl
. [iM: NS N mm TITLE
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D.EQUIV. MATL:-BS:3100-1976 STEEL GRADE BT1.[ |

: '1 ~ Alternate-material; Sieeel 40]1 45]‘] GOST 977-88.
2. Casting of 1% group GOST 977-88.
3 Accuracy of casting 10-0-0-9 GOST 26645-85. &
- 4. Requirements for casting as per 172.TY10.
5. Check deviation for ooaxaamy of hole_s Band I by smooth | |
~—passing of roller £8b11, -
: 8. Coatmg Zinc plated 6 microns thick: chromatrzed Quality of [—
P, 5; A7 1 . coating in holes need not to be checked. :
8205 o LN8) : 7. Other requirements are as per specification §20.TY1.
> o i} B|
% : -a * DIMENSION FOR REFERENCE.
DR AWN:- cno % ASSY DRG:-
0271410121 -AVA !D\ILMENSAIEEIE AMENDED AND NOTE m& St | scannED:- J. L. ¢, -CHD:- % DATE:- CQA(AVA) AVAD'
23-614/0119-AVA IND. EQUIV. MATL. ADDED vl [ Sy : e 4. |SoALE-1:1 _r’“:,_ @) S
03-05.47) SCANNED & PRINTED WITHOUT CHANGE . m ey e CQATAVA)| ESTD mass:- 0.12 kg .
DATE | AUTHORITY | ZONE AMENDMENTS A?-:SP ssg VATERIAL - STEEL 40XN1GOST 97?-33 DESIGN No.
2 PROTEGTIVE FINISH:- L
PART No
185.18.050
DRG SEALED ( PROV) LEVE R DS CAT No.
DC Ne. : 0018 - AVA W _
DT 12-3-08 DO CQA(AVA)
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1t s allowed to manufacture from Steel grades,

1)
i 45 JT 45.AT1, 30T 977-75.
2) Component should cnrréspund to 172Ty-10 on acceptance - :
of comnonant made by investmeni casting. -
~3) External drafis 1:120 - _
4) Up-specified tolerances on dizensions should be as peri :
- 7 Glass |1l of 50ST 2009-55. :
5) Un-specified radii should not exceed R2.
= §) Variation in measureaments of dimension "a" should not i
exceed 0.5 am, : P
7) Shift of axes of holes and slot relative to axis of £
# 25.5 should not exceed 1 ma.
.8) Coating: Zn 21, chromotizing, presence of zinc in the :
hotes and slot need not be checked. :
9) Diaensions for reference ;- i
10) Position of the spiral groove re-lative to the slot !
show1d be as fndicated in the drawing- The siot should .
be positioned at the start of the cu‘l. i
11) On the crest of thread, local depressions of 0.5 mm. ’
aax. are allowed, over a length of 10 am @ax. on each ! - MATERIAL - USED ON =~
i ; hcon bl ASTEEL LON .
thread. . | —th S 1 € 03
i  PLOT SAWPLE SHOULD BE APPROVED BY A H S P S5RE Sl AERL '
BULK PRODUCTION. S AVADI
EST. WI. | T0 BE STAMPED DR MARKED WHERE TOLERANLE OF DIG L FTE
NOICA F . -
s kg | TS & =D strew cap
ALL SHARP EDGES AND CORMERS 10 BE REMOVED UNLESS
T OTHERWISE STATED MACHIED CORNERS TO HAVE R QUT- S [AT NBBR DRAWNG NUHBER
& ! R L ] § | SDE R NSIDE EQUIVALENT CHAMFERS ARE PERMSSEZE HATURE OF AMENDSENTS 175 63 053




) L o 1 _6 1 ¥ S 4 [ N T D I ]
'PART No .
5 o Ak o
cen-rmfiadco‘:rfg%%‘ gé)"* oF -
"2. 28.030- ‘A s.wm{) A5 ON
FOR 0 S A
L3 ) sl A 54
8, ; oL
1:: 12103 204 = T 15 ALLOWED TOMANUFACTURE FROM STEEL £
o8 " a8 A-1,5Q5:-1 GOSTIOT-75. 5 -
- _
3 R 2 - BHN 285-228(IND.DIA 3-6-4-2) HARDNESS 1$ TO
@ 8 L;n BE CHECKED ON TEST PIECE-
2 e S %~ FOR CASTING REGUIREMENTS,172 Ty=10 ON &
~  [GleER RIM R - ACCEPTANCE OF INVESTMENT-CAST COMPONENTS
— % K< 1S TO BE REFERRED TO- .
| 7 7K §
! & - UN SPECIFIED RADDI SHOULD NOT EXCEED RI-5wm b
38105 5- DRAFTS 1:50 ;
56— COATINGi—Zn2l, CHROMATIZING, PRESENCE OF ZINC
o ‘ N THE HOLES @ 15 NOT ALLOWED PRESENCE OF ZINC | J
RS MAK st {S 02 6] ' N THE. MOLES ¢ 6'5 NEED NOT BE CHECKED .
i :
; AN ] ALT.MATL:— STEEL,BS 3100 -1276,Gy A W2
T u S | TO SPECHN
26 SHo8 i COATING t— ZINC PLATING TO Fe Zn 2 c
2HOLESOES AT " 7-08 3l 151575 -70,FOLLOWED BY CHRONMATE
2630: Bl PASSIVATION TO SPECH 1S3 13 40773,
'f' INSPECTION NOTE:-FOR LIST OF GAUGES AND FIXTURES REFER
: . GAUGE SHT.No: GS(W)-10103,SHT 1. =
29-3-09 |oaka-dva DS €cAT Ne, ADDED e . i
1BBIACT (st nbren Avnie \;?n; FieBY
81202 | 18729 -W INSPECTION NOTE APDER. a -
18304179 31-W ALT MATL, COATING woTEgpMewe2 | v IDRAWN = CHD— ASSY DRG— ; ) : — e
25.3.89{16752-W PARY.45 11,50/HGOST WAS 4-1 GOST 4, ATRACED:=N & C CHD—F Aws, DATE:~ AVAJAVADL .
| e RETRACED WITHOUT CHANGE B T RHEP [scare: 1t 1. )
DATE [AUTHORITY |ZONE NAT URE ; Sgeioo | clD % ) FOR cm@ssﬁ MASS :— 6-082 - S N
: TAMENDMENTS [MATL:- STEEL 40 A 1 GOST 877-73 : DESIGN No 3
[DRE SEALED:= D CLD No 18577-W . Z0T FINISH 1~ -
DATE li-8-87 - Do € RAIW) PART No
L AS 172.28.030-1A
BRACKET - D8 AT Neo
53540-176854
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T s T-‘f#R's‘r ANGLE PRG?:TE‘. CTION. :
. 1. 10 BE HEAT-TREATED -T0 Is}ﬁs;'lj{lf?'iﬁéf"finﬁ. nm.\" 3.3 3.6) i
!' § 2. EXTERNAL DRAFTSANGLES SHOULD NOT EXCEED 1:20. |
‘%34:{'; .UNSPECIFIED RADII SHOULD NOT EXCEED 2mm,
. S g 3. FOR CASTING REQUIREMENTS, 172, TY-10 ON ACCEPTANCE OF
15 5]1% INVESTMENT~CAST COMPONENTS 1S 70 BE REFERED 10.
gg : 4. 'SHIFT OF HOLES # 8.5 Ag FROM TRUE POSITION SHOULD NOT EXCEED
G = -I 0.2mm,

5. COATING Zw 21 CHROMATIZING. PRESENCE OF COATING IN THE HOLES

>
% *\’:\f‘ NEED NOT BE CHECKED.
™. 2HoEs ¥ n / (¢ 6. THICKNESS OF RIBS (DIMENSION "a") SHOULD BE 6um, min.
al e T - -
a \jﬁg_sﬁ&mgg_; {6045°i 7 & 7. * DIMENSION FOR REFERENCE. :
1 i Al
: K805 S +0,8 .
0 L._.__.-:ﬁ_;gf:’....*\. - l 55-°03 8. ALTERNATE MATERIAL v STEEL 45 xAI, OST 3-4365-79,
\ - '
_ v \Mecmo nocbe oay
> B imbepdocm. _ _ —— A
PLACE FOR TESTING -0 CQRRECT COPY 07
S 1 cgﬁnFlED_f-gﬁf A |
: HARDNESS . SEAL;;;DRSWLNG AS ON !li
3 /W -
& . NI | P
3 ——— N i FORCORTR e o 54 i
- IT IS ALLOWED TO MANUFACTURE THE COMPONENT FROM STEEL 38 x C L e M
GOST 4543-61 BY MACHINING " ’ e @

2. ON MANUFACTURING THE. COMPONENT BY MACHINING, A SHOULDER OF

z P DS CAT Neo.
."0¢5 mm, max, IS ALLOWED AT THE TRANSITION OF RADIUS R : : ?
o (O m’s'mxcm SECTION. T _ ' 3015'002946
) ADCO7 KD
H‘MATL:-“ 5_1551_, BS 3100 Ag;j,g_zg_ N 25 y ; g?lo%cl; ’:gggf:“ﬂ“ o *{3; . /;‘722 28022"2 S g o .
2 ) L : ',Eif,‘; /I%LT"M*?’T_T'-_ ADDED] ' SHEET| MASS | SCALE

17080W 4 7.91 | D5 CAT LAV i ) e
—-APOED 277 STORP TCTT | tors L0.084 [1:1-] |

6476w [22-10-B6 IRG'SEALED.
ISSUE | DATE |  REFERENCE
ﬂPPﬂOVEDI/}%' :I& 3 8. ECMATERIAL: STEEL 40X J QM(MA)
CHECKED | w2 JefesT GOS7T 97 7. =5, S iiiinlf
DRAWN Sl 7Bss _:AVBDI —.

i —




