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‘Gteel  group M2 as per GOST 7505-74

ﬁ‘egral of complexlty £ 3 as per GDST TH05uT 4
‘Manufacture accuracy class II as per GG#T T505-T4
Furnance heating i:’nr forging.

Normalizatien, high - temperature temperging

6.*Dimensions are. to be ensured by tool.
7. Unspecified~drafts 5°..7"

B
o,
TR

Unspecified rounding-off radii R Zewe. 4 mm
Nonfilling of cormersshould be within 8.% of actual allowanceld

10+ Non~fiatRessahoul not-be more than 1.7 TN,

M.
12.

13,
14,
15,

16,
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TE.
19.

20,

Curvature shoudd not exceed 1,2 mm.

;:iSali E'1"r1'|'1e.-t'rt‘. of dizmeter B relative te the.glametert-is 1. Crm
ax

Twisting of ribs should be within tolerencd.
Mismatch along die parting line should nat exceed 0,9 mm,

Flash along catting perimeter-should not be more “thaw-1522 mm:
die mark on flash Should be 3.0 mm fax.

e

Scale dents,-nivkes-and-same similar surface deferts are
allowed to a depth of 0.5 Max of actual aliowance.

Die marks, halr line cracks and same similar defects, excepi
the cracks are allowed to a depth of not exceeding 0,5 of
actual allowance by the determination of depthflocation with
local grooves at random 0.5% from a batch.

efect
Scales dre to be dressed. tof d

Inspection group II as per GOST B479-70

‘Heat ni:mlther or heat index 1s to be marked with type fro-8,
GOST 2930-§2 ' :

21 . Other technical requirements are as per GOST 7505-74, GOST 8479-70. TT 20-02
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