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SECTORAL STANDARD

0S? B 84-748-81

_ This supersedes
ARTILLERY CARTRIDGES OST B 84-748-72
“and is valid upto
01.01,1987.

SHELL BODIES FOR

Specifications

The present standard relates to assembled shell bodles of small
foalibre artillery cartridges of less than 57 ma celibras and %o the
iébmponent parts of these assembled bodies.

.

i

% together with rotating bands and other component parts indicated in

~°  The term "“assembled shell body" here means the body of the shell

! the design documentation but without the fuse (top or bottom fuse)

: and without the cHarging of the (top or bottom) chamber,

purffier on in the text, the assembled body is referred to as.
? the "shell".
This stendard defines the réquirements applicable to shells and

| their component parts in the-course of their manufacture, acceptance

inspection, packing, storage and transport. P-2

1. PECHNICAL REQUIREMENTS

1.1. GENERAL REQUIREMENTS
’ 1.1.1., Shells and their component peris must be manufactured in
acocordance with the requirements of the present standard and to

technical documentation approved in the established manner.

1.1.2. The first trial batch of shells produced while mastering
production is tested in order to verify conformity of  the shells

with the requirements of the design documentation and to verify the
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ability of the technological process. The trial bakch is also
imilarly tested when production is resumed after an in!erruption

over one year. The scope ol these tests is the same as the scope

Ty Yty 3 .8 L

peribdic teats.

When production has stabilized itself, periodic: tests are

arried out in accordance with a schedule covering frequency and

I

cope of testing worked out by the manufacturer and coordinated with
e customers Tepresentative. Periodic tests are to be carried out

I

t least once a year.

The scope of periodic testing must be defined in the design

ocumentation relating to the shell.

1. 1.3, Requirements. relating to external appearance of shells

fd thelr parts, other than those envisaged in the design

ocumentation are checked with the aid of control specimens.

1.1.4. Metal must be issued to production strictly melt-wise
or making bodies which are to be heat treated. Production
perationsén the body subsequent to heat treatment may be carried

ut without melt-wise separation. P-3

ey

1.1.5. The heat treatment schedule for each melt must be
ecided upon 5y checking the shell bodies for conformity with the
equirements of the design documentation. The schedule must be
ecided upon before metal is issued to production for bodies which

'ea to be heat treated.

1.1.6. The technological process of heat treatment must not lead
0 the formation of cracks on the heat treated bodies. Bodies heat-

reated with infringement of the technological process are rejected.

e~-heat-treatment is not allowed. The time interval between the

perations of hardening and "temperine" for heat treated shell bodies

2
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'is declded upon by the manufacturer but must not exceed 1 hour.

e

Sl =

in the design documentation must be ensured by the technological

CM, defined in OST 1010).

1.1.8. Rims and edges which according to the design

documentation are required to be sharp may be blunted by not more

than 0.1 mm,

Rims and edges not cpecified in the design documentation must
be blunfed by not more than 0.2 mm in the form of a chamfer or

rounding off.

[specified in the design documentstion, the contasct or blunting may

be executed with a radius or chamferinyg of not more than 0.2 mm.

1.1.10. Mandatory annexure 1 to this standard contains the

(additional) requirements applicable to shells and thelr component
‘parts whose design documen?atioﬁ,h&s not been formulated in
?accordance with the ECK L, (ESKD) (USDD) Unified System of Design
Documentation.

1.1;}1, Burrs must be removed from shells and their _component
‘parts. Deburripg may result in blunting the edges and rims to the
dimensions indicated in para 1.1.8. of the present standard for

specified and unspecified edges and rims respectively.

-1:1.12. Shells and their components must not have rolled

blisters or contami_nations, slag and nonmetal occlusions which

affect continuity of metal,

1.1.13, Shells and their component parts which have been

inspected for defects affecting continuity of metal (by the

magnetic powder method) must not have any external magnetic field.

1.1.9., If the raduis of contact or the kind of contact is not

1.1.7. Dimensions which have not been assigned limit deviations

‘'process and must be executed to the limit dividations of + Eg (ie.
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this must be ensured by .he technological process. Shell bodies
which have been magnetized with a circular magnetic fleld need not

be demagnetized.

1.1, 14. Threading on shells and thelr component parts must

-

.ﬁﬁt'bé frayéd or have scratches or burrs on them.: If the thread

has six or more turns , a cut in the first turn is acceptable,
Cuts and crumbling cn all the other turns,

put together must not exceed one turn in length.

" Checking with thread gauge to the full length may be done on
the shell bodies,to be followed later by varnishing of the places
where it has been damaged in accordance with para 1.3.4 of the

present standard.

1.1.15. NO-GO thread gauge may enter:

- upto 3.5 turns of the thread of the top fuse if the threaded
portion has 4 threads in all; ; P-5

- upto 2.5 turns of the thread of the bottom fuse and of the
base itself if the threaded pox tion has more than 6 turns;

- unless other requiremer ;3 have been stipulated in the

design documentation.

1.1,16., Plain NOGO gauge may enter:
~ upto 2 mm of the thread if the threaded portion has more than

6 threads, not counting chamfers in the thread and in the gauge;

s8tipulated in the design documentation.

1.1.17. If the shell bodies are phosphated, the maximum
diameter-of guide band end the minimum pitch diemeter of threaded

portion are specified as dimenwions after phosphating.

:.1.18. Phosphating is followed by dehydrogenation achieved by

| holding at a temperature of 180° to 220°C for 2 hours. The design

- upto 3 mm into the chamber unless other requirements have been
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documentation must spacif§ the need for dehydrogenation.

1.1.19. Traces of opper are acceptable on phosphated or

oxldised surfaces. The extent and nature of such traces are checled

with respect to control specimens.

1 1.1.20._ Shell bodies and nases must not have cuts with shar
—r P

edges, corrosion, crushc ! edges of grooves for the bands or of ridges
of knurling. Grooves at the rotating bands must not have foreign

matter lodged in them, ' P-6

Individual cuts, dents nicks, without sharp edges on the |
external surfeces of bodies, except those of £he gulde band must
not be more than O.3Imm deep as in the control specimens. Individual
cuts, nicks and dents without sharp edgeds on the rotating band

-

must not be more than 0,15 mm deep as in the control specimens,

Cuts without sharp edges, in the chambers of shell bodies and

bases must not be more than 0.2 mm deep for 23 and 25 mm shells and

not more than 0.5 mm for 37 mm and larger shells as in the control

specimens.

Pitting of the edges of knurling scattered at different places wurt

llowed on not more than taree teeth, Displacements and undercut in

i

? knurling, cuts in knurling, knurling tool marks left on the entire

width of the groove at the rotating band eand blunting of surface of

knurling must not be more than .15 mm as in the control specimens.

ie1.21. Tool marks from drill bits are allowed on the internal

i surface of the base of the shell body, provided the minimum thicknens

-

of base is maintained and provided no other requirements are stipulatec

~in the design documentation.

1.1.22, Reduction in the diameters of the cylindrical part end

, of the gulide band below the minimum dimensicn, specified in the

L

R




t
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}

08T B B4~748-81 Page 7 € g

nust not exceed half the tolerance on diameter over a length nc ¢

excesgding one tenth of the circumference. Reduction in diemeter of

T g -

the cylindrical part must not exceed 0.5 mm over and above the

o

tolerance over one tenth of the circumference, Even this is allowed

only on not more then 5 % of the bodies of shells Ef calibre 37 mm

and over (other than armour-piercing shells).

1.1.23, Ballistic caps must be free from cracks, corrugations

ith righfufhrough holes in the metal, scratches at the piﬁcas where
Fhe ballistic caps have been rolled in. Scratches on other surfaces
mn

ust not have depth more than 0.3 of the wall thickness,

~4 - 4.1.24. The joint of the ballistic cap to the shell body,

st be stron,,.

The strength of the fixture of ballistic cap must ensure that there
h .
1s no separation of the two in individual or sutomatic firing.

1,1.25. Technical requirements applicable to blanks for

rotating bends must conform to 0ST B 84-365-71.

1.1.26. The rotating band must completely fill the groove made

i

for it in the shell body.

The surface of the rotating band adhering to the shell body
nust have impressions of the profile of knurling and the outline

0f the bottom of the groove.

The extent of filling of shiarp corners of the profile of the

groove forthe rotating ba.l is determined with respect to control

specimens,

1.1.27, Reduction in diameter of the groove for the rotating

vand resulting from press-fitting of the rotating band must not P

—~—
—

0e more than 0.1 mm over and above the tolerance.

|
|
!
!
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1.1.78, Bands may be refitted on shell bodies, provided the

equiremants of para 1.1. 7 of the present standard are met.

Shell bodies in which (as a result of removal of the rotating
jand) the width of the grooves—for the rotating band exceeds the
| imensions specified inlthe design documentation by mére then half
the tolerance, must be formed into a separate grouﬁ after the band
1as been refitted. This group must be checked for conformity with
the requirements. of the deslign documentation on double the norn il

3ampling scale.

1.1.29. Difference in width of the cylindrical part of the

rotating band on diametrically opposite gides must not exceed 1 mm.

1.1.30. Beading on rotating band of the shell body and the

Wndercut of the rotating bend during turning must not exceed the

'tolerances on disposition and width of the rotating band.

1.1.31. Reduction in the diameter of the rotating band must

not be more than half the tolerance on diameter over a length

tot more than one tenth of the circumference.

1.1.32. Traces of copper oxide and of phosphate covering are
ipermissible on the surface of rotating bands made of copper to the
extent they are present on the control specimens. Nicks, dents end
'merks on the surface of the rotating band must not be more than 0.5 mm

desp and must not exceed the upper limit for diameter of the band.

P-9

1.1.33,.0uts near the rotsting band on the outer surface of
shells must not be more than 2 mm wide and the reduction in diameter
—!at the cut must not be more than 0.1 mm over and gbove the tolereance.
This allowance includes the reduction caused while preséing the
rotating bend into position and the cuts that may be caused while

turning the rotating bend.
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1.1.34. Nicks on the surface of the shell must not be such as

50 cause bulging of metall

1.1.35. Tool marks left by the roller and by crimping dies
ver the length of the fitting of the ballistic cap on the shell

yody are acceptable.

1.1.36. Accuracy in welghing the shell bodies is 0.5 of a gram.

1.2, ADDITIONAL REQUIREMENTSlAPPLIGABLE TO BULLT-UP ROTATING BANDS
! 1.2.1. Rotating band must be built up in an atmosphere of gaseoun

F——

rgon conforming to GOST 10157-79 not lower than the first sort.

1.2.2. Copper wire of UT ¢ ade confoming to TY 16-501.008-72
st be used for building up metal for rotating bands. The wire
iameter may be defined in the technological process unless

instructed to the contrary in the desizn documentation.

1.2.3. Shell bodies, argon gas and the wire must be at the
eme temperature as the room where the building up operation is P-10
Ieing done. This is ensured by holding them at the room temperature
0. the length of time specified in the technological process,

1.2.4. Shell bodies having traces of corrosion and dirt on them
Te not accepted for the metal build-up operation. They must be
egreased before this operation,

1.2.5. The wire must be got ready for the operation in
ccordance with the technological process for cleaning copper, The

l

ire surface must be clean and free from dirt and oil.

1l.2.6., The total area of individual pores on the surface of the
inished built-up rotating band must not exceed 8 sq.mm for 235 and 25 mm
alibre shells and 10 sq.mm for shells of 30 mn calibre and larger.

he distance between pores must not be less than 1 mm., The diameter

f the pores must not be more than 1.6 mm or the area of .each pore of

ther than circular shape must not be more than 2.2 sq.mm, =The 8
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distance between pores of diameter less than 1 mm is not

gtandaerdised.

1.2.7. .A layer of copper and traces of copper are permitted on

both sides of a machined rotating band of shell bodies having a

built-—up Irlot-af:iﬁ.g; bmd zm& loral melting of the material of the body
Icaused as a result of strilcing,_the welding arc is also permitted.
I7he extent of this kind of defect must be checked with reference

to cantrol specimens. Presence of copper in certridge grooves in the

ghell body is not permitted. _ P-11

1,2.8. Finally machined rotating bands of shell bodies (except
for the Navy's ammunition) may have on their surface, steel

occlusion as a result of melting of the shell body at the moment

the welding arc is struck. Sugh occlusions must not emerge from
the cylindrical surface of the rotating band and their extent must

not exceed the value in the control specimens.

i.2.9. Defects in building up metal and in turning may be

rectified by rebuilding metal following the same technology as for

2
V{Ghe first bulld-up operation., Such rebuilding of metal is not
lalloved In the case of heat treated shell bodies and bodies having

two or more rotating bands.

Rebuildiny of metal is done on shell bodies which have no

phosphate coating on them. Ths first'buildi.lp; must be stripped

l

-’down to the -~ diameter of the body at the place of metal build.-

up. 4 layer of copper on the body is permissible at the places

where the If‘otéting band has been stripped,

ot more than two metal buildups may be attempted on the same

shell body. Shell bodies on which metal has, been rebuilt must

\O
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¥ be marked. "H" (N) in eccordance with para 5.1.5. of the present
standard. Such marking may be skipped if the bodies are proposed

: to_bé hardened.

s 1,3, REQUIREMENTS OR PROPECTIVE COVERINGS

51.5 1. Metallic and nonmetallic inorganic coatinbs must meet

‘the requirements of GOST 9.301-78 GOST 9.302-79 and OST B 84~1079~7D,

;'_. 2
i1.3 2. Paint and varnish coatings must meet the requirement

?'i

,or osm B 84-1384-76 and OST B 84-1152-75,

1,3,3. Damage to meﬁallic and nonmetallic inorganic coatings
"ﬁ%fesﬁi%'of transport or mechanical operations of the ke
technological process of manufacture together, must notrextend over
:an area of more than 5 % of the surface of the body. Removal of
. pﬁoaphate or oxide coating frgﬁ the shell body on both s}des of the
firofaﬁing band to a width of 2 mm is permitted. Removal ?f these
3eoatings from the entire internal surface and from 30 % pf the !
| external surface (but not from the surface of the guide %and,
cylindrical part snd ogival part) is permitted on 5 % of the sholl.

bodies of a batch., !

1.3.4, The surfaces of shells end their component parts must
be covered in accordance with the requirements of design

documentation.

SheIlac varnishes may be used if provided for in the deslgn
documentation. Their concentrations must be within the range from
the lower limit for the JJi~10 (LSh-10) grade to.the upper limit
for the LSh-30 grade as defined in OST B 84;811—75;

Neutral dyestuffs and ethyl_cellosolve to GOST 8318-76 may

be introduced into the varnish to the extent of 5 to 15 % by weight
of the solvent.
10

L AL
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1.3.5. Paint and varnish conating need not be applied in the

case of supplies from one factory to another by mutual consent of
- the two factories provided absence of corrosion on the shell bodios

and their component parts is ensured by applying metallic and
-nonmetallic inorganic coatings. Packing in th}s case, must be JP-~13 |
.éuéﬁ.as to ensure preservation of these coatinés on the shell

bodiéa and thelr component parts and must be checked as part of‘

inwards goods inspection by (CD and by the customer's representative.

Zq;il 1.3.6, Paint and varnish applications must conform to the

“Fequirements of OST B 84-1384-76.

1.3.7. Duration ol storage of shells and thelr component parts
Jﬁe%weén operations ie, from the time of application of phosphate
coating upto. the moment of application of paint or.varn}sh coating
(varnish, primer coat etc.) wust not exceed 6 days, during which
period they must be stored in a room at a temperature not lower than )

12°C and-a relative humidity not higher than 80%. b

1.3.8. Spilling of primer and enamel paint on the cohical
surface of the rotating bend on the fore_body end on the base of
| the shell body is acceptable-to the extent permitted on the control
apéciméns. Spilling of primer and enamel paint on the car?ridge
grooves and on the cylindrical portion beyond the rotating band
of the shell bodies, however, is not permissible,

1.3.9. The presence of patches in the zone of metal build-up
on phosphated shell bodies with buili-up rotating bands is

permissible in the form of metallized copper of different shades.

2, SAFETY REGUIREMSNTS

2.1. Shells and their parts must be manufactufed in

accordance with the requirements and instructions relating to accident

11
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pevention worked out for all kinds of operations requlring
bservance of special salcety rules. These rules are worked out

y the manufacturing egtablishiment and approved by its chief engineer.

2.2. All workers must be instructed on accident prevertion.
xcerpts from these instructioné must be displayed prominently at

ach work place (or section of the shop) .

3. ACCLEPPANCE RULES

3.1, General requirements relating to the acceptance of ahells
d their components must coni..m to the design and technological

ocumentation.

3.2, A batch of shells presented for acceptance must consist
F EO,OOOHEuﬁbers. A batch may be formed with a laréér'ofﬁémaller
bmber of shells if the bafch gize specified by this standard does

ot suit the order quantity. This requires coordination with the

ustomer's representative,

Shells intended for testing are not included in the batch
ize. The batch size is fixed as 10000 for the first ten batches

ile production is being mestered.

3.3, The batch size may be more precisely determined in the
echnological process allowing for rational utilisation of the

ontainers (filling the last container fully).

3.4, Component parts of shells are formed into batches 1f they

re being supplied to another factory.

3.5, The concession available during acceptahce inspectlon and
nwards goods inspection by D and the customer's fapresentative P~15

f painted shells and their parts is as followss

Damage to the enamel paint is acceptable provided the metallic

14
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and nonmetallic inorgunlc coating does not wvxtend over an area
greater than 15 sg.mm on any of the bodies. gven this 1is
acceptable only on not wore than 1.5% of the bodies reckoned on
the batch size. bach individgal instance of damage must not
exceed ™0 “sq.mm, ILf the shell bodles do not have dagag@*to enamel
paint extending over more than 1 sq mm on any o% the bodies the

number of such bodies may go upto 10 % among the samples selected

for inspection. e

3.6, Shells and their parts which have been rejected must be
‘{solated. A distinguishing mark, prescribed in the manufacturer's
-technoiogical process, must be made on shells and thelr component
paerts which have been rejected for the criterion of continuit& of

lhottom plate. These must later be collected in a special container.

-

The procedure for isolation of rejected shells and their

i component parts must be stipulated in the technological process,

4, INSPECTION NMATHODS

4,1. The technological proceés must define the scope and methods
of inspection of shells and %' . :ir component parts such that the
reguirements of the design documentation and of the present standard

would be met.

4.2. Rods, intended for the manhufacturer of shell bodies and
bottom plates (bases) and requiring check for continuity of the
bottom, must be subjected to 100 % inspection using en ultrasonic

flaw detector, in accordance with the standards for steel,

4.3, Check of heat %reated shell bodies for donfpymity with |

the requirements of para 1.1.6 of the present standard is done-on
three bodies (from each melt) having maximun hardness with the

selected heat treatment schedule, The samples are etch~d in a
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B 4 agueous solution ol gulphuric ucid to GOUL 2184-77 at a
i

bmperature of 15 to 25°¢ Lox &4 hours, No cracks are allowed

Fter such etching.

4.4, Diameters of rotating bands and guide bands are checked
.thuﬁd-ring.gauges and NOGO. snap gauges. Collars of shells having

\tating bands with collars are checked with ringlgauges. The

.maﬁﬂig diameters of bands are chécked with GO and NOGO
ap'gﬁﬁges. ’
" Linear dimensions qualified "max" or “min", "not less then",

e

ptb‘:éhd not more ﬂlan"'(except for guide bands and rotating
-ds) ;re checked by means of inspection aids ensuring measurement
ror-h; coarser than aprlicable to the series 12 of maximum ”
rmisaibleherror as defined in GOST 8.051-73, VWhen automatic

d semi-automa?ic measuring aids are used, error in measurement

st not exceed the values in @ :ries 11 of maximum permissible

ror as defined in GOST 3.08k73.

Dismeters of rotating bands and guide bends including those
alified as "max" and "not more than" are checked using inspection

ds designed as described in OST B 84~929-74 and OST B 84-862-74.

4.5, Chambers of separately charged shell bodies are checked
th & gauge for minimum profile of the chamber. 'Minimum profile
the chamber" here means the profile built up where the depth and
amber diameter are a minimum and the radii of contact with

e bsese are maximum.

4.6. Wobbling of the top charging chamber of the shell need

t be checked if machining of the two ends was done in one setting.

4.7, Diameters of ch-umbers which have been bored. for press—

tting the explosive charge may be checked before the ogival part

S 17

14
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formed.

"??;;8. Shells and thelr component parts must be checked for

g described in 0ST B 84-460-79 to sensitivity level 'HB"(B)

;'defined in GOST 21105-75.

-acribed in GOST 2999~75.

SRt B

i-m 4.12. Thread is checked with gauges having tolerance as '

-

pecified in GOST B 653-73, P~18

5. MARKING, PACKING, STORAGE AND TRANSPORT

',v-s 1. MARKINGS ON SHELL BODIES

“5 1.1. The, following markings are made on shell bodies (unless
different marking has been s..pulated in the deslgn

acumentation)s

'ri) conventional melt number (only for shell bodies which have

en heated treated).
i1) Manufacturer's code;
1i1) Year of manufacture;
iV)ISeal of inspection of base part for continuity of metal |

nly for bodies and bases for which such inspection is required

be made);

95 1: 8, Markings are made on the cylindrical part of shell .
dies betwqu_the gulde band and the groove for the rotating-band

between two guide bands.
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If the shell body does not have a cylindrical part, markings

re made on the ogival part.

5.1.3. Any one of the typesf1O -2 (P0-2) to PO-5 as defined in

0,010,007 may be used for app:ying the markings. The

chnologicaiﬁﬁfﬁbess must’ specify the method of applying the

kings.

 f$:i;4. Marking may be redone if this does not lead to change

diﬁeﬁéions of shell bodies.

L ' I
e TR A il I

_J;Marking must not be altes; .d by superscribing one letter

er another. Double marking does not constitute grounds for

_5+1.5. If production markings have to be applied, this EEQEHJ

e done_on the oglval part the cylindricel part, on the conical £l
drebody, on the copper rotating band or on the base of the body.
oduction markings must not be combined with the markings listed

para 5.1.1. The marking charécters must not be more than 2.5 mm
n height.

9.1.6. Bulging of metal at the marking places is permissible

ut not beyond the rotating band. No deformation of the intermal
urface is permitted.

542, PACKING

9.2.1. Shells and their component parts are packed in boxes

ade to design documentation on packing boxes for cartridges.

: Shells and their co.ponent part are packed in accordance with

he manufac turer's design documentation, ensuring safety of the

nells and their component parts during transport.

9.2.3. An accompanying document (consignment note) indicating

s Cremian



051 B 84-748-11 Page 19 Contd, |
Page 20 21

o inspector's and packer's n: s (o1 codes) must be placed in

[Lh.box containing shells wnd their component parts. Pe 0

5.2.4. If the shells and thelr component parts are manuf ac tured

|4 used within the same factory, the questions of packing and the

ed for é&&bmpénying document are decided upon in the technical

'ocgss.;f
5.3, STORAGE
'i:5;3.1. Shells and their component parts accepted by the

stomer{a representative and awaiting despatch are gtored in the

ﬁfaﬁturer'a gtore under conditions ensuring their safety from

rrosion and mechanical damage.

 Phe customer's representative has the right to check their
dition before despatch. Phe manufacturer 1is bound to

liminate the defects detected.

5.3.2. If there are no recuirements in the design documents,
e need end the method of applying preservation, must be defined
) the technological process and coordinated with the cus tomer's

!

e ma <tain: i safe during transport and storage upto the time of

P-21

presentative making sure that wne shells and their component parts

5.4. TRANSPORT
5.4.1. Shells and components packed in accordance with para 5.2.

f the present standard may be carried by any form of transport.

5.4.2. Boxes containing szells and their component parts must

e arrenged densely in the vehicles and securely lashed, preventing

e -

y displacement during - wmsport.

5.4.3. The cargo commartueat of the vehicle intended for

larging and assembly of cartridges.

17
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their component parts must be clean

¢ ransporting shells and

iund in good working ordur.

5.4.4. After. loading the cargo comp artment, all the hatches

e closed and secaled with the manufacturer's seal.

es of the cargo compartment ar

and doors must b
If the hatch ¢ closed from

f

withln sealing need not he done.

6. MANUFAC&URh R'S GUARANTLE

6.1. The manufacturer guarantees conformity of the shells end

arts with the requirements of the design

their component D
4 standard, provided the customer

documentation end of the presen

onditions of charging and aasembly of cartridges in

fggcofdanCe with the re irements of the design documentation and

observes the ¢

of 0ST B 84-747-81 and the cwndltlona of storage ensuring safety

fof the shells and their componen® parts from corrosion end
P-22

et

fnechanical demage.

6.2. The manufacturer guarantees safety of the ghells upto the

—

i the cartridges in the course of

time of charging and assembly
fone car &.1 further as part of sssembled cartridges during the
guarantee period defined. in the technical documentation relating

tto the cartridges.
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ANNBXURE 1

Mandatory 1

by appropriate tooling or by the corresponding technological
_'p_roce_ss. In general such dimensions are not subjected to 100 %

“inspection. The techr nlogic al process must define the frequency

pdditional requirem nents applicable to shells and
their component parts whose design
documentatlon has not Leen 101mulate in accordance with the

H)K,B, (Eskp) (UsDD) Unified System oi Design Docum,_eni:-ation.

i'.' If a dime‘"n‘sibn has been marked as " 404 MHCTPYMEHTA !
(Dlya instrumenta)“ ("for tooling"), this means that the dimension

given in the dravincr must be maintained within the limit deviatlons

Co s e

of inspection end the inspection procedure for such dimensions.

o. Fillets and chamfers qualified as 20(D0) meaning (UPTO) may

have a value ranging from O to the value shown on the drawing.
3, Dimensions marked " PacueTHbl:“l" (MRASCHETNIIM) (calculated)
are not be checked during iacpection; these dimensions are used for

designing fixtures and toolinyg o for working out the technologie al

"process.

4, Dimensions marked " Y CTAHOBOYNDIM ([SPANOVOCHNIIM) (Settbing)

are checked on the parts at the time of setting the machine tool or

.setting the tool on the machine and glso. from time to time during

manufacture.
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ANNEXURE 2

or reference

LISYT OF STAlDARDS A TRCUNIC AL DOCULLH 1 ALTON

RE¥ERYED 1O LN THIS STANDARD

I A e A

il ‘ + Page No.
SE.:. _Designation  fitle Rus. | £ng.
IGOST 8.051-73 | Errors permissible in measuring linear
__ dimensions fromlto 500 mm 16 14
GOST 9.301-78 |Metallic and nonmetallic coatings,
_ Technicel requirements - 97 10
iﬁéST 9.302~79 Metallic :nd nonmetallic coatings.
Acceptance rules and inspection
methods. %%’ %g
GOST5653~73 Internal ?Pread gauges for holes.
Tolerances 5 i 4 15
GOST 2184~77 Technie al sulphuric acid.
: Specifications 16 14
GOST 2999-75 lietals @il alloys., Vickers
hardnesa tust. 17 10
GOST 10157-79 Gaseous and liquid argon 9 d
GOSP 21105-75 |Testing by the magnetic powder method.l 17 16
Nondestructive testhlg:
GOST 84-365-71 | Blanks 1ux rotating Qands of shell
bodiés. vypes and didensions,
Technical requirements. i 6
0ST B 84-460~79| Shells,Inspection of quality of
T metal for making component pafts of o
bodies of shells, using a magnetict;
flaw detector ‘ i 17 15

20
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TY 16-50L08-72 Copp ey
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|_Page o,
Rug,

———

24
ehlla.c Tarnishes and shellse rosin
Specifications 12
';psé?;btim and metrologicsl devices
-. z:. Tolerances, 17
g;bs 2w cheeling diameter of
e Tolerances 17
‘ ’mi: aut varnish coatings.
ﬁe'n&l&‘tal =xhnical Tequirements, 12
ACCeRYan: 1ules and. _ 13
Inspedtir methods. 17
Charao o rd symbols for
SUPeMex--sion on articles.
DrgWiil‘jﬁfzg:leI'lfiiOI’IS end tolerances. 13
©re for bolts end contacts.
SPe0ifriciong 9
Format ¢y Z=vision RegiS'Le;r et

S T E
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88 1 s | p2e
- % :
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|
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*; Annexure 1 Mandatory
- AR
ditlonal reguirement applicable to shells and

-,.\. J’_

their

mponem; parts whose desisn docuent has rot been

5rqulated in accordance with the nCK A4 (bbKD) (UsDD)

""f:ystem of Design Documentation.

OB 15 84-748-81 Paga 27 w

INDEX OF CONLENTS Pago No.
Rug. bng.

f, Technical -1'euu1rement P> 1

1 1. General Requirements 2 1

1.2, Additional requiremcats applicable to

_ shells with built up I'o.'tating band PR 8

1.45. Requirements applicable to coatings 11 10
Safety requirements 13 11
Accepfance rules 14 12
. b Inspection methods Il 15 13
:'Marking,Pac]cing Transport and Storage 18 15
‘B, "Marking of shell bodiwvs 18 15
5.2, Packing 19 16

, ! .-_5.3. Storage I 20 17
: 5.4. Trensport 21 17

.. " Manufac turer's Guarantee 21 18
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