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DRG. No.-5_1§3 878 4 AU DIMENSIONS ARE IN mm UNLESS CTHERWISE STATED
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55 /
DEVELOPMENT
C 70 C
R(4x) |10 50
00 ' \
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D _ - | D
3 87(2%) ' SAILRATH MATL: SAILRATH, GD,E €30
N BENDING LINE g
] SHARP EDGES BROKEN 0.5-1.0
. , P.No. NOMENCLATURE | No. OFF | MATERIAL HARDNESS | STANDARD E’MARKS
N GEN. TOL. NOT
- / SPECIFIED L
_ - T e _ FOR - G.C.Fy.
El . i N | LINEAR DIMENSIONS . 2016 NAME | DATE |F .
« e «~[_0-6 £0.1 . -
Toigo a0 DRN. SOBAN | 17/03 |
120315 £0.5
005 sb0 12 CKD. SKJAIN | 01/04
—] ANGULAR DIMENSIONS | INDEX AMENDMENTS SIGN | DATE  |APPROVED —
I A MATERIAL
50-106]_220° EN-10025-6—-2004, Design S690 QL1
>1 +10° with( iméaacg) chg%y test
o UNMACHINED at (~50 *C)= min
F . v 'ROUGH BRACKET SCALE | REF.DRG.NO. F
20 20 VV  SMOOTH ASSY/SUB ASSY NO. 1168245
VVV FiNISH %
e . , - 29 DRG. No. 5193 878
R AR S ST —1 A | ~ . s ,
SURFAGE - TREATED Y3-11,Y4-26-10-600 - |=1 | OUN CARRIAGE FACTORY, JABALPUR e
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DRG; No. 5 193 883 l' : . ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE STATED
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100°
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BENDING LINE . A SAURATHMATL: SAILRATH, &D, E €30
/&/ :
, SHARP EDGES BROKEN 0.1-0.5
P.No.; NOMENCLATURE | No. OFF MATERIAL | HARDNESS | STANDARD A REMARKS
GEN. TOL. NOT >
SPECIFIED &~
- j - - _ -~ FOR_SrGM G.C.Fy.
N . LNEAR DMENSIONS | . | 2016 NAME | DATE |E
i v 0-b | 2017 ® ‘ 1
e ias DRN VisHW | 14/03
| 120-315 | 0.5
1510001 0. {
31810001 208 CKD. | SKJAN /01 /04
ANGULAR DIMENSIONS | |NDEY AMENDMENTS SIGN | DATE APPROVED % T
MATERIAL
EN—-10025-6-2004, Design S690
70 ?L;Ow(gh ir;_?:c‘t charpy test at
-50°C)= min
V © ROUGH PLATE SCALE [REF.DRG.NO. F
Vv Swoo™ ASSY/SUB ASSY NO. 1168239
VVV FiNISH < —
RREL TR - | p2# DRG. Mo, S5 193 883 ;
i &>.| GUN CARRIAGE FACTORY, JABALPUR ——% e ]
xm 7 - = l sl | - ;
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1 | 2 | 3 L 5 6 1 8

DRG. No. 5 193 884 ALL DIMENSIONS ARE IN mm UNLESS OTHERWISE STATED

5193 883
MRk gl

A | .

U2—25—1 > ‘ | | |

-

12.p+1 Lo

SURFACE TREATMENT Y3-11,Y4—-26-10-600

P.No.| NOMENCLATURE | No. OFF MATERIAL HARDNESS | STANDARD -HREMARKS
GEN. TOL. NOT ' i
SPECIFIED : )ca‘?w/
FOR SF G.C.Fy.
et b o v o 2016 NAME | DATE
0-6
s : DRN. SANJAY | 29,/03
120-315 | 0.5 \
315-1000] +0.8 Y i CKD. J.K.KOSTA| 04/07
1000-2000] *1.2 ”
L
ARGRI 1 ey AMENDMENTS SIGN | DATE  |APPROVED DV
0-10 1
c MIG,TIG W20-8 = :;g,‘ MATERIAL
WELD NO. WELDING CLASS. | WELDING PROCESS| FILLER METAL [ >100] #10° R q ‘M L
WELDING SPECIFICATION A 3025 ~v UNMACHINED B CKET, E : DING
BASIC MATERIAL wi—s+10—83 LALLERTH/ (606 £1] | V ROUGH DRWG SCALE | REF.DRG.NO.
WORKING TEMPERATURE DURING WELDING 'C ' b sl ! ASSY/SUB ASSY NO. 1168239
HEAT TREATMENT AFTER WELDING VVV FINISH }’
REQUIREMENT OF TIGHTNESS E_@ ) DRG. No. 5 193 884
WELDING SCHEDULE INSPECTION INSTRUCTIONS GUN CARRIAGE FACTORY, JABALPUR SHEET NO. _OF  SHEETS

1 | 2 3 L | 5 l 6 I 1 | 8
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P.No. NOMENCLATURE | No. OFF MATERIAL HARDNESS | STANDARD ,} REMARKS
GEN. TOL. NOT et
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-6 £0.41 — I
s S DRN. SOBAN | 06/03-F
120-315 | 05 ! <
- 10, y
-loon 202 CKD. ALOK | 18/03 |
|FNCULAR DIMENSIONS | INDEX AMENDMENTS SIGN | DATE  |APPROVED| 7
0-10° 1 -
10-50*" isol' MATERIAL
T : | IS:757~2008, Design 52000, Hx4 |
~ UNMACHINED i F
7  ROUGH P LATE SCALE IREF.DRG.NO.
V'V SMOOTH : ASSY/SUB ASSY NO. 1168245
VVV FINISH , , 5
" 2¢ DRG. No. 6 364 065
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SVETSNING AV SEGHARDAT KONSTRUKTIONSTAL WELDING HARDENED CONSTRUCTIONAL STEEL
SVETSBESTAMMELSE WELDING SPECIFICATION
1  TILLAMPNING 1 APPLICATIO&
Denna svetsbestimmelse giller vid svetsning av Welding of hardened, constructional steel shall be

seghdrdat konstruktionsstdl, di si fdreskrivits

carried out according to this specification when it
pd svetsritning.

is prescribed on the drawing.

» I

i
EN f
2 BEHORIGHET 2 COMPETENCE

. ey
Svetsningen fdr utfdras endast av svetsare, som Welding may only be carried out by welders who are
har behdrighet enligt FMV-A norm KAF St 015. competent according to Swedish military standard
Fdreskrivet kompetensprov skall utfdras { nir- FMV-A norm KAF St 01S.

The prescribed competence
varo av representant fdr kundens kontrollorgan. test shall be carried out in the presence of a

representange for the customer's inspection
department%ié

i
v

-

) ¥

3 SVETSPLAN . 3 WELDING SCHEDULE
2

Innan produktionssvetsningen pdbdrjas skall Before production welding commences a welding sche-
svetsplan, om sddan f8reskrivs P& svetsritning, dule shall be made and delivered to the customer's
ha uppgjorts och &verlimnats till kundens kon- inspecition department where so specified on the
trollorgan. welding drawing.
4 KONTROLLINSTRUKTION : 4 INSPECTION INSTRUCTION !

Innan produktionssvetsnlngen pdbdrjas skall kon- Before ccmmencing production welding inspection in-
trollinstruktion, om siddan fdrskrivs pd svets- structions shall be made and delivered to the
ritning, ha uppgjorts och &verlimnats t11l kun- customer's inspection department where so specified |
dens kontrollorgan. . on the welding drawing.

. ]

: FOGBEREDMING S5 PREPARATION OF THE SEAMS i
I

|
Fogberedningen kan utf&ras genom maskinbearbet-~ Preparation of the seams shall be by machining or E‘
ning eller gasskirning. vid svetsningen skall flame cutting. When welding the surfaces of the o
fogytorna vara fria fréin felaktigheter, som kan seams shall be free from defects which can jeopar- P
dventyra svetskvaliteten. Klippgrader skall dize the quality of the weld. Pressing burrs shall :
vara avldgsnada. Eventuella skirsir i gasskur- be removed. Any flame cutting cracks in surfaces |

na fogytor kan behdva rundas genom slipning. to be joined may have to be rounded off by grinding

6 TILLSATSMATERIAL 6 FILLER

Fdrpackningarna skall fdrvaras i torr lokal.

Handsvetselektroder skall sedan fdrpackningen
brutits fdras 8ver till ett torkskdp med
temperaturen 350-400 “C, dir de skall ligga

Packed materlal shall be stored in dry premises.

Hand-welding electrodes shall be transferred to a !
dry cuphoard at a temparature of 350-400 °C, once
the packaging has been opened and they shall remain

2-4 timmar. Direfter skall de fram till an- there for 2-4 hours. They shall then be stored in
vdndningen fBrvarss i virmeskdp vid en tempe- a hot cupboard at a temperature of 100-120 °C until
ratur av 100-120 “cC.

they are used.

Handsvetselektroder skall vid anvidndningstill- Manual welding electrodes shall be transferred
fdllet dirext Sverflyitas {ran vidrmeskip tils directly from the ho* cupboard tg a dry container
torrbehdllare, som har temperaturen 100-120 “c. having a temperature of 100-120 °c when being used.
I denna fir icke stdrre mdngd elektroder place- Greater quantities of electrodes than are expected
ras 4n som vintas fdrbrukas under ett skift. to be used during one shift shall not be placed in
Elektroder som icke férbrukats under denna tid this container. Electrodes not used during this
skall aterfdras cill vimeskipet. time shall be returned to cne noc cupboard.
Vdtehalten i elektrodhéljet till handsvetselek-

The hydrogen content of the alectrode covering is
troder fir vid anvdndningstillfillet ej dver-

manual weldifg electrodes shall not exceed the
stiga den midngd, som motsvarar 0,20 % vatten, amount corresponding to 0,20 3 water as ascertained
bestdmd enligt metod angiven i FMV-A norm KAF ) according to the method stated in FMV-A standard

St 030 punkt 8. Betryggande kontroll av vite- KAF chapter 030 item’3. Thers shall be a satisfac-
halten skaii finnas. tory inspection of the hydrogen content.

|

—
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Vid gasmetallb&gsvetsning fir skyddsgasens vat-
tenhalt ej ®versitga 0,005 %.

7 SVETSNING

vid svetsningen skall fogytorna vara rena och
torra. Svetsning fir icke utf¥ras pd vit, mdlad,
oljig eller korroderad fogyta. Dock fAr fogytor-
na vara korrosionsskyddade med verkstadsgrund-
£4rg WS-15. .

Under svetsning fAr temperaturen i verkstaden
icke understiga +15 °cC.

Ljusbigen fir icke tdndas mot andra ytor av kon-
struktionen &n fogytor.

Fal { samband med indkratrar skall undvikas, -
t ex genom att bigen slicks fdrst sedan elek-
troden £8rts tillbaka ungefdr 10 mm.

vid automatsvetsning skall dd si dr mdjligt
start- och slutpldtar anvidndas.

En arbetstemperatur av ca 120 S¢c bdr efterstri-

vas, speciallt i grdvre gods. Detta kan ibland
medfdra behov av f8rvirmning.

Svetsstring skall befrias frdn slagg och oxid-
skikt innan ny string liggs dver den. Om spric-
kor kan lakttas i1 en lagd svetsstridng skall de
repareras innan svetsningen-fortsidtter.

Fdre svetsning av svetsfdrbandets rotsida skall
felaktigheter & rotstrdngen ’avlidgsnas genom
mejsling, kolpigsskirning eller slipning.

Strickning av svets med lufthammare bdr i mdj-
ligaste min undvikas, men fdr anvindas d3 na-
gon annan metod £8r riktning ej kan tilldmpas.

vid svetsning av en fog fir-uppehill gdras -
£8rst sedan si minga stringdr lagts, att risk
£8r - sprickbildning under avsvalning icke finns.

Svetsens svalning fir icke pdskyndas genom sdr-
skilda dtgirder. Innan svetsen svalnat fir den
icke utsittas fdr drag eller kraftlg luftvidx-
ling.

8 EFTERBEHANDLING

Slipning av svetsrige eller svetsrot utfdrs da
s fdreskrivs pd ritning. Dirutéver bdr slip-
ning fdretas endast i mindre omfattning f3r
att avligsna svetspdrlor eller £&r hég riqge.

Efter firdigsvetsning fAr svetsforgarna inte
utsdittas £8r temperaturer som Overstiger 590 %
i samband med riktning, avspinningsglddgning
eller annan arbetsoperation.

9 KONTRCLL

Om ej annat anges pd svetsritning utfdrs kon-
troll enligt Bofors standard V9-1.

The molsture content of the protective gas shall
not exceed 0,005 % when gas-metal arc welding.

7 WELDING

When welding the surfaces to:be joined shall be
clean and dry. Welding of wet, painted, olly or
corroded joining surfaces is. nof permitted. The
surfaces to be joined may,{ﬁéﬁeﬁer, be protected
against corrosion with workshop primer W5-15.

During welding the tegperature'in the workshop
shall not exceed +15 ~C.

The arc is not to be ignited against other sur-
faces of the construction than the surface to be
joined.

Pipe shall be avoided, ﬁpr example, by not extin-
guishing the arc until ;pé electrode has been
retracted approx. 10 mmi’

When automatic welding starting and run-off tabs
shall be used where possible. ’

One should attempt to achisve a working tempera-
ture of approximately 120 ~C, especially for
heavier work. This may{oéccasionally necessitate
preheating. e

Y
The weld bead shall be cleaned of slag and oxide
layer before a new beadyi#s welded onto it. If
cracks can be seen in a‘head that has been welded
they shall be repaired befare continuing the
welding.

Before welding the root of the junction defects in
the welded bead shall be eliminated by chiselling,
air-arc gouging or grinding. :

Stretching of the weld with pneumatic hammers

" should be avoided as far as possible, but may be

resorted to when no ather straightening method
can be used. .

When welding a joint no interruption may be per-
mitted until so many beads have bheen laid that
there 1s no risk of formation of cracks during
cooling. .

Cooling of the weld may not be accelerated by
artifical means. Before the weld has cooled it
may not be subjected to stretching or powerful
air calculation. :

8 SUBSEQUENT TREATMENT

Grinding of the weld seam or weld root {s to be
carried out when prescribed on the drawing. Apart
from this it should be ground to only a small
extent to remove drops of weld or too high beads.

After finish welding the joints are not to be
subjected to temperatures exceeding 590 9¢ when
straightening, stress relieving or for other
operations.

9 INSPECTICHN

.

Unless otherwise stated on the weld drawing the
inspection is to be carried out according to the
Bofors standard Vv9-3.
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MATERIAL - IS:8500-1991, Gde Fe430
PT.Na. NOMENCLATURE No. OFFf MATERIAL |[HARDNESS |STANDARD SIZE [ REMARKS }—
.
GEN. TOL., NOT: y
SPECIFIED . /
FOR“GM G.CFy.
LINE:RE m”i 2012 | NAME | DATE | APPROVED
- 0.1 =
ol DRN. [AKhare| 21112 E
S METT] CKD. ‘ ’
1000-2000| 12 y y JWM/Shop
ANGULAR i 7
DIMENSIONS INDEX AMENDMENTS SIGN | DATE | HIs/00D %‘\ L :
0-tgr | & ~ /
10-50* £30° I
—-104" +20° .
5:3)1:]%? tam' PLATE SEC. M/C N JWMATR -
A~ UNMACHINED 155MM DHANUSH SCALE |REF.DEMD,
vV ROUGH FOR ENGINE HOUSING 11 [REF.DRG.ND. 6391759
VvV SMOOTH (ENGINE BONET REARD :
VVV FINISH DRG. No. GCF/50/39067 - .[F
£——@) | GUN CARRIAGE FACTORY, JABALPUR [SHEET NO. 1 OF 1 SHEETS
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6=KANTSKRUVAR HEXAGON SCREWS
=3 METRISKA GANGOR, HALLFASTHETSKLASS 8.8 METRIC SCREW THREADS, STRENGTH GRADE 8.8
&»; FORZ INKADE ZINC PLATED
o
-z
(72}
m o4 REFERENS REFERENCE
>3 |
Eé Typ M6S, SMS 2165 utgiva 3. " Type M6S, Swedish standard SMS 2165 edition 3.
a
< % DIN 933 Dezember 1970 och DIN 931 November DIN 933 Dezember 1370 and DIN 931 November 1970
;8 > 1970 f6r skruvar &éver respektive under trapp- for screws above respectively below the stepped
< 2Z stegslinjen. line.
=0 .
>~ ISO/R 272-1968 och ISO/R 888-1968, huvudets ISO/R 272-1968 and ISO/R 888-1968, the dimensions
g dimensioner respektive skruv- och ginglingder of the head respectively the screw- and thread
lengths.
]
DATA ) DATA
‘ " GEANEOL .evoesaovennscses iMetriska gingor M ThreadS .ccvecoroccacnsssos Metric screw threazs ™
‘ l Gingtoleranser 6h efter ytbeﬁandling Thread tolerarce class ... 6t after surface treal-
P , : ment
Material ....oeeeconnanns stil, hdllfasthets- .
- : klass 8.8 Material .....cveescoccoes Steel. strengta grace
8.8
Ythehandling ..ccocece-- Férzinkade o¢h kroma- -
tarade: ' Surface treatment ....ee.. Zinc plated and cihrona-
M4-MS FelZn 5 ¢ : ted: ;
_ M6-M24 Fel/Zn 8 ¢ MU-M5 Felln 5 ¢
o & .  M6-M24 FelZn B <
K 3V fivriga tekniska data ... 46013, T6-17
? Other technical data ..... Bofors standard A5013,
- ) T6-17
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'.__l = E 1) Overging enligt T6-17 1) Radil under the head according to Th=17 :
<4 '&l b 2} Gingutlopp enligt Z11-1 2) Run outs according to Z1i-1 ;
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Ginga d 1) MU M5 M6 M8 M10 M12 < (M1W) M16 . M20 M2y i
“Thread d
N 7 8 10 13 17 19 22 24 30 36
A 8,1 9,2 11,5 15 - 19,6 21,9 25,4 27,7 34,6 41,5
H 2,8 3,5 4 5,5 7 8 9 10 13 i
e - 0,2 0,3 0,4 o,u 0,4 0,4 0,4 0,4 0.5 | — —1
3 0,8 0,8 ! 1,2 1,5 2 2 2 2,5 ERE B :‘
LN Dimensionsnummer  Stze number ?.; “'3
’ Ganglangd g 2) Thread length g 2) - %
1 16 18 22 26 30 34 38 46 54
” <2
8 287 323 m ‘é’
10 289 325 364 = Q
12 291 327 366 bu7 F’ a
14 292 | 328 | 367 448 488 . © &
16 293 329 368 449 489 ' o =
(18) 234 330 369 450 490 531 3 ;
20 295 3N 370 us1 491 532 - ST5 (5]
(22) 296 332 3n 452 ug2 533 576 - 4
25 297 333 372 453 493 534 ST7 622 g
30 335 374 455 495 536 579 624
35 337 376 457 u97 538 581 626 670
4o 1 339 378 us9 499 540 583 620 672
us 340 379 460 500 541 534 629 673
50 341 380 461 501 542 585 630 674 718
55 _ 381 462, 502 543 586 631 675 719
60 382 u63 503 544 537 632 676 720
65 383 uey 504 545 588 633 677 721 %
70 334 u6s 505 546 589 634 678 722 ";3"’:
i 15 385 466 506 | 54T 590 635 679 723 | U Ef,
80 386 467 507 548 591 636 680 72487 ® 0
90 469 509 550 593 638 682 . 726 1 O
100 471 511 552 595 640 684 728 | O !
110 554 597 642 686 730 | N Z
120 556 599 644 688 732 3>
Ginglidngd g Thread length.g r
20 22 2h 28" 32 36 40 4u 52 60 _4
130 : 558 601 646 690 734 '
140 | . 647 691 735 Z
150 692 736 T
160 : _ 693 . 137 -
180 739
200 . - 781 !‘
‘ >
1} Parectesmarkerade diametrar och lingder und- 1) Diameters and lengths in brackets should bte 0
viks ’ ; avoided ) (%
2) Skruvar dver trappstegslinjen &r helgingade 2) Screws above the stepped line are fully g
threaded h
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KOMPLETTERANDE UPPLYSNINGAR SUPPLEMENTARY INFORMATION o -
Identifiering Identification \
Artikelnummer 10 648 dimensionsnummer Article number 10 648 size number
Bendmning 6-kantskruv Denomination Hexagon screw
Seteckning N2-140-dxL Designation N2-140-dxi
Exempel: ¥2-140-4x8 sxample: NZ-140-Ux8
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