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. ® 2. meaaee- HARDNESS MAY BE CHECKED WITH HARDNESS TEST FILE WITH RANBUM lNSPEETION N
— 5 " ©AS PER ROCKWELL. | !
- 3. UNSPECIFIED LIMIT DEVIATIONS OF DIMENSIONS : FOR” HOLES AS PER A7, FOR SHAFTS AS PER B7. |
 SPHERE o108 __ - ~&. OVALITY OF SURFACE A" SHOULD NOT EXCEED 0.0005mm. el
b I TO BE BLUNTED 70 0.3mm . . 5. LOBING OF SURFACE ‘A" SHOULD NOT EXCEED 0.0005mm. |
RN ® s Y - 6. CONICITY AND NON- STRAIGHTNESS OF GENERATRIXES [JF SURFACE 'y SHOULD NOT EXCEED
?'l e ¢ 3 ) S . - 0.0005mm. _ . , i1
A = i 2 15 - | 1t
bon @ * = I e : 7. RUN-OUT OF SURFACE'E' RELATIVE o SURFAEE A SHUULD NOT EXCEED ooozm N THE EASE “
I !:'EZ. : (o] ‘f_’l , 'g-. J ’ § -
I P e 3 s S\ F SHUT-OFF PORT!DN B =
Poa L. o - ’ 1.
oa T . 8. RUN-0UT OF SURFACE )] RELATIVE T0 SURFACE W SHOULD NDT EXEEED OOOme H
?;. 6 1], 65 Ll 9. RUN-OUT OF SURFACE' I'RELATIVE TO SURFACE ‘A" SHOULD NOT EX CEED 0.06mm. s
Lt | 23,5403 0. A SYMMETRY OF SURFAEEA RELATIVE TO AXIS OF SURFACE FSHUULD NOT EXEEED 01 mm o
{2 Z |, Gaasi02) | — 9% | 1. ANGLE'E MAY BE OBTAINED 0%+ 2°3%" B T
2 - o L 3q9%ls s 12, *T0 BE MACHINED TO' ST, - MATING COMF’ONENT B
| — - 13. *DIMENSIONS FOR REFERENCE.
z 1| N _
- E | EXPLANATORY NOTE: [ ~
|- 16. REFERENCE MATERIAL QUOTED: ~ . -~ 1
J e . HIGH SPEED TOOL STEEL GRADE P18, GOST 19265 73 o |
R D - CHEMICAL COMPOSITION | o Lo SEP P 2
S D | 1 ALTERNATIVE - S P
| . — CONTENT OF ELEMENTS % 1l
A 1 - - - s 1
,MnS:MoNi_s[p
S o S C 'Cr. wiv MAXIMUM |
N : . o B~ v - 07387170 [10 |04 05 |10 04 0,03 | 0.03 A
S S = & 08 ek |msfa]| | T | - |
N ’ | L RS s 15, REFERENCE NOTE 1 ON INSPECTION GROUP II, Ti-1 _ o B
1 | i / R L SUBJECT TO 100% CHECKING OF HARDNESS WITHOUT BEING TESTED “FOR MEEHAN!EAL PROPERTEES.| |
ot R B A * BESIDES CHECKING OF MECHANICAL PROPERTIES AND HARDNESS DEPENDING UPON THE INSPECTION | |
oy S / AT - GROUP, PERIODIC CHECKS OF MICROSTRUCTURE ARE CARRIED OUT DIRECTION OF GRAIN FLOW IN | |
| AT I o * _ STAMPINGS SHOULD SATISFY THE REQUIREMENTS OF THE STANDARD. lsl-
sl C _2 min "IN THE FRACTURE OF FINISHED ITEMS OR IN MICROSTRUCTURE THERE SHOULD BE NO SHRINKAGE  |'
o | - [AVITIES , POROSITY, BUBBLES, EXFOLIATIONS, CRACKS NON- METALLIC mcwsmns AND FLAKES
ol N . VISIBLE TO THE {UNAIDED EYE. e
; : i' M . | oo 1B o ATIRAL [N
/SEREE N — 1cun — | STEEL P18 .
,1\ . :~ — %‘gg ﬁ'v E&A‘V% GOST 19265-73 RN | CE 3317 01 .-LI'A |
EAEERE . .y | = AL I -“’g’,’e ‘_ONTRULLERATE O_F_ INSPECTION (HEAVY VEHICLES]-
L] ’;- NN PILOT SAMPLE SHOULD BE APPROVED BY AH 'S P BEFORE | SCALE: 5 —1 . . o AVADI e -
R A ~ BULK PRODUCTION. . T | GIMENSIGNS m o . TITLE T - -
SRR F T ' — I TOLERANCE ON DIMNS | = _gh |
) R ‘if MARKER, WHERE ~{INLESS OTHERMWISE E@ SPRAYER NEEDLE
Y . o 0007Kg | {  IETTERS) . ' ' S — - 1STATER B ANES s DRAWING NUMBER
v o1y S | ATC SHARP EDGES AND CORNERS T0 BE REMOVED UNLESS T [CB__[2h-93[ AUTHY. NoTN-Ne-BKB5-772 __[ALL THREADS TO - D s CAT NUMBER R
R o | | DTHERWISE STATED MACHINED CORNERS TO HAVE R OUT-" [T & Jezsia7l AUTEY BR 37795  JEONFORMTO o o 317 07 3
S - ] —— I Z SIDE R__INSIDE EQUIVALENT EHAMFERS ARE PERMISS[BLE _ITSUE T DATE | NATORE OF AMENDMENTS- b S | S
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REDUCED ORIGINAL NO - 2
 NOZZLE BODY

Inspectzon group Il as per techmcal requlrements 11 '

. h0.4...0.7mm ; 53....57 HRC.

4 Case “harden’ depth of case hardene_d on s'urfaee'fa-is'.‘ 0.3 mm

-+ minimum of the surface 1 0. 4 mm Maximum. on the surface “K” and
LAY (0.2 mm minimum ' _

Cold treatment at temperature minus 60¢ {-5¢ +200), in this case
diameter @X BY 0.02 mm is ‘permitied to mcrease.

- Check the hardness of surface A at a dlstance not less than 15 mm

. from end face B.

: Dzm(.ne,lon W1thout devxatmn carTy out as 'i:er 7t class of accuracy
: Ob’]‘ 1010 : :

. Run out of surface E in relatxon to the surface A 1s not more than 0.1

mm.

Run out of surface K in reIatlon to the surface E is not more than 0.15

- I,

: Run out of surface P in relation ta the surface E is not more than

. 0004mm

§, Buenue nobR S oL K Gmaatumtnoqo mﬂa,x- B B
_ 1L

Y

15,
14.

s,

18,

19.

mm

Non perpendlculanty of end face Bin reIatmn to the axis of surface E
is not more than 0. 025 mm on 916 mm.

Non- pdrallehsm of end face B in relation to the end face B is not more
than 0.025 mm by & 16 mm,

Non- -cxit of hole I"in groove is not perrmtted Opemng should be with

dimension not less than 1 mm in any direction. It is permitted to
cheek as per sample.

-Mark the gr OUP of hydraulic umformxty according to OC -42 Mat
- Round 28-h11Gost 7417-75 EEERE aterial:

- 18X2H4BA Ty 14-1-381- 72

M achining quality of surfaces E,® and mlet edges of spraying holes as
well as condition of edges at outlet of hold T are checked by special

_ Optm al dewces Compare w1th etalon.

On section B, surface of working cone & {given below the upper edges

of spray holes up to end of cone) grinding traces are permltted .
~according to etalon,

.': Non flatness of end face A is not more than 00006 mm. It is
: pc: mltted to check WIth master strazght edge Gap is not pernrutted

Dnm nsion wh1ch are: glven in rectangular theoretmal

It is permitted to manufacture the parts with simultaneous reduction

of all the linear dimensions, given from end face A, by 0.2 mm.

Shortened sprayer. for difference, apply the circular groove having -

. width up to | mm and depth upto 0.3 mm below sprayer marking on

20,

dia K.

Mark with font size ITO ~ 3 Gost 2930-62.
al 8 X0.3X 1400 :

b} Index {letter) or trade mark of manufacturmg plant,

el

22

23,

24,

" 28,

c) Number 2

_(jut let of spray hoies_ on .sur_faee K is net pemi{ted.'
Non-roundness of sai’face E is not more than 0.0005 mm,
Conicity of surfaee E is not more than 0.001 mm at length 15.I.nm.
Saddle shaping surface E is ot more than 0.001 mm

Barrel-shaping surface E is not more than 0.001 mm:.

Run out surface D’, in reiatio_n to surface C is not more than 0.08
Comm+ : ' ' ' '

Run out of surface H in relatmn to the surface E 18 not mbz;e tha_O.‘l S
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5 Jonyckaemes coopky pacnsfumens npoustociume cobMecmHoy
TPUMLDKOL KODAYCD POCTSUMERS U U2/ 110 LROMHUMENLHOMY KOHYCY
SnomHUMEsHel  NOFCOK HO KOHYCE U2/, MPUMEDTOd K KODyCl
PACOEAUMERS,  OOAXEH pACHoNazambls f OCHOBORUS koWyca o no
LpUHe Okime He oofee (6 mm

6 depoxobamocme CONPAZaOLILXCH ULALIHGOUYEKUX

nobepwocmed Ha - omdensiix  gaacmiax He donee % adued

nnouaden He danee 50%, konwseckux nobenxrocmed ¥
1. Diametrical clearance between the nozzle body and needle
0.002...0.006 is ensured by selective assembly.
2. The movement of nozzle needle should be smooth
without jamming.
3. Nozzle should be leak proof leakage of fuel through the

clearance between the locking cone of the needle and nozzle

body during pressure not exceeding the pressure of lifting the

needle, is not allowed. |

4. The quality of atomization should correspond to the following
requirements.

- The fuel atomization should be like fog forming without visible
individual drops on the glass without continuous jet and easily
identifiable local condensation.

- Before the beginning of spraying inspection and further after its
completion , leakage of fuel through the nozzle hole is not allowed.
- At the completmn of spraying, moisturing at the tip of the
nozzle is allowed.

- The spray should be precise and must be followed by a sound.

5. Assembly of the nozzle is allowed to be carried out
simultaneously with lapping of the nozzle body and needles at
the sealing cone. The sealing strip on the needle cone, lapped
to the nozzle body should be positioned at the base of cone and
width should not more than 0.6mm.

0063

6. Surface finish of adjoinipg cylin:)écal surfaces on separate
sections should not be more than of total area not exceeding

50% of the conical surfaces .
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POCEAUTERT DY Oa0neHuax, He npelwivapiuyx dabmewus nodsemad

LZ/Tb) HE GOMCKEmCS

4 Kovecmbo  pacnemubavus — GonxHo  coombemcmbobome
LALLM MPeoobaHysM:

- POLTBITCHHOE  MONAUD0  JOAXHO ObimE  IMYMAHOOODAIHGY, D83
JOIMEITHHX HO 2703 OIMOBAbHEX KONERb, CHNOWHEX fmpgex U fIP2KO

LaASUMEY MECITIHEIX L ZyWEHUU

= NBOET HO4GNOM KOHMPOAbHOZ0 brpeicka a makxe nocie 20
OKOHYOHUR  nogmexanue  monmiba  yepes  coniobee  ombepcmus He

a0 CKaemes;
- 0 OKoHYaHUY  Brpsicka dﬂﬂyfmem Yhnaxrenye  KHocruka
POCTEAUTENS,:
- brpsick dorxed CHimb HEMKUM U CONnpoBoXaamsCaxapanmestant
o
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