DRGQ. INDIANISEDC BASED ON RUSSIAN ORIGINAL ISSUE -NIL

356

SUFPLY CODE
01-1-4
0 %0213

fE 100
\&/

SIZE Al

1

[

DRAWING NUMBEER

188.63.001

SHEET No. 1 OF 1

33
A A
15,520, 5@ L 101
R1D
! P
Lﬁ‘
2
Al o of | A
- ra ]
/ ~
[ ™ 4;50 R3 4’;\50 3
i 3
RS 3T
9 =2
;‘?J 103+0,5 RS
A-A
- .
T[roi®) ?’ ?
. esrebem | a3spptacw 1Re1
BLOHTS 106D @304 14 1052
28 ®
9 N 3R o
.| £|85 &
oy W &
'
1 ' Rz{ﬂ/ a2l i
$ “Rza&/
ﬁ Rza\{y "‘f ¥ .
5 S
T8
8
i
, %
S 13 14 oY
4803 @]

. e L o

4 3014603

2105

B (2:1)

12 +3

1543

28 fﬂ@

21%

6 Holes

I D

2
N
&

Somb. Ms-7TH

RO3®

r

?ILOT SAMPLE SHOULD BE APPROVED BY AHS P
BEFORE BULK PRODUCTION,

1.TBepdocms U MexaHudeckue cBodomba cnnaba no pexumy

TS5 FoCT 1583-93.
2.MamepudA - 30MeHUMens Cnaad aMeMuHuebsid AKSM FOCT1583-93.

3.Tpebobarus k omaubke no 172.TY6.

_ & Heukazarnste npedebHbie OMKAGHRHUA AumelHsx pa3mMepal

5.flumelHsle yxaors He Bonse 120,

6.Hayko3QHHNE AUMEUHLIe paduycs He Donee SmMM
7 Menxue paxoburm Gonyckaemcs 3aaubams cocmaobom Ha OCHObE

INOKCUGHOU CMOAY,
8 "Pairep dna crpabok.

9Mapkupodams Mamepuas YaapHEM Uy AUMeTHsr CRocodon wWpudmor: E
[I0-5 FOCT 2930-62 3analamue yupp u Oyxd 0wy o Bucmynanue

0¥

10.Pasnocms pazrepel 1 0%

1 oxpotmue HApywHyix Heobpadomanneix nobepxHocmey

{ pyrmobxa AK-70 usu K©&-30

Inass NP-223 mamuo-cepas uay fl@-115 menno-cepasn 894

Tpedobanust no 520755,

12.* liepoxobamocme ofecnequms UHCMPYMEHMOM.

13.0cmansHue mpedobanusa ne 520 TYT

o A A ol

Hardness and mechanical properties of alloy as per mode T5 GOST 1583-93.
Alternate material aluminimum alloy AKSM GOST 1583-93,

Requirements for casting as per 172.TYé.
Unspecified limit deviations of casting dimensiuns_;ff mm.
Drafts are not more than 1:20.
Unspecified casting radii are not more than 5 mm.
Small blow hales are allowed by pouring the compound on base of epoxy resin.
* Dimension for references.
Marking the material by punching or casting method with type/If -5 GOST 2930-62.

Sinking of numbers and letters for 0" mm, and also projection for 0™ mm.

10. Difference in dimensions 4 0% mm.
11. Coat the external non machined surfaces

primer AK-70 or K¢ -30

Enamel /7¢-223 dark-grey or ﬁcﬁ-liS dark-grey 894.

Requirements as per 520.TY5.
12, *1 Surface finishing to be ensured by tool.
13. Other requirements as per 520.TY1.
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4 IMPORTANT NOTE
Nots-1

This is only a provisional and will be amended from time o time according to
the requirement. No addition, deletion and reproduction will be done without
permission of The Sr. General Manager, Heavy Vehicles Factory, Avadi, Chennai
—_ 54

 Note -2

Any instruction contained in this does not prajudice the terms and conditions of
the coniract what so ever. |n case of any contradiction between the contents of
this QAP and the clause in the contract, the Iatter will prevail.

Mote-2

The stores should be manufactured strictly only as per the drawings supglied
by the inspection Authority and not as per the samples, if any received by the
manufacturar for guidance purpose.

Note-4

Any amendment issued Dy the Inspection Authority shall be incorporated in the
QAP and the records for the amendments carried out should be maintained as per

the Performa at Appendix-"A”.
Note-5

In case of any contradiction between the contents of this QAP and drawings
issued along with the contract, the latter will prevail.

2 INTRODUCTICN

1. This quality plan lays down the inspection and iesting procedure to be camied
out on the component SUPPORT TO DRG NO. 188.83.001 being procured
Indigenously. This is prepared, based on the acceptance standards and
inspection parameters laid down in collaborators documents and on the
ingpection test standards foliowed in respect of simiar indigenous items.

2. This QAP is the property of Government of India and is liable for amendments
as and when required. The Sr. General Manager, Heavy Vehicies Factory,
Avadi, Chennai — 800 054, is the inspecting Authority for this assambly. Any
query / clarification on the content of this QAP shall be referred to this Factory.
Any departure from these instructions is allowad only affer written approval
from the above authority. Notwithstanding the tests indicated in this QAPR, the
inspecting Officer has the right to carry out any test to check cenformance to
the paper particulars quotsd in the Supply Order, which he may consider
necessary to satisfy himself about the stores which he has to actept.

3. Al

The QAP is aimed at standardizing tha Inspection procedure and
acceptance norm for SUPPORT TO DRG NO. 188.63.009.

Page 4 of 15



It also aims at giving adequate information fo the manufactursr on the
quality requirements so that the required quality control methods are
established. This is also meant to guide authorized Inspection Officer in his
routing inspaction and {o set out main peints to which his attention must be
drawn 1o ensure that the accepted stores meet the stipulated standards.,

4. SCOPE.:

This JAF outiines in general terims, the checks and methods to be used during

inspection of SUPPORT TO DRG NO. 1838.83.001 including the technical
requirements of the drawings. The recommendsd Quality Plan stipulated
herein is mandatory and should be strictly adhered to.

For inspaction purpose, only the latest issue of this QAP will be made applicable
and copies of this QAP can be obtained from the issuing authority i.e. The Sr.
General Manager, Heavy Vehicles Faciory, Avadi, and Chennai.

Nate:

i. Tender enquiry (TE) and supply order (5.0) will be issued with QAP
stating that inspection wilt be done as per QAP.

ii. ncase of TE, it is responsibility of the vendor ta obitain the copy of QAP
and give the statement of compliance that vendor will abide by the QAP in case

supply order is placed.
iii. In case of 5.0, it is the responsible of the vendor to obtained capy of

QAP and give the statement of compliance that the vendor will follow QAP,
However, GM/HVF reserves the right to revise/update the QAP from time to
time.

6. DOCUMENTS:

a)

b}

c)

Cin pla-::erﬁenl of firm supply order, One set of relevant specification and
technical instructions on the subject ilem can be obtained by the contractor
from AHSP through DDOYHVF

Any clanfication required on these documents should be obtained from the
[nspecting Autharity i.e. The Sr. General Manager, Heavy Vehicles Factory,
Avadi, Chennai — 600 054, Equivalents to the collaborators specifications and
standards will be decided only by the Inspecting Authority end should not be
unilaterally decided. For any change in the specifications, standards or written
approval, any alterations in specification can be affected and not otherwise.

The process instruction sheets supplied by the collaborators are available with
the Authority Holding Sealed Particulars, ie. The Controllerate of Qualily
Assurance {Heavy Vehicles), Avadi, Chennai for the reference. The ralevant
process sheets may be studied at the premises of the AHSF after obtaining

necessaty parmission.

The suppher after scristiny of the concerned process sheets and connected
paper particulars should establish the necessary production and inspection
faciliies. Particularly the inspection test rigs, slands, fixtures, template, gauges
etc shouid he provided as recommended in these process sheets. If process

Page 8 of 15



sheet / Process Book is not avadabie the details pariculars/parameters
availahle in the drawings to be strictly adhered.

6. ITEM USED ON:

1. 188.63.001cbi B -

7. LIST OF DRAWINGS:

8.

Singke (individual) item

sI. NO. DRG. NO NOMENCLATURE REMARKS
1 186.63.001 SUPPORT -
MATERIALS:
Single (individual) items, details as below, _.
f;:b DRG.NO | NOMENCLATURE | MATERIAL SPECIFICATIONS Qty
Aluminium  Alloy AK74 GOST
1 63, PPORT 1
188,63.001 SUPP il

Note: Vendor/Conlractor may use approved alternate material, if any specified
in drawing/specification. * Also refer Para no: 13

8. CONDITICNS OF USE/STORAGE |NSTRUCTIONS

This assemblyfitern should be properly packed to protect from transii / handling
damage and influence of atmospheric precipitations. In addition, the following
parameters should be ensured:

{a) The threaded parts if any should be covered with suitable plastic caps lo
prevent damages.
(D) If the itlem consists of assemblies, each assambly should be packed separately.
(¢} The stores are to be suitably covered for preventing ingress of cust and
Dirtfentry of sunfight / moisture.
(dy The packaging siip shali contains
(i} Certificate of testing (NABL)
{i  Guarantee/ Warranty Ceriificate
{iil  Service and maintenance instructions
(ivi Delivery Skp with Inspector's Acceptance Mark
{(e) The stores are not permitted 1o be stored together with oils. Petrol, acids,
alkaline and other substahces to avoid damage to the metal / rubber

components.
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10. SAMPLING PLAN:

:;‘ Sampling Plan Plot Bulk
(i) Visual Inspection 100% 100%
. ' General Inspection lavel I, single
{i E:Fensi?on:J 100% gampling, Nomal Inspection, AQL
Spec 2.5 of 1S 2500 (Parl4)-2000
1 No. for each batch of raw material
(i} 1 Material inspectdon f No or heat treatment lot as required by
specifications.
{iv) Accaptance test 100% 100%
() Pressure testing e
Machining / Fitment/
.. | Performance trial on .
{vi} higher assermbly / 01 No. €1 No. per balch / As required.
Tank
il Intarchangeability 02 Nos 02 Nos. per batch on randomiy
Test ' basis, except selective assembly.
Test stand/Jigs!
viil) | Fixtures/Gauges/Ma 100% 100%
. ndrelsfetc.
ix} | Marking/ldentification | 100% 160%
X) Packing/ 100% 100%
Hreservation

A New (First time supplisr of this item) supplier should obtain dearance
from HVF for bulk production which wil be issved only after
inspectionfevaluation of pilot samples by HVF.

During acceptance of castings, the fcllowing are to be checkad as per Specification:
(For details refer Specification 172 TY 6 & GOST 1583-83).

1. Chemical cornposition of steel:

2. Mechanical properties of stesl:

3. Extenal view (absence of defects) and guality welding of

casting defocts;

Dimensions;

Hardness,

Absence of internal defacts:

. Microstructure/Macrostructure.

1. VISUAL INSPECTION [Sempling plan as per Para- 10 (i}]

The stores are to be visually examined on 100 % of pilot /bulk and same

should be free from any defects and all the finishing requiraments shali satisfy
as indicated in fechnical conditions of the assembly / component drawing.

Page T of 15
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The components shall ba checked for the following and should be free
from the defects:
Defects in construction
Cracks/Flaws/blowholes/shrinkage/porasities
Fitment of ali components
Presence of foreign particles
Moisiure and dust
Corrosion of metal parts
Mechanical imperactions & distortion
Any form of deterioration of materiat and finishing.

" 5 & & 4 & &+ a2

Packing and preservation should be enswed as per drawingsfrelevant TY
specification (To be ensured on recaipt at congignee end).

12. DIMENSIONAL CHECK [Sampling plan as per Para- 16(ii}]

The dimensions of individual component, sub assembly and major
assembly shall he checked and ensured as per respective drawing.
Dimensional check should be carried out as per sampling plan. “However, the
inspecting authority/ren. may at his discretion, tighten the inspection level and
accaptance quality level on the critical items and adopt check point during
manufactura.

12.1 SUPPORT TO DRG.NO: 188.63.001

1. All dimensions shall be confirmed as per drawing/specification

2. Surface finish/Roughness should be confinned as per drawing and
apacification.

3. For admissible altemate method for manufacture in dimensions/material if
any, refer drawing/specification.

13} MATERIAL CHECKS [SAMPLING PLAN AS PARA —10 (jii)]

Malenal specimen ftest bars of the componenis shall be in conformity as
per the material menticned in the relevant decuments/drawing. The material
chack will ba cartied out as per sampling plan. *However, if the manufacturer
proposes any alternative material at the stage of tender enquiry, the same has
to be approved and a written concurrence should be obtained from AHSP
through DDO/HVE, before usage of such materials.

For each heat codefhatch the fest bars/test samples as specified in
GOSTispecification is to be submited for testing chemical, machanieal,
physical properties and other parameters of the casting and also the test
certificates for the same tested by the supplier is to be submitted.

131 SUPPORT TO 188.63.001.

a) The compenent should be manufactured from ALUMINIUM ALLGCY AKZy
GOST 1583-93.

Page 8 of 15



b) Chemical properties: As per ALUMINIUM ALLOY AK7y GOST 1583-93.

- CONTENT ~ OF. ELEMENTIS % .
‘BASIC ' ELEMENTS - o
At L Mg | S IMn]culn {TiiBelzr lorueriBEmenys
BASE['0.2-0.6| 60-8.0) - |- |-} -} -} -
Content of Elaments %
Amixtures not maore than
Mn Cu Zn Sn Pb Ni
.15 {Titanium +
0.50 0.20 Q.30 0.01 0.05 Ziroonium)

Note: For mass fraction of other elamants refar GOST 1583-93

¢} Mechanical properties: ALLMINIUM ALLOY AK7u GOST $583-23.

The castings should be subjected to heat {reatment. The mode of heat
treatment for oktaining the given mechanical properies or the removal of
internal stresses shouid be set by the manuiacturing plant.

After final heat treatment, the mechanical properties of steel shouid comply
with standards spscified in {abde balow

GRADE | CASTING |TYFE  OF |ULTIMATE | RELATIVE | HARDNESS
OF PROCESS | HEAT TENSIL ELONGAT! |IN BRINELL
ALLOY TRATMENT | STRENGTH, |ON HB
MPa IN %
{kgfimmz2)
AKTu Refer
GOST 15 R o | 2.0 60.0
1583-83 _

MNote: For details of other parameter refer Specification GOST 1583-83.
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14) PERFQRMANCES/ACCEFTANCETEST; SUPPORT to Bra. No. 188.63.001.
The technical requirements shall he confirmed for accepiance of the

component as specified in Specification and Drawing.
1. Hardness and mechanical properties of alicy as par mode T5 GOST 1583-93.
2. Alternate materiz! aluminimum alloy AKSM GOST 1583-93.
3. Requiraiments for casting as per 172.7Y6,
4, Unspecified imit deviations of casting dimensions 5 m
£, Drafts are not mare than 1:20.
6. Unspecified casting radii are not more than 5 mm.
7. Smal! blow holes are aliowed by powring the compound on base of epoxy resin,
8. * Dimension for references,
9, Mariing the material by punching or castirtg method with typefil 5 GDGT 2930-62.

Sinking of numbers and letters for 0" mm, and also projection for 0~ mm.

10. Difference in dimensiens J 07

11. Coat the extemial non machined 5urface5
primer AK-70 or K@ -30
Ecame! /1¢-223 dark-grey or (7115 dark-grey 894.
Requirements as per 520.TY5,

12. *1 Surface finishing to be ensured by tool,

13, Other requiremesds as per 520.TY1.

Note:
The Casting Manufacturers are required to follow the instructions strictly so far
as supply of castings {Refer Specification 172 TY 6 & GOST 1583-93}

16) FITMENT / MACHINING AND PERFORMANCE TEST:

a. Pilot samples shculd be checked for fitmentmachining irals and
Performance test {0 ascertain the efficacy of the system under different
operating conditions by fitting in higher assembly and repeating it for
functional checks, wherever reguined.

h. The item should posses appropriate material for machining a3 indicated in
the drawing and shouid be supplied in such a way that the components 1o
suit in machineffixtures/ligs etc to carry out machining.

¢. The component should be free from any defects after machining in trial and
the casting should be in line with ihe parameters as specified in the GOST
and Specification.

d. The casting shall be clean, free from porosity blowholes, hard spots, Cold
shut, distortion, cracks and other harmful defects as per the specification.

e. The casting shall be well dressed and fettled and shall be readily
machinable. :

f Casting shall be cleaned / shot blasted and preservation coating is to be
done after heat tregiment as called for in the specification.

g. No weld/repair should be carried oul without prior permission from HVF.

h. Testing mathads far acceptance of the casting refer Specification 172 TY 6
& GOST 1583-93.

FPage 10 of 15



18) INTERCHANGEABILITY:

The assembliesicomponent should be interchangeable componant wise and
assembly wise, except the Component are to be supplied as a set and fo be
assembled selectively ag per sampling plan.

17) CALIBRATION CHECKS
(TEST STANDS/NGS/FIXTUERS/GALGES/INSTRUMENTS):

The supplisr / Contractor should have suilable instruments, Test Stand, jigs,
fixture, mandrels, templaies and gauges to camy out quality checks, to ensure
conformance of components/assembly as per drawing and Specification /T.R

points.
The supplierfcontractor should submit calibration reporisfcertiicales for

|nstrumenlsﬁfxturesfgauges!mandrsls etc., which are used during process of
ingpection activilies.

18} MARKING/IDENTIFICATION

Marking of the items is to be carried aut as calfed for in the relevant drawing,
drawing/T R poinis.

Inscription if any on the components is to be carried out as called for in the
drawing/T.R points. Unless otherwise specified in the drawing/ specification,
marking should not be carried out over the components.

For traceability, marking of part No., Manufacturer name, supply arder No,
Serial No/Qty, batch No. and manufacture dale & year are to be camied ouf,
Suitable method can be adopted, provided that the above parameters are legible
and considering tha parameters mentioned in the drawing and speciication { Refer
QAP Para no : 14(9)).

19) PRESERVATION CHECK

a} Preservative coatings are 1o be strictly adhered to as calied for in the drawing.
However, equivalent BIS Standards can also be followad, subject to the
thickness of the coating/presenvative is  maintained as  per  the
drawing/specification.

b) Gther preservations as necessary to prevent damages due to moisture and dust
during process, storage and fransit are fo be carred out. Conventional Methods
can aise be resorted to,

20) PACKING GHECK

Components / Assemblies are to be packed separately to avoid damages during
transit / handiing of the same. Part No. and No. of sets are to be marked on the
packing.

Packing and preservation should be ensured as per drawings/relevant TY
specification (To he ensured on receipt at consignee end).
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Finished products shall be wrapped / packed using black and opague
polyethylene sheet or bags.

21) DOCUMENTATION

i. Firm has to maintain all the documents as per QAP with respect to the SlL.No.to
have traceability.

i, Vendor has to submit Bill of materials, Matenal tesi reports, Class 'C’
/Endurance test reports {wherever specified in drawing/TY specification/QAP)
and Complete PIR (pre-inspection reporf)at the time of offering the item for
inspection. HVF will commence inspection only after scrutiny of these
documents.

| iii. The testingfinspection responsibility to test all the parameters as per QAP and
drawing specifications as mentioned in Annexure -A (enclosed).

iv. Pre inspection reports (FIR} of firm like, 1. Chemical analysis, 2Z.Mechanical
properies, 3. Preforming process, 4. Coating certification (wherever
applicabie), 5. Calibration reports of instuments and &. 100% Dimensional
inspection reports. 7. Pressure test {leakage test} # applicable, B, Hardness
checks, 9. Certificates for Macro/micre structure (wherever applicable), 10.
Fracture test (if applicable) and other relevant test reports for acceptance of the
Casting, efc.

22) REFERENCE:

a) Drawing No. 188.63.001.
b) Material specification as per drawing:
ALUMINIUM ALLOY AKT. GOST 1583-83.
c) GOST 15683-93, GOST 2930-62.
d) Specification: 172TYS& 520 TY1 & 520 TYS

&) Allarnate matearial
ALUMINIUM ALLOY AKSM GOST 1583-93
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ANNEXURE-A

ASSEMBLY/ TESTS) NSPECTION
NG, | CATEGORY SUB INSPECTION A e Ty BE A AN RESPONSIBILITY REMARKS
N ABSEMBLY PARAMETERS - Firm HVF DGOA
Pre inspection | Fim has to produce Corffirm lo drawfng .
1 reports (PIR) of | althe document as. | A% Per e eievart | andQAPas perbil | P v R | 1O% by fitm/
firm per QAP wing ‘ of rrgberial .
Bilf of material | Firm has to prepare Refer QAP Para na: 8 100% by firm/
2 {BOM) the BOM as per QAP or iiem st Confiem to QAP i v R vendor,
Chemical compasition All the values to
. h &I1T27TYE { Para no:13.1{a) by HVF.
Physical Propertieg o). ()
_ 108% by firm/
Dimensionat . _ Refer drawing / QAP Confirm to drawing vendor. SP
4 checks U§m:mn_ua_ﬁ-“_.w.-ﬂw per the Rara no: 12.4 and QAP a wip R Tollowed by
SUPPORT HVF.
TO "
Suitability of Confitm to QAP
T et | Machining Trial | component for x&.ﬂ%ﬂuvﬂwﬂ 2219 | Pesnc10 (v & i p R | B oowes
U mazhining Para 15 ¥
Hardness Al the valuas to SP fodlowed
& Checks Hardness As per Para 14 (1) confirm with OAP P Yuns R by HVF.
100% by firmd
. ; Refer QAP Para no: Confirm ko QAP vendar. SP
7 Coating Coating 14(11) Para no: 18(11). P v R followad by
HVF.
100% by firm/
Marking / . Refer QAP Para no: 18 Confirm to QAP vendor, SP
8 tracazbility | Marking/ traceabllity & 14(9). Parano: 18 & 14(). | F v q | tollowed by.
HVE,
g Precervation & Praservation & Refer QAP Para no 18 Confirm to QAP p Y R 100% by firmy
packing packing & 20 Para no 18 & 20 vendor.
Note:
For canformity of ihe items (ChemicaifPhysical/Mechanical properiies),
1. Qne sample per heat / bateh shall be tested under NABL Lah/Govt, Approved laby by firmn, In case of nen-cornpliance to standards entire lol shall be relectad or
not to use in production further.
2. For crose contermation of material, manulecturer has to subemit suficient quantity {as specified in GOST/Specification/supply order) test sample piecas for the
ftlams used ¢ test siab and button For rubber iterns / HVF wiil draw samplas from supplied lot for Witnassing (W) at HVF premizes. In case of non-compliance to
standards entire Iot will be rejected,
P- Perform W- Witness V-Verlfy R-Review SP-2ampling Plan
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APPENDIX © A’

RECORD OF AMENDMENTS

Sl Amendment No. & Amended by Date of initial
No date Insertion
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