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< Ix45° S S Of& £ 1.435...51.5 HRCe.
— RS ,3 %, ,: - 2.Internal angle R= 0.6 mm.
K 7 3.Blunt edge R ~ 0.6 mm.
> 4.Coating Cad. 12. phos. accelerat. chrome / impregn. adhesive BF 4 GOST 12172 74, 1 layer,
— L =1 /iy except surfaces B, [] after approval test. Surface B, [1 X,., 30...45. Dimensions are given after
/ +0.3 chrome plating.
= l?04 E 8 45 ¢ \)‘ / 5.Sagging of chrome on face K and [ in slots Aand B in hole b is permissible.
Place for checking hardness X \{, 6.Displacement of axis of slots A from nominal position should not be more than 0.03 mm. Base
Mecto wcnuTaHms & n.8 e hole B.
il T 7 Mark with letter size PO 3 GOST 2930 62.
TBEPAOCTH 0l Point 8 8.Stamp.
12C 4 4'7A 5 7 4 9.*Dimension not in projection.
e , 10.Wall deviati tion di ter E should not b th: 5 X
83/5(:5(-0128) |1 n R0.8%3 all deviation on section diameter E should not be more than 0.3 mm
Point 7 8 mecT 64A;
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Blank 832

Technological process Chart Sheet 1
for heat treatment Sheets 3
Article Component No. NOQ?SL?:;? af Material grade ::Acgiiw%htkg
AO - 18 01.022 Nut Steel 30KhGSA ~8.0
§ A 8
v A\
ol e e W oy 2
P e
Ba S s
B i e R Y
o e - Set
Mode
Oper. | Nomenclature ; Time of : No.of
: Equipment t°C of : : Fixture No.of
No. f
S atigenaion heating henaq}:jng' Cooling | | ko772 | fixtures R lng)
Get familiar with safety instruction No.100 and 05042520000014
0070 Checking of grade of steel by steel scope
0075 | Tying
0080 | Hardening of semi finished blanks
. Electric furnace % Ol
1.Heating bt 870-890 60 40-80° 4050 2 2
2. Washing | Washing machine | 70-100°
0090 | Tempering
: Electric furnace > :
Heating iR 360-420 60 Air 4012 1 2
0100 | Sandblasting with metallic sand
0110 | Untying
0120 | Cleaning of places meant for checking of hardness
0130 | Checking of hardness
0140 | Preparation of accompanying charts
Machining
Technical condition for test Depth of Hatdnas 'I;est
) carburizing H;rCEe 2 as daf:st Polishing
Kot 5% | @% | ak, kgm/cm® | Qty .and type of test specimen | layer, mm %
Separable Impact 4D:;agv lnsg S
15 At point ;'I?.' hi
acoept | A100 olishing
/b wheel
5118
Remark:
No.p/p | Reason for amendment | Sign Date
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Technological process Chart Sheet 2
for heat treatment Sheets 3
Article Component No. No::)?:;?ggﬁ of Material grade X\(/;i.%htkgf
AO - 18 01.022 Nut Steel 30KhGSA 1.475
AN A
-
& "
e el
el
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Set
Mode
Oper. | Nomenclature ; Ti f . No.of
i Equipment t°C of M) : Fixture No.of :
No. f t
: it heating heri’i(:]ng, Ggoling LKO772 fixtures cg::&gn
Get familiar with safety instruction No.100 and 05042520000014
0211 | Tempering for removal of stress after machining
: Electric furnace 140-
Heating aBIrE 160° 120 Air
0212 | Inspection of mode by BTK
0215 | Preparation of accompanying documents
0220 | Rechecking of hardness
0225 | Stamping of stamp “I” on component
0230 | Preparation of accompanying documents
; . Test
Technical condition for test E:r%t:rgmg Hidrirans Bcs e
V : HRC and test
amm? | 0% | #% | ak kgmiom? Qy 12‘;3&2 Sl layer, mm ; i
Separable Impact 435 At point
91.5 A 100%
Remark
No.p/p | Reason for amendment | Sign Date
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Blank 832

Technological process Chart Sheet 3
for heat treatment Sheets 3
: Nomenclature of ; Weight of
Article Component No. component Material grade comp. kg.
AO - 18 01.022 Nut Steel 30KhGSA 1.475
Set
Mode
Oper. | Nomenclature : :
'\F‘)O- of operation el 'C of r—:ér:':ianOf Coolin AL No.of cc:\ln? .ocf)n
heating ing, g LKO772 fixtures P
min. fixture
Get familiar with safety instruction No.100 and 05042520000014
3095 | Tempering after testing, before cadmium coating
. Electric furnace 160- ‘
Heating oD 180° 60 Air
Inspection of mode by BTK -
Preparation of accompanying documents
Remark: Consider 60 minutes from the time of attainment of technological temperature.
. I Test
Technical condition for test
it ecnnical conaiton ror eSQt - - s E;%t:ri(;fing :aRrg:ess a;):ja?eest po[ishing
: 0 0 2 y .ana ty layer, mm
kg/mm? 8% | ¢% | ak kgm/em specimen ) %
Separable Impact
Remark
No.p/p | Reason for amendment | Sign Date
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