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1. Grade of steel heat treatment method of acceptance and testing should comply with the existing
list of component made out of special steel . Hardness- medium.

2. Requirement for quality of gas cutting edges as per OCT B3-4302-88.
3.Tolerance of planeness of surfaces should be 4 mm from the inner side and 5 mm  from the outer side.

4, Loose 'fit of surfaces #7 « 4 (A-A} with the profile gauge made as per nominal dimensions should
nat exceed 5 mm from each side, and at the upper edges should not exceed 3 mm. surface § may
be checked by shop template.

5. In place of bending natural ithinning of metal 1s allowed by not less than 17 mm.

6. Rounding off radn along contour is allowed by 5.5 mm

7. On surface of component traces from technological punch is allowed by depth not exceeding 3 mm
and by diameter not exceeding 7 mm. \

8. unspecified fillet radii should not exceed 30 mm.

1Mapxa cmany, meproodpadomxa, Cnocod npuerKu U UCNEMarud €0270CH0
deucmbiywowen dedorocmy Ha demau u3 cney cmanu Thepdocme (pednan

2 Tpedobarus « kaqecmby ozrepesHyx Kkpomox no OCT B3-4302-88

3 Bonycx naockocmuocmy nobepxrocmetr 4 v bo DHymperHiow (MOpPoRY U
5 mm Bo Brewnioio

4 Henpunezanue k npo@uibHOMY WadAoHy, NOCMPOEHHOMY N0 HOMUHAALHLIHN
pasvepar, nobepxrocmed 0 u S {A-A) ve Bonee S M C k0x0ou CMOPoHY, O Y
depxuux kpomok He fonee 3mm Jonyckaemcs npou3bodums KOHMPOAs nobepxHoCmL

4 MecmupiM wadnoHOM

58 mecmax zudob Gonyckaemcs ecmecmberroe ymoHeHue MEMGAAQ
He meree 17 MM

6 flonyckanmcs paduycs CKpY2AERUT N KOKMYPY 5-5 MM

7'Ha nobepxrocmu demanu GONYCKOLMLA CAETH OM MEXHOAO2UHECKUX KEJH
2nydurot He Josee 3 mM, u GuaMemponm He fonee 7 MM
8 Heyka3aHHLe PaduyCH CKpy2aeHuy we donce 30 MM
9 Omxnorenue npoguned Osiwmamnobox om wadncHob, NOCMPOEHHLX NO
HOMUHOAbHBM DO3MEDAM U CMEWEHUE UX OM HOMUHO/ALHO20 NosoxeHus 0 MM,
KpoMe pO3MEpOD yxa3akHux O Jemane
10 OmozrHymsie y4acmxy H donxrs Aexoms & 00HOU NAOCKOCMU € Y<aCMKaMU
/1 (HennockocmHoOCMe He KoHmporupodams).
11 fonycx naockocmyocmu nobepxrocmen 3 = 7 My bo brewrion CMOPOHY,

2 mM - 00 DHYmpEHHO
12110 nobepxrocman AL, UL 61,8101 [1.E1 X1, 31.M1,K /1 MiHLLP (T Bud)

npedycMompemt MexXHOAD2UHECKUU NPUNYCK

13 Kormpons koumypa bupeza [ npousbodums wadnoHoN, NOCMPOEHHLM N0
HOMUHGALHEM pa3mepar bupesa demaay OmkAOHERUE OM WOG/OHE HE donee 1mm
0 cmoposy yHeHsweHUs u He Gonee 3 M B cmopory ybeauteHus Aonyck cum-
nempusHocmy Bupesa I omwocumensto ocu lf T/2 - 2 mH Jonyck 3abucursu

14 Pasrep Y konmposupolams no mopuar bupe3a At {cM E, 6ud cbepxy)

15K neumMume ¢ BrympeHHed CRopoHy

16.* Pasmep dra cnpabox ‘

17.0cmansHsle mpedobarus no 520 T91

9. Except dimenstons specified in component deviation of profile of stamping made as per nominal
dimension and their shift from nominal position should be 0%
10 Bend section H should lie in same plane with section /7 ( non- flatness need not to be checked).
/7 - /7 11. Tolerence of planeness of surface 7 should be 7 mm from the outer side, 2mm from the inner
side.
|
::‘ 12. Along surface AU YU 0 A61 6817 J1.E X131 MK A1 MiH1M1 A ( general view ) technological E
) l{ aliowance should be provided.
13. Inspection of contour of cut  is to be carried out with gauge made as per the nominal
} dimension of component cut. Deviation from gauge should not exceed 1 mm from the side of | -
decreasing and not exceeding 3 mm from the increasing side. Tolerance of symmentry of cut / relative |
50° to axis & T/2 should be 2 mm. m.m.c ( maximum material condition).
14. Dimension Y 1s to be checked along face of cut Al(see E, top view). ¢
15. Tolbe stamped from the mner side.
"y 16. * Dimension for reference.
A 17
- Other requirements as per 520.TY1. {E
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DRN \ gy . [MATERIAL:- USED ON :- |
cup | B.760R~ SPECIAL STEEL 172.01.198¢b-6Cb I
APPD || £Lawclat
PILOT SAMPLE SHOULD BE APPROVED BY A H S P DATE || 27 7-64 | CONTROLLERATE OF QUALITY ASSURANCE (HEAVY VEHICLES) | ||
BEFORE BULK PRODUCTION. SCALE:- 1:5 AVADI
EST WT. (kg) | TO BE STAMPED OR MARKED WHERE DIMENSIONS IN mm TITLE :-
443 INDICATED THUS # ( LETTERS) TOLERANCE ON DIMNS = @ HULL BOTTEM
UNLESS OTHERWISE r
ALL SHARP EDGES AND CORNERS TO BE REMOVED UNLESS STATED IS . 2102 -69 FRONT PLATE

OTHERWISE STATED MACHINED CORNERS TO HAVE R OUT-
SIDE R INSIDE EQUIVALENT CHAMFERS ARE PERMISSIBLE.
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Sl.

No.

Nomenclature
& Drawing No.

Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the
vendor in his own premises
(List of Plant & Machinery and
Testing/Inspection facility to
be submitted

COMPLIANCE

Must be possessed by the vendor in
his own premises (or) may be out
sourced. (Name and Address of
sub-contractor, list of Plant &
Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

HULL BOTTOM
FRONT PLATE
Drg.No.
172.01.009-15
LF.No.
6201001031

BOTTOM PLATE
FRONT Drg.No.
172.01.009-9
LF.No.
6206801680

FLOOR PLATE
MIDDLE
Drg.No .
172.01.010-2
LF.No.
6206801111

MIDDLE PLATE
OF

HULL BOTTOM
Drg.No.
172.01.010-8
LF.No.
6201001032

REAR PLATE OF
HULL BOTTOM
Drg.No.
172.01.011-5
LF.No.
6201201136

RAW

Technology 1|y ATERIAL

Under taking by Vendor that vendor
will procure Raw material from SAIL
( Who is the approved source of
Raw material for HVF as of now) or
any other source approved by HVF
in future or Russia OEM with
suitable documents proof required.




Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the vendor in his
own premises (List of Plant & Machinery
and Testing/ Inspection facility to be
submitted

COMPLIANCE

Must be possessed by the vendor
in his own premises (or) may be
out sourced.(Name and Address of
sub-contractor, list of Plant &
Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

Technology GAS CNC Gas Cutting Machine:-
2 CUTTING Capacity to cut 20 mm thick plate.
Gas Fired Chamber Furnace :
3000X5500 MM, Loading temperature
HE?;’IRNG in furnace : 900-1000°C
Technology FORMING Heating temperature : 900-980 °C
3 Heating time : 20-40 minutes.
HARI'DAll\I\lEDNING Holding time : 40-70 minutes
with facilities:- Rotary loading unit 7T ,
Over Head Crane 10T & Water bath.
Hydraulic Press - 10000 T
Pressing Force 7500-10000T
Holding time 10-15 seconds.
Technology Transfer time of blank from furnace till
4 FORMING complete dipping in water Max. 4

minutes.

Cooling time in water Min.1.5 minutes
Water temperature 20-40°C
Straightening Hydraulic Press 400T.




Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the
vendor in his own premises
(List of Plant & Machinery and
Testing/ Inspection facility to
be submitted

COMPLIANCE

Must be possessed by the vendor in
his own premises (or) may be out
sourced.(Name and Address of sub-
contractor, list of Plant & Machinery
and Testing / Inspection facility to be
submitted).

COMPLIANCE

Gas Fired Chamber Furnace :
3000X5500 MM

Loading temperature in furnace
: 570-620°C

Heating temperature : 580-620

°C

Heating time : 1.0 -1.50 Hrs

Technology HIGH Holding time : 1.0 -1.50 Hrs
5 TEMPERING Transfer time Max.4 minutes,
Cooling time in water Minimum
2 minutes
water temperature 20 - 60 °C
with facilities:- Rotary loading
unit 7T, Over
Head Crane 10T & mechanized
bath.
Technology SURFACE Shot Blasting Machine
6 TREATMENT
Techr;ology MILLING Vertical MI”Ing Center
Surface Table for inspection,
Measuring instruments,
Techréology TESTING profile/receiver gauges.

Portable / Universal Hardness
testing equipments.
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Sl. Nomenclature Manufacturing Technology & | Must be possessed by the Must be possessed by the
No. | & Drawing No. Testing /Inspection Facilities | vendor in his own premises vendor in his own premises
required to produce the item | (List of Plant & Machinery and (or) may be out
Testing/ Inspection facility to sourced.(Name and Address of
be submitted COMPLIANCE sub-contractor, list of Plant & COMPLIANCE
Machinery and Testing /
Inspection facility to be
submitted).
SHEET STREN
BOTTOM
1 | PBrg.No. Under taking by Vendor that
175.01.007-4 vendor will procure Raw
LF No.6206801291 material from SAIL ( Who is
the approved source of Raw
Technology RAW material for HVF as of now) or
1 MATERIAL
any other source approved by
HVF in future or Russia OEM
HULL REAR with suitable documents proof
LOWER PLATE required.
2 Drg.No.
175.01.007-5
LF No.6201201126
CNC Gas Cutting Machine:-
Techr;ology CU?‘?"ISNG Capacity to cut 20 mm thick
plate.
Bending in clod condition
Load under closed die : 3500T
Holding time in die: 5-10 sec
Techr;ology BENDING Straightening Hydraulic Press

400T.
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Manufacturing Technology &
Testing /Inspection Facilities
required to produce the item

Must be possessed by the vendor in his own
premises (List of Plant & Machinery and
Testing/ Inspection facility to be submitted

COMPLIANCE

Must be possessed by the vendor in his own
premises (or) may be out sourced.(Name
and Address of sub-contractor, list of Plant
& Machinery and Testing / Inspection
facility to be submitted).

COMPLIANCE

Gas Fired Chamber Furnace : 3000X5500 MM
Loading temperature in furnace : 860-950°C
Heating temperature : 880-950 °C
Heating time : 40-60 minutes.
Technolo Holding time : 45-75 minutes
4 % HARDNENING Transfer time . Max.4 Minutes
Cooling time in water: 6-8 Minutes
Temperature of water: 30-45°C
with facilities:- Quenching press 1600 T
Rotary loading unit 7T , Over Head Crane 10T
Gas Fired Chamber Furnace : 3000X5500 MM
Loading temperature in furnace : 570-640°C
Heating temperature : 570-640 °C
HIGH Heating time : 60-90 minutes.
Technolo Holding time : 60-90 minutes
5 & TEMPERATURE Transfer time . Max.4 Minutes
TEMPERING Cooling time in water: 3-5 Minutes
Temperature of water: 30-45°C
with facilities:- Quenching press 1600 T
Rotary loading unit 7T , Over Head Crane 10T
Technology SURFACE Shot Blasting Machine
6 TREATMENT
Surface Table for inspection, Measuring
instruments, profile/receiver gauges.
Technology TESTING Portable / Universal Hardness testing
7 equipments.




