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1. Inspection of group IIl as per TT-11.

2.To be carburized: Teeth surfaces h 0.6...1.0mm;
Surfaces 'B' h 0.25...0.90mm;
Faces I" and other surfaces h 0.4...0.9mm;
51...569 HRC 3.

3.26...42 HRCO non-carburized surfaces are to be checked at random.
But not less than 3 components from each heat treated batch.

4. It is permitted to carburize all over.
5. H14, h14, £ T[4

6. Quality of gear meshing to be checked by bluing, the blue imprint
should run-in with standard gear as per instruction VIB-42.

7. Pitch variation of surface 'E' to be checked by special gauge
constructed to suit the minimum dimensions of mated parts.

8. Parts to be checked by magnetic defectoscope as per TT UB-17
9. Shoulder up to 0.25mm is allowed on surface ' ',

10. Coating : Chemically oxidized, oiled when parts are intended
to send as spares.

11. Marking by punching method is not allowed.
12. * Check in absence run-in with standard gear.

13. 1 Dimension to be ensured by tool.

Module m 5
No. of teeth 2 ]
Profile angle a 25°
§ | Acdendum coeficent |p,+ 1
S
& [Coefficientof Curvature
S| radus of easement (| 0.352
E curve
£ [ Coefficientofradal |+| 0203
clearance
Coefficient modification shit | x 0
Degree of accuracy - :
Base tangent length W 22589%
) Total  |ge| 0430
Composite
error double
flank
Tooth to
. o
tooth | Hee
Bearing patem | Along length | - ,
with taeth of
standard gear. | Along height | - -
Reference diameter. P I

Radius of curvature
of active tooth [N 055
profile in lower point
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1. Trihedral connection of parts should be done by individual
selection when the parts fail to be mated due to buckling of the
hole surfaces during heat treatment, the following may be made
to ensure clearance between the faces :

- Grinding of faces of part 2 (beyond tolerance)
- Grinding of journal diameter on trihedral length along

@ 24e8 (0:093 ) :
- The clearance between faces should not exceed 0.08mm.

2. While mounting the unit to pump check the coincidence of
matching paired marks.

3. Interference is not allowed in mating of parts item 1 and 2.

@ 4. Circumferential back lash of part item 1 with respect to part

item 2 along trihedral measured as per @60, shoulq:’rfotexcsed-mure than
0.3mm. While checking, the back lash of part item 1 should '
not over lap the groove of - part 2.

5. Apply marks and pair number on surface A and b. Marking by
stamping method is not permitted.

6. Manufactu&skis code and unit number are to be moulded in case
the part is intended as spares.
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