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Assembly drawing 

1. * Article for reference. 
2. Locking roller pos. 2 should rotate freely with out jamming . 
3. With application of force on article AO - 18 during closing of handle with recessed trigger, 
AK-630 109-17 should be 98...392N ( 10....40 kgf).  Increase of force up to 490N ( 50 kgf) is 
permissible . 
Carry out checking of force with lubricated grooved bush AO-18 02.016 filling surface 5 
( 2 places ) by ensuring with adjustment not less than 30% of surface ( with closed handle)  for
ensuring force is permissible . During adjustment on gauge , imitating article AO-18, force 
during closing of handle with recess of trigger AK-630 109-17 should be 196..392N ( 20...40 kgf).  
4. Lubricate friction surfaces with lubricant MS - 70 GOST 9762-76.
5. Mark Ø, ×, Í Íà and stamp K as per AK-630, AK-630M TU 1.
Ha - Technical aggregate number of assembly . 
6. Inspect adjustment of surface Á and surface in zone B as per gauge with minimum radii R 106 
mm as per paint area of adjustment of surface Á not less than 50% adjustment in zone B sections 
50-60 mm along whole length. 
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1. Argon-arc welding by using filling wire 2.0  Sv-18 KhMA GOST 2246-70, Welding joints as per GOST 14771-76.
    Use of filling wire 2.0 Sv-18 KhGS GOST 2246-70, or wire 1.2 Sv-08 G2S GOST 2246-70 is permissible.
2. Welding with electric arc electrode UONII 13/55-2.0 - 3 GOST 2246-70 on section E from one side is permitted.
3. Slide ends  rear and front pos.7, 8 should be welded.
4. Carry out rectification of defected non reachable places with electric arc welding if detected after
     after argon arc welding.
5. *Article for reference.

16. * Reference dimension. 
2

7. * Dimensions are ensured by tool. 
38. * Dimensions are given in relation with surfaces M, N and datum points T, T . 1
49. * Dimensions given for components pos. 13, 14 , 17.

10. Blunt sharp edges » 0.6 MM.
11.Wall deviation of boss AK-630 109-22 up to 1.5 mm is permissible.
12.Increase of dimension K up to dimension 34 ± 1.5 mm on section Ë is permissible. Amendment in dimension Ï up to 

+0.5      dimension 42   mm on section P is permissible.-1.0

13.Coating: chem. Phos./ varnish BF-4 with nigrosene, 1 layer, prepared as per OST 3-4123-7P, IV, OM2, except 
     surface C and chrome plated surface. Clean places of burn of chrome and coat chem. Phos../varnish BF-4 with 
     nigrosene, 2 layers prepared as per OST 3-4123-78, IV, OM2.
14.Iridescence color on chrome plated surfaces from welding and chrome burns with width 5…10 on whole length of 
      welding joints and cashing edges AK-630 109-4 as per inspection specimen is permissible.
15.Mark Ø, × and stamp K, È, P È  on AK-630, AK-630M TU 1.Ä

È  stamp for removing stress of welding joint.
P- personal stamp of welder.
È   inspection for testing on flaw defector.Ä

16.Inspect fitting of surfaces M and surface in zone H as per gauge with minimum radii R 106 mm as per point. Area 
     of fitting of surfaces m not less than 50%.  Fitting in zone H section 50…60 mm along whole length.
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