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POZOR! G R150 TRANSITION MUST NOT BE
PRUMER 61 £0,3 VCETNE PRECHODU, R150 NESMI BYT POSKOZEN, THEWHOLE BAR MUST BE WITHOUT DECARBURIZED LAYER, Exgggﬁ?ﬁg FACE 3%16
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o 80x2,0x11i$'1%sn 01 4950.3 PLACE FOR CHECKMARKNACKU ALT. A6,3 ®
> MACHINE THE SURFACE TO 3.2 AND ROLLER BURNISH TO 0.8 7=36:xm=3,0 x=30°®D MANUFACTURER’S TRADEMARK
3,2 0.8 % W=47,162 3%/8® EDRAWING NUthBER_OL3
PRED ZUSLECHTOVANIM OPRACOVAT POVRCH NA \ /A VALECKOVAT NA \/ :g&:ﬁm?&%% veE
VYROBA A PREJIMKA PODLE TP 2260/76 NEBO TP 56/05 PRED VULKANIZAC! POVRCH JEMNE PISKOVAT 0 BE STAMPED ——
© ‘ p MARKS MAY ALSO BE ON THE CTHER e *SIRANE CELA

M

PATA DRAZEK VALECKOVANA DVEMA PRUCHODY S PRITLACNOU SILOU 27500-29500 N

I |
‘\ l
e e 0 P
NN N N N iy
X XX X X A’:‘A'A'AVA‘VA — \ |
' 3

Al VALECKY: R=1,15+D,15; VRCHOLOVY UHEL 70°-1° = SECOND VERSION
® § ® A | | DRUHA VARIANTA
' | 0ZNACENOU PLOCHU ——— — ——— VALECKOVAT PRED PREDKROUCENIN =| PROVEDEN! X e TORSION DIRECTION (M 1:2)
VALECKY R=5+1, TLAK 3920-4400 N (M 2:1) (M 5:1) - = SMYSL PREDKROUCEN
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PO ZUSLECHTENI TYC VYROVNAT NA MAX. PROHNUT! £1,5 mm BEZ JAKEHOKOL 1Y POSKOZENI POVRCHU o g
PREDKRUCOVANI, VALECKOVANI TELA A DRAZEK DLE ZVLASTNIHO TECHNOLQG. POSTUPU = p e
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KONECNY UHEL PRI PREDKRUCOVANI 0:=65°- 74° :
Coae BAR TYPE - STAMP
TKUSEBNI UHEL PREDKROUCENE ZKRUTNE TYCE 0:=38°+1° NESMI DRUH TYCE - VYRAZIT
ZPUSOBIT TRVALOU DEFORMACT TYCE
MATL: ALLOY STEEL FORGING
vnuTnAr AUAT ML THRUL Tty NIE TD (i in L 2 B ZLEPS!T NA 1650 1650 "Pa 1‘00.( HARDENING &TEMPER'NG STEEL
PRODUCTION AND ACCEPTANCE INSPECTION AS PER TP2260/78 OR TP 56/05 DRUHA VARIANTA NEJIN1ZS! MOZNA POPOUSTEC! TEPLOTA Gr40Ni10Cr3Mo3 1S:5517-93. ;
SPLINE ROOT ROLLED BY TWO PASSAGES WITH THRUST FORCE 27500-29500 N 2 PROVEDENT VYVRTU IMPROVE TO 1450-1650 MPa :
ROLLERS: R=1, 1540, 15; TOP ANGLE 700-1¢ Rl EL.MAG. KONROLE = LOWEST POSSIBLE TEMPERING TEMPERATURE 400°C
ROLLER BURNISH THE SURFACE MARKED — — — BEFORE PRE-TORSION = SECOND BORE VERSION IS0 2768-nK
ROLLERS: R=5+1, THRUST FORCE 39204400 N 2 L1 A2
'AFTER HEAT TREATMENT, STRAIGHTEN THE BAR TO MAX. DEFLECTION 1.5mm WITHOUT ANY SURFACE DAMAGE, OCHRANNOU VRSTVU ) o B 5 S Y
PRE-TORSION, BODY AND SPLINE ROLLING ACCORDING TO SPECIAL TECHNOLOGICAL PROCEDURE s 77 7 =(0D1=¥2005-1133 {= 200>-03-
FINAL ANGLE AT PRE-TORSION a = 650-74° % S !4‘;'-"_‘.!.—'::"!.!.".‘:!’-‘% [Rawmat. =~ 1] 19399'03'0;} 202-76-16 T otpay 071 Jometoost & #ith  Scale
TESTING ANGLE OF PRE-TORSIONED BAR a = 38°+10 MUST NOT RESULT IN PERMANENT BAR DEFORMATION ) o ll ) o Semiproduct L ZREL aAs = ' We
CHECK FOR CRACKS AS PER TP, ARTICLE 10.4.3 2 s & A | m| Final mat. 2B —— 49,5 1:1
BAR SURFACE MUST NOT BE DAMAGED ALONG FULL LENGTH BY SPARKS OF EL-MAG INSPECTION c. O X I| _!// | o Prepared by: T 8Ltk = Tedh, preskoeiel_p. DOBIAS m, H
SANDBLAST THE ROLLED PART WITH TRANSITIONS AND VULCANIZE (APPLY PROTECTIVE RUBBER COATING) Z, AR == a4 { Tested by:ing.L. BIAIEK T o DOBIR SR\,
H] * MAX. DIFFERENCE (ALONG THE HEAD) AT ONE HEAD MAY BE0.10mm  wa7ar 1M THYEM A YRSTVE 0,5 mm N\ = N 77"~ Approved by:L BUATEK T Tomael_p, BOIKOVE __ [stejoerss ___ Tritivt
PRESERVE THE SURFACE OF BOTH TORSION BAR HEADS WITH GREASE (FILM THICKNESS 0.5 mm) ’ o 1 A Iys Wiss Skpina 27 [dat. 1996-12-16
NO RUBBER ABOVE THE TOOTHING ROOT IS PERMISSIBLE 5y > rte: ERONT RIGHT TORSION BAR 130 442 0 2 8 6 6 0[; 3 ll»
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