z ) 10'-9%4" OVERALL. : ; : -
#-'.L—'}' Lo 5y |? 2'- 4% M- 3-1% s Cite— - 3% ey
T ,.4
A A ! L) -
F T
- = < F, <) < =
Jl 12 1ld 4 91 :
LN | % N T LT 3
™ S A = -
. I 1 i v | l
2 T 1iat l.!"'. " RA
! - RAD. RAD. n}n. [ I%b ¥
Lo o
; GEAR WHEEL SHAFT. C
g - ScALE:- | To | FooT.
e —— ] m an
S 1|
| 24 _nl
) )
W 1
T
AR

A | Bt

GEAR WHEEL  p
RIM.

ScaLe: V2 10 | FooT

MACHINED DIA

SKETCH SHOWING COLLAR ON PINION FORGINGS FOR
OBTAINING TRAMSNERSE TEST PIECES.

ha To BE FORGED FROM SOLID.STEEL INGOTS, COMPRESSED, SOUND & FREE FROM FLAw.  ITems A. B &C. 10 BE ROUGH MACHINED To WITHIN V4 OF
OiMENSIONS GIVEN 1.2. 8 ON ALL FLAaT SURFACES & RADII % /4" ON ALL DIAMETERS. THE HOLE IN ITEMS A % B TO BE FINISHED BORED
TO DIMENSION GIVEN. ITEM D TO BE ROUGH MAcHINED 1O WITHIN %8’ OF DIMENSIONS GIVEN ¢.¢ %16 ON ALL FLAT SURFACES & RADII & 78
ON ALL DIAMETERS & BORES. SPECIAL CONSIDERATION TO BE GIVEN IN THE PROCESS OF MANUFACTURE OF GEAR WHEEL RIM & PINIONS
T0 ENSURE THAT A MAXIMUM UNIFORMITY OF MATERIAL & As EQUAL A DEGREE OF HARDMESS OVER THE SURFACES AS IS POSSIBLE

TO_BE MAINTAINED AT THE PLACES MARKED THUS % ALL PARTS TO BE PERFECTLY SMOOTH % FREE FroM FLAWS OR DEFECTS

—r

WHEN FINISH MACHINED BY VICKERS= ARMSIRUNUD LiU. Wi s
10 BOARD OF TRADE 2% LLOYDS REQUIREMENTS, TESTS & INSPECTION.

SPECIFICATION OF NICKEL STEEL FORGINGS.

6'-4" OvERALL.
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H.P & |.F PINION SHAFT.

scaLe:- 1" T0 | FOOT.

L.P PINION SHAFT.

ScALE:- |" 10 | FOOT.

a i " %. Man MNOT TO
NicKEL STEEL TO CONTAIN FROM 3-25% TO 3-76% NicKEL WITH CARBON CONTENT FROM 21% TO 35%. PHOSPHORUS B SULPHUR NOT TO EXCEED 05 "% GANESE

ExcEED *7%. SiLicoN NoT TO EXCEED '25%. EVERY PRECAUTION TAKEN TO EXCLUDE OxYGEN, NO CONSTITUENTS BEING

ADDED SUBSEQUENT TO THE DE=-OXIDISATION OF THE BATH.

PINION BLANKS To 8E Repucep ar LEAsST |I' IN DIAMETER

g I'oN EACH SIDE OF EACH PINION BLANK EH_ MACHINING FROM THE FINISHED FORGING. PINION TO BE HeEaT TREATED TO

BETWEEN 825° & 875° C & THEN QUENCHED IN OlL. THIS TO BE FOLLOWED BY TEMPERING BETWEEN 580° & G50°C. CARE TO BE TAKEN THAT THESE UPPER TEMPERATURES ARE NOT

EXCEEDED & THAT SoAxING PERIODS ARE NOT MORE THAN NECESSARY. BRINELL IMPRESSIONS ARE TO BE TAakEN AFTER HEAT TREATMENT AT EacH END ON Twd DIAMETERS AT

RIGHT ANGLES N THREE DIFFERENT POsSIiTIONS OVER EACH TOOTHED FPorTION OF PINION. A RING OF METAL AS SHOWM

IN SKETCH TO BE LEFT ON END OF NICKEL STEEL PINION,

COMCENTRIC WITH THE TEETH 30 THAT TEST PiEcEs CAN BE CUT OFF FOR TRANSVERSE

Tests. THESE TEST PiEcEs SHoULD SHow A TENSILE STRENGTH OF NOT LESS THAN 40 Tons/D"

il . a8 - -
% AN ELONGATION OF 16% ON TesT PIECE C. LONGITUDINAL TESTS:- ULTIMATE TENSILE STRENGTH 40 Tons/O! ELONGATION 23% oN B.S. TEST PIECE,C D oR E AS APPROVED.

BENDING TEST:- TesT Piece ¥ Wipe.x ¥8 THICK TO BE BENT OVER A RADIUS NOT MORE THAN ¥4, THE PLANE OF THE BEND BEING

PARALLEL To ¥8 SiDE.

IMPACT TEsSTS TO0 BE MADE On THE NickEL STEEL FORGING.

TesT FlecEs N ACCORDANCE WiITH BriTisH EMNGINEERING STANDARD AssoclaTion DIMENSIONS

MusT ABSORB

: NOT LESS THAN 35 FT. LBS. WHEN TESTED IN A 120 FT. LBS. [200 MACHINE.

g
C
NotE '* GREAT CARC To AE TAkEM 1o TUe MANVFACTURE & ACAT TREATMENT OF

Tieet FoRaidas PARTicULARS! TWosE Fe& WE Pinior golar WAL, RiIMS
Eﬂﬂﬂu‘.ﬁ Wikt RE ForMEn THE TEEIH oF TAE GEARING

e

3 MNe OFF TESTS.
ITEM. DESCRIPTION. Workielseare, | MATERIAL. [TENSILE STRENGTH. ELONGATION.  |BENDING.
g. 1:; % |.P PINION SHAFT. : ‘::’. INICKELSTEEL. SEE SPECIFICATION.
_C. EEAR WHEEL SHAFT. : E |  |FORGEDSTEEL.|34 To 38 Tons/O! 122% oM BS. TesTCOORE! 180°
,.;;. Dr ] EIM- '4 2 L] ] L] L] L] L] it LB o _HI_ —1
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1

QUANTITIES GIVEN ARE TOTAL REQUER.

 FORGINGS FOR EXPERIMENTAL GEARING.
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Ne 2522.A./81BG.
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DRAWING CHARGE.:~ 2522. A.

SCALE :- AS MARKED.
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