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1. BARE LA VA BER G B 6RM R™ B MRS . 1
Cracks, penetrating defects and serious mechanical damage are not allowed on
surface of the forging part.
2. T80 /5 R R AL EHRC26730.
Quenching and tempering after forging. The hardness of the forging part is HRC26"30. fmEEE, RERENT g
L ERENCL, RUBAO.5x5°. X E# ROLLER 3605-002-F (RN T)
Remove forging flash and burrs. All unspecified chamfers are 0.5X45° . K
ARHIBRIMEK, REBEREHRCS0760 , FRMEER4mm i1 F 5K THRCAS.
The outer diameter of the Roller is quenched along the peripheral surface.The M ﬁg%i mﬁ MIH& %ﬁ:m$ Igmzk E E A4 ;t 1 % %1 % D
hardness is HRC50 ~ 60. At the depth of 4mm, hardness shall not be less than HRC45. ﬁ ﬁ # i % ﬁ ﬁ ﬁ Eﬁ;si [i ﬁ 1:2.5 @ B—
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Electrophoretic treatment of part surface: Black, Gloss 40760; Film thickness: 0.017 ~ 01 AR E 2022-06-09 BAE # 40Mn2 or 42Crlo PRik JEE'OM! B”jl
0.025mm; Electrophoresis surface adhesion grid test: Grade |;The salt spray resistance 00 ﬂm}iﬁ -
of electrophoretic surface is longer than 340 hours. mzi i}a HE @WE% ?ﬂ:?&/ﬁ% %éh H ﬂ El gtal ﬁﬁﬁiﬁgﬁﬁﬁi?ﬂ%#
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