Works Form 370. 25M—4-B-31. sammo i w.na 1 mibit nBu' Artiﬁl! 1
HEAT TREAT SPECIFICATION ParT NoL0307=DL
L gy e D 19%25 _Farmall ___WORKS

~ PURCHASED FROM TRACTOR WORKS.
Nawve__ Piston Pin A e

o 1 R 2
MAT foree
ERIAL I.ID ._)1.....0 m NO. Pcs.
AP _CR _Size - . __REQUIRED
—WEIGHT PER PIECE
ROUGH - FINISH | L FOR _ e
ITEM
No
1 HEAT FOR FORGING AT I~ TiME
2
3 FORGE QUENCH
4
5 DRAW
6
7 NORMALIZE AT IN PUsH HoLD TOTAL
TiME TIME Time
8
9 ANNEAL AT
10
11 CLEAN MACHINE
12
= P 1 = NO. OF Pcs
13 Provect  Clay inside when carburizing, PER BOX
14 o
15 CARBURIZE AT (2 Hw 5N PUSH HoLp TOTAL
1625=-1675 TIME TIME TiMe
16
17 DEPTH OF CASE CooL IN Box QUENCH IN
ig ANNEAL
19 MACHINE
20 0
21 HEAT AT =169 i ™ PUSH HoLo OTAL
15?5 166«5 i' L TIME TIME TIME
22
23 QUENCH IN 0il. AT For
24 0
25 rReveaT at 1400=14 N PUSH T TOTAL
T l OO l 50 TIME TIME TIME
26 .
> m"r
27 QUENCH IN Water AT FOR
rdi
20 DRAW (PARTIAL)
30 0
31 DRAW AT 2400 N PUSH HoLo TOTAL
(ALL OVER) o TIME TiME TimMe
32
33 QUENCH IN
34
35 REMARKS:
36
A QTT g (7 1,
i PURCHASED FROM WRACTOR WORKS.,
38
39
40
a1 - — = A s i = e
42 BRINELL ROCKWELL SHORE FILE
43 PHYSICAL AND
MICROSCOPIC 75"'90
44 TESTS
45
46

MWER

METALLURGIST ?

FOR CHANGES, SEE REVERSE SIDE. ParT No. 30207=DA




Works Form 370. 25M—4-B-31.  sawre w iaos. Exhibit "B™, Artiocle 2

HEAT TREAT SPECIFICATION ParT Nol0300=DA

— b« 28 19328 — Farmall = WORKS
PHRCHASED FROM TRACTOR WORKS ,
Name____ Gnnnaci:ing Rods —_—

FORGING
MATEHmLLm 1040 .'.‘:.'!E NO, Pcs.
e ®E 0 size 00 Reauimeo
——WEIGHT PER PIECE—— ;
ROUGH FiNISH FoRrR REWEC DT TR Pl
ITEM
NO.
] HEAT FOR FORGING AT IN TIME
2
3 FCRGE QUENCH
4
5 DRAW
(1
7 NORMALIZE AT IN PusH HoLp TOTAL
§ TIME TIME TIME
° Awneacat 1600°F, for 1 hr. 30 min., Cool in air.
10
11 CLEAN MAacHINE
12
No. ofF pPcs,
13 PROTECT PER BOX
14
15 CARBURIZE AT N PusH HoLp ToTAL
TIME TIME TIME
16
17 DEPTH OF CASE CooL IN QUENCH IN
18 ANNEAL
19 MACHINE
20 o
21 HeaT aTL500=1525F, w PUSH Horol hr ToTAL
TIME TiME TIME
22 30 min,
23 QUENCH IN “?ater AT FOR
24 0
25 Reneat aT 900=1000"F, w~ PusSH Horo 1 hr, ToraL
TIME TIME TIiME
26 30 min,
27 QUENCH IN Wa,ter AT FOR
28
29 DrAwW (PARTIAL)
30
31 DRrRAW AT IN PUSH HoLD TOTAL
(ALL OVER) TiME TIME TiME
32
33 QUENCH IN
34
35 REMARKS:
" E.I.eotrig Furnace used for all onert tions,
37 PURCHASED FROL TRACTOR WORKS
38
39
40
a1 e e —— SR— : Ll
a2  BRINELL ROCKWELL SHORE FILE
4 YSICAL AND
) EQF:CF!OSCOP!C 50‘40
44 TESTS
45
46 -
47

il
METALLU RG!‘S’TT

FOR CHANGES, SEE REVERSE SIDE. PART NO. 10300-1}5‘




Works Form 370, 25M—4-8-31. swiktes iw w.a.a. uhiblt' ”B“ ’ ‘rt 1° l. 3

HEAT TREAT SPECIFICATION ParT No.10356=DA

b= 28 19329 _ Fermall = WORKS
PURCHASED FROM TRACTOR WORKS.
Name____Crank Shaft, = B2 TR0 |

MaTerial{D 3140 FORGING > 2 Sol P
P = s o - . < S . - SV N REQUIRED
——WEIGHT PER PIECE——

ROUGH RE FiNISH e FOR copu il S el —e
ITEM

No.

1 HEAT FOR FORGING AT ] TiME

2

3 FORGE QUENCH

4

5 DRAW

6

7 NORMALIZE AT N PUSH HoLbp ToTAL
» TIME TIME TIME
9 ANNEAL AT 1650-170’0°Fa

10

11 CLEAN MACHINE

12

No. oF Pcs,

13 PROTECT PER BOX

14

15 CARBURIZE AT IN PUSH HoLp TOTAL

TIME TIME TIME

16 y
17 DEPTH OF CASE CooL IN QUENCH IN
18 ANNEAL

19 MACHINE

20 0

21 HeaT AT 1525«1560 F, i~ PusH HoLd 4 hrs, Tora
22 10 min.

23 QUENCH IN ‘.”ater AT FOR

24

25 Reneat aT950=1000°F, PusH Horo 3 hrse ToTaL
26 ; 50 mine

27 QuencH iIn Cpgl in alpar FOR

28

29 DrRaw (PARTIAL)

30 °

Fl

¥ BNiIoMine 4007 T o Tone-
32

33 QUENCH IN

34

35 REMARKS:

36

37 Rough forging may equal or exceed above hardness.,

38

39 This sheet applies to electriec furnasce only.

a0 PURCHASED FROM TRACTOR WORKS.,

a1 = Y = P00 T,
42  BRINELL ROCKWELL SHORE FILE
83 MigRoscoric. 43=48

44 TESTS

45

46

WL dbest o &

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No. 10356=D4




Works Form 370, 25M—4-B-31.. streo % v.sh KIhibit "B“ ’ Articla

. HEAT TREAT SPECIFICATION ParT NalB766=DA
. Jw 18 032 o Farmall _____WORKS

Name___ Camshaft

MaTeriacMD1015Fy, Forsins . 5
BASERE 4&2 __size 2=]/4"™ R4,  Recuirén ]

-WEIGHT PER PIECE

RoucH 15,007 Fivise 11,45  Fon3e3/4 x 5 = 4 Cyl, Fngine T-20

qu' HEAT FOR FORGING AT 2250—2300031. N Time 25=30 Min.

2 (Tractor Wks.)

3 FORGE QUENGH

4

- DrRAW

6

7 NORMALIZE AT IN PUsSH HoLb TOTAL

. TIME TIiME TIME

9 ANNEAL AT

10

11 cean Pickle at macuine Copper plate rough forging and machine,

12 Tractor ks. e, ~

13 prorecr COpper plate and paint thread end "“S%Swo™ 15

14 with non-cas

15 carsurize aT 1 675=1725"~Holeroft Gag !;’USHSG minonma ¥-3TjL 31l hrs.

4 Carburizer s

17 DEFTH OF CASE 1/16 - o/hr‘" cooL in BoX. QUENCH IN

18 ANNEAL

19 MACHINE

20

21 HEAT AT 1450"150003'. N EIOVi-DU.ty PUSH HoLp TOoTAL & hrs.
TIME TIME TIiME

22 Batch Type

23 QuencH IN Brine, AT FOR

24 Sand Blasgt = X f

25 REHEAT AT N PUSH HoLo TOTAL

%5 TiME TIME TIME

27 QUENCH IN AT FOR

28

29 praw (ParTiaL) Thread endg and timing gear with torch.

30

31 DRAW AT N PUSH HoLp TOTAL

foo (ALL OVER) TIME TIME TiME

33 QUENCH IN

34 Ingpect for hardness.

35 REMARKS:

30

37

38

39

40

A1 e g e e LI L = 1 AR e

a2 BRINELL ROCKWELL SHORE FiLEHard

43 PHYSICAL AND

| MbhascErc 75~90 Check with file,

45

46

Re Ba ,.I-_T-Q.G.‘QC. | Ty iy

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No. 18766=DA -




Works Fornt 370. 25M—4-8-31. smwreo mwus.a ﬂxhibit an' r.rtiOlQ 5

HEAT TREAT SPECIFICATION PART NO.17 224D
B N 193_2 = __Farmall _WORKS
Name___ Rear /ixle. : iy
materiae LD 3140 Forsine bx MO BEs,

oeuNe xSz 3e3/4" R, Recuireo 2
WEIGHT PER PIECE
Rousn 87480  rinisn 2648l  ror  F=20 Farmall L,
ITEM
NoO. N AN a On r =
1 Hz=AT For Foracing AT 2400%F, N TIME (I-.,ilw;_‘n_ ree l_%s)
2 See note under remarks.
3 FORGE QUENCH
4
5 DrRawW
6
7 NORMALIZE AT N PUSH HoLo TOTAL "-
. TIME TIME TIME 0
s anneauar 1650°F, Holeroft innealer 24 min. 13 hrs,
10 48, min,
11 ceean Rattle machine  Finish machine except grind,
& MO, OoF PCs.
13 PROTECT PER BOX
14
15 CARBURIZE AT IN PuUsH HOLD TOTAL
TIME TiMe TiME

16
17 DEPTH OF CASE COO0OL IN QUENCH N
13 ANNEAL
19 MACHINE
20
21 Heat aT1475=1525%F, w Elece Rotary fust 6 min, Howo Trua- @ hrse
22
23 quencH In [ater, AT FOR
24
25 REHEAT AT IN PUsH HoLp TOTAL
= TIME TIME TiME
27 QUENCH IN AT FOR
28
29 DrRAw (PARTIAL)
30
s prawar 5500F, (Jdn) ™~ Homo PusH HoLo Tota. 4 hrs,
e Brush and polish for inspection.
33 QUENCH IN
34
as REMARKS:
;: lo suench axle in water to flange. Leave flange soft.
o 2e Swaged at Milwaukee Works, and Flange upset in 7" ijax at
S Farmall,
40
a il ey s wn b e oY W o N E D))
i BRINELL ROCKWELL SHORE FILE
43 PHYSICAL AND 62=67 on splines and bearing
44 TESTS |
45
46 3
a7

_Rn _Et. HGG'QQ. oy

METALLURGIST

aa

FOR CHANGES, SEE REVERSE SIDE. PART NO. ]_7&‘__"1__1)




Works Form 370. 26M—4-8-31. rawmeo m w.e.s Exhibit "Bn", Article &

HEAT TREAT SPECIFICATION ParT NoL5041~D
9.5 B0 103 % — - Farmall
Name___ Balt Pulley Shaft Bevel Gear.

WORKS

MateriaL MD 3115 Forcing nx

T ve a4 Size 2" Sq. REGURED -
= WElGHT PER PIECE—
ROUGH i FINISH I .75# FOR F-20 Fm__ﬁ___ ).
Nto.' HEAT FOR FORGING AT 2250°FI N Tme 1 hPe (Tthor
2 WkB)
3 FORGE QUENCH
4
B DRAW
6
7 NORMALIZE AT N PUSH HoLD TOTAL
g TIME TIME TIME
9 ANNEAL AT 1725°F. 2 hrs, = 30 min, (Traotor work') :
10
11 ceean Pigkle at macumne Finish machine except broaching of spline.
12 Tractor Workse. b e et
13 protect Both sides with copper caps and rex sox 44
14 non=gcase. o
15 ~ carsurize aT1650=1700% i~ Holoroft GﬂBPus*Bg Min, HOLD ;13;2'. 21 hrs.
16 Carburizer 20 min,
17 DEPTH OF CASE 3/64-1/16“ cooL in  BOX, QUENCH IN
18 ANNEAL .
19 MACHINE
20
21 neat aT1550=1578°F, w Gas Rotary pusi § min, Howo Torae 1 hr,
22 12 mine
23 QUENCH IN 0il AT FOR .
24
[+] .
:: reneaT ATLAD0=1475 Foin Gas Rotm ?rl;lag 3 ming #alil_t_‘l gﬂ:‘I'EL. 1% hrt.
27 QUENCH IN 011 AT . FOR
28 Wash - X
29 DRAW (PARTIAL)
30 Sand Blesgt = X
o B00-350°F, ™ Home Time e Toae~ 1 hre
;; QUENCH IN 30 m._
24 Polish for inspeetion (Three teeth)
35 REMARKS:
36 l. Brind bore and broach splines after heat treatment. Bore
37 mst be kent soft.
38
39
40
s EREE ROCKWELL SHORE 4 FILE Hapd
43 PHYSICAL AND :
G reere 75=85 Check with file.
45
46
" i o= = T A W e 3 e Tl N o iy i
Be Ba Molonn - oo TGN EURSC S

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. partT No. 40041-D




Works Form 370. 2SM—4-8-31.  smures w u... Exhibit mpv  Article 7
HEAT TREAT SPECIFICATION parr No20E96=D

12 = 29 193] —_ _Fayaall @

Name___ Transmission Spline Shaft & Bevel Pinion,

WORKS

MATERIAL 1@3115 FORGING K PRAINE,
25 S size 1=7/8" Rd, Resbimeo 1
—WEIGHT FER PIECE——

Rousn 14,3 Fivist  Q,6F rForn F=20 Formall

Y fEear-ron FORGING AT 2000"2100°F. w~ Ges Forge ime 20 min,

2 Furnace

3 FORGE 2“ A"{JEJC. QUENGH

4

5 DRAW

6

7  NORMALIZE AT IN PUSH HoLp ToTAL

5 TIME TIME TIME

g ANNEAL AT 1650°F. Holeoroft Annealer 28 min, 18 hrs,
10 40 min,
11 CLean mactine Gear, rough cut lerge spline, copper :
12 plate thread and,mroy@ cut small splines
13 - protect Section to be threaded by copper "Fimsox

14 plate o

15 careurize aT1650=1700" i~ Holeroft Gas Push 32 min¢?:.€ ToTaL 21 hrs,
16 Carburizer o M= 20 min.
17 DEPTH OF CASE 3/64-1/16" coor in BOX QUENCH IN

18 ANNEAL

19 MACHINE

20 0 )

21 HEAT AT] 575 F. N Rot&ry (2,4“ Pusi 4 min., Holo Torar 1 hYe.
" TIME il TIME TIME 30 mino
23 QUENCH IN 0il AT 0 FOR

R4 Draw all in Homo = 900-1100" Total Time 4 hrs,

25 ReweaT AT Ggar end onky Lead pot PusH HoLo Torar 8 min,
26

27 quencH in - Water AT FOR

28 Wash = X

DRAW (PARTIAL)

Sand Blast ~ X

M
w

30

2 T - o IN o } ¢
:1 praw a1 300=-350 1 Homo PUsH HoLp ToTaL 5% ﬁio
33 QUENCH IN

34 Polish for Inspection - X

35 REMARKS:

36 l, Finish spline, cut threads and '‘grind after heat treatment.
37 2o Hold spline hardness to low limit for cutting of splines.
38

39

40

. BRINELL ROCKWELL SHORE | FILE Hapd
43 PHYSICAL AND Gear end 756=856

as  Yesseteore Splined end 45«55

45

46

47

R, E. laGeg, b el Tl 2 ME

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No. 20696=D




Works Form 370. 25M—4-8-31.  sninves m w.s.a

Exhibit "g", Artiole B

HEAT TREAT SPECIFICATION PART No. 20697=D

12 = 29 193 1 — . Parmell == woORKS ’
NAME Second and Third Speed Sliding Gear.
Materiar MD3115 Foraing R

e n CRNSE R size Jed /AT Rd, sgDSFRSED 1

——WEIGHT PER PIECE——
ROUGH 14.58 Finisd 9.0 FOR F«20 Farmall
Nl';' HEAT FOR FORGING AT 2250‘23000F. IN Time 40=45 min,

4 (Tractor Wks,.)
FORGE QUENCH

2
k |
s MAnneal = 1725 F. for 2 hrs. 30 min. (Tractor Works)
5 ok Pleckle = Tractor VYorks.

6 Rough machine blank.

7

8

NORMALIZE AT N PUsSH HoLo TOTAL
TIME TIME TIME
o Annzauar1880°Ps in rotary 6 min, push -~ total time 3 hrs,
10 !
11 CLean macuive Finish machine, except broaching of
12 splines. il 3 s
13 protect Bore with copper caps and non-case remacx . 12
14
15 careurize at 1650=1700 |Nﬂolcr0ft Geas Pususu min.no._n ToraL &l hY,
16 carburizer TIAR- 20 win
17 DEPTH OF CASE 3/64-1/16" CooL in DOX, QUENCH IN
18 ANNEAL
19 MACHINE
20 &
21 HeaT a1l550-1576"F. ™ Gas rofary pusid mine Howo Torar 1 hre
22 12 min,
23 QUENCH IN 0110 AT FOR
24
25 REHEAT A'r1450-14?5° in Gas Rot&ry Pusi O MiNgHoo Tora. 1 hr.
TIME TIME TIME a .
26 12 min,
27 QUENCH IN Oil. AT FOR
28 Wash - X
29 DRAW (PARTIAL)
30 Sand Blast = X
31 DRAW AT 300-550011 IN Homo PUSH HoLD Torar 1 hr,
(ALL OVER) TIME TiME TiME o
32 30 mine.
33 QUENCH IN
34 Polish for inspection. (Three teeth)
35 REMARKS:
36 lc Grind bore and broach splines after heat treatment.
37 Bore must be kept soft, Chamfer bore after inspection.
38
39
40
a1 L = - - e i BT Ly
42 BRINELL ROCKWELL SHORE FiLEard
43 PHYSICAL AND 75=-85 Check with file,
44 TESTS

R, B, ligGea, A RIS S
METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No.  2089%=D




Works Form 370, 25M—4-8-31. sewree ™ vona mibit -B- » utiﬁla 9

HEAT TREAT SPECIFICATION Parr No20B9B=D
12 = 29  1e3 ) __Farmall @ WORKS

NaAME ___ LQELI_SDBB_G. Goar. Sz b S s e £

ateriaL MD 3115 Foraing HE
e wETEX  ®X size 2=1/4" Rd, Resvimen 1
——WEIGHT PER PIECE—— 7 .
RoucH B, 5# Finesi_ 1,687 rFor Fw20 Farmall =~
I;?" HEAT FOR FORGING AT 3250‘33000F IN TIME 25=30 min,
(Tractor Works)

2

3 FORGE . QUENCH

a Pickle at Tractor VWorks.

5 DRAW

6 : ;

7 NORMALIZE AT IN PUsH HoLD TOTAL

g TIME TIME TIME -

9 ANNEAL AT 1550°F, in Holeroft Annealer 28 min, 18 hrs.

{0 &0 min.

11 ceean Rattle macuine Finish machine and broach keyway.

12

13 PROTECT ngér-?!;gfs‘ 48

14

15 carsumize a7L650=1700° ~ Holeroft Gas Pusu 32 mingioo Tora. 21 hrse

16 Carburizer 20 min,

17 DEPTH OF CASE 3/64 B 1/16" cooL in  BOXo QUENCH (N

18 AMNNEAL

19 MACHINE )

20

2t mear aT1550=1575%F, ™ Gas Rotary russ & min, mo.o Torau 1 hre

22 12 min,

23 auencH IN - 041 AT FOR ) ‘

24

25 REHEAT A71450-1475°F. N Gﬂs Rotm ?USH 5 ming HoLD TOTAL 1 hr. .

IME TIME TIME

26 12 min,

27 QUENCH IN 0il. AT FOR

28 Wash - X

29 DrAW (PARTIAL)

30 Sand Blast = X ; :

31 Dnawjnw_qJSOO-Z&OoFo N PUSH HoLo Tora. 1 hTe

5 (ALL OVE IME Time 30 mo

33 QUENCH IN

34 Polish for inspeotion., (Three teeth)

35 REMARKS:

36

37

38

39

40

:; BRINELL ROCKWELL Silel ] FAoRL FILEgard

43 PHYS!CA‘LO'A::\JCD ;

a4 Tests . 7585 Cheek with file,

45

46

A7, L SRR R e N e A - e
R, K, MgGeeo e e

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No. 20698=D




“'OI_L.IFUrm 370, 25M—4-8-31. weeD o Uina ;.‘.Xhibit an’ AI'tiClB 10
HEAT TREAT SPECIFICATION PART No20699=D
—Jd2 = 29 1931 == FRYSREL —___WORKS

Name_____Seeond Speed Gear, ! i e

MATERIAL D 3115 Foraeing T

M-LT——_:&_ __size 2m] /4" R3,  RealiRes 1

——WEIGHT PER PIECE—
Roucn 4,08fF  rFinisu .J-D]’r_' For F=20 Farmall.,

ITEM

[}
A I RAT ROk ForGing AT  2250~2300 F, IN Time 25=30 Min,
2 % (Tractor Wks.)
3 FORGE QUENCH
4
5 DRAW
6
7 NORMALIZE AT N PuUusH HoLp TOoTAL
) TIME TIME . TIME
)

9 ANNeEAL AT 1725 F. - 2 hrs, = 30 min. (Tractor Works.
10
1 cuean Pigkle at macuine  Finish machine and cut keyway,
12 Tractor Works. MO Or Bea
13 PROTECT PeR soX 36
14
15 camsumize a1.650-1700° wHoleroft Gas fhaed2 mingHoo Tuee 21 hrs,
16 Carburizer 20 min,
17 DEPTH OF CASE 5/64-1/16" COOL IN Box, QUENCH IN
18 ANNEAL
19 MACHINE
20
21 Hear aTl550=1675°F, ~Gas Rotary rusud min, Howo Fora: 1 hy, -
22 12 mino
23 auenca in Qil. AT FOR
24
25 Reneat aT 1450=1475%F o8 Gas Rotary fus«3 min, %owo Toran 1 hy,
26 12 min.
27 QUENCH IN 0il., AT FOR
28 Wash - X
29 DrAw (PARTIAL)
30 Sand Blasgst = x
31 DrAw AT B00=350 F N Homo PU:H HoLp Tc:nu_

(AL ER) TimE TiME
32 Polish for inspection, (Three teeth)
33 QUENCH IN
34
35 REMARKS:
38 l. Grind bore after heat treatment.
37
38
39
40
- T Ly AL e e e e L
a2 BRINELL ROCKWELL SHORE FILEHard
43 :ﬂHYSICALD;NcD ‘
as  Tests coH 75-85 Check with file,
45
46
a7

___Re E, MeGeeo

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE, parT No. o0699=D




Worke Form 370, 25M—4-8-31.  saureo e Exhibit

HEAT TREAT SPECIFICATION
AR 29 1933 v+ Farmall ==~ WORKS
Name__ Third Speed Gear. R e
materiae MD 3118 Forcine - o

NO. PCs.
__REQUIRED

CEIONGE GRK size 2" RaCoa Sqa

——WEIGHT PER PIECE——

4,755  Fousu  2,40f rFor  Fe20 Farmall,

ROUGH

ITEM

HEAT FOR FORGING AT 2250‘230003‘0

"B", Article 11
ParT No.20700=D

1

Time 20=25 Hino

1 IN
2 a (Tractor Wks.)

3 FORGE QUENCH

4

] DRAW

6

7 NORMALIZE AT IN PusH HOLD TOoTAL

e TIME TIME TIME

s aweauar  1725%F, = 2 hrs. 30 min. (Tractor Works)

10

11 cean Pigkle ab Macrine  Finish machine and cut key way.

12 Tractor Works,. b B b

13 PROTECT PER BOX d2

14

15 CARBURIZE AT1650-170001NH010r0ft Gas _I;':J:I—GZ min, Horo Torac 21 hrs.
; 3 TIME TiME

16 Carburizer 20 min,
17 DEPTH OF CASE 3/64. . 1/16" cooL IN BoX,. QUENCH IN

18 ANNEAL -

13 MACHINE

20 o

2t Hear al550-1575"F, =~ Gas Rotery rusid min, Howo Torac 1 hr,
12 min,
23 QUENCH IN 0il AT FOR

24

25 Reweat av 1450=1475°Fy Gas Rotery gusw 3 minoyoo Torau 1 hi,
26 : 12 min,
27 QUENCH IN 0il. AT FOR

28 Wash - X

29 DRAW (PARTIAL)

30 Send Blast - X :

" Bmsr, 800-850°F, w  Homo Gl ¥ose feree 1 hre
3z 30 min,
33 QUENCH IN

34

as REMARKS: y

36 l. Grind Bore after heat treatment,

37

as

as

40

4]’ — - . — e
s2  BRINELL ROCKWELL SHORE rFiLe Hopd
43 PHYSICAL AND

s Yesyeseeme 75-85 Check with file.
45

46
b ¢ . e al s s UL - TS A, o -

__Ra E. MoGea, k> SRR LY Ay e
METALLURGIST 3 = idh

FOR CHANGES, SEE REVERSE SIDE. PartT No. 20700=D




Works Form 370, 25M—4-8-31, samreo mw us.a m1 bit "B" ' ArtiCl. 12

HEAT TREAT SPECIFICATION PART No.20701=D
— S 'O - Faprmall == WORKS
. Nam=___ Fourth Speed CGear. FA R
MavkruaL MR SRR TORehe *x No. Pcs.

exwwx @k sze 2w] /A" R,C.SqRecvires 1

WEIGHT PER PIECE -

Rouan 545  Fmusw B1F  ror  F=20 Farmell,

i HEAT FOR FORGING AT 2250—;3300°F, IN Tim= 25=30 min,
% (Tractor Works,)
3 FORGE * QUENCH
4
5 DRAW
7 NORMALIZE AT I~ PusH HoLp TOTAL
R i TIME TiME TIiME
o  anneaLar 1725°F, for 2 hrs, = 80 min. (Tractor Works)
10
11 ceean Pickle at Tractow-i~= Finish machine,
12 w '!’
| WOTX 8o No, OF Pcs. -
13 PROTECT PER BOX a4
14
15 camrsurize ar 1650=-1700% Holeroft GaS_I;IUjE 22 mingjcn.p Torall hTSo
16 Carburizer ' 0ia TIME 30 mine
17 DEPTH CF CASE 5/64-1/16“ CooL M QUENCH IN
i8 AMNNEAL

. 19 MACH N
20 0
21 HeaT aT 1550=1575 F. IN G'EJ.S ROt&I’y PusHd) mine Howo ToraL L hr.

TIME TimME TIME . s
22 12 min,
23 QUENCH IN Oil. AT FOR
24 0
25 rRereaT a7 ]450=1475 Fy« Gasg ROtB.ry Pusu 3 min, HoLo Torae 1 hr.
TiIME TIME TIME 2

26 12 mine
27 Quencht v 0il. AT FOR
28 1.",’&511 e
29 DRAW (FPFARTIAL)
30 Sand Blast -Ox
N BT, 800=350"F, ™ Home B Goen Tesae 1 hre
a2 30 min,
33 QUENCH IN
34 Polish for inspection . (Three teeth)
35 REMARKS: .
36
37
as
39
a0
a1 . —LOTE = e R, R
4z BRINELL ROCKWELL SHORE FiLHard
» MICROSCOPIC. 75=85 Cheek with file,
44 TESTS

°
46
‘47

R, E, loGee,

METALLURGIST

FOR CHANGES, SFE REVERSE SIDE. ParT No. 20701-D




Works Form 370, 25M—4-8-31.  semmed w w.ta Exhib"it "B"’ Art;[olg 13
HEAT TREAT SPECIFICATION parT No20T702=-D

e d e IR 193 R T (v Fa.rm&ll __________WORKS

NAME High Speed Sliding Gear. e &L
MaTeriaL BD 5115 FORGING

SRR m SI1ZE 2 ReCo Sqo RECIEI.(CRSED 1
——WEIGHT PER PIECE——
RoucH __ 6,10# Finisn B o4 For F=2Z0 Faormall, =%
ITEM
N'?' HEAT FOR FORGING AT 3250-2300°Fo IN TiME z0=30 min.
2 (Tractor Works)
3 FORGE #* QUENCH
4
5 DRAW
6
7 NORMALIZE AT N .’Zujg ‘{-‘P.L-E %DJQL
8

9 ANNEAL AT 172,5°F. for 2 hrse = 30 min. (Tractor ‘-.'Iorks)

11 crean Pigkle at MACHINE Finish machines

12 Tractor Works. ob B

13 protect Bore with copper caps and NON=GASEe, FEr 50X 20

14

15 camsumize t1650=1700° m Holeroft Gas: Pusd 32 mingioLo Tora. 21 hrs.

16 Carburizer 20 mine.

17 DEFTH OF CASE 3/64—-1/16" CcoL IN Box. QUENCH IN

i8 ANNEAL

19 MACHINE

20

21 '  HEeaT .AT1550-1575°F. in Gas Ro‘bary Pusu 3 mine ¥0LD ‘i__OTA'_ 1l hr.
TIME IME iME

22 12 mine.

23 QuencH in 011, AT FOR

24 0

25 Reweat AT 1450=1475 Fyr Gas Rotary rust 3 mintowo Tora. 1 hr,

26 - 12 min,

27 uencH in - 041, AT Fo®

28 Viash = X

29 DrAW (PARTIAL)

30 Sand Blast = X

1 praw At 300=350°F, ™ Homo Ruse Howo Torae 1 hyo

32 80 min.

33 QUENCH IN

34 Polish for inspection. (Three teeth)

35 REMARKS:

36

l. Grind bore and broach splines after heat treatment.

o Bore must be kept soft. Chamfer bore after inspection.

38
39
40

e b R " ; . £
a2  BRINELL ROCKWELL SHORE FiLeHard

43 PHYSICAL AND

T Migrdscoric 7585 Check with file,
45

45

47

_R; E, MoGeea Te

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. PaRT No. S20702=D




Works Form 370, 25) 831, runtioom was f“xhibi t "B” ’ Articlﬂ 14

HEAT TREAT SPECIFICATION ParT No20703=D
12 e 29 " jo3% . Fpyrmall = = WORKS

Name__ Low Speed Sliding Gear,

- : = For
MaTeriaL D 3115 QRGING ¥ No. Pcs. 1
ull EQUIRED

—WEIGHT PER PIECE——

RoucH 8.5 Fivise & o 6F ror__ Fe20 Farmall

ITEM

HEAT FOR FORGING AT 3100"&3000 N TiME 25 mine [Ft o*-."'?ayne]

FORGE * QUENCH

DRAW

NORMALIZE AT 16500 PusH : ?onu.z hrso(rt
"™M515 min.(Wayme

ANNEAL AT

ciean Pigkle at macxine  Finish machine except broach spline,
Ft. Wayne NO. oF Pcs

protect Both sides with copper caps and - rersox 16
1non gasee

carsurize AT L650=1700 mHolQrof‘t Gas PUSH32 mint_ioub ToraL 21 hrs.

Carburizer ™ 20 min,

DEPTH OF ‘CAS= 0/64_.-1/16“ CooL IN Box. QUENCH IN

ANKEAL

MACHINE

Heat at 1550=1575°F, m~ Gag Rotary Pusu3 mime Moo

TiME TimE

QuencH in - 011, AT FOR

rewear av 1450-1475°F v Gas Rotary eusuB mine u
QUENCH IN 0il, AT FOR
Wash = X
DRAW (PARTIAL)
Send Blast = X
praw a7 300~350°F, ~ Home PUSH

(ALL OVER) TIME

QUENCH IN

Polish for inspection (Three teeth)

REMARKS:

l. Grind bore and broach eplines after heat treatment.
Bore mist be kept soft. Chamfer bore after inspection.

BRINELL ROCKWELL SHORE ; FILEHar;i |

PHYSICAL AND

PacROSEORME 76=-85 Cheek with file.

R. dug HQG'GGu

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. ParT No. 20703=D




Works Form 370, 25M—4-8-31. sawrio ww u.6.8

Bxhibit "3", Article 15

HEAT TREAT SPECIFICATION PART No.20704=D
— J8=29 993 . = Farmall : __WORKS
NAME _ Reverse Gear
mareriadiD 3115  Forcing = :
TEXTE  gex  szed~1/8" Rd,  Reabimen 1

WEIGHT PER PIECE -
RousH 8,13  Fiusu: 4,2% rFor  F=20 Farmaell.

ITEM

Nio' HEAT FOR FORGING AT 2100-220001‘1. IN Tivme 14 mine. (Ft .1-.4{&}’1'19)
2
- FORGE * QUENCH
4
5 DRAW
6
7 MNORMALIZE AT 16500}?. IN PUSH HOoLD ToTaL O hrSo(Ftn
g TiME TIME TIME 15 min(;_-’rame
9 ANNEAL AT
10
11 ciean Pigkle at macwine  Finish machine except grinding of bore.
12 Ft., Wayne
13 PROTECT a‘fn NISEP";’T);: = 24
14
15 CARBURIZE ;.-r1650—17000mﬂ0101‘0ft Gag PusudE minge Howo Torar 21 hPSe
A Ca.r'burizer TIME TIME TiME 20 min.
17 DEPTH OF CASE 3/6{‘_——1/16" cooL in B@X QUENCH IN
18 ANNEAL
19 MACHINE
20 0
21 HeaT AT 1550=1575 F. =~ Gasg Rotary PusH 4 min,Howo Tora. 1 hTre
IME TIME TIME
22 56 mine.
23 QUENCH IN 0 AT FOR
24 o
25 Reweat at 1450-1475 Pv Gas Rotary rust 3 minouowo Tora. 1 hr,
26 ' 12 min,
27 QUENCH IN Oiln AT FOR
28 Wash = X
29 AW (FPARTIAL)
30 Sand Blest - X
' RRGIH00=550°F, Homo Toae i Tore L bre
" 30 min.
33 QUENCH IN
34 Polish for inspection. (Three teeth)
a5 REMARKS:
36 l. Grind bore after heat treatment.
37
38
39
a0
41 ———- E— — -— - L
.2  BRINELL ROCKWELL SHORE FILE Hard
43 PHYSICAL AND
as  Teste o core - 75-85 Check with file,
45
46
a7

R, E, licGees,

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. Part No. 20704=D




Works Form 370, 25M-—4-8-31.  sawrzo o wna. mibi‘ ﬂn" utiol’ l‘
HEAT TREAT SPECIFICATION pan NOROTLELD
12 - 30 1831 SREEREES: | | v SR __WORKS

Name____Power Take Off Sheft Bevel Gegar

materiaL MDD 3115 Forcine 1.9 NO. Pcs
Seexexr @ size 22" R0, Sq, Reauviren )

——WEIGHT PER PIECE——

ROUGH 5495F rFusn  B,25F rFom  F=20 Faymall ==

ITEM
N HEAT FOR FORGING AT 2250—230091'. N Time 25=30 min.
2 (Trastor Works)
3 FORGE QUENCH
4
5 DRAW
6
7 NORMALIZE AT N PUsH HoLp TOTAL
< TIME TIME TIME

9 ANNEAL AT 1735°F. for 2 hrs. = 30 min. (!‘raotor Workso)

11 ceeanPigkle at macuine Finish maghine ‘except broasch splines,

12 Tractor Yorks b Sl

13 ProT=cT Bore with copper caps and non ocase, FEr =ox 18 .

14

15 CARBURIZE AT 1650—1700%« Holeroft Gaw PusH 32 md;.";"—g ToraL 21 hrse

16 Carburizer ™M= 20 min,

7 DEPTH OF CASE 3/64-—1/16“ cooL in  BoXe QUENCH IN

18 ANNEAL

19 MACHINE

20

21 Hear AT1550-1575°F. ~  Gas Rotary pust 3 min, HoLo Jorau 1 hr,’

22 12 m.

23 quencH in 011 AT FOR .

24

25 REHEAT AT 1450*1475“?84 Gas Rotary PUSH O m:lno HDLD Torar. 4 hr,

TIME TIME

26 12 ming

27 QUENCH IN 011 AT FOR

28 Wash - X

29 DRrAw (PARTIAL)

30 Sand Blast ‘6 X ..

ot el MR B o2 R 50 mine

33 QUENCH IN

34 Polish for inspection. (Three Teeth)

35 REMARKS:

36 l. Grind bore and broach after heat treatment, Bore must be

37 kept soft. Chamfer bore after inspeetion,

38

39

40

:; BRINELL et ROCKWELL SHORE y FiLEHard

43 PHYSICAL AND

PR e ig 76-85 Cheok with file.

45 /

46

47 = e N et Ol N BRI e NS Y e BT Pik
R, E; MoGeea ST ST n Al A Ry N

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. PART No. £0714~D




Works Form 370. 25M—4-8-31.  smirea i v.n.a, ixhibit "Bn, Article 17
HEAT TREAT SPECIFICATION PART NoO. 2077 5D

—12 = 30 1931 — Farmall —___WORKS

Name ___ Power Tgke Off Gear

Materiae MD 3115 Forsine -1 - L
CEXME 0 ER 0 sz=6" X 1-3/4"F1atamnen1
—WEIGHT PER PIECE—

Roush 14,00 Fmsw  9,60F ror F=20 Farmell

ITEM

N|O' HEAT FOR FORGING AT 2250"230003'. I TiME 55-40 mn.

- (Tractor Works)

3 FORGE ES QUENCH

4

5 DrRaAW

6

" NORMALIZE AT ] PusH HoLp ToTAaL

- TIME TIME TIME

s anneaL atr 1725°F, for 2 hrs, = 30 min, (Tractor Works)

10

1" cieanPickle at mMacrine  Finish machine except broach splines,
12 Troctor Works, A T

13 protect  Bore with copper caps and non casewer sox> 5

14

15 CARBURIZE AT 1650—1700?\11{0101‘0f’t Gas Fl:usuﬁz min.t(OLD Tora. &1 hrse
16 Carburizer 20 min,
17 DEPTH OF CASE 3/64-1/16" cooLin  BOX, QUENCH IN

18 ANNEAL

i9 MACHINE

20

21 HEAT AT1500_15250F. wElee. Rotary _Prll.:ags min. HoLo Tota. 1 hr,
22 30 min,
23 QuencH in - 041 X ¥erin Gleason Presg°

24 Wesh - X

25 REHEAT AT IN ?‘IJ:J"E ??‘:‘_3 ‘!—'?.I:l_

26 Sand Blast = X

27, QUENCH M- AT FOR

28

29 DRAwW (PARTIAL)

30

" RMir.p00=350°F, ™ Homo s oo Toee 1 br.
32 30 min.
33 QUENCH IN

**  Polish for inspection. (Three teeth)

35 REMARKS:

36 lo Grind bore and broach after heat treatment., Bore must be

o kept soft. Chamfer bore after inspection,

38

39

40

a1 — —_— — - - _— AR
az BR NEL.L. ROCKWELL SHORE FILEHard
43 PHYSICAL AND 3

as  Tesrs on'C . 75=-85 Cheek with file,
45

46

a7

R, E. leGeo,

METALLURGIST

FOR CHANGES, SEC REVERSE SIDE. ParT No. &Q0715=D




Works Form 370. 25M—4-8-31, sawrmso m uisca, Exhibit "B», Article 18
HEAT TREAT SPECIFICATION PaRT NAL5103=D2
Y e IP 193 R Farmall WORKS
Name___Bayel REng Quasy - 0 . o ° i Tl
MateriacMD JL15 Foreine e l;o Pcs
e ®er sz Q" x 13" Flat Recvwmes )
——WEIGHT PER PIECE— —
ROUGH 23.0 FINISH 14306# For _ F=20 FMLLM____.--_. )
Nlé' HEAT FOR FORGING AT 25000F. IN TivMe 4 hr.(Tractor WkBo)
2
3 FORGE QUENCH
4
5 DRAW
6
r NORMALIZE AT IN PUsSH HoLo TOoTAL
- TIME TiIME TiME
9 ANNEAL AT 1725°F° for 2 hrs - 30 min. (!r&ctor Works)
10
11 crean Pigkle 2t Macuine Finish machine ¢
12 Tractor Works. R
13 PROTECT PER BOX 6
14
15  CARBURIZE AT 1650-1700qNH0101‘0ft Gas 18:::232 min HoLp Torau 2l hrs,
16 Carburizer ' ™ME 20 mine
17 DEPTH OF CASE 3/64-1/16" CooL 1N Box QUENCH N
18 ANNEAL
19 MACHINE
20
21 HEAT AT1525°F. wHagan Rotary ;fg;?ﬁmn. HoLp ToTAL 1 hr,
22 . 30 min,
23 aquencnin 01l =X =x Gleason Press
24 Wash = X 3
25 REHEAT AT IN #",’,&E ??J?ED ¥?JE?L
26 Send Blast - X
27 QUENCH IN AT FOR
28
29 DrRaw (PARTIAL)
30 0
¥ BUMLLPO0-350°F ™ Homo e S SR L L
33 QUENCH IN -
34 Polish for inspection (Three Teeth)
35 REMARKS:
35
37
38
39
40
:; BRINELL ROCKWELL SHORE 7 FILEHaPd
43 :ﬂH;l?eg:;é_ogr:::D 75=85 Gheek with file.
a4 TesTs
a5 -
46

_ Re E, loGee,

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE.

ParT No. 15103=D4




Exhibit "Bn", Article 19

Works Form 370. 25M—4-8-31, suares w us
HEAT TREAT SPECIFICATION PaRT NoL5291=DA
1l =13 1932 — Farmall == WORKS
Name___ Differential Bevel Gear., i ey
MateriaLMD 3115 Forcine xe No. Pcs.

Rexe PR 0 sze  2e] /4™ Sq,

——WEIGHT PER PIECE— —

2

REQUIRED

Rousw 7 Fiuse  4,25F  ror F=20 Farmell and Fe12

"' HEAT rOR FORGING AT 230003'. IN Tive 1 hr. (Tractor Wks)
2

3 FORGE QUENCH

4

5 DRAW

6

7 NORMALIZE AT 1600-1650%5[&5&11 Normel=eusul2 minsoLo Tora. 3 hrs.
8 izer 12 mins,
S ANNEAL AT

10

11 ceean  Rattle maciine  Finish machine except spline.

L 4 CS. .

13 provect Bore with copper caps and non-ease. ren sox 20

14

's careumize a1650=1700° wHoloroft Gas rusn32 mingsoo Torau 21 hrss
16 Carburizer 20 min,
17 DEPTH OF CASE 1/32 - 3/64“ cooL in  Box QUENCH iN

18 ANNEAL :

19 MACHINE

20

21 near atl550-1575°F, wGas Rotery eust 3 minm.toio Tora 1 hre

22 : 12 Min,
23 QUENCH IN 0il AT FOR

24

25  REHEAT AT1450-14’?5°F.!~Gas Rotary  rpusd Moo Toaee 1 hr,

26 12 Min,
27 QUENCH IN 0il AT FOR

28 Wash - X

29 DRAW (PARTIAL)

30, Sand Blast = X

B BMW(Ip00=860°F, ™  Homo o WP Tore- 1 hro
32 20 min.
33 QUENCH IN Water

34 Polish for inspeetion (Three teeth,.)

35 REMARKS:

36 l. Broach splines after heat treatment. Bore mst be kept soft.
37 2+ Chamfer after inspection for hardness of bore.

38

39

40

»  BRINELL l ROCKWELL 5 SHORE  FiLdHard
w  Migncecoric 7585 Check with file.
45

46

47

R, E, MoGeg, e E e =0

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE.

PART No. 15 29 l-D."x




Works Form 370. 25M—4-8-31. saires i v.sa Exhibit "B", Article 80

HEAT TREAT SPECIFICATION PART No.15350=D
—31 = 38 1038 —  Fapmall = WORKS
Name__Differential Pinion 200 S
mareriac MD 8115 Forcine s el

m___%x__ﬁﬁ_l-_ﬁfg" Rd., Recuiren 4

——WEIGHT PER PIECE-

ROUGH Z.Q%" Finise  0,.87#F For  FwlZ and F=20 Farmall,

ITEM
g HEAT FOR FORGING AT 2300017. N Time 1 hPre (Tractor Ta’kﬂ.)
2
3 FORGE QUENCH
4
5 DRAW
6 0 ]
7 Norwmauize aT1650=1650" wHagan Ilormal-:rjga.z mine yowo Torau 3 hrse
8 iger o ™ME 12 min,
9 ANNEAL AT i
10
11 crean Rattle MACHINE Finish machine,
12
13 PROTECT NF?Eﬁstopfs' 64
14

0
15 carsurize aTr1L650=1700"nHoleroft Cas Pust32 Min, Houp Torar 21 hrg,
16 Carburizer ita 20 lin,
17 DEPTH OF CASE 1/32 - 3/64_-" cooLin Box QUENCH IN
18 ANNEAL
19 MACHINE
20 °
21 Heatat 1525 F, w  Gas Rotery rust 3 min, HoLo Jorae 1 hr,
22 12 mine
23 QUENCH IN 0il AT FOR
24
25 REHEAT AT IN PusH HoLbD TOTAL

TIME TIME TIME

26
27 QUENCH IN AT FOR
28 Wash - X
29 DrRAW (PARTIAL)
30 Sand Blast = X
31 prawat B00=350°F, ™ Homo = HoLD S P M B
2% 510] min-
33 QUENCH IN
34 Polish for inspection, (Three teeth)
35 REMARKS: -
36
a7
38
39
40
41 e = S— — —_—
42  BRINELL ROCKWELL SHORE FiLE Hard
43 PHYSICAL AND
* MICROSCOPIC 75=85 Cheek with file,
45
46
4_?

R E, MoGea, ke g e . Hate -

METALLURGIST

FOR CHANGES, SEE REVERSE S1DE. ParT No.L5350=D




Exhibit "B", Article 21

Works Form 370, 25M-—4-8-31 FRINTED 1N UEA
HEAT TREAT SPECIFICATION PART No23306«=D
=3 - 1833 _— Fsrmall ___WORKS
NaME___ Drive Pinion Froect
MateriaL 1D 3115 Forcine HK %
& " 0. Pcs. A
EEENX  EX  size 2=7/8" Rd, Reoomeo 2
—WEIGHT PER PIECE *
RoucH  Da8lir rFimiusn 2,8l ror F=20 Farmell X
ITEM O
NO. £ oo . o
' HeAT For ForGing At £100=2200 Fe IN TiMe 15 m]_n‘(Fto;{:\-‘-}rne)
2
3 FORGE * QUENCH
4
5 DRrRAW
6 0.
T NORMALIZZ AT 1650 F. ™ f:g::l !I"lf’»ls-g ¥9-rm_5 i'LI'B.
8 < "™ME15 mine (Ft,
9 ANNEAL AT (‘.-‘::‘.Lfne
10
1 ceean Pickle at Macive  Finish machine except spline,
12 fte Yayne -
- 4 . o No. oF Pcs, -
13 protect Bore with copper cups and non cusge "res aon a7
14
15 carsumize at 1650=1700Y Holeroft Gas Pusn 32 mingiowo Tora 21 hrs,
16 Carburizer - 20 min,
17 DEPTH OF CASE 5/64-1/16" CooL IN ngo QUENCH IN
18 ANNEAL
19 MACHINE
20 o
¢ Hearatl550-1575 F. w~Gas Rotary eusu3 min, Howo Toad- 1 hr.
22 12 min,.
23 QUENCH IN Oil AT FOR
24
5 Rewear at 1450-1475Fi Ges Rotary tusw 3 mingowo Tome 1 hr,
26 2 mine
27 QUENCH IN 011 AT FOR
28 Wash - X
29 DRraw (PARTIAL)
30 Sand Blast s X
o R0L.9800=350"F. ™ Homo Thee | g Toa2- 1 hr,
32 30 min,
3as QUENCH IN
24 Polish for inspection. (Three teeth)
35 REMARKS:
3¢ l. Broech after heat treatment., Bore rust be kept soft,
37 &o Chamfer after inspection for hardness of bore.
3s
39
40
41 — : F—= - = e — e
42 BRINELL ROCKWELL SHORE FILEHard
2 MitRoscomic 756=90 Cheeck with file,
44 TESTS
45
46
47

By o LR hn_..maﬂ_ﬁj

METALLURGIST

FOR CHANGES, SEE REVERSE SIDE. PART No.

23306=D




Exhivit

Works Form 370, 25M—4-8-31,

PRINTED M 8.4,

HEAT TREAT SPECIFICATION

"B", Artiocle 28

PART No.26422«D

_ 12 = 15 193_3 — Farmall =~ WORKS
Name______ Dpiye Gear oW WAL V14 W
MateriaL 11D 3147 FoRrGING HiX _ NoO. Pcs
EASERE 2 OGRy  Size 29 __ReEauiRén 2
WEIGHT PER PIECE—— =
Roun 495 -, Fivsu 28086  rom Fe20 Farmall
ITEM
NO. )
1 HEAT FOR FORGING AT IN TIME
3 FoRGE Sxseex  Made at Tractor Workse
4
5 DRAW
6
7 NORMALIZE AT IN PuUsH HoLD ToTAL
TIME TIME TIME '
8
s AwneiLat1700°F, at Tractor Works.
10
11 crean Pigkled Macrine Finish machine,
12 No. oF Pcs.
13 PROTECT PER BOX
14
15 CARBURIZE AT IN PusH HoLp TOoTAL
TIME TIME TIME
16
17 DEPTH OF CASE COOoL IN QUENCH IN
18 AMNNEAL
13 MACHINE
20 2 o Lead Pot 4 per heat
3 5 D B ; 0
21 Hear At LDZ26=15650"F, wLea PUSH HoLo ToraL 25 min,.
22
23 auencu 8 Gleason Press FOR
24
25 REHEAT AT IN PUSH HowLD TOTAL
TIME TIME TIME
26
27 QUENCH IN AT FOR
i Wagh = X
29 DRAW (PARTIAL)
30 =
A\ AT =4
S BMLILH60 T w  Home e e T ¢ b
32 30 mine
a3 QUENCH iMN
34 Send Blast. = X
as REMARKS:
35
37
38
39
40
41 =y e e L 3 iy -
42 BERINELL ROCKWELL SHORE FILE
43 PHYSICAL AND
MICROSCOPIC
44 TESTS
45 Brin, 461=534,
46
AT - = e e S A LA
d _Re E;, MoGega e B 10 R i i L :
METALLURGIST
FOR CHANGES, SEE REVERSE SIDE. PART No.  26422=D
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