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THREADS FOR AFBMA TAN-22 LOCKNUT
     NUMBER OF THREADS PER INCH 12
     MAJOR DIA 4.325-.0112
     PITCH DIA 4.271-.0083
     MINOR DIA 4.223

1.962
LENGTH OF 

THREADS

60°  ±5'

32
POLISH

1.920 c
1/4

2-PLC

.074 +.006
-.000

+.010
-.000.118

c

63

-C-

.001

.973
a a

c

c
1.829 3.337

.615

6.139 REF

4.192
b

.077

.001

.078
+.030
-.000

Ø3.656
+.000
-.002

Ø5.750
+.000
-.001

Ø7.120

Ø7.625

Ø8.937
±.005

b

c

Ø3.500
c

#6-32 NC X .25 MN DP 8 HOLES
EQ SPC'D ON A 4.000 DIA B.C.

1/4-20 UNC THRU 48 HOLES
EQ SP ON A 8.4646 DIA B.C.

ECO NO. SYM. ZONE DESCRIPTION

REVISIONS

DATE APPROVAL

5/16-18 UNC X .625  DP
FROM OPPOSITE SIDE, 4 HOLES
EQ SP ON A 5.375 DIA B.C.
(DO NOT BREAK THRU)

c

.3748/.3745 DIA THRU 4 HOLES
EQ SPC'D ON A 5.125 DIA B.C.

SULFURIC ANODIZE
MIL-A-8625-C

TYPE II, CLASS 2, .0002-.0004 THK.
.ALL DIMENSIONS AFTER ADDITIVE FINISHES.

ALLOW ONLY 1/2 OF THICKNESS
FOR SURFACE BUILDUP.

MATERIAL:  NITRONIC 60

HT. TR.:   ANNEALED H900

FINISH:  PAINT PER CUSTOMER SPEC'S

COUNTERSINK ALL TAPPED HOLES. DRILLED HOLE
TOLERANCE IS +2% / -1% OF SPECIFIED DIAMETER.

125   OR STOCK FINISH
FILLETS AND RADII TO BE    .010 MAX

REMOVE BURRS AND SHARP EDGES. UNITS:  INCHES [MM]
TOLERANCES: a=±/005[.13]  b=±.010[.25]  c=±.030[.76]

        d=±.060[1.5]  e=±.125 [3.2]  f=±.250[6.4]
        g=±.500[12]  angles=±0°-30'

DR   DPD   05/23/03

CHKD   DJK

ENGR  DPD

APPD   SJS

PROJ NO    506xx

NEXT
ASSY A-070976XX-D

SCALE   1/1        WT   22

SUPPLIER REQUIREMENTS
DRAWING

SUPREQDWG.DWG
DWG
NO

REV

SH 1  OF 1

-B-
Ø.002 A C

Ø.002 A C

Ø.002 A C

Ø.015 B C

Ø.015 A C

Ø.004 AØ.002 A

NOTE:
1.  ALL DIMENSIONS REFERENCE UNLESS SPECIFIED.
2.  OIL FOR SHIPMENT AND STORAGE. ok

63 63

4.190

Ø7.872+.000
-.002

-A-

Ø7.222+.000
-.005

Ø7.000
c

CLK 6/7/03   PaR P.O. #12789, Item #2

Incoming Inspection 
Documentation 

1

3

4

5

6

7. Indicate in the "Tolerance" block on the
    print that countersink of all tapped holes
    has been accomplished; finish or stock
    finish is correct; fillet and radii are within 

tolerance; burrs and sharp edges have
    been removed.

8. Read all notes on the print and indicate
    beside each note that it has been
    addressed.

9. After all of the above steps have been 
completed. Using a yellow highlighter, 
highlight each dimension to verify that it

    was found to be within tolerance. If a 
dimension was found to be out of tolerance 
and a nonconformance was generated and 
dispositioned, circle the dimension using a

    red pen and indicate that the dispositioned 
nonconformance report is attached to the 
print.

10.Inspector to stamp, sign or initial the print
     and date.

11. Add PaR Purchase Order and item number
     to print.

12. These inspection requirements are part of
      your company's deliverable and must be 

submitted with the part.

7

8

9

10 11

‘Automating the Reach of the World’

1. Beside each tolerance feature on the print, 
write down the actual measured dimension.

2. Beside each geometric tolerance feature on 
the print, write down the actual dimension.

3. Beside each finish mark on the print, write 
down the actual finish on the part.

4. Beside each weld symbol, indicate weld is 
proper size and acceptable.

5. Check the "HT. TR." block on the print. If 
heat-treating is required, write down the 
actual hardness of the part. (i.e. RC 45)

6. Look at the print to determine if an additive 
process is required. If so, indicate that it has 
been completed. (This information may be 
located in the "Finish" block or in the notes 
on the print.)
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Inspection Steps


