10

2.1
Cabin (Top coat)
(- Chassis
Parts and Driving Units ) ( Final Inspection )
8- 12
(Chassis with Cab)$ ( Rear Body )

Dump Truck 1Tank Lorry 1 Truck Tractor 1 Fire Fighting 1 Concrete Pump,
Universal Cargo

(Fixed Location )

2-3 4-5
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3.5-11.5

Trailer® 374

2.1 Chassis with cab

2.2

11

12
(Semi
(Full’ Traileryw 39.2
374
(Truck Tractor)
(Trailer) Tractor

(OBUL

(CKD)

(Brand name) Nissan
Diesel

(Chassis with cab)



Tractor Model:_ CWMA430HT _

Trailer Model:_TRC-971

DIMENSIONS

2.1

1400 155.3)

-~y

\ L

oL

WEIGHT DISTRIBUTION

TRACTOR

Chassis with cab
Fifth wheel

Equipment

Curb weight
Crew
Trailer kingpin weight

G.v.w.
COMBINATION
FA =5588

FITTING RADIUS

Front

4200
22
207

4429
195
964
5588

RA =

Front fitting

Tractor R1= 2140 mm

Trailer R3= 2010 mm

Difference R1-R2= 120

Rear Total

3485 7685
278 300
213 420
3976 8405
-130 65

12061 13025
15907 21406

15907

Rear fittin
R2= 2020 mm

R4= 1890 mm

>100 R3-R4= 120

12

Date : 25/7/97

Inspector : Suphan

ES
i : W
32 R ot BV I 7 B viy:'.swﬁ
A e PN
¢ %}@/
TRAILER
K/pin Axle Total
Trailer empty weight 1589 2411 4000

Payload 11436
Trailer loaded 13025

weight

13564 25000
15975 29000

Trailer axle - 15975 GCW =37381

FIFTHWHEEL

g Ground Height
H1= 1395 mm
2= 1390
>75 H1-H2= 5 <50

Pin diameter
D1= 2.0 inch.
D2= 2.0 inch
D1-D2 =0

Overall height of Coupler =1,390
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2.3

2.2

chassis fame

3. chassis frame 4,

cross member battery, fuel tank

Ladder type
(side rail) (Cross
members)
23.1. (Side rail)
(Bending Stress)
(Transverse Load) Side
rall (C-Channel)t

(Flexural Rigidity)



14

232 ) (Cross member)

(side rail)
1
Side ral
2. rolling force
3. Center bearing, propeller shaft
233 (Joining of the frame parts)
Cross member  Side rail
Bolt & Nut
'18%(h=HIT) 2.3
P
2.3
234 (Stress Concentration)
Stress
(Sectional Stress Concentration) External

force

()



(Side rail)

TR Y ST R

24

The coaek orsurs g
imnpreper ﬁm‘zhing';g
dsilling, #

N

Cragk

235 (Frame Reinforcement work)

Side rall

15



2.3.6
(1) 3-6

hoir2

2.6

(2) (V-Groove)

ke the Vogroove 90 a0 the ciack

3
[ 3.5-2am

2.1

)
(Welding electrode)
Defect (crack, undercut, blow hole) 100%

B2 caroful mot i

Finish the sirface and the t
Aave wadarcut

back fare vy the griades

gﬂﬁ 2.8 ANWLUDITAELTAULNTY



23.7

17

(Shape of the reinforcement of the frame)
C-Channel

Side rall

Qzr

2.9

Side rall

210

ice rall
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4 Side ral

10:100% Side ra 07-10)

\"
.
\\
“~
\\ 2
N -
‘.r'
/"”‘
I'/
.~"’
; i ey

211 steel liner

238 ) (Important caution to the frame reinforcing

E=F ; e
}.... ..... ...,.........i.... SN, - i_,_'g__ k 3
: a0 I .
i : 6 o
b0, B eaesacne (S
/)/ S = R
Z e o8 B’ G
: A £l Nt }

2.12

< 08 ( )
> 04 (

SAPH 45 (945A-SAE)
(tensile strength) 45 kg [ mm2

3 Side ral Side
t:]



2.1

ide rall
30 .. Stress concentration

J » @< A L

srmargannsaeesneas

2.13
Stress concentration
Undercut overlap 1blow hole 1
Stress concentration Stress concentration
16-18
2.0-3.0
15-18
X
) C L j E J
V=X ol
2.14
Fatigue strength
Undercut undercut fatigue strength

Undercut  Undercut
Fatigue strength

19



2.2 Crack (Weld) Fatigue strength
2.3 Poor penetration Fatigue strength
2.4 (Blow hole)

Fatigue strength

(3)
Defects

@)

41 Jig & Fixture
4.2
43
4.4
45

2.3.9
fatigue strength

W@ W (eI
il 1»1% %te

2.15

20



Ane
WP ., 1(U4 « urU")wa.um‘T.

1 4 ltummwBidii ,V

24
punch upper shoe
die lower plate bolster
Punch die
clearance
(cutting) (shearing)
(bending) (forming) (drawing) (blanking)
(piercing) 2.16
blanking  piercing
) '\D““ -
o ¥/ hEak
i
{m 1z} (A}
2.16
blanking ~piercing 3
(plastic deformation) punch
(elastic ~limit)
(penetration)  punch die
(fracture) blank
113

213

10,000

(economy of
10,000

scale)
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strip layout
bracket blanking
2-3 2.17

blanking 1.5-2
2.18

X 21 »&31 ? «

7T B L

2.17

g1 vmm It ty 21

2.18

piercing
219 219



3,

L
punch

2

23

slot
2.19
pilot hole pin  pad
blank 2.19

o mmam&mww _ @v
C-i]
(4"

i---mw \\\:r§;L - °\~J
uaua.wl.ﬁemﬁ) w;aﬁ:

. e [.“QE wew\mqm
& " “
— g s
S flwsan- #aquw&rwumaa Rhe
RHAN AU s s
2.19
88-90 ( spring back )
die
(
1) 220 88-90

yasitl **2H




1
2
3
4,
5.
2.3
blanking 2.4
2.3
230 . . 1508
25~ ./F
15 ..
15 ..
24

(flatness)

blanking

+0.05

+0.13

+0, -0.05
+0. -0.10

+0.13

+0.25

+0, -0.10
+0, -0.30

+0.4
+0.3

+0.5%

24



2.5

coupler
5

2,237,250

25

plate
1,500,000
300 8 100/
(machine downtime)!] 20 %

= 1,500,000 / {(5x300x8xL00x1(100% - 20%)}
=156 | | )

1,500,000 15

1,500,000
A = P(CRF, i, )
= P(AIP.15%,5)
= 1,500,000(0.2983)
= 447450

447 450 5
( 731250 )
233 |
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2.6 4
I} (Shearing)
2 (Bending and forming)
3 (Drawing)
4 ( )
26.1 (Shearing)
1

2. Bevel Shearing

bevei shearing

S

222

3. Blanking

2.23 blanking
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2.6.2 ) ( Bending and Forming )

2. Forming
Punch  Die
Embossing
2.26 emhossing
(Drawing) Punch Die

= ; S
sUN 2.27 msuustuuy drawing
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2.5

SIMPLE DRAW
| e o -
COMPLICATED FORM
CUT&TRIM
FORMING
FLATING&EMBOSSING
SPCC
SPCEN
SPHC
SAPHA45
Stainless steel S304
410L

SAH55

2.6

(Pressing pressure)

p= (L.5)()(®CTb

P= (0.04)(S)(t - 0.2)Gb

p= 2.7)HMTs

e
1

0.5)(H(MGb

p= (0.5)(S)Ge

Tensile strength:Gb

Kg/mm2

33

31

38

47

57

45-48

57

Ratio

1.00

0.94

1.15

1.42

2.03

1.40

1.73

Yield strength:Ge

Kg/mm
25
18
27
31
31

26-30

44

28

p= Punch pressure
I= Punch all around length(mm)

t = thickness(mm)

Gb = Tensile strength(Kg/mm2)

Punch pressure

o
1

S= Punch area(mm2)
t = thickness(mm)

Gb = Tensile strength(Kg/mm2)

p= Punch pressure
I= Shearing length(mm)
t = thickness(mm)

Ts= Shearing stress(Kg/mm2)

p= Punch pressure
I= Punch all around length(mm)
t = thickness(mm)

Gb = Tensile strength(Kg/mm2)

p= Punch pressure
S= Flating area(mm?2)
t = thickness(mm)

Ge = Yield strength(Kg/mm2)

Shear strength:Ts

2 Ratio Kg/mm'* Ratio
1.00 25 1.00
0.72 25 0.96
1.08 30 1.15
1.24 38 1.45
1.24 54 2.08
1.12 36-39 1.40
1.76 46 1.77



2.1

21.1

()

Masking

S

(Painting)

2.1.2

(Precautions on painting) 3

(Nissan Diesel Emblems)

Front cab corner panel
Side deflector
Side splash rubber

Masking
1-5 (1)
(Various caution plates)
(Rubber seal)
Rear fender ( )

Door handles and finishers

29
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2.1.2
1. (painted film  thickness) (primer  coating)
(finished coating) 30
2. micro-tester
- (painted film hardness) MITSUBISHI UNI
HB 51l
400 2.28
"/4‘0‘ : (lu I Z
7
/ L O ~d
gﬂﬁ 2.28 AUABNAFAUAMUUTIVDIF
4, 4N 45
N #+1 .
5
) (painted film adhesion) 1 cutter
Cross cut (adhesive tape)
6.
(magic ink)
1. ( ) 120
130
8. 6 1 100% (visual check)
9,
500 lux
(dlust) (fogging) (scratch)

(sander and file marks) (orange peel)
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