| 7 | 6 | 5 | 3 | 2 |
147,6
1.6
143,5 V unless stated
18,5
14,4 @11.0 c bore 17 deep
AN
%\ ° @6.6 drill thru
l l 4 places
hdl |
|
< [ Q] — ]
2
@ | I
\\J | |
O
@ &
O
86,0
162,00 61,9
81,00 55,9
36,6
(o]
6.5 - 3 deep (see G M10x1.5 - 6H— —
/Eg\ i P ) Thread to bottom
. S 3 places on p.c.d. ©119.0 +0,04 _
g = . -0,00 —E
7 N\ N\ L fer | G
/ // g] \\ \ M
II [ ]2’20 v | .
ol i | G(3:1)
Q \t\ '\ - | /ll I
N \ ! I )Y
013 ‘\\ / | o s?o) |
§ \\\ \ ) 450 I Aso . / // / 0{90 @d_)l_ |
o N ~— — N ‘& 19 o I'
= °$ /. < A <7 ~ g \Y Q\O)QQ é’% m‘ E-LrI—J
28 ; T =R \ N O' d)l
o | ’ | | o
i B ] ] S
I | L Ll
I I I |
3,25
M2.5x0.45/ \ \U 0,025
6.0 deep 3,25 M2.5x0.45
6.0 deep

3 places on p.c.d. @147.2

32,00

3 places e.s. on p.c.d. $136.0

98,00
0.5 deep recess

Notes:

(1) Sharp cutters with low feed rate and depth of cut should be used for reducing residual stress on the

machined surfaces.
(2) Cutting liquid must be used.
(3) Careful clamping to avoid excessive clamping force.

(4) Rough in the large pocket at the preliminary machining stage, leaving an allowance on the inner

diameters to remove at the final operation.

(5) Remove material symmetrically with respect to the centerplanes with multi passes when roughing

closer to the final dimensions to achieve balanced residual stresses before the final fine machining.
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