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TECHNICAL REQUIREMEMTS

Parallel displacement of middle wall & faces of *I' beam flanges relative to symmetry

plane of end faces should not exceed 0.2mm.
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Slope of middle wall and faces of 'I' beam flanges on the whole length should not exceed 0,2mm,

Deviation of connecting rod contour from out line template is allowed not morethan +0.1mm.

along the t1% bheam section of rod, +0.3mm along surface 'A', +0.2mm along .irfaces "/ "g"5F"

Variation in wall thickness of small end is allowed not more than 0,3mm.

Non-parallelism and misalignment of axes of holes at small end and eye cnd should not exceed

0.3mm over a length of 200mm.

Size 71,2 -0.1mm should not be checked at "K".

Non-perpendicularity of bores #45.8 +0,.16mm and #38.8 +0.062mm.with reference to surface

should not exceed 0,03mm.

Weight of the cdmponent should not exceed 5760 gms,L

Nark the component number and serial number using electrograph method.\
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