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1. Foundry
to burn

2. Carousel
Handle the plane of the connector
in size according to the drawing.

3. Boring
Face flat bottom
neck, mill
±20 ± 10 '
drill hole 12,
under the thread M20 according to the drawing.

4. Locksmith
Drill a hole
cut the thread
strip the burrs
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Копировал Формат A1

1. Foundry grade 3 ... 5.
2. Cracks, shells, delamination, surface pores are not allowed.
3. The accuracy of the casting 8-80-8 GOST R53464-2009.
4. Tolerances for casting in accordance with GOST 2009-55.
5. Other technical requirements according to GOST 5761-74.
6. Unspecified casting radii - 5 mm.
7. Processing in sizes in square brackets to produce together with the
details of XB-27.00.00.02 and XB-27.00.00.05.
8. Size processing in parentheses to produce in place.
9. General tolerances in accordance with GOST 30893.1: H14, h14, ±
IT14 / 2.
10. Lobovina right XB-27.00.03-01 - mirror image XB-27.00.03

* Lobovina left for ZhVN-12 vacuum pump


