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DETAIL A
MACHINING
NOTES :
1. ASME Y14 .5-2009 IS USED FOR ALL DIMENSIONING
AND TOLERANCING.
2. DO NOT USE MACGCNETS FOR HANDLING OR MACHINING
OPERAT IONS.
3. APPROXIMATE WEIGHT OF CORE STEEL 1S 27 LB.
4. > FEATURE REQUIRES CLAMPING TO MATING PART,
JLO0O08098, DL MAGNET CORE - TOP, PRIOR TO
MACHINING,
5. > USING .25IN HIGH CHARACTERS, ETCH WEIGHT AND
PART NUMBER OF CORE HALF IN AREA AS INDICATED.
6. > FINISH OUTER SURFACES WITH RUSTOLEUM #964402
SEMI-GLOSS SAFETY RED PAINT. FINISH POLE FACE
SURFACES WITH GLOSS URETHANE VARNISH THINNER
1:1 WITH MINERAL SPIRITS, WIPED ON THEN WIPED
OFF WITH A LINT FREE CLOTH.
7. > APPLY LPS 3 RUST INHIBITOR TO ALL MAJOR MATING
SURFACES PRIOR TO ASSEMBLY, PER MANUFACTURER'S
INSTRUCT IONS.,
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