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2. Threads must be free of burrs, chatter indication and abnormalities.

3. Lead Tolerance:
a. Over J total threads .0015
b. Over total thread length £0.0025
or the sum of .001 for per inch within
the total thread length, whichever is greater
4. Remove sharp corners of imperfect threads by
5. Thread pull out shall be in lead.

6. Gage Stand-in: Flush to 0.018"

machining.

7. 0.125 is new condition may be refaced to 0.062
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Pitch 3 threads per inch
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NOTES:

1. Remove sharp corners.

THREAD DETAIL
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Thread Taper 0.875 333

per ft.

Pitch 3 Threads per inch

See Note 5

2. Threads must be free of burrs, chatter indication and abnormalities.

J. Lead Tolerance:
a. Over 3 total threads £.0015
b. Over total thread length £0.0025

or the sum of .001 for per inch within
the total thread length, whichever is greater
4, Remove sharp corners of imperfect threads by machining.

5. Thread pull out shall be in lead.

6. 0.125 is new condition, may be 0.188 max. after refacing.

0.125 See Note 6
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