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A. See also S-904 "Gauges, Wire & Metal"

B. The following clearance hole diameters for machine screws should be used
to insure mating of pieces misaligned by a maximum of 1/32 inch.

SCREW FINE OR MAJOR HEAD CLEARANCE
SIZE COARSE DIAM. DIAM. HOLE DIAM.
2-56 C .086 .167 T/64
3-48 C .099 .193 1/8
4-%0 C .112 .219 9/64
6-32 c .138 .270 11/6k
8-32 c .16h .322 13/6L

10-24 c .190 .373 15/64
10-32 F .190 .373 15/6k4
1/4-20 c .250 192 9/32

C. In sheet metal work, external tooth lockwashers (LWE) are to be used
exclusively. The one exception is on the front of front panels where
internal tooth lockwashers (LWI) shall be used when required.

D. To allow for greater play between mating parts, swage nuts (NT129) or

tapped holes shall be uséd/pmly where a héx nut (NTH) would not d a cessible
or where frequent separation of mating pieces is expected.

E. Countersunk screw holes should be used only where functionally required.
A countersink limits the amount of play between mating parts.

F. A countersunk hole should never be mated with a swage nut ag ther is z ro
play allowed in this type of construction.

G. With the standard tolerance oy fractional dimensions as + 1/6k4, the
the use of a 64th dimension should be avoided.

H. Holes on mating pieces should be referenced from the same points. See
the drawing on the next page.
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Handles should be placed on front panels 1 3/8 inches from each edge.
This leaves 16 1/4 inches between handles.

In order to insure proper operation of slides, the outside width of the
basic unit (exclusive of the front penel & inclusive of the side plates)
should be 17 + 1/6b4 inches.

The following type and tempers of alluminum should be specified and used
wherever possible:

2024-T3 High gtrength and hardness, screw machine products.

5052-H32 General sheet metal work, zero bend radius.

6061-T351 Heavy duty structures.
6063-T5 Extrusions and tubing.

Nominal weight of aluminum-Pounds per lineal foot:

THICKNESS
INCHES
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WIDTH IN INCHES

4 [ 8
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.588 .882 1.18
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.188 <442 .884 1.33
«250 . 587 L7 1.76 2.34 2.94

Not enough distance between part edge and hole. If the amount
stock between the part edge and a hole is less than the metal
thickness, piercing will produce a bulge on the part edge.
Correction: Move hole; alter the blank profile to allow more
metal, or use a notch instead of a hole.

1.77 2:21

Problem: Holes too close to a bend.
Rule: Minimum distance from a hole edge to a bend is 1.5 times
material thickness plus the band radius.

The following chart is for recommended hole sizes for Type F
thread cutting tapping screws in sheet metal and structural

steel.
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sary; if material is very soft a size smaller drill should be used.

P. Problem: Failure to provide relief notches for bend within blank
profile. (As shown)
Solution: Change blank profile to provide necessary relief.
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IMPORTANT: For satisfactory results holes must be neither too large nor too small. Size of hole depends upon kind of material,
its hardness, uniformity, etc. In most cases hole sizes shown are suitable. If material is very hard a size larger drill might be neces-

TMC FORM SPEC 1

1M.-8-64—-AINS.



, THE TECHNICAL MATERIEL CORP. S-951 /
REVISION SHEET MAMARONECK NEW YORK st e,
DATE REV. SHEET | EMN # DESCRIPTION APP.
4/28465 1 of 4 O= ORIGINAL RELEASE FDR PROD{XTION,
10/19/6p A 4 15002 | Revised per EMN A,

11/12/6p B 4 15193 | Revised per EMN

TMC FORM MLRA~1, OGILVIE PRESS, INC. NO. 489M TYPEMASTER




