Slot 1/16 " wide, 3/32 " deep
with 1 " dia slitting saw

— ~— 0.257"

Thread diameter to u
suit -1 Crankcase

—= =— 0.062"

-2 CRANKCASE COVER

Aluminum Casting

—~— 0.370"

Drill 7/64 " @. 4 places
Drill #36 and tap 5-40 ( @
1/4 " deep, 4 places.
Locate in assembly

with 4-1 Cylinder

Drill 3/8 "folloed by 1/2" through.
Bore @ 0.594 ", 9/16" deep,
then expand bore to @& 39/64 "
(0.61") to full depth.
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* Aluminum Casting
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Drill 1/8 ", 7/8" deep 5/16 l—— =+ ~— 0.281"

two places
[ 0.150"
0.312"
—~— 0.125"

A
5/16" —] | —

| sy,

3/16"

Mill, file, grind, or graunch 1/4" wide
channel as indicated to clear 3-7 conrod

|
f |

7/8"
(ref)

1.050"

Drill Letter 'H', tap 5/16-24
Locate in center of boss

1.5635"

Screw cut 40 TPI
0.016 " deep

Ream 13/32" @
(20.406" )

~— 0.261"
Section A-A — l=— 0.370"
~— 0616" ——|
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