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3 
DO NOT SCALET-11S DRA'NING. WORK TO AGURES 
UNLESS OTHERWISE NOTED. 
lJNI FSS OTI IFRWl'1F srFllFIFf) 111MF~~SION~ ARF IN 1~,c:i 1~s 

DIMENSIO\IS /\ND TQ_ERANC::::S /\RE IN ACCORDANCE 
WITH ASME Yl-4.5M-1994 

2 
MATERIAL AND HEAT TREAT 

MATERlfll: MPIF MIM-220C ~EF. 

HEAf T~EAT: CARBURl~E (:•.70% C.P) 

HARDNESS: HR 5n 88 92; J.JOS' MIN.EFF CASE 

Fl"ISH:SEEl'-UTE2 

I 9) .127±.001 REF. 

3L 

R.003_.00L 
SEE NOTE 5 
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.185±.0015 

I ~---- .865±.003 

I GRIND 

\_g-

NOTES: 

1. ALL MACHINING TO BE DONE PRICR TO :::iLATING. PROTECT SHARP EDGE TO PRVENT 
DAMAGE PRIOR TO AND DURING PLATING. 

2. O.OOD2-0.C004 ELECTROLESS ~ICKEL PLATE. BAKE@ 350' FOR 24 HOURS. 
3. ALL DIMENSIONS SHOWN ARE TO BE HED AFTER HEAT TREAT AN:J PLATING. 
4. FOR DIMENSIONS NOT SHOWN SEE D-EXP10399. 
5. SHARP EDGE OR BURR IS NOT PERMISSIBLE. 
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REVISIONS 
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i--------1--( .161±.002 I B 

MODEL PART NO. PART USE A 
iiNL[i~6T7i~~~~c~irrn Remington Arms Company 

X.XXX ± 0.005 rTLE 

XXXiOCIO SEAR SAFETY CAM 
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