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MANDATORY

SERVICE BULLETIN

Service Bulletin No. 271A

(Supersedes Service Bulletin No. 271)
Approved by FAA

All Lyco:nlnz Engines Incorporating Cylinder Hold Down Plates

This bulletin is being lIsued to alert overbaul activities to the extreme caution necessary when painting the
cylinder base flange of the subject ‘engines. Any excessive amount of paint between the cylinder bold down plate
and the cylinder flange will lead to loss of torque on the cylinder nuts, and eventual stud and/or cylinder failure.

"(See step c. below.)

- The following procedure should be followed when
painting a cylinder;

a. Rpmove all old paint from the cylinder. A vapor
degreaser is best suited for this purpose.

B Magk off the {olloivmz partg of the cyllnder-

1. Rocker box section includtng the rocker box
flange.

2. Both valve ports and flanges.

3. Thermocouple hole.

4. Spark plug holes,

6. .Rocker box drain tube hole.

6. Push rod shroud tube holes.

7. Valve rocker shalt cover {lange.

8. All other exposed threaded surfaces In which
paint might accumulate..

NOTE

Masgking tape, corks, plugs, metalcovers, etc,
are acceptable for masking purposes.

¢. Spray = very light coat of zinc chromate primer
(- 0005 max. thickness) on the cylinder flange (figure
1). U tbe correct amount of paint has been applied the
color of the paint will be green with a yellowish tint
and the metal will show through. If the paint is too thick
the color will be a 2inc chromate yellow.

NOTE

It is imperative that the paint thickness on the
flange be held to . 0005 waximum. To measure
the thicimess of the paint layer one of two
methods must be used. A Tinsley thickness
gauge which incorporates a magnetic needle
and is scaled In tenths of thousandths 1s the
most satisfactory method. H this type equip-
ment 18 not avallable, use 2 micrometer to
- measure the thickness of the flange before and
after painting.” If the paint ie too thick it must
- be removed and repainted.

d. Mask off the flange area shown in figure 1 and
proceed to paint the cylinder with a black phthalate
resin type paint, properly thinned with Toluol or
equivalent. Avoid paint ''pockets’ or "runs".

e. Use a cloth dipped in thinner to clean paint {rom
all surfaces where paint may have accidentally accu-

mulated.

{. The best finish wlll result if the cylinder is air
dried for fifteen minutes and thenbaked in an oven untl

cowpletely dry.

SPRAY SHACED AREA BLACK
PER STEP -'D

SPRAY WHITE ANEA PER STEP -'C”
0005 MAX. ZINC CROMATE PRIMER

Figure 1, Cylinder Flange Area
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LYCOMlNG 0, 10, HO, HI0-360 PARTS CATALOG
‘ STANDARD CYLINDER FLANGE CHANKCASE MODEL ENGINES
CYLINDER PISTON AND VALVE TRAIN
CYLINDER RELATED PARTS
FIG. 0 QUANTITY PER ASSEMBLY
|Rer| . PaRt | - N (. THCTICT)
| 'NUMBER " DESCRIPTION Alaialalalaiafalelcic|c|olofals|B]s|s{a(B
18 | Litv|zl3|t|r]|2f2|2|zlefelei2frir|t]t]tf1]1
. . LIA|A|A|CID|DIE|[A|A|C|D|A|B|A|A|B[A[BJA]A
1.]73434° ROD ASSEMBLY, Push (A total of 8 required) AR|AR|AR| AR| AR|AR|AR| AR AR|ARJARIAR|AR]  [ARARJARIAR] [AR
73435* 1 ROD ASSEMBLY . Push (A tota) of 8 required) AR|AR|AR|AR|AR|AR|AR|AR|ARIAR|AR[AR[AR| |AR|ARIARJAR] |AR
79436 ROD ASSEMBLY, Push (A total of 8 required) AR|AR|aR|AR|AR|AR| AR| AR AR[AR|AR|AR|AR]  |AR|ARIAR[AR] [AR] -
73455* ROD ASSEMBLY, Push (A tofal of 8 required) AR AR
73450" ROD ASSEMBLY, Push (A total of 8 required) " |AR AR
73457 ROD ASSEMBLY, Push (A total. of 8 requirad) 1AR - [AR
73458° ROD ASSEMBLY, Push (A total of 8 required) AR| - AR
'73555°¢ ROD ASSEMBLY, Push (A total of 8 required) AR AR
73556" ROD ASSEMBLY, Push (A total of 8 required) AR 1 |AR
73557° | ROD ASSEMBLY, Push (A total of 8 required) : AR AR/
73558° ROD ASSEMBLY, Push (A total of 8 required) AR AR
- 2 | LW-18780 ROCKER ASSY., Valve - . s|8|8|/8|/8;8/8[8[8]8:8/8/8] |8/8]8|8 8
3 {74637 BUSHING, Valve rocker 8/8/8{8/8/6]|8/8{B8/8/8]8]8 8{8]8(8 8
4 /71268 ROCKER ASSY., Infake vaive 4 4
5 [67114 BUSHING, Valve rocker . 4 4
6 |71265 ROCKER ASSY., Exhaust vaive 4 4
7 {67114 BUSHING, Valve rocker 4 .14
"8 71549 WASHER, Valve rocker thrust 8 8
9 (LW-13790 SHAFT, Valve rocker : 414]4:4/4|4[4fa]ala]a]l4al4 414/4)4 4
10 | 72026 - SHAFT, Vaive rocker B 8 8
11 jw-12882 - TMRUST BUTTON, Rocker shaft g/ 8/8|s/8{Bt8|B|8|8/8]8]8 §j818{8 8
12 | 68732 GASKET, Valve rocker shatt cover 7 , 8 8
13 | 72710 -1 COVER, Valve rocker shaft 18] : 8
14 | STD-16Q WASHER, 1/4 internal Jock 18] 16
15. |STO-1411 NUT, 1/4-20 plain 16 16
16 [ 75906 . GASKET, Rocker box cover 41414[4lalalajaldi 441414 4/ 4]4/ 4 4
17 [67193 GASKET, Rocker box cover 4 4
18 61247 COVER, Rocker box. . 4141 4fa{al4a]4/4[4]4]4]4)4 414]4|4 9
19 {68795 COVER ASSY., Rocker box 4 4
20 |STD-1825 SCREW, 1/4-20 x 5/8 Iong pan. hd., L
o o _self-locking. 24[2412a124 24|24 [24]24]24]24] 24 [24124]32 (24| 24]24 2432 24} .
-{ STD-1825 SCREW, 1/4- 20x 578 long, pan hd., o '
T . seif-locking Y 21
21. 1102 PLUG, 1/8-27 NPT, Allen ' 414 41+14]4a]4]4]4]4]4/4]4 41 4
22 | 73966 SPACER, Fusi manifold BB 3
23 {STD-1918 SCREW, 1/4-20 x 1-1/8 long, 1l hd., b
. sell-locking’ o 3
24 71481 RING, Ol seal, 3/32 dla. section x 4-27/7" .0 4 .
25 | 68531 PLATE, Cylinder hold-down nut s|e|8|Bj8{B/B[8/8|8|B|8|8 g{e]8|8p8|8
§9531.. PLATE, Cylinder hoid-down nut 117 7
| 74327 - PLATE, Cylinder hold-down nut 11 1
26 ‘171133 NUT, 1/2-20 NF-3 cylinder hold-down 16 4 J
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LYCOMING 0, 10, HO, HI0-360 PARTS CATALOG
. , STANDARD CYLINDER FLANGE CRANKCASE MODEL ENGINES

CYLINDER, PISTON AND VALVE TRAIN
GYLINDER RELATED PARTS (Cont.)

FIG , 0 QUANTITY PER ASSEMBLY

dud s IR N -

|REF.| - PART o | o T EEEICT

' - NUMBER .. DESCRIPTION Alalalajaialalalsicic|c|p|D]|a|Bl|8|BB|A|B
18 : - S 4 Liv|21a{1{t]2{2|2|2{2|2{2|2)t{v|1][t|v |1 |}

A . L{a{A{A|C|D|D|E|A|A[CID|A|B]A[A|BJA[B|A|A

21 (71134 NUT, 378-24 NF-3 cylinder hoid-down G

1 28 (65321 . | GASKET, Exhaust flange ~ - alajala|a|4]a{4]4]4 414 44

I 175118 {GASKET, Exhaust flange B ' 8 :

29 161260 . FLANGE, Exhaust, stainless 41414(4)4 414144 4 4
30 |STD-35 WASHER, 5/ 16 plain 8 ) ‘ '

{731 |5T0-a75 | WASHER, 5/16 shakeproof lock 8

1732 |ST0-1410.__ "|NUT, 5/16-18 plain 18

e See latest adition of Service Instruction No. 106D for complete push rod application,
** Assemble on top side.of #3 cylinder on 10-360-818 Mooney instaltations.

. Figure 18. CYLINDER RELATED PARTS
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OVERHAUL MANUAL

6-118, (All Pistons. ) Uponcompletion of asgembly of
the piston rings, check the side clearance of the rings
in the grooves. Use feeler gage and straight edge as
shown in figure 6-11.

NOTE

Under no circumstaoces should oversize

piston rings be used Inchrome platedbar-

rels. ‘ ‘ o
6-119. Assembly of Cylinder. See figure 6-5. Coatthe
valve guides and valves with & pre-lubricant as des-
cribed in paragraph 3-39. Insert the intake and exhaust
valve intheir respective guides, The intake valve can
be identified by the fact that it is slightly larger than
the exhaust valve. Hold the ends of the valve stems and

" place the cylinder on the applicable cylinder holding

block. Install on each valve a lower spring seat (5),
outer and auxiliary valve spring (4 and 3), and outer
valve spring seat (2). '

" 'NOTE |

Assemble the dampéner ends of springs
{close wound colls marked withdye or lac-
quer) downward or pext to lower spring
seats. ’ : o

6-120. Compress the valve oprings with the valye
opring compressor and assemble the valve retaining
keys. If the valvels not seated properly the valve may
be seated by ustng a wooden hammer handle against the

. tipof valve stern and hitting bammer with palm of hand.

No other means should be used.
' NOTE

Sodium-cooled exhaust valves are assem-
bled withspecial keys and caps (32). Do not
fnstall caps until just before valve rockers
are installed, = -

'6-121. Installation of Pistons and Cylinders. See that

all preservative oil sccumulation oncylinder and ple-
ton assemblies {5 washed off with solvent and thor-

. oughly dried withcompressed air, Insert valve rocker

shafts in their bores in the rocker box, Immediately

- priorto assembly of pistonand cylinder to the engine,

space the rings correctly and apply a generous coat-
ing of the oil mixture described in paragraph 3-38,
Apply to the inside of the cylinder barrel and topiston
and rings working the mixture well around the rings
and into the grooves, StartingwithNo. 1 cylinder, pro-
ceed to install a5 follows; g ,

" 6-122, Rotate crankshaft so that No, 1 piston, when

tostalled, will be approximately at top dead center on
the firing stroke; this isdetermined by both tappets of

" No. ) cylinder being on the base circle of the cam

lobes. Before any attempt iz made to rotate the crank-

shaft support the connecting rods as shown infigure 6-2.

6-123. Assemble piston on cbnnéct.mg rod with ptston
number, which is stamped . on bottom of piston head,
toward the front of the engine. The piston pin should

_ be palm or hand push fit.- If the original piston pin is

tighter than a palm push fit, . it is porbably caused by

Revigsed Qctober 1974
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LYCOMING DIRECT DRIVE AIRCRAFY ENGINES Section 6§

Cylindery, Pistons,
end Yelve Troin

CYLINDER HOLD-DOWN PLATE

WSTAUCTIONS - ON ENGINES USING CTLINDER MOLD-DOWN
PLATES. DURING INITIAL TIGHTENRYG, USE
TWO SHMS BETWEEN EACH PLATE AND
THE BARREL ,LOCATED AS SHOWN. REMOVE
" SMME BEFORE FINAL TIGHYENING.,

Figure 6-31. Location of Bhims Between
Cylinder Barrel and Hold-Down Plates

nicks or slight carbon in the piston pin bore of the pis-
ton. If a new piston pin or plston 1s.to be installed,
select the pin to give a palm push fit at room temp-
erature of 15° to 20°C. (60° to 70°F.). After piston
pin is in place and centrally located, insert a piston
pin plug at each end of the piston pin.

6-124, Placea rubber cylinderbase oil seal ring (27,
figure 6-5) around the cylinder base, assemble the ap-
plicable piston ring compressor over the top piston
rings and installthe cylinder over the piston, pushing
the piston ring compressor ahead with the cylinder bar-
rel. This will encircle and compress the oil scrapper
ring of O-235-C pistons at the piston skirt. Aes thecyl-
inder barrel approaches the crankcase, catchthe piston
ring compressor as it drops off the piston skirt, When
the base of cylinder is seated on crankcase pad, se-
curg the cylinder with 3/8 Inch and 1/2 inch cylinder
base nuts, tightening the nuts finger tight only.

NOTE

CylMuoder hold-down plates (10, figure 6-6)
are not employed on all engines. Consult
the applicable Parts Catalog for model ap-
plicatlon. When applicable, install the
hold-down plates before assembling hoid-
down nuts. Alsopotethat ono-235, 0-290-
Dand -D2 series shroud tubes must be in-
serted prior to assembling cylinder to
crankcage. '

68-125. To assure proper assembly of the crankcase
halves and to eliminate the possibility of subsequent
loosening of cylinderbase nuts, a definite and specific
sequence of tightening all crankcase and cylinder base
nuts must be followed. Be certainthat crankcase halves
have been brought together, and fastenings securedas
directed in Section 7, before installing cyun}ers. The
cylinder base hold-down nuts are installed as described
in the following paragraphs, . :

6-21
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Section 6
Cylinders, Pistons,
ond Velve Train

OVERHAUL MANUAL

F1gure 6- 34. Cyund,ar Head Fin Stabilizers
-Angle Head - Down Exhaust ’

6-141.. Cylinder Painting, (Al Models emplOying Cyl-
inder Hold Down Plates.) This paragraph is intended
to alert personnel to the extreme caution necessary
when painting the cylinder base flanige. Apy excessive
amount of paint between the cylinder hold down plate
and the cylmder flange will leadto a logs .of torque on
the cylinder base nuts and eventual stud and/or cyl-
inder failure. The followlng procedure shOuld be fol-
lowed when painting s cylinder

‘% Remove all old paint from the cylmder A vapor
deg'reaser is best aulted for ‘this purpose.

b. Mask otf the following parts of the cylmdm- "Mash-
ing tape, corks, plugs, metal covers, etc. are acceptable
{or maslcmg purposes .

‘1. Rocker box section" lnclud&ng thc rocker box
flange. Both valve ports and flanges. Thermo-
* couple hole. Spark plug holea. Push’ rod shroud
" tube holes. Valverocker shaft cover flange. All
.other exposed threaded surtaces 1n which pajnt
might accumulate .

. C. Spray & very light coataf zinc chromate primer
. {, 0005 maximurs thickness) on the cylinder flange. Bee
figure 6-35. I the correct amount of paint has been ap-

- plied the color of the paint will be green with a yellow-
ish tint and the metal will show through. If the paint is
too thick the color will be zin¢ chromate yellow.

CAUTION

‘Tt i8 imperative that the paintthickness on
the flange be held to . 0005 maximum. To
measure the thickness of the paint layer,
one of two methods may be used. A Tinsley

" thickmess gage whichincorporates a mag-
petic needle and is scaled intenth of thou-
sandths is the most gatisfactory method H

" this type equiproent is not available, use a
micrometer - to mesnsure the thickness of
the flange before and after painting. If the
paint 18 too thick it must be removed and

-~ repainted.

0724
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LYCOMING DIRECT DRIVE AIRCRAFT ENGINES

d. Magkoff the flange areaas shownin figure 6-35.
Proceed to paint the cylinder with a Phthalate resin
type enamel (AMS3125C or equivalent MIL-E-77239)
properly thinned with Toluene or equivalent (AMS3180
or equivalent Federal Spec, TT-T-548),

e. Use a clothdipped in thinner to clean paint from
all surfaces where paint may have. accidentally ac-
cumulated. ‘

f. Tbe best finish will result if the.cylinder 18 air
dried for fifteen miputes and then bakedin an ¢oven un-
til completely dry, :

6-142, Intercylinder Baffles. (Where applicable,’) All
intercylinder baffles must be  attached with an "§'* type
retaining hook and a slotted retainer. Hook the baf{le
retaining hook through the hole in the baff{le, Placethe
baf{le in position beneath and between the cylinders,
running the hook up between the cylinder barrels. Place
a baffle retainer in place between the cylinders and
using a baffleinstallation tool, bring the retainer hook
through the slot in the retainer. During the operation
the retaineris forced down until th¢ hook comes above
the surface of the retainer far enoughto be turped and
hooked over the bridge between the slotsiv the retainer.

NOTE

The baf{les onup exhaust cylinder assem- -
blies are placed above and between the cyl-
inders. The retalner is placed below and
fastened ip the same manner asg described
above.

SPRAY SHAOED AREA
PER STEP~D" .

SPRAY WHITE. AREA PER STEP-'C"
0005 MAX. ZINC CROMATE PRIMER

Figure 6-35, Cylinder Flange Area

Revised January, 1971
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" 3/B INCH

" 112 INCH

Figure 6-32. Sequence of ,T!éhtening
Cylinder Base Nuts

6-126, Whenall cyllnders have. been initially installed
" ontbe crankcage as degcribed Inparagraph 8-124, be-
gintighteming alleylinder base riuts as described below,
usingthe proper cylinder base nut wrenches and handle
inconjunction witha sultabletorque. indicator. Torque
wrenchées should employ the flexable bheam design hy-
. draulic principle or a dial mdlcator with rack and
_pmion. - : :

NOTE =

Before installing ¢cylnder hold-down nuts,
Iubricate crankcase through stud threads
withany one otthefouawmglubmca.nts or -
comlnnatxon of lubricants.

' 1 90% SAE 50W engine oil and 10% STP.
3, Parker Thread Lube -
'3, 60% SAE 30 engine otl and 40% Parker
- Thread Lube. :

a, Agsemble hold down plates (where ‘applicable)
and cylinder base hold down nuts. Install shims between
. hqld down plates and cyhnder barrel as dlrected in
ﬂgure 8-31..

b. Tighten 1/2 mch ar 7/16 mch hold down nuts to
300 inch pounds (25 foot pounds) torque

B Remove shuns and using the same seqguence,
tighten the 1/2 inch nuts to 600 inch pounds (50 foot
_pounds) torque or tbe 7/16 inch hold down nuts to 420
inch pounds (35 foot pounds) torque.

~d. Tighten the 3/8 inch hold down nuts to 300 inch
- pounds (25 foot pmmd.s) torque. Sequence is ophonal.

NO’I‘E 3

All 0-285 serles engines except the 125
HP series, employ only 3/8.inch hold down
nuts, Tightenthese nutsto 300 {nch pounds.
(25 foot pounds) torque in the sequence
shownfor 1/2 inch hold down nuts infigure
§-32, :

"-e. Asa finalcheck, hold the torque wrench oneach
nut for about five s¢conds. U the put does not turn, it
may be presumed to be tightened to correct torque.

© {. Recheckclearsnce between hold-down plates and
cylinder barrel. If . 019 clearance is not obtained,

6-22
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LYCOMING PIRECT DRIVE AIRCRAFY ENGINES

Joosen nuts and repeat steps b and c.

6-127, Afterallcylinderbase nuts havebeentightened,
remove any nicks in the cylinder fins by filing orbur-
ring.

6-128. Install some type of vented plug 1n each spark
plug hole after assembly of cylinder to-prevent en-
trance of foreign matter and at the same time to per-
mit the engine to be turned easily by hand,

6-129, (Except O-235, 0-280-D), Ingtall hydraulic tap-
pet plunger and cylinder assemblles with spring end
outward and sockets with concave -end outward in the
hydraulic tappet bodies. ‘

CAUTION

Be sure that there is no oil inside tappet
body and that the tappet plunger and cyl-
inder assembly are thoroughly clean and
dry. Wash any lubricating or preservative
oilout of these parts, since tappet assem-
blies must be absolutely dry in order to
cheok tappet clearance,

6-130. Assemble new shroud tube oll seals in both
shroudtube o}l seal retainers in crankcase and onouter
end of the two push rod shroud tubes; then assemble
ashroud tube seal sleeve over eachof these seals, cen- '
tering the sleeve on the seal. '

8-131, Parallel Valve Cylinders. (Except 0-235-C,
0-290-D, -D2,) See figure 8-1, Install each shroud
tube (1)through its hole 1n the rockerbox and seat the
end firmly in the crankcase, Place a spacer, two
springs (2), a lockplate (3), and a plain 1/4-20 nut (4)
over the stud provided in the rocker box, Tighten the
nut to proper torque and secure by bending the lock-
plate over the nut and springs,

6-132. Angle Valve Cylinders. Seefigure6-5. Assem-
ble shroud tube apring (17) over the inner eads of the
two shroud tubes (18) so that the detent notches in the

spring are approximately 90° removed from detents
on tubes. Place shroud tube waghers (15), as many
as necessary to bring minimum overlap between the
spring and detent lugs to 1/8 inch, over end of each
tube and insert tube ends through oil seals in crank-
case, Hold both push rod shroud tubes with detent at
inner end at unlocked position and insert the cuter end
of tubes incylinder head rocker box, See that all rub-
ber seals (14) are inserted squarely and then turneach
shroudtube 90° thus locking the tubes by engaging the
detents with the notches in the spring.

6-133, Select two push rods (13), dip in oil mixture -
described in paragraph 3-39 and insert full length
through shroud tubes. Press tightly against outer ends
and check for spring tension and free travel of un-
loaded or dry bydraullc tappet plungers.

6-134. ParallelValve Cyl!nders. Pull rocker shaft out
far enough to enable the rocker arm to be installed
and push rocker shaft thru center hole, insert other
rocker arm and secure with rocker shaft. Beforein-
stalling exhauet rocker place spectial cap (39, figure
6-4) over the sodium cooled exhaust valve stem. Po-
sition rocker shaft until it protrudes equally from both
outside bosges.

Revised October 1974
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" 6-135. Angle Valve Cylinder. Slide rocker shaft back
and install rocker (22, figure 6-6) and theust washer
(23, figure 6-6). Before instaliing exhaust valve rock-
- er place special cap (32, figure 8- 6) over the exhaust
valve stem. Slide rocker shaft back into position. Re-
peat with the other rocker arm and thrust washer, U
clearance between the valve rocker and cylinder head
cannot be brought within limits (See Table of Limits)
‘by the use of standard valve rocker thrust washers,
_ cleap up the worn valve rocker support boss as de-

scribedin paragraph€-8Tand use any two of the selec-
tive fit undersize washers to bring clearance within
Iimits, '

' CAUTION
Exhaust and intake rocker assemblies are

different due to angle of valves. Be sure
rockers are correctly assembled.

6-136. (All englnes except O-235, 0-280-D.) Check
dry or unloaded valve tappet clearance by pushipgin on
push tod end of valve rocker and checking clearance
between end of valve rocker and valve stem tip, using

" — FW NO.T8
T
== "~ FIN N0.27

e
‘==:ch
S=te

==
N FINNGIT
N NO.I8
FIN RO

"~ FM NG, |0

i

' &
& FN WO,
= = o = s Y
a= \
— e N e
T
T -
1 9
[ &= :
s
Ao
O . ——re

. / o

>

" Figure 6-33, Cylinder Head Fin Stabilizers
Angle Head - Up Exhaust

Réviaed October 1974
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valve clearapce gage. Valve rocker clearance on all .
subject engines 15 . 028 - . 080, U clearance is out of
imits adjust by using a shorter or longer pushrod, In~
serting » longer rod willdecrease the clearance. Con-
sult Service Instruction No, 1060 for identification of
push rods. At conclusion of valve rocker clearance
check, assemble rocker shaft covers (31 figure 6-5or
6-8) on angle valve cylinders temporarily to prevent
digplacement of valve rockers.

6-137. (0-235-C, 0-290-D.) Set tappet clearance on
these modelg in the following manner:

a, Settappets onnumbers 2 and 4 cylinders at zero
clearance. This will load the camshaft on one side.

b. Rotatethe crankshaft untilNo. 1 pistonis at TDC
of the compression stroke. Both valves will now be
closed. Adjust each for a 0.007/0.009 clearance,

¢. Followingthe procedure set forthinstep "B” for
numbers 3, 2 and 4 in that order.

d. Tappet clearance _muétbe checked after engine
run-in. At that time clearance desired is 0, 010 inch.
However, 0.006/0.012 i8.acceptable.

6-138, At completionof valve clearance check oneach
cylinder, recheckclearance on all cylinders and make
necessary corrections. Coat all mechanismi parts with-
in rocker boxes as described in paragraph 3-37 and
38-39, Assemble rockerbox cover gaskets and covers on
each rocker box and tighten to specified torque, Onthe
angle valve cylinder tighten rocker shaft covers to sp-
ecified torque.

NOTE

On earlier models of the 10-540 series
some leaking at the rocker shaft cover stud
was experienced, This canbe corrected by
the application to the studs. of Gasoila, a
sealant manufactured by the Federal Pro-
cees Co. Be certajn to wipe off excesslve
sealant from the rocker shaft cover moupt-
ing surface. o : :

6-139, Installation of Cylinder Head Fig Stabilizers.
(Angle Valve Cylinderg). Clean the stabilizers and &f- -
focted fin areag thoroughly to remove all traces of
grease, dirt or other foreign matter.

6-140. Apply Dow Corning Silastic 140 adhesivetothe
fin stabilizers and press surfaces together in the loca-
tions described in figures 6-33 and 6-34,

NOTE -

Because of engineering changes two widths
of fin stabilisers (one approximastely , 63
inch and one approximately .-31 inch) may.
be encountered. See figures 6-33 and 6-34,
Dotted lines call out measurements for
narrow stabilizers, solld lines for wide
stabilizers. ‘
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