
B-B 

A-A 

B

B

A

A

Part No.

Title:

NOTICE: This drawing is the property of Titan Motorsport Ltd it must not be reproduced or copied 
and must be returned at any time upon demand.This drawing is also confidential and must be
disclosed to no one other than an employee requiring it for the job. It is a condition under which this 
job is placed that no goods will be made modified or repaired from this drawing except in accordance
with an official order from Titan Motorsport Ltd.

ALL DIMENSIONS IN MILLIMETERS UNLESS OTHERWISE STATED
GENERAL TOLERANCES

0 DEC PL ` 0.50mm ; 1 DEC PL ` 0.20mm

2 DEC PL ` 0.10mm ; ANGULAR ` 0.25~
BREAK ALL SHARP EDGES AND REMOVE ALL BURRS
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IF   IN    DOUBT   ASK
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ENGRAVE '7R' ON THIS FACE
IN 4mm HIGH CHARACTERS
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40.0`1.0 (FLAT) 320.0`1.0

b 0.05

471.0 132.0

r Ø0.05

2 HOLES DRILL Ø8.50 THRO'
& TAP M10x1.5 - 6H THRO'

2 HOLES DRILL Ø4.80 x 5.0 DEEP
& REAM Ø5.01 x 3.50 DEEP

j Ø0.20

j Ø0.02

2 HOLES DRILL Ø6.80 THRO' INTO CAVITY
& TAP M8x1.25 - 6H x 20.0 DEEP

j Ø0.20
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1 HOLE IN END NEAREST PINION
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A Releaed for prototype manufacture, Drg No was A1161110301A1 REY 01/09/04
1 Ø28.00 was Ø27.50 +/-0.05 was +/-0.02, 471 was 472 06-055 REY 01/08/06
2 Redrawn in inventor, extra detail added to the end - PSWH 16/11/09

NOTES:-

USE 0.40 TOOLING RADII IN ALL SHARP CORNERS.
BREAK ALL SHARP EDGES REMOVE ALL BURRS

UNLESS OTHER STATED MACHINE   N6   ALL OVER.

BORE & OUTSIDE MACHINING DETAIL SHOWN AT LEFT
HAND END OF MAIN VIEWS IS TYPICAL FOR BOTH ENDS.

2 HOLES DRILL n3.20 - 0
0.15+

THRO' INTO CENTRAL BORE AT
BOTH ENDS OF CASTING

j Ø0.20

AUXILLIARY VIEW NORMAL TO
MOUNTING FOOT SHOWING
EXTENT OF FLAT AREA
BOUNDED BY R5.0 MACHINED
EDGE.

AUXILLIARY ISOMETRIC VIEW

93.00433.00

3 Bush machining changed and end holes removed 10-040 PSWH 23/04/10

4 4

4 471.0 and 132.0 tolerances relaxed 17-015 ZJM 09/06/17

几款结构主要这里不同

φ5.01±0.02（铰孔）

M30*1.5螺纹

CNC加工位置所有粗糙度按Ra1.6
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