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— I, UNLESS OTHERWISE SPECIFIED AND/OR INDICATED:
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O OTHER DIMENSIONS NOT SHOWN BUT REGUIRED FOR TOOL
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L §ss w0 2. SEALING RISS ARE I0ENTICAL, EXCEPT AS SHOWN. L

Tvee 403
SAME_AS TYPE 401
BXCEPT AS SHOW

SEALING RIBS MAY DIFFER AS SHOWN

. PARTS NOT MADE ON FLASHLESS MOLDS MUST BE DEFLASHED.
WASHED AND! DRTED AFTER MOLDING. WASMING. SHOULD OCCUR
WITHIN 12 HOURS AFTER MOLDING .

4. PARTS ARE TO BE PACKAGED IN SEALED PLASTIC BAGS. GROSS

WETOHT  TNCLUDTNG GARTON 1S NOT 10 EXCEED 34 POLKOS.
5. PARTS MUST BE MADE FROM VIRGIN MATERIAL ONLY.
6. TO_IMPROVE SEAL PROCESSING ON SLIPPERY OR SMOOTH CABLE
TNSULATION, “THE APPLICAT 10N ENGTNEER MAY SURFACE THE
NEXT SMALLER SEAL SIZE P/N IN PLACE OF THE INDICATED
SEAL FOR THE “CABLE 0.0.~ LISTED IN THE CHART.

7. GABLE SEAL PART NUWBER DESIGNATED EXCLUSIVELY FOR SEALS

PRODUCED FROM QSR TOOLING. PART NUMBER RECONMENDED FOR
AUTOMATED ABS APPLICATIONS . ALL OTHER APPLICATIONS
$H0ULD USe" 12089678,

8. DESIGNED FOR 0.8 MM SOLID CORE DRAIN WIRE 1.002 20,007

9. PARTS MADE OF FLUOROSILICONE MUST BE POST-CURED FOR
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