
UNLESS OTHERWISE SPECIFIED

ASME Y14.5M - 1994 APPLIES. 

ALL DIMENSIONS IN INCHES.

DECIMALS: .XX ±0.060   .XXX ±0.030 

ANGULAR: X ±1.0°  X.X ±0.50°

MCH FINISH: 125RMS

BREAK ALL EDGES: .010 - .025

FILLET & CHAMFER: .030 MAX
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DL2 NP DIMENSIONS

PROPRIETARY THIS IS PROPRIETARY INFORMATION AND IS NOT TO

BE REFERENCED OR DISTRIBUTED WITHOUT PRIOR WRITTEN

AUTHORIZATION OF SPORTWORKS NORTHWEST, INC.

Sportworks Northwest, Inc.

15540 Woodinville-Redmond Rd. NE, Bldg A-200

Woodinville, WA 98072, PH: 425-483-7000, FX: 425-488-9001

PRODUCT WEIGHT

1.  STAINLESS STEEL DL2 NP: 34.4 LBS

2.  STEEL DL2 NP: 32.6 LBS

ASSEMBLY 

 

NOTES FOR COPYING AND PASTING:

 

WELDING

1  CHIP TO REMOVE ALL WELD SPATTER.

 

FINISH WELDMENT AND/OR OSP PARTS

1  FINISH PER S-0154.

2  FINISH PER S-0399. (FOR BIKE PARKING ONLY)

3  ESTIMATED WEIGHT: x.x LB.

4  GLASS BEAD BLAST PER S-0216 TO DEBUR AND CREATE 

COSMETIC SURFACE, SP6 FINISH. (FOR HAND BLAST BOOTH)

5  GLASS BEAD BLAST PER S-0355 TO DEBUR AND CREATE 

COSMETIC SURFACE, SP6 FINISH. (FOR ROBOTIC BLAST BOOTH)

6  ZINC PLATE PER ASTM B633 Fe/Zn x TYPE xxx SC x, x.xxxxx" 

MINIMUM THICKNESS. (SEE BELOW FOR OPTIONS)

7  HOT-DIP GALVANIZE, PER ASTM A123, 0.0039" MINIMUM 

THICKNESS.

 

GOLD ZINC PLATE OPTIONS (CORROSION RESISTANCE = 96 

HOURS) 

Fe/Zn 5 TYPE II SC 1, 0.0002" MINIMUM THICKNESS.

Fe/Zn 8 TYPE II SC 2, 0.0003" MINIMUM THICKNESS.

Fe/Zn 12 TYPE II SC 3, 0.0005" MINIMUM THICKNESS.

Fe/Zn 25 TYPE II SC 4, 0.001" MINIMUM THICKNESS.

 

CLEAR ZINC PLATE OPTIONS (CORROSION RESISTANCE = 12 

HOURS) 

Fe/Zn 5 TYPE III SC 1, 0.0002" MINIMUM THICKNESS.

Fe/Zn 8 TYPE III SC 2, 0.0003" MINIMUM THICKNESS.

Fe/Zn 12 TYPE III SC 3, 0.0005" MINIMUM THICKNESS.

Fe/Zn 25 TYPE III SC 4, 0.001" MINIMUM THICKNESS.

PARTS (incl PURCHASED)

 

ADDITIONAL NOTES FOR COPYING AND PASTING:

 

1.  MATERIAL: ERP ITEM ID HERE - ERP NAME HERE

2.  REMOVE BURRS & SHARP EDGES.

3.  TOLERANCES UNLESS OTHERWISE SPECIFIED:

         DIMENSIONAL  .XXX ±0.031

                                  .XX ±0.06

                                  .X ±0.1

         ANGULAR         .X ±0.5°

                                   X ±1°

4.  DIAMETERS ON A COMMON CENTERLINE TO BE TRUE.

5.  POSITION WITHIN 0.010.

 

 

NOTES FOR LASER CUT AND FORMED PARTS

1  FLAT PATTERN GEOMETRY DEFINED BY DXF.

2  FLAT PATTERN GEOMETRY WITHIN BEND ZONE AND ANY DIMENSIONS CROSSING ARE 

REFERENCE AND MAY NEED ADJUSTMENT BASED ON MANUFACTURING PROCESS 

RESULTS (DEFAULT K FACTOR USED).

3  3D CAD MODEL AVAILABLE UPON REQUEST.

 

NOTES FOR INJECTION MOLDED PARTS

1  GEOMETRY DEFINED BY CAD MODEL (ADDITIONAL NOTES: , ±0.020 ALL FEATURES 

UNLESS NOTED).

2  VOLUME: x.xxx in^3, MASS: x.xxx LB.

3  MATERIAL: xxxxxxx (ADDITIONAL NOTES: , xxxxx GLASS, OR SPORTWORKS APPROVED 

ALTERNATE).

4  MAXIMUM REGRIND: xxx %.

5  COLOR: xxxxx.

6  SURFACE FINISH: SPI FINISH X-X.

 

SPI MOLD FINISH GUIDE FOR REFERENCE:

A-1 GRADE #3 DIAMOND BUFF

A-2 GRADE #6 DIAMOND BUFF

A-3 GRADE #15 DIAMOND BUFF

B-1 600 GRIT PAPER

B-2 400 GRIT PAPER

B-3 320 GRIT PAPER

C-1 600 STONE

C-2 400 STONE

C-3 320 STONE

D-1 DRY BLAST GLASS BEAD #11

D-2 DRY BLAST #240 OXIDE

D-3 DRY BLAST #24 OXIDE

 

NOTES FOR ALUMINUM AND PLASTIC EXTRUDED PARTS

1  GEOMETRY DEFINED BY CAD MODEL.

2  CROSS SECTIONAL AREA: x.xxx IN^2, WEIGHT: x.xxx LB/FT.

3  MATERIAL: xxxxxxx.

4  MAXIMUM REGRIND: xxx %.

5  COLOR: xxxxx.

 

6  UNLESS NOTED, ALUMINUM ASSOCIATION STANDARD EXTRUSION TOLERANCES APPLY: 

WALL THICKNESS = ±0.010"; STRAIGHTNESS = 0.125"/FT; TWIST = 0.5°/FT, 5.0° MAX.

7  ALL FEATURES SHOWN IN DRAWING (RIDGES, GROOVES, FILLETS, ETC.) MUST BE 

PRESENT AND PROPORTIONATE.

8  SURFACE FINISH: TO BE UNIFORM AND DEVOID OF STREAKS OR SCRATCHES.

9  NO SHARP EDGES TO BE PRESENT IN CROSS SECTION; SHARP EDGES OK ON CUT ENDS 

OF EXTRUSION.

UNLESS NOTED, ±0.020 FILLET AND CORNER RADII.

10  ANODIZE PER MIL-A-8625, TYPE II, CLASS 1 (NON-DYED) WITH A MINIMUM THICKNESS OF 

18 MICRONS (.0007").

11  FINISH: CLEAR ANODIZE.

BEND DRAWING GUIDELINES: (DO NOT ADD THESE NOTES TO DRAWING)

 

BEND TABLE GUIDELINES:

1.  ENSURE LAST 'Y' INCLUDES ANY EXTRA LENGTH THAT MAY BE REQUIRED FOR BENDING (EVEN 

THOUGH THE ADDITIONAL LENGTH MAY GET TRIMMED OFF IN A SUBSEQUENT OPERATION).

2.  DETAIL ANY SPECIAL TOOLS/FIXTURES/INSTRUCTIONS REQUIRED FOR SPECIFIC BENDS IN THE 

DRAWING NOTES AND REFER TO THE NOTE NUMBER IN THE APPROPRIATE 'SEE NOTE #' FIELD.

3.  "CLR" - WITH THE ADDITION OF DUAL-STACK BENDERS, TWO CLR BEND DIES ARE POSSIBLE IN A 

GIVEN PROGRAM WITH APPROPRIATE TOOLING. A "CLR" DIMENSION ON THE DRAWING REFERS TO THE 

ACTUAL BEND RADIUS EXPECTED. THE TRUE "CLR" OF THE BEND DIE WILL BE NOTED IN TABLE.

4.  "STACK" - WITH THE ADDITION OF DUAL-STACK BENDERS, THE STACK POSITION MUST BE SPECIFIED. 

SEVERE CLEARANCE ISSUES MAY  BE ENCOUNTERED IF TOOLING IS RUN ON THE WRONG STACK 

HEIGHT. STACK 1 IS THE LOWER POSITION ON THE TOOL POST.

5.  "BEND TOOL KITS" (BTK) MUST INCLUDE ALL ADAPTERS AND SPACERS NEEDED TO POSITION THE 

MULTI-STACK TOOL SET-UPS.

BEND TABLE

BEND

Y_DBB B_POB C_DOB

CLR STACK 1/2 LH/RH SEE NOTE #

1 X.XX X.X X.X X.XXX

[1,2]

LH/RH XXXX

2 X.XX X.X CW/CCW X.X X.XXX

[1,2]

LH/RH  

3 X.XX X.X CW/CCW X.X X.XXX

[1,2]

LH/RH  

LAST X.XX       
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