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SELECTING A BORE SIZE

' When selecting a cylinder for an application, first determine the maximum
push and/or pull force to do the job. Then by knowing the working
pressure available, select a cylinder bore size from the chart below. Add at
least 10% to the push-pull force or the working pressure to allow for

6 1% | PULL 25869 | 2070 2587 6467 | 12935 | 19401 1120 | 01497

-

2

FREE AIR = 147

Cyl. [Piston| Cyl. Work WORKING PRESSURE P.S.1, Gal. | Cu.Ft
Bore | Aod | Work Area e —, Por Per
Dia, | Dis, | Action | Sa.n, a0 100 250 | 600 750 | 1260 |1500| Inan Inch
PUSH 1,767 141 177 442 a8 1325 | 2208 |2650| 00765 | 00102
1% | 5/8 | PULL 1460 17 146 365 730 | 1095 [ 1825 |2190| .00632 | 00084
1 PULL a4 70 98 | 246 481 737 1227 | 1470 00425 | 00067
PUSH 3.142 251 314 786 1571 2356 | 3927 |4710| 01360 | 00182
, | 58| PuLL 2835 227 284 709 1418 | 2126 | 3543 [4250| 01227 | .00164
2 PULL 2357 188 236 589 1179 | 1767 | 2946 |3540|.01020 | 00136
1481 PULL 1.667 133 166 414 lizg ] 1242 | 2490 00717 | 00094
PUSH 4909 393 491 1227 | 2456 | 3681 6136 | 7360 | .02125 | 00284
5/8 | PULL 4.602 368 460 | 1151 2301 3451 §752 | 6900 [ .01990 | 00266
2% | 1 | PuLL a124 330 412 | 1031 2062 | 3093 | 5155 [6190| 01785 | 00239
13/8| PULL 3424 274 342 856 | 1712 | 2568 | 4280 [5140| 01482 | 00198
1w | PuLL 2504 200 260 626 1252 | 1876 | 3130 |3760| .01084 | 00145
PUSH 8296 664 830 2074 4148 6222 | 10370 0359 00480
3% | 1 PULL 7511 601 761 1878 3756 5633 9389 0325 00435
1-3/8| PULL 6811 545 681 1703 | 3406 [ 5108 | 8513 0295 | 00394
5 | PULL 5.801 a7 589 1473 | 2048 | 4419 | 7363 0255 | 00341
PUSH | 12666 | 1006 | 1257 | 3142 | 6283 | 9425 0544 | .00727
1 PULL | 11781 942 | 1178 | 2945 | 5891 8836 0510 | 00682
4 |13/8| PULL | 11081 886 | 1108 | 2770 | 5541 8311 0480 | 00641
1% | puLL | 101861 813 | 1016 | 2540 [ 5081 7620 0440 | 00588
; PULL 9.424 154 942 | 2356 | 4712 | 7068 - 0408 | .00545
PUSH | 195635 | 1571 1964 | 4909 | 9818 | 14726 0850 | 01136
1 PULL | 18.850| 1508 1885 | 4713 | 9425 | 14137 0816 | 01091
13/8| PULL | 18,150 | 1452 | 1816 | 4538 | 9075 | 13612 0786 | 01050
5 | 1% | puLL | 17.200| 1378 | 1723 | 4308 | 8615 | 12023 0746 | 00897
2 | puLL | 16493| 1219 | 1649 | 4123 | 8247 | 12369 0714 | 00954
2% | puLL | vagw6| vive | 1473 | 3682 | 7363 | 11045 =l | .ooss2
PUSH | 28274 | 2262 | 2827 | 7069 | 14137 | 21205 1224 | 01636
13/8| PULL | 26,789 | 2144 | 2679 | 6697 | 13395 | 20091 1160 | 01550

pressure drop in the lines and friction in the cylinder, The 10% figure
above is normally adequate for most applications. In critical applications,
calculate pressure drop and consult factory for cylinder friction,

. Cyl Waork WORKING PRESSURE P.S.I, Gal Cu.F1.
Bore | Rod | Work Area - R . - — Per (4
_Dia. | Dia. | Action | Sag.in. 80 | 100 | 260 | BOO 750 Vi{.ﬂo_. inch | Inch

2 PULL 25132 2011 6283 12666 18849 .1088 01454
2% PULL 22365 1869 5841 11683 17527 1011 01352 |
PUSH 38.485 3079 7621 19243 1666 02227
1-3/8| PULL 37.000 2960 9250 18500 1602 02141
7 1% PULL 36.080 2886 9020 18040 1562 02045
2 PULL 36.343 2827 8836 17672 1530 01897
2% | PULL | 35676 2686 | 3368 | 8394 | 16788 | 1454 | .01943
PUSH 50 265 4021 8027 12566 25133 2176 02909
1-3/8| PULL 48 780 3902 4878 12195 24390 2112 02823
8 1% PULL 47.860 3829 4786 11965 23930 2072 02770
2 PULL 47.123 3770 4712 11781 23562 .2040 102727
2% PULL 45.356 3628 4536 11339 22678 1963 02625
| 3 | puLL | a3196| aase | 4aze | 10799 | 21598 1870 | 02500
PUSH 78540 6283 7854 19635 39270 3400 04545
1% PULL 76.135 6091 7614 19034 38068 3296 04406
10 2 PULL 75.398 6032 75640 18850 37699 3264 04363
2% PULL 73.631 5890 7363 18408 36816 3187 04261
3 PULL 7147 5718 7147 17668 35736 3094 04136
3% | PULL | 68919 | 6514 | 6892 | 17230 | 34460 | - | 2984 | 03988
PUSH [113.10 9048 28275 56550 4896 06545
2 PULL |108.96 8797 27490 54980 A760 06363
12 2% PULL |108.19 8655 27048 54095 4684 06261
3 PULL |106.03 8482 26508 53015 4590 06136
3% PULL |10348 8278 25870 51740 4480 05988
{4 | PULL |10053 | BO42 | 25133 | 50265 | — | 4352 | .05818
PUSH 15394 | 12315 38485 | 76970 6664 | 0891
2% PULL |149.03 11922 37268 74515 6452 0862
14 3 PULL (14687 11750 36718 73435 6368 0850
3% PULL (14432 11546 36080 72160 6248 0835
4 PULL (14137 11310 35343 70685 6120 0818
4% | PULL [13804 | 11043 34510 | 69020 5976 | 0799 |

TABLE NO. 2

RECOMMENDED OPERATING PRESSURES ARE DEPICTED ON THIS CHART. FOR ANY OTHER PRESSURES CONSULT FACTORY.
CUBIC FEET DISPLACED x (GAUGE PRESSURE + 14.7).

SELECTING A ROD DIAMETER

The standard rod diameter can generally be selected when a cylinder is used in a pull or tension
application. Long stroke cylinders used in pull or tension applications at times must have oversize or
hollow piston rods to eliminate rod sag.

When a cylinder is put in a thrust or push application, the designer must consider the cylinder as a
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TABLE NO. 3

column in compression. In this case, it is often necessary to specify an oversize rod to prevent buckling

Follow the instructions below to determine the correct rod diameter for your application.

Determine the load or maximum thrust required.

Classify your application as one of tha mounting types of Table 4,

. Determine stop tube length — see stop tube instructions.

Determine the value of L’ for your application with the rod fully extended. {See dimensional

charts,)

. By referring to Table 3 select a thrust figure from the left-hand column, equal to or greater than

the thrust of your application.

Scan to the right of the thrust figure selected, until an ““L"" value is equal to or greater than the

”’L" value determined above.

Follow the *‘L" value column to the top of the chart to find the recommended rod diameter

. In some cases the recommended rod diameter may be larger than is available in the bore size
selected. In this case a larger bore size should be selected.
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(Both Ends Fixed)
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Coupled And Guided)
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(One End Fined -
One End Free But Gulded)

STOP TUBES

A stop tube is a spacer placed between the piston and the rod end head to
reduce bearing loads. The reduction in bearing loading is done by
increasing the distance between bearing surfaces. Bearing loads in cylinders
should at no time exceed 200 PS}.
Stop tubes are recommended for mounting types | and |l any time the “'L"
dimension of that application (determined from Table 4) exceeds 40",
Stop tubes are normally not required with mounting types IIl and IV but
the designer should use his own discretion to keep bearing loads to @
minimum, Stop tubes should be specified at a rate of 1" for every 10", or
fraction thereof, over an 'L’ dimension of 40",
Adjust “L" dimension by adding stop tube length when using L'’ to
determine rod diameter.
Note: Increasing rod diameter to reduce bearing loading is not
recommended. Stop tubes are more effective and generally more
economical.

o i
{Both Ends Pivoted) (One End Fixed - One End Fres)

TABLE NO. 4
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MOUNTING STYLES AND DIMENSIONS
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SERIES "A’" & "L" CYLINDER DIMENSIONS

BORE SIZE
1% 2 2% | 3% 4 5 6 7 8 10 12 14
AA 2.02 2.6 3.1 39 47 538 6.9 8.10 9.1 1.2 13.3 15.4 AA
BB 1 1-1/8 | 11/8 | 1-3)8 | 1-3/8 |1-13/16 [ 1-13/16 | 2-6/16 | 2-5/16 |2-11/16 [ 2-11/16 | 3-3/16 BB
cB % % % 1% 1% 1% 1% 1% 1% 2 2% 2% cB
cD % % % % % % 1 1 1 1-3/8 1% 2 cD
cw v | w | w | b5/8 5/8 5/8 % % % |1 1% 1% | cw
DD %-28 | 5/16-24 | 5/16-24 | 3/8-24 | 3/8-24 | %-20 %20 | 5/8-18 | 5/8-18 | %-16 %16 | 7/8-14 DD
E 2 2% 3 3% 4% 5% 6% 7% 8% 10-5/8 | 12% 14% E
EB — —~ — - - = 5/8 5/8 % % 7/8 EB
EE 3/8 3/8 3/8 % % % % % % 1 1 1% EE
F 3/8 3/8 | 3/8 5/8 5/8 | 5/8 % % % % % | 0w | F
FB % 5/16 5/16 3/8 3/8 % % - - - FB
G 1% 1% 1% 1% 1% 1% 2 2 2 2% 2% 2% e]
H 1-1/8 | 1-1/8 1% 1% 1% 1% 1% 15/8 | 1-6/8 | 2-1/8 | 25/8 | 3-1/8 H
g 1 1 1 1% 1% 1% 1% 1% 1% 2 2 2% J
K % 5/16 5/16 3/8 3/8 | 7116 | 7/16 | 9/16 9/16 | 11/16 | 11/16 | 13/16 K
KB 3/16 5/16 5/16 % % % 3/8 = - = - KB
L % % % 1% 1% 1% 1% 1% 1% 2-1/8 2% 2% L
LD 4-7/8 | 4-7/8 5 6 6 6% 7 5-5/8 | 55/8 | 6-5/8 | 7-1/8 | 8-5/8 LD
LR 11/16 | 11/16 | 11/16 | 1-1/8 | 118 | 1-1/8 | 1-3/8 | 1-3/8 | 1-3/8 | 1-7/8 2 2% LR
NR 5/8 5/8 5/8 15/16 | 15/16 | 15/16 | 1-3/16 | 1-3/16 | 1-3/16 | 1-3/8 1% | 2 | NR |
NT %-20 |5/16-18 | 3/8-16 | %-13 %-13 | 5/8-11 | %-10 %-10 %-10 1-8 18 1%-7 NT
o 2-3/8 3 3-5/8 4% 5% 6% 8 9% 10% 12% 15 17 o]
P 2% 2% 2-3/8 | 25/8 | 26/8 | 2-7/8 | 3-1/8 3% 3% 4-1/8 | 4-5/8 5% P
R 1.43 1.84 2.19 2,76 3.32 4.10 4.88 5.73 6.44 7.92 9.40 10.90 R
sB 3/8 3/8 | 38 v | ow | % % % % 1 1 | 1w | sB
SN 2% 2% 2-3/8 | 25/8 | 25/8 | 2-7/8 | 3-1/8 3% 3% 4-1/8 | 4-5/8 5% SN
sS 2.7/8 | 2-7/8 3 3% 3% 3-1/8 | 35/8 3% 3% 4-5/8 | 5-1/8 | 5-7/8 ss
ST % % % % % 1 1 1 1 1% 1% 1% ST
su 15/16 | 15/16 | 15/16 1% 1% 1-9/16 | 1-9/16 | 1-9/16 | 1-9/16 2 2 2% su
SW 3/8 3/8 3/8 A 11/16 | 11/16 | 11/16 | 11/16 | 7/8 7/8 | 118 | sw
SX 3/8 3/8 3/8 % % 11/16 | 11/16 | 11/16 | 11/16 7/8 7/8 1-1/8 sX
sy 3/8 3/8 3/8 % % 1116 | 11/16 | 11/16 | 11/16 7/8 7/8 1-1/8 3%
TD:32| 1.000 | 1.000 | 1.000 | 1.000 | 1.000 | 1.000 | 1.376 | 1.376 | 1.375 | 1.750 | 1.750 | 2.000 TD:8)
TE = - = = -~ 6.75 7.57 9.40 11.10 | 1287 TE
TF 2% 3-3/8 | 3-7/8 |4-11/16 | 5-7/16 | 65/8 | 7-5/8 = = | = ] .= = TF
TL 1 ] 1 1 1 1 1-3/8 | 1-3/8 | 1-3/8 1% 1% 2 TL
TM:e%| 3495 | 3995 | 4495 | 5245 | 5995 | 6.995 | 8.495 | 9.495 | 10.495 | 13.120 | 15245 | 17.745 | TM:8%
™™ 5/8 7/8 1% 1% 2-1/16 | 2-11/16 | 3% 3.7/8 4y 5% 7% 8-3/8 TN
TS 2% 3% 3% 4% 5% 6-7/8 | 7-7/8 | 87/8 | 9-7/8 | 12:3/8 | 14% 17 TS
TT 1-1/8 | 1-1/8 | 1-1/8 | 1% | 1% 1% 1% | 2 2 2% | 2% 3 TT
u 1% 1% 1% 1% 1% 1% 2 2% 2% 3 3 3% u
UF 3-3/8 | 41/8 | 4-5/8 5% 6% 7-5/8 | 85/8 = = - . UF
um 5% 6 6% 7% 8 9 1% 12% 13% | 16-6/8 | 18% 21% UM
us 3% 4 4% 5% 6% 8% 9% 10% 1% | 14-1/8 | 16% 19% us
uT 4 | an 5 5% 6% 7% | 9% | 10% 11% | 14-1/8 | 16% 18% | ut
w 5/8 5/8 5/8 % % % 7/8 1-5/8t | 1-5/8% | 1-7/81t 2t 2%t w
WF 1 1 1 13/8 | 1-3/8 | 1-3/8 | 15/8 —~ ~ = = = WF
XcC 5-3/8 | 5-3/8 5% 6-7/8 | 67/8 | 7-1/8 | 8-1/8 8% 8% 10-3/8 | 11-1/8 | 12-7/8 xc
XF 4-5/8 | 4-5/8 %% 55/8 | 55/8 | 5-7/8 | 65/8 : - = == XF
XG | 1-15/16 | 1-15/16 | 1-15/16 | 2-7/16 | 2-7/16 | 2-7/16 |2-13/16 | 2-13/16 | 2-13/16 | 3-1/8 3% |3-13/16 | XG
*Xlwnr | 31116 | 3-1/16 | 3-1/16 3% 3% 3% 4-3/8 | 45/8 | 4-5/8 5% 5% 6% *Xh e
XJ 4-3/16 | 4-3/16 | 4-5/16 | 5-1/16 | 5-1/16 | 5-5/16 [5-15/16 | 6-1/16 | 6-1/16 7% 7-7/8 | 9-6/16 XJ
XK - - . - — - 5% B% 6% 6-7/8 | 8-1/8 XK
XS 1-3/8 | 1-3/8 | 1-3/8 | 1-7/8 | 1-7/8 | 2-1/16 | 2-5/16 | 2-6/16 | 2-5/16 2% 2-7/8 | 3-3/8 XS
XT | 1-15/16 | 1-15/16 | 1-15/16 | 2-7/16 | 2-7/16 | 2-7/16 |2-13/16 |2-13/16 | 2-13/16 | 3-1/8 3%  [313/16 | XT
Y 115/16 | 1-15/16 | 1-15/16 | 2-7/16 | 2-7/16 | 2-7/16 |2-13/16 |2-13/16 |2-13/16 | 3-1/8 3% [313/16 Y
ZB 4-5/8 | 4-5/8 4% 5-5/8 | 55/8 | 57/8 | 6-5/8 6% 6% 8% 8-7/8 | 10-3/8 zB
ZF 5 5 5-1/8 6% 6% 6% 7-3/8 — = = = = ZF
zJ - - - - - — . 6% 6% 8% 8-7/8 | 10-3/8 zJ
ZL 5% 5% 5-5/8 6% 6% 7 7-7/8 7% 7% 8% 9-1/8 | 10-7/8 zt
zm 6-1/8 | 6-1/8 6% 7% 7% 7% 8% 87/8 | 87/8 | 10-3/8 | 11-1/8 | 13-1/8 M
*Customer to Specify i W f‘"l
Ty Ty
N = FtiL
* LARGE BORE | o I o |
Typical For B ; 5
BUSHING RETAINER A'. Mountine 4 o
Styles on
CONFIGURATION 7% 1% 121 g B
Bores. @ ‘ @ . —




Buna-N dynamic seals

Close grained ductile iron piston
Hard coated ID. aluminum cylinder barrels

Bearing bronze packing

|
|
|
|
|
|
|
|
Polyurethane rod wipers

High strength, hard chrome
plated piston rods

S 1

Exclusive Kimwood cushion design
incorporates tapered steel cushion
plugs and self centering polyurethane
cushion rings.

PARTS LIST

|
|
I
ITEM ITEM |
NO. PART NAME NO. PART NAME
1 HEAD 19 PISTON TO ROD SEAL
2 CAP 20 ROD SEAL
3 PISTON (Cup Type) 21 ROD WIPER (Polyurethane)
4 PISTON {Ring Type} {Not Shown) 22 ROD SCRAPER (Metallic) Optional
5 PISTON ROD 23 ROD GLAND O.D. SEAL
6 BARREL 24
7 ROD GLAND 25 BARREL SEAL
8 TIE BOLTS 26 NEEDLE VALVE SEAL OR BALL PLUG SEAL
9 RETAINER PLATE 27 CUSHION PLUG SEAL (Not Shown)
10 CUSHION PLUG 28 TIE BOLT NUTS
1 HEAD END CUSHION RING ASSY 29 RETAINER BOLTS
12 CAP END CUSHION RING ASSY. 30 PISTON NUT
13 NEEDLE VALVE 31 AIR BLEED SCREW (Not Shown)
14 BALL PLUG (Not Shown) 32 AIR BLEED SCREW SEAL (Not Shown)
15 HEAD END CUSHION RING RETAINER 33
16 CAP END CUSHION RING RETAINER 34
17 PISTON CUPS 35
18 PISTON RINGS (Cast lron) (Not Shown) 36




INSTALLATION AND MAINTENANCE

Maximum service life for air and hydraulic cylinders is de-
pendent upon using correct application techniques, proper instal-
lation and maintenance.

The instructions on Pages 2 & 3 will be helpful in selecting
he right cylinder for the application and the instructions below
should be followed during installation and maintenance.

INSTALLATION

Air

Clean filtered and lubricated air is a must for obtaining a
full life from an air cylinder. Lubricants with aline points above
225° F are recommended.

Hydraulic

Standard Kimwood hydraulic cylinders should be installed
only in systems using a good grade of petroleum based hydraulic
oil. Oils with aline points above 225° F are recommended. When
use of special oils and fire resistant fluids are to be used, consult
the factory. All oil used in these systems should be filtered through
a 25 micron filter prior to use and circulated through this micron
filter continuously.

Temperattres

Normal operating temperature for Kimwood hydraulic cylinders
should not exceed 212° F, For high temperature service, special
seals are available on request.

Rigid Mountings

The major percentage of premature cylinder failures are due
to misalignment caused by side thrust. This side thrust is best

Replacing: Rod Gland — Item # 7
Rod Seal — ltem #20
Rod Wiper — ltem #21 or 22
Gland O.D. Seal — Item #23 & 24
1. Extend piston rod, ltem #5, V4 of stroke.
2. Remove pressure from system.
3. Support rod to prevent damage when rod gland is re-

moved. (Support cylinder also on pivot mounted appli-
cations.)
. Remove rod end accessories.
. Remove burrs from rod flats.
Remove retainer bolts, Item #29.
Remove retainer plate, Item #9.
Remove rod gland by prying with screwdriver in pry-out
groove.
. Clean all parts.
. Lubricate all parts to be replaced with oil compatible
with the system.
11. Push or tap rod gland back into head being careful:not
to damage rod seals.
12. Replace retainer plate and retainer bolts.
13. Torque retainer bolts per Table 5 below.
Replacing: Piston Seals — ltem #17 or 18
Barrel Seals — ltem #25
Piston 1.D. Seals — Item #19
Cushion Plug Seals — Item #27
1. Remove complete cylinder from the mounting member and
thoroughly clean with a suitable solvent. Disassemble the
cylinder on a clean working surface.
2. Remove rod gland and seals, Items 7, 20, 21 or 22, 23
& 24, See Replacing rod gland instructions above —
1 thru 10.

ow o~NoOus
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MAINTENANCE

controlled by proper mounting lechniques. Most alignment prob-
lems arise with rigid type mountings such as mounting styles
A, B, C, E F G, H N, O and P. Within these mounting styles,
the cylinder body is held rigid and the rod end must be aligned
to the body in all positions of its travel.

The correct alignment can normally be achieved by leaving
the mounting bolts loose and working the cylinder through its
stroke manually. Shims under the mounts may be necessary on
some mounting styles but should be avoided when possible.

Once the cylinder is properly aligned we recommend keying
or the use of dowels to maintain alignment and take shear loads
off the mounting bolts. On all side lug mountings, ample space
is available for dowel pins. Flange mounting plates also have
ample space for pinning. When keying, always place the key in
front of or behind the head or cap to take thrust loads. Fasten
the key to the machine member when possible, not to the cylinder.
Integral keys are available on mounting styles A, B & C upon
request. Keying is always recommended on the side tapped mount-
ing Style “C'". The key should be adequate to take all of the shear
load off the mounting bolts. CAUTION: Key one end only, never

both.

. Remove tie bolt nuts, Item #28.

4. Remove cap, ltem #2,

5. Remove barrel, Item #6; from head, Item #1; with piston,
Item #3; and piston rod, Item #5; inside. Use care in
preventing the rod from being damaged during removal.

6. Pull piston rod assembly from barrel.

7. Remove any damaged parts.

8. Do not remove piston from piston rod unless parls are
damaged or delinite leakage is occurring by the piston.

9. If piston is removed from the piston rod, reassemble
using piston nut torque values shown below. (Table 6)

0. Clean all parts thoroughly.

1. Lubricate replacement parts before assembly with oil
compatible with system.

12, When replacing piston cups, llem #17, place the cup
in the groove nearest the rod end with the cupped side
facing the rod end. Lubricate lightly and push piston
and rod assembly into the barrel, holding en to the pisten
rod. Push the piston through the barrel until the empty
groove is exposed on the opposite end. Place the cup
in the exposed groove with cupped side lacing away from
the rod end. Pull the rod and the piston into the barrel.

13. When replacing piston ring seals, always stagger the joints.

14. Reassemble the barrel to the head.

15. Replace tie rod nuts.

16. Replace cap.

17. Torque tie rods per Table 7 below by tightening each
one a little at a time, alternating with opposite tie rods
until recommended torque is reached.

18. Replace rod gland as outlined above in rod gland replace-
ment instruction #11, 12 and 13.

RETAINER BOLT TORQUES [ PISTON NUT TORQUES TIE ROD TORQUES

BORE | THREAD | TORQUE BORE | THREAD | TORQUE BORE | THREAD [TORQUE |ELONGATION

SIZE SIZE FT. LBS. SIZE SIZE FT. LBS. SIZE SIZE FT. LBS. IN 36"
1172 1/4-28 8 11/2 7/16-20 55 11/2 1/4-28 8 116" T

2 5/16-24 15 2 7/16-20 55 2 | sne24 | 15 116"
22 5/16-24 15 212 7/16-20 55 212 | 5i1s-24 15 e

31/a 3/8-24 34 3174 3/4-16 1856 31/4 3/8-24 34 5/64""

4 3/-24 34 4 3/4-16 185 4 3/3-24 34 S/64"

5 | 1220 | 62 5 3/4-16 185 5 1/2-20 62 116"

6 1/2-20 62 | | 6 114 375 6 1/2-20 62 116"

7 % | * 7 1-14 375 7 3/5-18 110 /16"

8 . . 8 1-14 375 8 5/5-18 110 1/16"

10 * . 10 11/4-12 690 10 3/4-16 185 116"

12 " . 12 11/2-12 995 12 3/4-16 230 5/64"

14 . B 14 17/812 | 1415 14 | s14 | 356 5/64"
TABLE NO. 5 *Consult Factory TABLE NO. 6 TABLE NO. 7 -



ORDERING INFORMATION

All information listed below must be specified on order. Complete and accurate information will insure prompt deliveries.
On replacement parts, please order by parts list item number and part name. (See page 6) Also include cylinder model no.

10.

1. Quantity 8. Rod size if other than std. 14. Type of fluid

2. Bore 9. Rod end if other than std. 15. Pressure maximum and operating
3. Stroke 10. Rod extension if required 16. Temperature range

4, Series 11, Port position if other than std. 17. X1 dimension on all trunnion

5. Mounting style 12. Port size if other than std. rr1'0ur1ted qvllnde(s o

6. Cushions if required 13, Cushion adjustment and check 15- Air bleed if required and positions
7. Stop tube required position if other than std. 9. Delivery requirements

CYLINDER MODEL NUMBERING

21/2-A3B23A1-12"T"
. BORE SIZE (INCHES) T "

. CYLINDER SERIES (A or L)
. ROD SIZE CODE
. MOUNTING STYLE CODE
. ROD END CODE
1. SM, STD. MALE
2. SF, STD. FEMALE
4. PLAIN
5. FM, FULL MALE
6. CUSHIONS
0. NONE
1. ROD END ONLY
2. BLIND END ONLY
3. BOTH ENDS
7. SPECIAL MODIFICATIONS
A. STANDARD, NO MODIFICATION
X. MODIFIED, CALL OUT IN DETAIL

8. PORT POSITION
9. STROKE IN INCHES

O A W =

SPECIFY THREAD “T""

*Port positions are shown on dimensional drawinygs in clockwise fashion (1) through (4). View from rod end.

1. Cushion adjustment position is indicated by © on Dimensional Drawings.
Please state on order if position is to be changed. Caution: Check mountings

to avoid interference.

. ROD SEAL KITS

2. Cushion check plug position is indicated by . on Dimensional Drawings.
The cushion check is used only when cushions are specified in over-sized
rod cylinders.

REPAIR KIT ORDERING INFORMATION
ORDER SEAL & REPAIR KITS BY NUMBER DEVELOPED BELOW

AS-1 I. ROD GLAND KITS

CYLINDER SERIES (A or.L)

ROD SEALS

d|

ROD SIZE CODE NO.

PARTS INCLUDED:
ITEM NO. 20 ROD SEAL
ITEM NO. 21 ROD WIPER

ITEM NO. 23 PACKING. GLAND "O" RING
ITEM NO. 24 PACKING GLAND “O" RING

BACK-UP RING

. PISTON SEAL KITS
CYLINDER SERIES (A or L)

PISTON KIT

CYLINDER SERIES (A or L)

GLAND KIT

ROD SIZE CODE NUMBER

PARTS INCLUDED:
ITEM NO.
ITEM NO.
ITEM NO.
ITEM NO.

ITEM NO.
BACK-UP RING

IV. COMPLETE SEAL KITS

BORE SIZE

"R" FOR PISTON RING PISTON ONLY

PARTS INCLUDED:

CYLINDER SERIES (A or L)

7 ROD GLAND

20 ROD SEAL

21 ROD WIPER

23 PACKING GLAND "“O" RING
24 PACKING GLAND “O" RING

A1.5C3

BORE SIZE

—>

i

COMPLETE SEAL KIT

ROD SIZE CODE NO.

PARTS INCLUDED:

GLAND KIT AND PISTON KIT COMBINED

ITEM NO. 17 or 18 PISTON CUPS OR CUSHIONS (A) None (B} Rod End
PISTON RINGS (C) Blind End (D) Both Ends

ITEM NO. 19 PISTON I.D. "O" RING

ITEM NO. 25 BARREL “0O" RINGS

ITEM NO. 27 CHOKE PLUG “O" RING

OO0 PRINTED INU.S A.



