B. Boring and Honing of Cylinder Bores

For Models 180 a, 180b, 190SL, 220 a, 219, 220 S, and 220 SE these procedures are the same
as described for Model 190.

Machining Dimensions of Cylinder Bores

Machining Tolerances of Cylinder Bores

Models 180 a, 180 b, 190, 190 b, 190 SL, 220 a, 219,
220S, and 220 SE )

180a, 180D
: 220q, 219 Permissible degree of
Overhaul stage 190, 190 b 2205 220 SE out-of-round 0.013
190 SL ’
Standard size ggg ggg?g Permissible conicity 0.013
Permissible departure of
Intermediate stage ggg;g ggggg cylinder bores from ver-
' ) tical to crankshaft axis, 0.05
calculated over total
85.500 80.500 height of cylinder
t
1st Overhaul stage 85577 057
Permissible roughness 0.003—0.005
86.000 81.000
d
2nd Overhaul stage 88,002 105
Average depth of cor- max. 50%
3rd Overhaul stage 86.500 81.500 rugation of roughness

The pistons must be so chosen that the difference in weight of the pistons in any one engine
does not exceed 4 grams and that the running clearance is 0.04 mm.

C. Machining and Pressure-Testing of Cylinder Head

Machining Dimensions for Cylinder Head

Model

220a

190, 190b
‘ 2208

Total height

84.8—85.0

Permissible stock remo-
val

1 0.8

Permis-
sible de- '
parture tion

dinal direc-

in a longitu-

0.1

from in a lateral
plane direction

Permissible departure
from parallelity between

ting surface in a longi-
tudinal direction

upper and lower separa

0.1

Test pressure with air
in hot water (70° C)

2 atm.

01-5/2

For Models 180q, 180b, 190SL, 220 a, 219,
220S, and 220 SE this procedure is the same
as described for Mode! 190.

After machining the cylinder head separating
surface, remachine the valve seats in order to
ensure that the minimum distance between
valve head and cylinder head separating su:-
face is maintained (see Section F).



