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ITEM 
NO. PART NUMBER DESCRIPTION QTY.

1 701-0300-000 R310 Pro front panel assy 1

2 721-0001-000 Decorative Frame Assy for R310X Pro 1

3 POL-R310-00113P Chassys Holder 4

4 POL-R310-00114P Angle 4

5 721-2003-000 R310X Pro Sensor holder assy 1

6 721-2002-003 Channel deflector extension 1
7 LABL-0007 LABEL POLYTEX LOGO FOR MACHINES 1
8 M8-BN628 NUT, M8,  SS, DIN 934/BN628 8
9 M8-BN672  WASHER, SPRING,M8*, StSt, DIN 127B/BN672 8
10 M8-BN670 WASHER, FLAT,M8, StSt, DIN 125A 8
11 M6-BN672  WASHER, SPRING,M6*, StSt, DIN 127B/BN672 8
12 M6-BN1356  WASHER,  M6, FLAT, LARGE, StSt, DIN 9021/BN1356 8
13 M6X16-BN610 SCREW, M6 x 16, SOCK-CAP,DIN 912/BN 610 8
14 M4X8-BN 610 SCREW, M4 x 8*, SOCK-CAP, DIN 912/BN 610. 4
15 M4-BN1356 WASHER, M4, FLAT, LARGE, StSt, DIN 2
16 M4-BN672  WASHER, SPRING,M4*, StSt, DIN 127B/BN672 4
17 M4-BN670 WASHER, FLAT,M4, StSt, DIN 125A 2
18 401-1300-001 Certification Label 1
19 401-1300-002 Polytex Identification Label 3

REVISIONS
ZONE REV. DESCRIPTION DATE APPROVED

2 RELEASE FOR PROTOTYPE 3/2/2022 EDEN K.

3 CHANGED PARTS 1,2,5, ADDED 
LABELS 9/4/2022 Guy Z.
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DESCRIPTION:

Return unit R310X Pro
TOLERANCES 
ANGULAR TOLERANCE:  1
LINEAR TOLERANCE: 0.2 mm
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NOTES:
MATERIAL: ALUM. SHEET 5052-H32 PER AMS-QQ-A-250/82 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 GMAW USING ELECTRODE ER5356 PER AWS A5.10 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
COATING: BLACK ANODIC COATING PER MIL-A-8625, TYPE II 2 TO 25 MICRON THICK.4.
INSTALL INSERTS AFTER COATING5.
QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.6.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.7.

WELDING:
Alum 5052 - WELDING PER SAE-AMS-STD-2219 GMAW USING ELECTRODE ER5356 PER AWS A5.10 OR EQUIVALENT.1.
Alum 6061 - WELDING PER SAE-AMS-STD-2219 GMAW USING ELECTRODE ER4043 PER AWS A5.10 OR EQUIVALENT.2.
SS 304L - WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER308L PER AWS A5.9 OR EQUIVALENT.3.
GalSteel - WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE PER AWS A5.1 OR A5.18.4.
ST-37/ 1020 - WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER70S-6 PER AWS A5.18 OR EQUIVALENT.5.
Steel 4130 - WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER80SD-2 PER AWS A5.28 OR USING ELECTRODE ER70S-2 PER AWS A5.18.6.

COATING:
ANODIC COATING: ANODIC COATING PER MIL-A-8625 (choose)1.

TYPE III 13 TO 114 MICRON THICKA.
TYPE II 2 TO 25 MICRON THICKB.
TYPE II 2 TO 25 MICRON THICK TEFLON IMPREGNATEDC.

BLACK OXIDE PER MIL-DTL-139242.
COPPER COATING:3.

BLACK CHEMICAL FINISH PER MIL-F-495.4.1 A.
COPPER PLATING TYPE*** MICRON THICK PER AMS 2418****B.

HOT DIPPED ZINC: ZINC COATING, HOT DIPPED PER ASTM A 1234.
IRIDAITE FOR ALUM: CHEMICAL CONVERSION COATING PER MIL-DTL-5541 TYPE I CLASS 3.5.
PASSIVATION SS: PASSIVATION TREATMENT PER AMS-QQ-P-356.
ZINC COATING: ZINC COATING ELECTRODEPOSITED (choose)7.

TYPE I CLASS 1 (OR SC4) 25 MICRON THICK PER ASTM B 633 A.
TYPE II CLASS 2 (OR SC3) 13 MICRON THICK PER ASTM B 633 B.
TYPE III CLASS 3 (OR SC2) 8 MICRON THICK PER ASTM B 633 C.
TYPE IV CLASS 4 (OR SC1) 5 MICRON THICK PER ASTM B 633D.

RAW MATERIAL:
ALUMINUM:1.

MATERIAL: ALUM. BAR HEX. 2024-T4 PER AMS-QQ-A-225/6 (OR EQUIVALENT)1.
MATERIAL: ALUM. BAR L 6063-T5 PER AMS-QQ-A-225/92 (OR EQUIVALENT)2.
MATERIAL: ALUM. BAR RECT 6061-T6 PER AMS-QQ-A-200/8 .375" * .250" (OR EQUIVALENT)3.
MATERIAL: ALUM. BAR SQ. 12MM, 6061-T6 PER AMS-QQ-A-200/82 (OR EQUIVALENT)4.
MATERIAL: ALUM. BAR T 6063-T5 PER AMS-QQ-A-225/9 30*30*2MM (OR EQUIVALENT)5.
MATERIAL: ALUM. BAR U 6063-T5 PER AMS-QQ-A-225/9 100*50*5MM (OR EQUIVALENT)6.
MATERIAL: ALUM. PLATE 2024-T351 PER AMS-QQ-A-250/4 (OR EQUIVALENT)7.
MATERIAL: ALUM. PLATE 5052-H32 PER AMS-QQ-A-250/8 (OR EQUIVALENT)8.
MATERIAL: ALUM. PLATE 6061-T(6=up to .250", =651 for.250" thick and above) PER AMS-QQ-A-250/112 (OR EQUIVALENT)9.
MATERIAL: ALUM. ROD 6061-T6 PER AMS-QQ-A-225/8  .500" Dia. (12.7MM) (OR EQUIVALENT)10.
MATERIAL: ALUM. SHEET 5052-H32 PER AMS-QQ-A-250/82 (OR EQUIVALENT)11.
MATERIAL: ALUM. SHEET 6061-T6 PER AMS-QQ-A-250/11.2 (OR EQUIVALENT)12.
MATERIAL: ALUM. TUBE RND 6061-T6511(or t6, refer IAW with Materials site) PER AMS-WW-T-700/6(OR EQUIVALENT)13.

CARBON STEEL2.
CARBON STEEL BAR (RND/SQ/HEX/L/RECT/U) ST-37 OR SAE 1020 PER ASTM A108 (OR EQUIVALENT) 1.
CARBON STEEL PLATE ST-37 OR SAE 1020 PER ASTM A827 (OR EQUIVALENT)2.
CARBON STEEL TUBE (RND/SQ/RECT) ST-37 OR SAE 1020 PER ASTM A513 (OR EQUIVALENT)3.
CARBON STEEL SHEET ST-37 OR SAE 1020 PER ASTM A513 (OR EQUIVALENT)4.

STAINLESS STEEL:3.
MATERIAL : CRES BAR HEX. 303, ASTM A 582.2. 1.
MATERIAL : CRES BAR HEX. 316 PER ASTM A 580,2.
MATERIAL : CRES BAR L 304 PER ASTM A 580, 20*20*30MM.3.
MATERIAL : CRES BAR L 316 PER ASTM A 580, .500"*.406".4.
MATERIAL : CRES BAR RECT 304 PER ASTM A 580, .250"*1.500".5.
MATERIAL : CRES BAR RND 304 PER ASTM A 580, .312" (8MM).6.
MATERIAL : CRES BAR RND 304 PER ASTM A 580, .312" (8MM).7.
MATERIAL : CRES BAR SQ. 304L PER ASTM A 580.2. 8.
MATERIAL : CRES PLATE 304 PER ASTM A 240.9.
MATERIAL : CRES ROD 17-4PH COND. A, PER AMS-5643.2. 10.
MATERIAL : CRES ROD 17-4PH COND. H-1150, PER AMS-5643.2. 11.
MATERIAL : CRES ROD 303 PER ASTM A 582.12.
MATERIAL : CRES SHEET 304 PER ASTM A 240.13.

NOTES:
MATERIAL: CRES SS 304 PER ASTM A 240 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER308L PER AWS A5.9 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
COATING: PASSIVATION TREATMENT PER AMS-QQ-P-35.4.
INSTALL INSERTS AFTER COATING.5.
QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.6.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.7.

NOTES:
MATERIAL: CRES SS 304 PER ASTM A 240 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER308L PER AWS A5.9 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.4.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.5.

NOTES:
MATERIAL: ALUM. SHEET 5052-H32 PER AMS-QQ-A-250/82 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 GMAW USING ELECTRODE ER5356 PER AWS A5.10 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
FINISH: CLEAR CHEMICAL CONVERSION COATING PER MIL-DTL-5541 TYPE I CLASS 3 (IRIDITE)4.
INSTALL INSERTS PRIOR TO PAINTING5.
PAINT: 6.

CLEAN THE BASE METAL WITH MEK (METHYL ETHYL KETONE) AND DRY.A.
USE FILLER AS REQUIRED.B.
MASK HOLES, THREADS AND MARKED AREAS.C.
BLACK EPOXY BASE COAT 6030, 40 MICRONS THICK.  D.
FINE GRAIN TEXTURE TOP COAT, COLOR# RAL 9005 (BLACK), 60 MICRON THICK (WET PAINT).E.

QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.7.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.8.

NOTES:
MATERIAL: CARBON STEEL SHEET ST-37 OR SAE 1020 PER ASTM A513 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER70S-6 PER AWS A5.18 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
INSTALL INSERTS PRIOR TO PAINTING4.
PAINT:5.

CLEAN THE BASE METAL WITH MEK (METHYL ETHYL KETONE) AND DRY.A.
USE FILLER AS REQUIRED.B.
MASK HOLES, THREADS AND MARKED AREAS.C.
BLACK EPOXY BASE COAT 6030, 40 MICRONS THICK.  D.
FINE GRAIN TEXTURE TOP COAT, COLOR# RAL 9005 (BLACK), 60 MICRON THICK (WET PAINT).    E.

QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.6.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.7.

NOTES:
MATERIAL: CARBON STEEL SHEET ST-37 OR SAE 1020 PER ASTM A513 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER70S-6 PER AWS A5.18 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
COATING: BLACK ZINC COATING ELECTRODEPOSITED TYPE III CLASS 3 (OR SC2) 8 MICRON THICK PER ASTM B 633.4.
INSTALL INSERTS AFTER COATING.5.
QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.6.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.7.

NOTES:
MATERIAL: ALUM. PLATE 6061-T(6=up to .250", =651 for.250" thick and above) PER AMS-QQ-A-250/112 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 GMAW USING ELECTRODE ER4043 PER AWS A5.10 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
FINISH: CLEAR CHEMICAL CONVERSION COATING PER MIL-DTL-5541 TYPE I CLASS 3 (IRIDITE)4.
INSTALL INSERTS PRIOR TO PAINTING5.
PAINT: 6.

CLEAN THE BASE METAL WITH MEK (METHYL ETHYL KETONE) AND DRY.A.
USE FILLER AS REQUIRED.B.
MASK HOLES, THREADS AND MARKED AREAS.C.
BLACK EPOXY BASE COAT 6030, 40 MICRONS THICK.  D.
FINE GRAIN TEXTURE TOP COAT, COLOR# RAL 9005 (BLACK), 60 MICRON THICK (WET PAINT).E.

QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.7.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.8.

NOTES:
MATERIAL: CARBON STEEL SHEET ST-37 OR SAE 1020 PER ASTM A513 (OR EQUIVALENT).1.
WELDING PER SAE-AMS-STD-2219 FCAW OR GMAW USING ELECTRODE ER70S-6 PER AWS A5.18 OR EQUIVALENT.2.
DEBURR AND REMOVE SHARP EDGES.3.
FINISH: BLACK ZINC COATING ELECTRODEPOSITED TYPE III CLASS 3 (OR SC2) 8 MICRON THICK PER ASTM B 633.4.
INSTALL INSERTS PRIOR TO PAINTING5.
PAINT:6.

CLEAN THE BASE METAL WITH MEK (METHYL ETHYL KETONE) AND DRY.A.
USE FILLER AS REQUIRED.B.
MASK HOLES, THREADS AND MARKED AREAS.C.
BLACK EPOXY BASE COAT 6030, 40 MICRONS THICK.  D.
FINE GRAIN TEXTURE TOP COAT, COLOR# RAL 9005 (BLACK), 60 MICRON THICK (WET PAINT).  E.

QUALITY ASSURANCE AS PER MANUFACTURER'S QUALITY PROCEDURES.7.
PACKAGING AND PACKING IN ACCORDANCE WITH MANUFACTURER'S COMMERCIAL PRACTICE.8.

STATUS

Polytex Technologies Ltd.
Alon HaTavor St 20, Caesarea, Israel.

www.polytex-technologies.com ,+972 4-624-8002
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BREAK SHARP CORNERS AND 
EDGES 0.5mmX45

MATERIAL: N/A

FINISH: N/A

MISSING DIMENSIONS SHOULD BE 
TAKEN FROM THE 
CORRESPONDING 3D MODEL

721-0000-000Eden Karandian 23/01/2022
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SECTION A-A

Wall Cut-out

Note 1

2 134

4 3 1

A

B

C

DD

C

B

A

721-0000-000
DWG NO. / PART NO.: SHEET NO:

ID: 721-0000-000

2
NOTES:

Wt - Wall Thickness.1.
CUT OUT BASE MUST BE CAPABLE OF SUPPORTING 180KG2.
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Step 2

Assembly step 1+2
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721-0000-000
DWG NO. / PART NO.: SHEET NO:

ID: 721-0000-000

4
NOTES:

L1 MAX (Left side) - Maximum Distance From Return Machine To Electrical Panel Must Be 1000mm.1.
L2 MAX (Right side) - Maximum Distance From Return Machine To Electrical Panel Must Be 350mm.2.
Parts R-IN1300MID 24V & POL-V140206-0935P are part of kit HF3.
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SECTION F-F
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SECTION E-E
DETAIL G

See note 9

721-2003-000

Note 7

Note 7
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DWG NO. / PART NO.: SHEET NO:
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NOTES:
L1 MAX - Distance From Return Machine To Electrical Panel Must Be Less Than 1000mm.1.
Wt - Wall Thickness.2.
If "Wt" More Than 100mm Use Shown Alighnment For 721-2002-000.3.
Leave 10mm Min. From Sides.4.
CUT OUT BASE MUST BE CAPABLE OF SUPPORTING 180KG.5.
Parts 721-2002-000 & 721-2002-003 & 721-2003-000 Must Be Disassembled Before Packing & Shipping.6.
Parts R-IN1300MID 24V & POL-V140206-0935P are part of kit HF.7.
Place the REFLECTIVE PLATE in front of SENS-0007.8.
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