Critical Dimensions for Jaw Crusher Wear Parts

Dimensional verification of jaw crusher wear parts begins with the component's overall geometry and its relationship to the supporting structure. Fixed jaw plates, swing jaw
plates, and cheek plates have different mounting interfaces, so their critical dimensions cannot be evaluated using overall length, width, and thickness alone.

The most important measurements are those that determine seating, positioning, retention, and clearance within the crushing chamber. Where original drawings are available,
these dimensions should be checked against the specified datums and tolerances. Measurements taken from heavily worn surfaces should be treated with caution because
they may no longer represent the original casting geometry.

Critical Dimensions and Verification Requirements

Component Dimension / Feature Engineering Verification

Fixed Jaw Plate Overall height and width Confirm the plate fits the stationary jaw support

Fixed Jaw Plate Back-face geometry Check the intended bearing and seating areas

Fixed Jaw Plate Locating and retaining features Confirm compatibility with the positioning and clamping arrangement
Swing Jaw Plate Overall height, width and thickness Verify the external envelope and available installation space

Swing Jaw Plate Back-face profile Confirm fit against the moving jaw support

Swing Jaw Plate Retention interface Verify the specified wedge, clamp or other retaining arrangement
Cheek Plate Overall dimensions and profile Confirm coverage of the chamber sidewall

Cheek Plate Mounting-hole or locating pattern Check hole positions and retaining features where applicable

Measurement Reference

Dimensions should be referenced to the functional surfaces identified on the approved part drawing. Seating faces, locating edges, and mounting features provide more reliable
installation references than worn crushing surfaces.

Where a drawing is unavailable, a verified spare part or an accurately measured original component may help establish the required geometry. However, dimensions affected by
wear or deformation should not be used as final manufacturing references without further technical confirmation.
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Jaw Plate Tooth Profile Verification

The crushing surface of a jaw plate is defined by its tooth geometry, including pitch, height, crest shape, and profile orientation. These features influence how rock is gripped and compressed
between the fixed and swing jaw plates.

Two jaw plates with similar external dimensions may have different tooth profiles. A replacement casting must therefore be evaluated against the intended crushing chamber configuration
rather than selected solely by its approximate dimensions or weight.

Tooth Profile Measurement Parameters

Parameter Technical Definition Verification Requirement

Tooth Pitch (P) Distance between corresponding points on adjacent teeth Compare with the specified profile drawing
Tooth Height (H) Vertical distance from tooth crest to the defined valley reference Confirm the required profile depth

Crest Geometry Shape and width of the tooth tip Check against the specified tooth section
Tooth Orientation Direction and arrangement of the corrugations Confirm the intended installation direction
Profile Position Location along the plate where the section is measured Compare profiles at the same defined position

Specified Profile ' Worn Profile

Original manufacturing profile with defined tooth pitch, height, and crest shape. Worn profile with rounded crests, reduced tooth height, and profile loss along the crushing surface.

Profile Matching and Wear Assessment

The fixed and swing jaw plates should be evaluated as a matched crushing-surface arrangement. Tooth pitch and profile orientation influence the contact relationship between the two plates
as the jaw opens and closes.

Worn jaw plates may exhibit rounded tooth crests, reduced tooth height, or uneven profile loss along the crushing surface. These conditions should be documented during replacement assessment,
but the worn tooth shape should not be treated as the original manufacturing profile.

When replacing only one jaw plate, the remaining opposing plate should also be assessed to confirm that the resulting chamber geometry is suitable for continued operation.

Tooth-profile labels indicate measurement and comparison points only. Final profile definition must be confirmed against the approved tooth drawing and component specification. Octa Mach | Jaw Crusher Wear Parts | 02



Mounting and Seating Verification

Jaw crusher wear parts must fit their supporting structures and retaining arrangements to transfer operating loads correctly. The back-face geometry, locating features, and clamping interfaces
are therefore critical to replacement compatibility.

Overall dimensional agreement does not guarantee proper installation. Differences in seating surfaces, retaining geometry, or mounting positions may prevent a replacement plate from fitting
as intended, even when the casting appears similar to the original part.

Critical Mounting Interfaces

Interface Verification Focus Potential Consequence of Mismatch

Jaw Plate Seating Surface Specified contact areas, back-face geometry and support condition Incomplete seating or concentrated loading
Locating Features Position, orientation and fit of locating faces or stops Incorrect liner position

Retaining Wedge / Clamp Interface geometry and compatibility with the specified retaining system Inadequate retention or uneven clamping

Cheek Plate Mounting Hole positions, recesses and mounting arrangement, where applicable Assembly interference or misalignment

Adjacent Component Clearance Intended clearances around the liner and nearby components Unintended contact during assembly or operation

-

Installation Fit Verification Procedure

m Verify Component Identification m Check the Supporting Interface m Verify the Retaining Arrangement m Resolve Dimensional Discrepancies
Confirm the equipment model, component ) Inspect the mating structure and compare ) Confirm the corresponding wedges, clamps, ) Do not force a casting into position when
location, drawing number or other reliable the replacement casting's bearing surfaces fasteners and other retaining components unexplained gaps, interference, or

part identifier, and intended installation and locating geometry with the approved are compatible with the replacement liner. misalignment are present. The cause should
orientation. component requirements. be established before installation proceeds.

Engineering Note

The required bearing surfaces, allowable clearances and retention methods vary with the crusher design. Fit acceptance should follow the applicable equipment documentation and approved
component drawings rather than a universal contact-area or clearance requirement.

Mounting callouts indicate verification areas only. Final fit acceptance must be confirmed against approved component drawings and installation requirements. Octa Mach | Jaw Crusher Wear Parts | 03



Dimensional Inspection and Acceptance Criteria

Dimensional acceptance of jaw crusher wear parts requires more than checking overall casting dimensions. Inspection should focus on features that control installation and load transfer, including
seating surfaces, locating interfaces, tooth geometry, and mounting positions.

General casting tolerances cannot automatically be applied to critical assembly features. These dimensions must be assessed against the approved part drawing, specified inspection method, and
agreed acceptance requirements.

Critical Inspection and Acceptance Requirements

Inspection Item Recommended Verification Method Acceptance Basis

Overall Dimensions Caliper, measuring tape or suitable dimensional equipment Approved drawing dimensions and tolerances

Back-Face Geometry Straightedge, profile gauge or dimensional measurement Specified seating geometry and contact requirements
Tooth Pitch and Height Profile gauge, caliper or 3D measurement Approved tooth profile and defined measurement sections
Mounting Hole Position Coordinate measurement or suitable measuring instruments Drawing datums and positional tolerances

Locating and Retaining Features Dimensional measurement and feature inspection Approved interface geometry

Casting Surface Condition Visual examination and specified supplementary inspection Agreed surface acceptance criteria

Casting Identification Marking and traceability verification Purchase specification and identification requirements

Straightedge /
Profile Gauge Tooth Pitch

Mounting Hole

Locating Feature

Tooth Height

Retaining Feature

Dimensional Deviation and Fit Assessment

Not all dimensional deviations have the same effect on component performance. Minor differences on nonfunctional casting surfaces may be acceptable within the specified general tolerances,
while deviations in critical mounting features can prevent correct assembly.

For jaw plates, inspection priority should be given to bearing surfaces, locating features, and retention interfaces. For cheek plates, mounting-hole positions and clearance to adjacent components
require particular attention.

A dimensional deviation should be evaluated according to its location, magnitude, and functional effect. Components outside the approved acceptance limits require documented technical
disposition rather than automatic acceptance or unapproved modification.

Inspection Method and Technical Limitations

Inspection results are meaningful only when measurements are taken from consistent reference points using suitable equipment. Worn reference components, rough as-cast surfaces, and poorly
defined measurement locations can introduce errors.

For critical replacement parts, dimensional reports should identify the measured feature, nominal requirement, actual measurement, and applicable tolerance. Where the original design data is
unavailable, final acceptance limits should not be established solely from approximate measurements of a used component.

Inspection icons indicate verification focus only. Final acceptance must be confirmed against the approved part drawing, technical specification, and applicable inspection requirements. Octa Mach | Jaw Crusher Wear Parts | 04



