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1. Assembly Instructions for Cushman Engineering XRT375 TDI Injection Nozzles 

 
Figure 1: XRT375 Assembly 

2. All Parts:

 
Figure 2: XRT375 Complete Parts 
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3. Lapping the seats. 

 
Figure 3: XRT375-02 Body in vise using a rag or piece of felt to prevent damage from the 

serration of vise jaws. Insert XRT375-01 Plunger with a small amount of lapping compound on 

the seat area 

 
Figure 4:Tungsten Carbide Lapping Compound McMaster #4807A64 
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Figure 5: Oblong Lapping and Alignment Tool 

 
Figure 6: Lap using finger pressure and the Lapping Tool to rotate the plunger, about 10 

revolutions in both directions 

 
Figure 7: Finished lap of seats should have this appearance 

To be certain there is no residue of lapping compound left on or in the nozzle, use a rag over a 

fingertip, cotton swabs, aerosol brake cleaner and finally an air blow gun to clear the nozzle of the 

solvent and dust. Remove body from vise, reinsert plunger into body, hold a finger over the end 

of the plunger to prevent it from falling from the body. 
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Figure 8: Hold the end of the plunger in place with your index finger 

 

4. Assemble Body Components: Die Spring, XRT375-04 Anti-Rotation Nut & 

NRP313-05 Retainer Nut with PTFE o-ring #012. Use ñLapping Alignment Toolò 

to assist in aligning the splines in the nozzle body to the grooves in the Anti-Rotation 

Nut. 

 
Figure 9: Holding the plunger with your index finger, insert the die spring 
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Figure 10: Insert XRT375-04 Anti-Rotation Nut, use alignment tool if neccessary 

 
 e 

 
Figure 11: Insert PTFE o-ring #012 into groove of NRP313-05 Retainter Nut 
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Figure 12: Thread NRP313-05 Retainer Nut onto plunger "finger tight" 

 

5. Install one PTFE o-ring #117 as shown into XRT375-02 Body, use wooden end of cotton swab to seat o-

ring. 
   
 

 

 
Figure 13: Insert PTFE o-ring dash #117 into body 

  


