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CST3030-40 & 60 PISTONS    -    FITTING INFORMATION                                                                                January 2015
    Manufactured by the same company that has produced the excellent 998 flat top pistons and now also the 1098 flat top pistons using the same, super-grade, extra-high silicone content material specifications, these pistons have an optimised crown and dish (6.0cc) shape for improved squish/burn. The piston is lighter than most cast pistons of this size and a lighter wrist pin is used to enhance this. The wrist pin is also supplied oil from the oil control ring land rather than relying on 'splash' from whirling components. 

    The piston ring groove design has stepped away from convention, utilising specs distilled out of intensive testing and are as used on the very latest high-performance pistons for mega-powered Japanese engines. One feature of this design is that the rings do not retract fully into the groove – this is NOT a design fault! The rings will need gapping – 0.011”/0.28mm to 0.014”/0.36mm inches being optimum. The oil control rings do not need gapping because the assembly is designed to work at it's compressed in-situ form. This is not measurable with the piston out of the bore.
    The higher silicone content and advance heat treatments used also creates a more stable piston which dramatically reduces expansion under combustion/running conditions. Consequently lower piston to bore clearances are required. These pistons are manufactured for race use so will give correct piston to bore clearance on the relevant bore size. Suggested finished honed bore to piston clearances are as follows - 
Road/fast road         -  0.0015” to 0.0017” (0.0381mm to 0.0432mm)
Sports/super sports  -  0.0018”  to 0 0.002” (0.0457mm to 0.0508mm)

Race                        -  0.0022” to 0.0025”  (0.0559mm to 0.0635mm)
Turbo road              -  0.002” to 0.0025” (0.0508mm to  0.0635mm)      
It is feasible to enlarge the dish for extra capacity if required. Use the centre depth of the dish as the start point. Using a radius tipped tool similar to the radius in the dish corner as is, increase the depth of the dish by 0.082”/2.08mm (dish is then 0.200”/5.08mm deep) then machine the dish wall out towards the crown edge. To within around 6.5mm of the crown edge will give a dis of approximately 10cc, out to within 5mm a capacity of approximately 12cc.    
NOTE -     The piston rings are position/orientation specific:
                  The top ring is a moly-faced/shiny silver type that is non-directional.

                  The second ring fits with the markings uppermost
NOTE – THESE PISTONS HAVE THE SAME COMPRESSION HEIGHT AS THAT OF THE HIGH COMPRESSION, A+ PISTON AS USED IN THE MG METRO. ON OLD-STYLE BLOCKS, MG MIDGET BLOCKS, AND BLOCKS THAT HAVE BEEN RE-MACHINED PREVIOUSLY – A TRIAL BUILD IS ESSENTIAL TO SORT PISTON TO DECK HEIGHT OUT. 
