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WARNING
EXPLOSION AND FIRE HAZARD
Is present when servicing batteries and filling fuel tank.

DEATH
Or severe injury may result if personnel fail to observe safety precautions. Do not smoke or use open
flame around flammable material or when servicing the batteries. Do not fill the fuel tank while the engine
is running. Be sure there are no open flames or exposed heated parts that can ignite fuel vapors while
tank is being filled. Keep fuel container and funnel in contact while tank is being filled, or provide a ground
to prevent static sparks from igniting the fuel. Do not attempt to weld a fuel tank unless the tank has been
filled with water and thoroughly, flushed to eliminate combustible fuel vapors.

HIGH VOLTAGE HAZARD
Is present if the boom accidentally contacts a power line.

DEATH
Or severe injury may result if personnel fail to observe safety precautions. Keep the boom away from
power lines. If the boom accidentally contacts a power line, jump from the machine; do not step off.



CHANGE }
No. 3

TM 5-3810-289-34
*C3

Changes in force: C 1 and C 3

HEADQUARTERS
DEPARTMENT OF THE ARMY
Washington D.C., 24 June 1991

Direct Support and General Support Maintenance Manual
CRANE-SHOVEL, CRAWLER MOUNTED, 12 1/2-TON, 3/4 CU YD;
DIESEL ENGINE DRIVEN (BUCYRUS-ERIE MODEL 22BM)
NSN 3810-00-869-3092

TM 5-3810-289-34, 12 June 1970, is changed follows:
Cover and page i. The manual title is changed to read
as shown above.
List of llustrations.  Add Number
Measuring gradual bends in bent lacing, [page 2-41
List of lllustrations.

Add the following entries:

[Number 3-104.1,| Air intake manifold

replacement[page 3-36]

[Number 3-104.2] Throttle control assembly, [page 3-

Delete the following entries:
[Page vi| List of lllustrations.

Figure numbers and titles for are super-
seded as follows:

[Number 4-6A, Lower track and frame assembly,

[Number 4-6B, Vertical propel shaft, center
propelling shaft and outer clutch shaft,

[Number 4-6C¢, Steering clutch linkage an lock
linkage,[page 4-8|

Figure numbers and titles for are
superseded as follows:

[Number 4-11]A, Front drum shaft assembly, lens
boom hoist clutch,

[Number 4-1]B, Rear drum shaft assembly, [page 4
[14]

[Number 4-17IC, Swing and propel clutch, hoist

This change supersedes C2, 12 November 1971.

clutch crowd and retract clutch, [page 4-15]-
The title of[Figure 4-20]is changed as follows:
Independent boom hoist assembly
and boom hoist clutch, exploded view,[page 4-24]

Paragraph 1-2.| Change"TM38-750" to "DA Pam
738-750".

[Paragraph 1-3lis superseded as follows:
1-3. Reporting Errors and Recommending

Improvements
You can help improve this manual. If you find any
mistakes or if you know of a way to improve the
procedures, please let us know. Mail your letter or DA
Form 2028 (Recommended Changes to Publications and
Blank Forms) direct to: Commander, U.S. Army Tank-
Automotive Command, ATTN: AMSTA-MB, Warren, Ml
48397-5000. A reply will be furnished to you.

[Paragraph 1-3.1] is added after[paragraph 1-3]
1-3.1. Reporting Equipment Improvement

Recommendations (EIRs)

If your crane-shovel needs improvement, let us know.
Send us an EIR. You, the user, are the only one who
can tell us what you don't like about your equipment. Let
us know why you don't like the design or performance.
Put it on an SF 368 (Quality Deficiency Report). Mail it to
us at: Commander, U.S. Army Tank-Automotive
Command, ATTN: AMSTA-MP, Warren, MI  48397-
5000. We'll send you a reply.




Page 2-1|[paragraph 2-3.] Change "TM. 5-3810-289-
35P" to "TM 5-3810-289-34P".

[Page 2-4. [Paragraph 2-8.1is added after

graph 2-8.

2-8.1. Boom Repair

Repairs authorized at direct support level are cold
straightening of gradual bends and replacing bolts
sheaves, and bearings. A "gradual bend" is determined
by laying a straightedge across the bend [(figure 2-0).
Measure the length of the straightedge between both
points of contact and measure the maximum gap
between the angle iron (lacing) and the straightedge.
Multiply the distance between contact and measure the
maximum gap between the angle iron (lacing) and the
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straighthedge. Multiply the distance between contact
points by 0.025. If the product is equal to or less than
the maximum gap, the bend is considered "gradual” and
may be cold straightened. If the product exceeds the
maximum gap, the lacing should be replaced. However,
replacement of lacing is authorized at depot level only
and will not be attempted by a lower maintenance level.
Repair to chord angles are not authorized below depot
level. During boom inspection, if it is determined that
more than one-third of the lacing is damaged on any one
side, per boom section, it will render the boom not
mission capable (deadlined) and will not be used until the
deficiency is corrected.

A = DISTANCE BETWEEN STRAIGHTEDGE CONTACT POINTS
B = MAXIMUM DISTANCE BETWEEN STRAIGHTEDGE AND BENT LACING

C=Ax0.025

IF C IS EQUAL TO OR LESS THAN B, THE BEND MAY BE COLD STRAIGHTENED.
IF C IS GREATER THAN B, THE LACING SHOULD BE REPLACED BY DEPOT LEVEL MAINTENANCE.

STRAIGHTEDGE
CONTACTPOINT

STRAIGHTEDGE
CONTACTPQINT

STRAIGHTEDGE

BENT LACING

Figure 2-0. Measuring gradual bends in bent lacing.

[Paragraph 3-19a is superseded as follows:

a. General. Refer to TM 5-3810-289-12 for wiring
diagrams.

[Paragraphs 3-19.1 |and [3-19.2| are added after
paragraph 3-19|
3-19.1. Air Intake Manifold Replacement.

Refer to[Figure 3-104.7] and replace the air intake

manifold.

3-19.2. Throttle Control Assembly Replacement.
Refer to[Figure 3-104.2|on page 4|and replace the

throttle control assembly.

Paragraph 3-21b is superseded as follows:
b. Removal. Referto TM 5-3810-289-12.

Paragraph 3-21le is superseded as follows:
e. Installation. Refer to TM 5-3810-289-12.
Figure 3-109is rescinded.



TM 5-3810-289-34

plate from machinery deck." to the end of the sentence.

[Paragraph 4-26(5.1) is added after paragraph 4-
2b(5)(c).

(5.1) Remove oil gear shaft (56). Catch oil
gear (12) under gear case before it drops free.
[Paragraph 4-2d(2). Change the first sentence to
read Aline splines and press sprocket on shaft.".
Paragraph 4-2d(3) is superseded as follows:
(3) Install retainer plate on end of shaft, fasten
securely with two capscrews, and lock with wire.
Paragraph _4-2d(11). Add "Replace” machinery
deck access plate." to the end of the paragraph.
[Paragraph 4-2di(14) is superseded as follows: (14)
Install chain case. Install gasket seal and chain case

cover.
Page 4-2|[ Figure 4-1lis superseded as shown on
(5

Add "79 seal" at the end of the legend fér [figure 4

[Figure 4-2Jis superseded as follows:

12—“

5—"0 \E:\ E;
2. Capscrew (long) (2) 10. Lockwasher (7) ‘ \\
3. Capscrew (short) (2) 11. Washer, plain (6)
4. Capscrew, manifold (3) 12. Washer, copper (6)
5. Capscrew, manifold (2) 13. Gasket REMOVE CAPSCREWS FRONT FRAJE
6. Connection, air intake 14. Gasket AND LOCKWASHERS
7. Gasket, connection 15. Plug (HIDDEN})
8. Gasket, manifold (3) ‘
9. Plug, pipe (1/8" hex- 16. Plug / ‘ =a
head) (2) 17. Pipe plug U

Figure 3-104.1. Air intake manifold replacement. :

[Paragraph 4-2b(1) is superseded as follows:

(1) Drain oil out of both transmission chain
case and gear case. Remove chain case cover and seal
(20 and 79, fig.—4-1).

[Paragraph 4-2b(4) is superseded as follows:

(4) Remove hoist clutch yoke fulcrum pin from

right bearing cover (3) on right side of gear case.
[Paragraph 4-2b (5) (a). Add "after removing access

Figure 4-2. Front frame cover.
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Ball joint

Nut, hexagon
Lockwasher
Nut, hexagon
Lockwasher

6
7
8
9
1

. Bolt, hexagon 11.
. Washer, plain 12.
. Locknut 13.
. Spring 14.
0. Disk 15.

Arm

Knob

Screw, drive
Instruction plate
Nut, hexagon

Figure 3-104.2. Throttle control assembly.

16.
17.
18.
19.
20.
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Lockwasher
NOT USED
Instruction plate
Instruction plate
Instruction plate
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ME 3810-289-34/4-1 C2

Figure 4-1. Transmission shaft, exploded view.

5



CAPSCREW COVER

UPPER
BEARING

SPLINE _
CLUTCH
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r——-= N 1 T TN
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b | BEVEL
L 1 | GEAR
RETAINER PLATE PINION

Figure 4-4. Vertical swing shatft.

[Figure 4-5lis superseded as shown on the following
page.

[Paragraph 4-3b(2). Add "(6,[figure 4-5)I' to the end
of the sentence.

[Paragraph 4-3b(3) is superseded as follows:

(3) Remove locknut and nut from mounting
studs. Insert force bolts in tapped holes provided in
retainer and remove shaft (11), retainer (9) and shim
pack (12).

[Paragraph 4-3k is superseded as follows:
e. Assembly and Installation.

(1) Remove retainer from shatft.

(2) Insert roll pin (10) in cone nut (1).

(3) With roll pin, cone nut and O-ring (2)
place, put roller on roller path in position to insert shaft
(11). Insert shaft, and align roll pin with hole in end of
shaft.

(4) Insert adjusting rod (6) and tighten until
end play is removed but cone roller turns freely on shaft.

Caution: Do not overtighten or O-ring will be
damaged.
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(5) Install shim pack retainer capscrews and
mounting stud nuts. Check for 0.025 to 0.030 inch
tolerance between roller and roller path. Remove or add
shims as required.

[Page 4-6[Figure 4-6 (sheet T of 3)] Figure number and
title are superseded as follows:
. Lower frame and track assembly.
Page 4-7| Figure 4-6 (sheet 2 of 3) Figure number and
title are superseded as follows:
[Figure 4-6B. Vertical propel shaft, center propelling
shaft and outer clutch shaft.
[Page 4-3, [Figure 4-6 (sheet 3 of 3). Figure number
and title are superseded as follows:

[Figure 4-6C. Steering clutch linkage and digging
lock
linkage.
[Page 4-9]

[Paragraph 4-6. | Change the word "JAW" to
"SPLINE" throughout this paragraph.

[Paragraph 4-6a(11). In the Note following
[paragraph 4-6a(11), change the last line to read
"paragraph 10.".

[Paragraph 4-6b.] Change sentence 4 to read
"Rebuild broken or worn clutch splines by welding and
grinding.".

[Paragraph 4-8] Change "secondary hoist" to read
"retract" throughout this paragraph.

[Paragraph 4-84(7). Change the first sentence to
read "The retract clutch on the right side of rear shaft is
also used to power control load lowering of front shaft
crane hoist line.".

[Paragraph 4-8b(5) is superseded as follows:

(5) Remove secondary hoist brake band.
[Page 4-12[paragraph 4-8H(2). Add [‘Figure 4-11B" to
the end of the sentence.

[Page 4-13 [Figure 4-11 (sheet 1 of 3)! Figure number

and title are superseded as follows:

[Figure 4-1TA. Front drum shaft assembly less
boom hoist clutch.
[Page 4-T4[F 4-11 (sheet 2 of Figure number

and title are superseded as follows:
[Eigure 2-T1B. Rear drum shaft assembly.
[Page 4-15[ Figure 4-11 (sheet 3 of 3)l Figure number

and title are superseded as follows:

[Figure 4-17/C. Swing and propel clutch, hoist clutch
crowd and retract clutch.
[Paragraph 4-8d(2)(h) is superseded as follows:

(h) Remove secondary hoist by driving from left; left
drum bearing usually remains in place.
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Figure 4-5. Cone roller replacement.

[Paragraph 4-8H(2) (k). Change the first sentence to

read "Slide off secondary hoist clutch assembly by
loosening hub bolt and wedging hub open.".
[Paragraph 4-8d(3)(a) is superseded as follows:

(a) Remove swing and propel clutch driver
and entire clutch assembly from housing by loosening
driver bolt and wedging split hub open. Remove driver
key.

[Paragraph 4-8f(2)(d) is superseded as follows:

(d) Replace swing gear on clutch drum
housing using a 20 to 30 ton press (long hub away from
housing).

[Paragraph 4-8{(3)(b). Change the first sentence to
read "Remove clutch driver from secondary hoist clutch
assembly and slide on shaft.".

[Paragraph 4-8f(3)(h) is superseded as follows:

(h) Tap on the inner bearing of the retract
clutch housing and sprocket with shield side next to
spacer.

[Paragraph 4-8f(3)(m). The Note following
Cgraph 4-8f(3)(m) is superseded as follows:

Note. In assembling parts all across the shaft
from the secondary hoist drum clutch driver to retract

clutch driver, seat each part solidly against the part
ahead of it. When the retract friction clutch driver has
been thus seated, back it off 1/32 inch before clamping
in place on shaft to provide a free running fit for all parts
across the right side of the shaft.
[Paragraph 4-8g(1) is superseded as follows:
(1) Lower shaft into place, carefully matching
bearing housing and their dowel pins.
[Paragraph 4-8h(3) is superseded as follows:
(3) Reassemble retract clutch band.
Paragraph 4-10&(7). Add "This clutch is also used
as the crowd clutch and the primary hoist clutch." To the
end of the paragraph.
[Paragraph 4-10b(6). Add "(fig._4-16)" to the end of

the sentence.

[Paragraph 4-10b(8) is superseded as follows:

(8) Remove crowd brake band [fig._4-15).

Paragraph 4-10c. Change [figure 4-11" to[*figure 4-]
[TaA".

Paragraph 4-10t(4). Change["paragraph 4-12" to
[paragraphs 4-10 and[4-12]'.

Paragraph 4-10t(6). Change '[4-11% to '[4-12"]




Paragraph 4-10d(2). Change [fig. 4-11" to [fig. 4-
13A".

[Paragraph 4-10d(2) (d). In the Note following
paragraph4-10d(2) (d), change [figure 4-11" to ['figure 4-
[11e"

[Paragraph 4-10di(2) (f). Change the first sentence
read “Now pull the primary hoist or crowd friction clutch
housing which is integral with the drum sleeve.".

Paragraph 4-108(3)(a) is superseded as follows:

(a) Loosen swing and propel clutch drive bolt,
wedge driver hub open, remove entire clutch assembly
as a unit or disassemble in place as may be most
convenient.

[Page 4-20]

[Paragraph 4-10f(2)(a) is superseded as follows:

(a) Refer tolfigure 4-12| and [paragraph 4-8f/(2)

and follow the assembly procedure for the left side of the
shaft.

Paragraph _4-10f(2)(b). Change [figure 4-11I' to
Paragrap'h 4-101(3) (g). Change the first sentence

to read "Tap inner crowd (primary hoist) clutch housing
bearing.".

-10f(2) (n). In the Note following
paragraph 4-101(2)(n), change the second sentence to
read "When the primary hoist crowd friction clutch driver
has been thus seated, back it off 1/32 inch before
clamping in place on shaft.".

Paragraph 4-10g(1). Change "shear" to "dowel”

Paragraph 4-11[is rescinded.

[Paragraph 4-124 title is superseded as follows:

a. Lowering Pawl Removal[(fig 4-18).

The title of[figure 4-18 is superseded as follows:
Boom lowering speed control

pawl.
[Paragraph 4-13lis superseded as follows:

4-13. Boom Hoist Clutch
Refer to[figure 4-11] and follow disassembly of the drum
shaft as required to remove the boom hoist assembly.
Disassemble the boom hoist clutch as shown onl[figure]
[Page 4-22] [Figure 4-19is superseded as shown on the
following page.
The title of[figure 4-20] is superseded as
follows:

Independent boom hoist
assembly and boom hoist clutch, exploded view.
Page 4-25] [paragraph 4-14d. Change [figure 4-11" to
ffigure 4-17C".
[Page 4-26]
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Paragraph 4-15k(1). Change [figure 4-61' to [figure
Paragraph 4-15a(3). The last sentence is
rescinded.
[Paragraph 4-15b(4). Change "(6)" to "(75)".
[Paragraph 4-15b(5) is superseded as follows:
(5) Remove swing-and-propel jaw clutch
shifter yoke and lift spline clutch (67) off splines.
[Paragraph 4-15b(6) is superseded as follows:
(6) Lift out spur gear (68).
Paragraph 4-15b(8), line 1. Add "(86)" after "bevel
pinion split retainer".
[Page 4-2 7]
[Paragraph 4-15H(7) is superseded as follows:
(7) Install spline clutch and shifter.
Paragraph 4-16] title. Change "(fig. _4-6)" to '[(fig.]
[4-6B)".
Paragraphs 4-16a(4) through (11) are superseded
as follows:
(4) Remove propel chains.
(5) Remove sprocket (79) from outer clutch
shafts (78).
(6) Remove both clutch shaft locking collars

(100).

(7) Pull outer clutch shafts out, disengaging
them from center propelling shaft. Be prepared to catch
locking collars and outer half of jaw clutch which will fall
free as shaft is removed.

(8) Remove two jam nuts (106) and two nuts
(105) holding main bearing cap, and remove the cap.

Note. The main bearing bushing is split in half and
held from turning by shims between truck frame and
bearing cap. When removing cap keep shims in groups
as removed so reassembly can be made with the same
bearing fit, or, if necessary, adjusted for a snug free
running fit.

(9) Remove lock ring (117) and slide left jaw
clutch (110) from end of center propelling shaft. Remove
shaft.

(10) Place jack beneath bevel gear (113) or
attach suitable lifting device and remove lockring (117).

(11) Remove bevel gear from right jaw clutch
splines (114). Remove jaw clutch from bushing (116) in
truck frame.

[Paragraph 4-16b is superseded as follows:

b. Inspection and Repair.

(1) Clean all parts thoroughly and examine for
damage or excess wear. Inspect clutch bushing (116),
which remains in truck frame, as well as jaw clutch
bushings (115) and (103) which come out with the
clutches.
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FRONT SWING/PROPEL CLUTCH B SWING-PROPEL FRICTION
SHIFTER YOKE DS BAND

BOOM HOIST SECOND
SAFETY PAWL LEVER \ DRUM BRAKE

REAR SWING/PROPEL CLUTCH STEERING CLUTCH REAR DRUM
SHIFTER YOKE LEVER CLUTCH LEVER
A BOOM HOIST SAFETY DIPPER TRIP
PAWL REACH ROD LEVER

MAIN
ENGINE
_ CLUTCH SHIFTER CLUTCH HOIST
CLUTCH SHIFTER YOKE- YOKE FRONT DRUM LEVER CLUTCH
REAR DRUM ' DIGGING ‘ SWING LEVER
LOCK 5 1\ LOCK
AUXILIARY HoisT | LEVER >4, L\ LEVER BOOM-HOIST
CLUTCH SHIFTER N : 3 CLUTCH LEVER
' <

END
YOKE

ADJUST
REACH
CLUTCH ROD
SHAFT
\/ LOCKNUT

END

SWING-PROPEL
FRICTION CLUTCH

. SWING
PROPELLING CLUTCH LOCKING DOG

SHIFTER

NOTE: ADJUSTMENT OF OPERATING
LEVERS IS ACCOMPLISHED BY AD-
JUSTMENT OF THE REACH RODS

AND END YOKES. BELL CRANK-FRONT
DRUM BRAKE BAND

SWING JAW
. CLUTCH SHIFTER

TO DIPPER
TRIP MECHANISM
Figure 4-19. Control levers.
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(2) Repair worn clutch teeth by welding and
grinding. Damaged clutch and shaft splines may be
dressed down with a file. Severe damage will require
replacement of the port. If truck frame bushing requires
replacement it can be driven or pressed out Jaw clutch
bushings must be cut out with a pointed chisel. Press
the new bushings into the truck frame and into the jaw
clutches.

Paragraph 4-17] title. Change "(fig._4-6)" to '[(fig.]
[4-6B)"
Paragraph 4-17a(1) is superseded as follows:

(1) Drain and remove center gear case and
steering clutch guards as a unit. The complete unit is
attached by four bolts.

[Paragraph 4-17h(8) is superseded as follows:
(8) Remove clutch shaft locking collar (100)

[Paragraph 4-17t(2) is superseded as follows:
(2) Insert clutch shaft locking collar and caps
crew (99).

Paragraph 4-17¢(6) is superseded as follows:
through

The following entries are added or superseded alphabetically:

Air intake manifold replacement............cccccccvvviii
BOOM FEPAIN......eiiiiiiiee i
Reporting equipment improvement recommendations (EIRS)
Throttle control assembly replacement ...........ccccccceviiiieiinnen.

TM 5-3810-289-34

(6) Attach steering clutch, guard and center
gear case with four bolts.
[Paragraph 4-18t. Change ffigure 4-6" to["figure 4
Page A-l.
[Paragraph A-1. Change "TB 5-4200-200-10" and its
titte to read "TB 5-4200-200-100, Hand Portable Fire
Extinguishers Approved for Army Users".

Change "TM 38-750" and its title to read "DA Pam
738-750, The Army Maintenance Management System
(TAMMS)".

Change "TM 5-3810-289-35P" to "TM 5-3810-289-
34P".

Change "TM 9-6140-200-15" and its title to read
"TM 9-6140-200-14, Operator's, Organizational, Direct
Support and General Support Maintenance Manual for
Lead-Acid Storage Batteries".

[Paragraph A-4l Change "TM 11-483" and its title to
read "FM 11-65, High Frequency Radio
Communications".

2-4
.................................................... 1-3.1 [1-1]




By Order of the Secretary of the Army:
GORDON R. SULLIVAN
General, United States Army
Chief of Staff

Official:

PATRICIA P. NICKERSON

Brigadier General, United States Army

The Adjutant General

Distribution:
To be distributed in accordance with DA Form 12-25-E, Block 0528, Direct and General Support Maintenance
Requirements for TM 5-3810-289-34.
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Changes in Force: C1and C 2
TM 5-3810-289-34

C2
CHANGE HEADQUARTERS
} DEPARTMENT OF THE ARMY
No. 2 WASHINGTON, D.C., 12 November 1971
Direct and General Support Maintenance Manual
CRANE-SHOVEL, CRAWLER MOUNTED; 12-1/2 TON; 3/4 CU. YD;
DIESEL ENGINE DRIVEN (BUCYRUS-ERIE MODEL 22BM)
FSN 3810-869-3902
TM 5-3810-289-34, 12 June 1970 is change After paragraph 4-2b (5) (¢), add paragraph 5.1. (5-
follows: 1) Remove oil gear shaft (56). Catch oil gear (12) under

gear case before it drops free.
Page 4-1, paragraph 4-2b(1), line 2 is change follows:
Remove chain case cover and seal (20 and 79, 4-1). Paragraph 4-2d(2), line 1 is changed as follows:
Aline splines and press sprocket on shatft.
Paragraph 4-2b(1), line 3 and 4. Delete the tire

sentence. Paragraph 4-2d(3), is superseded as follows:
Install retainer plate on end of shaft, fasten securely with
Paragraph 4-2b(4), line 1. Delete "53" from two capscrews and lock with wire.
sentence.
Paragraph 4-2d(11), line 2. After "fulcrum pin“, add
Paragraph 4-2b(4), line 2. After cover add “3". "Replace machinery deck access plate".
Paragraph 4-2b(5)(a), line 2, after "plates” add Paragraph 4-2d(14). Sentence 2 is changed as
"after removing access plate from machinery deck." follows:

Install gasket seal and chain case cover.

THIS PUBLICATION IS A COURTESY QUICK COPY
FROM THE UNITED STATES ARMY PUBLICATIONS
DISTRIBUTION CENTER, ST. LOUIS, MO TO MEET
YOUR NEEDS WHILE WE REPLENISH OUR REGULAR
STOCK.




Page 4-2, figure 4-1 is superseded as follows:

636260 61 59

ME 3810-289-34/4-1 C2

Figure 4-1. Transmission shaft, exploded view.
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Page 4-3, legend for figure 4-1. Add at end of legend “79 seal”.

Page 4-3, figure 4-2 is superseded as follows:

FRONT FRAME
COVER
REMOVE CAPSCREWS
AND LOCKWASHERS
(HIDDEN)

l
!

" ME 3810-289-34/4-2 C2

Figure 4-2. Front frame cover.

3



Page 4-4, figure 4-4 is superseded as follows:

CAPSCREW é%@g
UPPER
BEARING
fa
\,
| |
l— o
—
|
i SPLINE
U U D CLUTCH
] sy
]
—-._____._..__C_q q
l

I%U .Y

|
!

PINION
RETAINER PLATE

ME 3810.289-34/4-4 C2
Figure 4-4. Vertical swing shaft.
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Page 4-4, figure 4-5 is superseded as follows:

- —

N="OODNONEWN~
. by et

CONE NUT
O-RING

CONE ROLLER
BUSHING

WASHER
ADJUSTING ROD

. LOCK WIRE

NUT
RETAINER

. ROLL PIN
. SHAFT
. SHIM PACK

Figure 4-5. Cone roller replacement.
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Page 4-5. paragraph 4-3b(2), line 1. Add at end
sentence "(6, figure 4-5)".

Page 4-5, paragraph 4-3b (3), line 1 is superseded as
follows:

(3) Remove lock nut and nut from mounting
studs. Insert force bolts in tapped holes provide in
retainer and remove shaft (11), retainer (9) shim pack
(12).

Page 4-5. Paragraph 4-3e, is superseded as follows:
e. Assembly and Installation.

(1) Remove retainer from shaft.

(2) Insert roll pin (10) in cone nut (1).

(3) With roll pin, cone nut and O-ring (2) In
place, put roller on roller path in position to insert shaft
(11). Insert shaft, align roll pin with hole end of shaft.

(4) Insert adjusting rod (6) and tighten until
end play is removed but cone roller turns freely shaft.

CAUTION
Do not overtighten or O-ring will be damaged.

(5) Install shim pack retainer capscrews
mounting stud nuts. Check for 0.025 to 0.030 in
tolerance between roller and roller path. Remove or add
shims as required.

Page 4-6. Legend line to figure 4-6 is supersede as
follows:

Figure 4-6A. Lower frame and track assembly.
Page 4-7. Legend line to figure 4-6 is superseded as
follows:

Figure 4-6B. Vertical propel shaft center propelling shaft
and outer clutch shatft.

Page 4-8. Legend line to figure 4-6, is superseded as
follows:

Figure 4-6C. Steering clutch Linkage and digging lock

linkage.

Page 4-9, paragraph 4-6. The word "JAW" is changed
to read "SPLINE" wherever it appears in this paragraph.
Page 4-9, paragraph 4-6a(11), line 6. Last line note is
changed to read "paragraph 10".
Page 4-9, paragraph 4-6b, line 4. Sentence 4 is
changed to read as follows:
Rebuild broken or worn clutch splines by weld and
grinding.
Page 4-11, paragraph 4-8, add "retract" in place of
"secondary hoist" whenever it appears in this paragraph.
Page 4-11, paragraph 4-8a(7), line 1 is changed read:
The retract clutch on right side of rear shaft is also used

to power control load lowering of front shaft crane hoist
line.
Page 4-11, paragraph 4-8b(5), line 1 is changed to read:

(5) Remove secondary hoist brake band.
Page 4-12, paragraph 4-8d(2), line 1. After right, add the
following "Figure 4-11B".

Page 4-13. Figure number and title is superseded as
follows:

Figure 4-11A. Front drum shaft assembly less boom

hoist clutch.
Page 4-14, Figure number and title is superseded as
follows:
Figure 4-11B. Rear drum shaft assembly.

Page 4-15. Figure number and title is superseded as
follows:

Figure 4-11C. Swing and propel clutch, hoist clutch

crowd and retract clutch.

Page 4-16, paragraph 4-8d(2) (h), line 1. Sentence is
superseded as follows:

(h) Remove secondary hoist by driving from
left; left drum bearing usually remains in place.

Paragraph 4-8d(2)(k), line 1. Line one is changed to
read:

(k) Slide off secondary hoist clutch assembly
by loosening hub bolt and wedging hub open.

Paragraph 4-8d(3)(a), line 1 is superseded as
follows:

(a) Remove swing and propel clutch driver
and entire clutch assembly from housing by loosening
driver bolt and wedging split hub open.

Paragraph 4-8f(2)(d) -is superseded as follows:

(d) Replace swing gear on clutch drum
housing using a 20 to 30 ton press (long hub away from
housing).

Page 4-17, paragraph 4-8f (3) (b). Line 1 is changed to
read:

(b) Remove clutch driver from secondary
hoist clutch assembly and slide on shaft.

Paragraph 4-8f(3) (h) is superseded as follows:

(h) Tap on the inner bearing of the retract
clutch housing and sprocket with shield side next to
spacer.

Paragraph 4-8f(3)(m).
follows:

Note is superseded as

NOTE
In assembling parts all across the shaft from
the secondary hoist drum clutch driver to
retract clutch driver seat each part solidly



against the part ahead of it. When the retract
friction clutch driver has been thus seated,
back it off 1/32 inch before clamping in place
on shaft to provide a free running fit for all
parts across the right side of shaft.

Paragraph 4-8g(1). In line 2 "Shear" is change read
"dowel".
(1) Lower shaft into place, carefully matching
bearing housing and their dowel pins.
Paragraph 4-8h(3), line 1 is superseded as follows:
(3) Reassemble retract clutch band.
Page 4-18, paragraph 4-10a(7), line 3. After word
"bearings" add the following:
This clutch is also used as the crowd clutch and primary
hoist clutch.
Paragraph 4-10b(6). At end of sentence, add figure
4-16.
Paragraph 4-10b(8) is superseded as follows:
(8) Remove crowd brake band (fig. 4-15).
Page 4-19, paragraph 4-10C. Figure reference is
changed to read:
"See figure 4-11A".
Paragraph 4-10c(4).  After "refer to", add the
following:
"Paragraphs 4-10 and 4-12".
Paragraph 4-10c(6), line 1. "4-11" is change read "4-
12",
Paragraph 4-10d(2), line 2. Change figure reference
as follows:
Figure 4-11A.
Paragraph 4-10d(2)(d), Note. Second sentence
changed to read as follows. Refer to figure 4-11c
disassemble in numerical sequence.

Paragraph 4-d10(2)(f), line 1 is changed to read:
(f) Now pull the primary hoist or crowd friction
clutch housing which is integral with the drum sleeve.

Paragraph 4-10d(3)(a). Line 1 is changed to read:

(a) Loosen swing and propel clutch drive bolt,
wedge driver hub open, remove entire clutch assembly
as a unit or disassemble in place as may be most
convenient.

Page 4-20, paragraph 4-10f (2) (a). Sentence one is
changed to read:

(a) Refer to figure 4-12 and paragraph 4-8f(2)
and follow the assembly procedure for the left side of the
shaft.

Page 4-20, paragraph 4-10f(2) (b). Line 2 "Figure 4-11"
is changed to read "Figure 4-11A".

Paragraph 4-10f(3)(g). Line 1 is changed to read:

(9) Tap inner crowd (primary hoist) clutch
housing bearing *** see figure 4-17.

Page 4-21, paragraph 4-10f(2) (n), Note. Line 2 is
changed to read:

When the primary hoist crowd friction clutch driver has
been thus seated, back it off 1/32 inch before clamping
in place on shatft.

Page 4-21, paragraph 4-10g(1). Line 2 "Shear" is
changed to read "dowel".

(1) Lower shaft into place, carefully matching
bearing housings and their dowel pins.

Page 4-21, paragraph 4-11. Delete entire paragraph.

Paragraph 4-12a, is superseded as follows:

a. Lowering Pawl Removal (fig. 4-18).

Page 4-21, legend line to figure 4-18 is superseded as
follows:

Figure 4-18. Boom lowering speed control pawl.
Page 4-21, paragraph 4-13 is superseded as follows:
4-13. Boom Hoist clutch
Refer to figure 4-11 and follow disassembly of the drum
shaft as required to remove the boom hoist assembly".
Disassemble the boom hoist clutch as shown on figure
4-20.



Page 4-22, figure 4-19 is superseded as follows
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Figure 4-19. Control levers.
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Page 4-24, figure 4-20 legend line is superseded follows:
Figure 4-20. Independent boom hoist assembly and
boom hoist clutch, exploded view.

Page 4-25, paragraph 4-14a. "Figure 4-11" is changed

to read "figure 4-11c."
Page 4-26, paragraph 4-15a (1). "Figure 4-16" changed
to read: "Figure 4-6B".
Page 4-26, paragraph 4-15a(3). Delete "To remove the
vertical propel shaft, the upper works must be removed".
Page 4-26, paragraph 4-15b (4), line 2 (6) is changed to
read "(75)".
Page 4-26, paragraph 4-15b (5) is superseded as
follows:
Remove swing-and-propel jaw clutch shifter and lift
spline clutch (67) off splines.
Page 4-26, paragraph 4-15b (6). Line 1 is changed to
read:

(6) Lift out spur gear (68).
Page 4-26, paragraph 4-15b (8). Line 1 is changed to
read:
(8) Remove bevel pinion split retainer (86) which * *

Page 4-27, paragraph 4-15d(7) is changed to read:

(7) Install spline clutch and shifter.
Page 4-27, paragraph 4-16. "Figure 4-6" is changed to
read "Figure 4-6B".
Paragraph 4-16a.
superseded as follows:
4-16a.

(4) Remove propel chains.

(5) Remove sprockets (79) from outer clutch
shafts (78).

(6) Remove both clutch shaft locking ¢ (100).

(7) Pull outer clutch shafts out, disengaging
them from center propelling shaft. Be prepared to catch
locking collars and outer half of jaw clutch which will fall
free as shaft is removed.

(8) Remove two jam nuts (106) and two nuts
(105) holding main bearing cap, remove the cap.

Subparagraphs (4) through (8)

NOTE
The main bearing bushing is split in
half and held from turning by shims
between truck frame and bearing cap.
When removing cap keep shims in
groups as removed so reassembly
can be made with the same bearing

fit, or, if necessary, adjusted for a
snug free running fit.

(9) Remove lock ring (117) and slide left jaw
clutch (110) from end of center propelling shaft. Remove
shaft.

(10) Place jack beneath bevel gear (113) or
attach suitable lifting device and remove lockring (117).
(11) Remove bevel gear from right jaw clutch
splines (114). Remove jaw clutch from bushing (116) in
truck frame.
Paragraph 4-16b, is superseded as follows:
b. Inspection and Repair.

(1) Clean all parts thoroughly and examine for
damage or excess wear. Inspect clutch bushing (116)
which remains in truck frame, as well as jaw clutch
bushings (115) and (103) which come out with the
clutches.

(2) Repair worn clutch teeth by welding and
grinding. Damaged clutch and shaft splines may be
dressed down with a file. Severe damage will require
replacement of the part. If truck frame bushing requires
replacement it can be driven or pressed out. Jaw clutch
bushings must be cut out with a pointed chisel. Press
the new bushings into the truck frame and into the jaw
clutches.

Page 4-27, paragraph 4-17 is changed to read. Outer
clutch shaft figure 4-6B.

Page 4-27, paragraph 4-17a (1) is superseded as
follows:

(1) Drain and remove center gear case and
steering clutch guards as a unit. The complete unit is
attached by four bolts.

Page 4-27. Paragraph 4-17a (8) is superseded as
follows:

(8) Remove clutch shaft locking collar (100).
Page 4-27. Paragraph 4-17c¢ (2) is superseded as
follows:

(2) Insert clutch shaft locking collar and
capscrew (99).

Page 4-28, paragraph 4-17¢(6) is superseded as follows:

(6) Attach steering clutch, guard and center
gear case with four bolts.

Paragraph 4-18, line. "Figure 4-6" is changed to read
"Figure 4-6B".
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Direct Support and General Support Maintenance Manual
CRANE-SHOVEL, CRAWLER MOUNTED; 12 1/2-TON; 3/4-CU YD;
DIESEL ENGINE DRIVEN (BUCYRUS-ERIE MODEL 22BM)
FSN 3810-869-3092

TM 5-3810-289-34, 12 June 1970, is changed as follows:
Page 1-1, Paragraph 1-1cis added as follows:
c. Instructions for administrative storage of the crane-shovel will be found in TM 740-93-3. Instructions for

destruction to prevent enemy use will be found in TM 750-244-3.

Page 3-7. Figure 3-8 is superseded as follows:
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Figure 3-8. Shutdown valve removal.

Page 4-27. Paragraph 4-16 is superseded.

4-16. Center Propelling Shaft
(fig. 4-6)
a. Disassembly.

(1) Drain and remove center gear case and
steering clutch guards as a unit. The complete unit
attached by four bolts.

(2) Disconnect one end of spring rod
assembly removing reach rod end pin.

(3) Move both steering jaw clutches out to
disengaged positions.

(4) Remove propel chains.

(5) Remove sprocket from end of shaft.

(6) Remove both clutch shaft blank bolts.

(7) Pull outer clutch shafts out.

(8) Remove two bolts holding main bearing
cap, remove cap.

NOTE
The main bearing bushing is split in half and held
from turning by shims between truck frame and
bearing cap. When removing bearing cap, keep
shims in groups as removed.

(9) Remove the retaining ring that holds the
left jaw clutch in position on the horizontal shaft.

(10) Slide the left jaw clutch out (use a jack to
aid in lowering the clutch).

(11) Remove retaining ring from right side,
slide jaw clutch out of bevel gear (the bevel gear weighs
approximately 100 pounds so should be secured before
removing right jaw clutch). Lower bevel gear and jaw
clutch to floor.

b. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
If clutch teeth are worn or rubbed off, rebuild by welding



and grinding. If necessary to replace bushing, cut
groove through the bushing with a pointed chisel pull the
bushing out without disturbing the and clutch. The new
bushing can then be driven place.

c. Reassembly.

(1) Use reverse steps of disassembly
procedure.

(2) When installing the main bearing cap,
make sure bolts pass through the shims properly. Add
or remove shims if necessary to provide snug but
running fit.

By Order of the Secretary of the Army:

Official:
KENNETH G. WICKHAM,
Major General, United States Army,
The Adjutant General

Distribution:

(3) Fill case with lubricant in accordance
lubrication order.
Page A-1. The following changes are made to appendix
A:
Reference TM 38-750 is changed to read: “TM 38-750,
The Army Maintenance Management System (TAMMS)."

A-5. Shipment and Storage

TM 740-93-3 Administrative Storage of Equipment.
Paragraph A-6 is added as follows:

TM 750-244-3 Destruction of Materiel to Prevent Enemy
Use.

W. C. WESTMORELAND,
General, United States Army,
Chief of Staff

To be distributed in accordance with DA Form 12-25, Section Il, (qty rqr block No. 343) Direct and General
Support maintenance requirements for Crane Shovels, Crawlers, 10 Ton.
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Title

Cab Assembly, exploded view

Engine assembly removal and installation

Alternator assembly. exploded view

Alternator test connections

Diode rectifier test

Fuel pump return line removal

Fuel supply line disconnection

Fuel pump removal

Fuel pump mounted to ST-546

Shutdown valve removal

Pulsation damper capscrew removal

Drive cover capscrews removal

Drive cover removal

Governor plunger removal

Throttle assembly removal

Gear pump removal

Spring pack cover removal

Spring pack assembly removal

Filter assembly removal

Tachometer drive assembly removal

Tachometer cover installation

Filter assembly installation

Washer being installed over plunger
Governor plunger installation

Governor idle plunger

Spring pack snap ring installation

Gear pump installation

Gear pump capscrews, torquing

Current PT (type G) throttle shaft

Throttle shaft O-ring installation

Snap ring installation

Governor plunger installation

Drive cover to main housing installation

Nylon buffer installation

Screw removal from shutdown valve

Electric shutdown valve. exploded view
"Plate type" valve inspection

Override shaft installation

Shaft tip depth check

Valve assembly

Housing, fuel pump-exploded view

Drive shaft bushing reaming

Pulsation damper, exploded view

Drive cover assembly pressed from front cover
Weight shaft assembly being pulled with ST-709
Snap ring removal from groove

Governor carrier weight assembly exploded view
Gear removal from weight carrier

Tachometer drive gear and governor drive gear being pressed
Drive bearing being pressed on shaft

Tachometer gear being pressed on drive shaft
Drive cover oil seal installation

ST419 oil seal tool assembled over main shaft
Snap ring secured in groove

Assist plunger installation

Assist plunger protrusion measurement

Torque spring removal

Governor plunger driver removal

Clearance check between washer and driver
Gear pump with integral cooling exploded view

Page

[3-2]

S
X

33
34
34
[3-4]
35
31

HEEEEEREE

13-10)

HEHEEE

x
o
X

e

-1

Bdalelalele

o
]
o)

o |
N
o)l o

EE[ERIEEE

X
X
o

Ld |
ol
d [d o

gelElEe

TM 5-3810-289-34



Number

| 5-0Y)
| 3-60)

A

| 3-65]

EELE

e ElE R A e(ElEe

| 3-84

xR ol
e R

[ 3-120)

g

[ 5-127]

;

Title

Gear width check

Gear pocket depth check

Locating notches

Gear pump capscrews torque
Automotive governor, exploded view
MVS governor PT (type G)

Fuel filter screen- MVS governor type
Governor plunger being lapped to barrel

Locking clip being removed from bottom of fuel pump housing

Canter line being scribed on governor barrel
Center line being scribed on fuel pump housing
Current PT (type Governor plunger

Spring dowel installation in bottom of fuel pump housing
Tachometer gear being pressed

Tachometer gear

Injector removal

Injector in ST%569 holding fixture

New injector cup tip

Worn injector cup tip

Corroded injector cup tip

Seat pattern of plunger in cup

Injector spring test

Injector spring

Plunger link wear

Pulling link with a tapholder

Plunger link assembly

Repairing inlet and drain connection surfaces with ST-542
Installing O-ring with assembly tool

Injector cup gasket markings

Size marking location on plunger

Size markings on injector body

Markings on injector cups

Injector cup wrenches

Installing injectors

Torquing injector holddown capscrew
Torquing fuel inlet and drain connections
Measuring injector tip protrusion

Sleeve seat bead and chamfer location
Installing injector sleeve

Sealing upper end of injector sleeve with ST-297
Sealing lower end of injector sleeve
ST-397-3 injector seat cutter dimensions
Clutch assembly. cutaway view

Fuel tank repair

Primer unit; lines, fittings, exploded view
Radiator repair

Water pump removal

Water pump, exploded view

Bearing and shaft assembly being pressed in
Mandrel being placed on seal driving lip
Water pump being secured to block

Fan hub assembly removal and installation
Fan hub assembly, exploded view
Accessory drive pulley removal

Pulley and sleeve

Accessory drive assembly, exploded view
Accessory drive pulley installation

Oil transfer connection, removal and installation
Water header plate, removal and installation
Cylinder head removal

Cylinder head in head holding fixture
Compressing valve springs with ST-448
Install injector sleeve holding tool S-, 383
Inspecting valve and injector port areas

Fuse plug location

Page

HEEE

x
X

o] bl k) o X
lEE(ER

TM 5-3810-289-34



Number

HE S B E AR

3-147

A

i

X
O

PR

=
]
5

i
a1

-15
3-159

RHAag

0
]
o}
o

HaHHEEE

[ 3-1 /0l
| 3-1 /6l

i

| 3-1 /9
| 3-180)

Bh

| 3-185]

&

| 3-188|

Title

Inserting holddown knob into holder assembly
Setting reamer depth

Driving bushing into hole

Sand cylinder head

Check cylinder head height
Regroove/cylinder head

Installing grommets and retainers

Installing cylinder head gasket

Installing cylinder head

Cylinder head cover removal

Loosening rocker arm lever jam nuts
Cylinder head mounting capscrews removal
Rocker arm assembly removals

Crankcase breather-bottle stopper type
Magnetic inspection crack indication
Checking rocker lever adjusting screw ball end
Installing bushing with ST-49I

Rocker arm assembly, exploded view

Rocker arm assembly

Oil transfer dowel insertion

Cylinder head capscrew tightening sequence
Torquing cylinder head capscrews

Cylinder he'd cover installation

Push rod removal and installation

Checking push tube ball end with radius gage

Checking push rod socket end with adjusting screw

Minimum valve head rim thickness
Valve stem measurement

Valve guide measurement

Valve spring testing

Valve grinding

Pencil marks on valves

Reaming valve guide

Valve guide installation with ST-740
Tappet guide screw removal and installation
Tappet disassembly

Roller and pin installation

Tappet roller concentricity inspection
Tappet installation

Flywheel removal

Flywheel indicator gage installation
Flywheel indicator gage

Flywheel housing removal

Camshaft counterbore gasket installation
Flywheel housing indicator gage installation
Flywheel housing indicator gage

Oil pan, exploded view

Oil pan installation

Pan-to-block alinement check

Drain tube capscrews removal

Oil pump capscrews removal

Oil pump and suction tube installation
Crankshaft hub capscrew removal
Vibration damper removal and installation
Crankshaft hub removal

Crankshaft hub installation

Vibration damper installation

Vibration and crankshaft hub eccentricity and wobble measurements

Gear cover removal and installation

Gear cover trunnion bushing exploded view
Gear cover mounting plate removal

Gear cover mounting plate installation

Oll slinger capscrews removal

Camshaft removal

Camshaft journals measurement
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Title

Camshaft gear key from gear case end
Securing camshaft bearing retainer to block
Checking camshaft gear backlash
Checking camshaft end play

Rear cover removal

Rear cover locating surface

Rear cover installation

Rear cover alinement check

Cleaning cylinder liner with emery cloth
Connecting rod cap removal

Reassembling cap to connecting rod
Connecting rod specifications

Connecting rod crank journal bore check
Connecting rod piston pin bushing check
Rod bore alinement check

Rod twist check

Ring groove wear check

Piston check points

Piston ring gap check

Piston pin bushing installation

Boring piston pin bushing on ST-526
Installing pin in piston and rod

Piston rings installation

Piston and rod assemblies installation
Connecting rod cap installation

Torquing connecting rod U-bolt nuts
Rod-to-crankshaft side clearance check
Prying main bearing caps loose

Removal of main bearing caps from block
Lift crankshaft from block

Drilling dowel hole in rear main bearing cap
Measuring thickness of bearing shell
Crankshaft gear removal with ring-type puller
Checking thrust flange for wear

Crank pin journal measurement

Cleaning drilled oil passages

Oversize thrust bearing size mark on crankshaft
Crankshaft dimension points

Crankshaft magnetic inspection

Upper main bearing shells installation
Crankshaft installation

Main bearing cap with thrust ring in place
Torquing main bearing capscrews
Checking crankshaft end play

Installing crankshaft oil seal with ST480
Cleaning block oil passages

Air bleed hole

Cleaning cylinder head capscrew holes
Checking camshaft bushing inside diameter
Cylinder liner counterbore dimensions
Inspecting liner of flange height-outside bead
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CHAPTER 1
INTRODUCTION

1-1. Scope

Section I. GENERAL

a. This manual contains instructions for use by

direct and general

support maintenance personnel

maintaining the Bucyrus Erie Model 22-BM Crane-

Shovel.

equipment, which

It provides information on maintenance of the
is beyond

the scope of tools,

equipment, personnel, or supplies normally available to

using organizations.

b. Numbers in parentheses following nomenclature

callouts on illustrations

indicate quantity;

numbers

preceding callouts indicate preferred sequence.
1-2. Maintenance Forms and Records

1-4. Description

Maintenance forms, records, and reports which are to be
used by maintenance personnel at all maintenance
levels are listed in and prescribed by TM 38-750.
1-3. Report of Equipment Publication

Improvements
Report of errors, omissions, and recommendations for
improving this publication by the individual user is
encouraged. Reports should be submitted on DA Form
2028 (Recommended Changes to Publications) and
forwarded direct to Commanding General, U. S. Army
Mobility Equipment Command, ATTN: AMSME-MPP,
4300 Goodfellow Boulevard, St. Louis, Mo. 63120.

Section Il. DESCRIPTION AND DATA

Refer to TM 5-3810-289-12 for complete description of

the Model 22-BM Crane-Shovel.

1-5. Differences Between Models
This manual covers only the Model 22-BM Crane Shovel.
No known unit differences exist for the model covered by

this manual.
1-6. Tabulated Data
a. Crane-Shovel.
Manufacturer
Model
Type
Serial numbers

b. Engine.
Manufacturer
Model
Number of cylinders
Type of engine
Cycle
Unit
Bore (in.)
Stroke (in.)
Displacement (ea .in)
Compression ratio
Type drive
Type air intake

Bucyrus-F Erie Co.
22-BM

Crawler mounted
129566-129742
129905-130081
131944--131963
132052-132151

Cummins
JN-6-1

4

Diesel

4

Fan to fly wheel
4-1/in

5in.

401

16.3:1
Mechanical
Naturally aspirated

1-1

Altitude-range (ft) 0-5000 + 107 F.

Rotation Counter-clockwise
Cooling Liquid
Fuel fuel oil
Exhaust valve opens 62 BRC
Exhaust valve closes 44 ATC
Intake valve, opens 44 BTC
Intakes valve closes 40 ABC
(1) Governor.
Make Cummins
Type Mechanical
variable-speed

(2) Fuel Injector.
Make Cummins
Model PT
(3) Fuel pump.
Make Cummins
Model G

¢. Capacities
(1) Engine.
Crankcase 16 quarts
Qil filter 4 quarts
Fuel tank 50 gallons
Fuel filter 3 quarts
Coolant system 7 gallons

(2) Crane-shovel.

Transmission gear case 3 quarts
Machinery gear case 8 quarts
Propel gear case 2 quarts
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CHAPTER 2
DIRECT SUPPORT AND GENERAL SUPPORT
MAINTENANCE INSTRUCTIONS

Section |. REPAIRS PARTS, SPECIAL TOOLS, AND EQUIPMENT

2-1. Tools and Equipment

Tools and equipment required to perform direct support
and general support maintenance on the Crane-Shovel
are listed in ftable 2-1] References to graphs and
illustrations indicating the use of tools and equipment are

2-2. Special Tools and Equipment

lists special tools and equipment required for
direct support and general support maintenance on the
crane-shovel.

2-3. Maintenance Repair Parts

listed in the table.

Maintenance repair parts are listed and illustrated in TM
5-3810-289-35P.

Table 2-1. Special tools and equipment

Item FSN or Paragraph Use

part No. reference

Leakage tester ST-990 3-13 Check injector cup for leaks.

Liner puller ST-777 [3-48 Pull cylinder liners from block.
51203645416

Camshaft bushing mandrel ST-783 3-45 Replace camshaft bushing.
67342

Pulley assembly tool ST-386 Assemble pulley.

Mandrel ST430 Tachometer drive assembly installation.

Puller ST-709 3-5 Governor weight shaft removal.

Liner bore tool ST-676 Resurface cylinder liner counterbore.
51330728366

Adapter plate ST-679 Used with cylinder liner counterbore tool.

Mandrel set block ST491 [3-29 Replace rocker liner bushings.
34609991210

Guide spacer ST-707 Press in new solid guides in lead.

Belt tension gage ST-968 [3-36 Check belt tension.

Standard puller ST-647 323 Remove accessory drive pulley.

Grinding machine ST-685 Grind valve seats.
Model-SG

Seal driver ST480 Install crankshaft oil seal.

Regrooving tool ST483 3-43 Regroove top ring groove on piston.

Hold-down adapter ST-1010 Hold-down injector sleeve for repair.

Plug gage ST-504 3-43 Check piston pin bushing diameter.

Oil assembly tool ST419 [3-6 Assemble drive cover on fuel pump.
51208968097

Packing tool assembly ST422 Install O-ring on throttle shaft of fuel pump.

Valve spring compressor ST448 Remove valves and springs from cylinder head.
51209813114

Seat cutter pilot ST-843 [3-14] Guide seat cutter in drill press.

Grooving tool ST-913 Regroove cylinder head.
49109991499

Holding tool ST-923 Hold injector sleeve while testing for cracks.

Cup wrench ST-934 Remove injector cup.

Guide puller ST-667 [3:46] Remove valve cross-head guides.
51209813110

Grooving tool ST-597 Regroove cylinder head

Holding tool ST-383 Hold injector sleeve while testing for cracks.
51207664758

Drill ream fixture ST406 [3:34] Ream dowel holes in flywheel housing.

Checking bar ST409 (heck bore alignment.

Main bearing bore reamer ST401 3-45 Ream out main bearing bore.
51209991266

2-1
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Table 2-1. Continued

Iltem FSN or Paragraph Use

part No. reference

Valve tester ST-417 Check valves and seats for leakage.
49108980645

Reamer driver ST-219 Hard driver to turn main bearing bore reamer.

Valve seat insert kit ST-257 [3-46] Hold and drive cutter when removing insert.
51803453708

Sleeve expander ST-297 Seal upper portion of injector sleeve.
51207664756

Ball joint vise ST-302 Holds fuel pump for disassembly.

Injector seat cutter ST-379 3-14 Cut injector seat to give proper seat and tip
51207664757 protrusion.

Valve guide driver ST-740 Install valve guides.

Cutter ST-S25 [(3-14 Cut injector sleeve.

Piston ring compressor ST-755 Install piston into skirt end of liner.

Chamfering tool ST-861 Chamfer tapered piston pin bushing bore.
49109991498

Flange puller ST-887 3-38 Pull crankshaft hub.

Wrench adapter ST-669 [(3:41 Adapts torque wrench to locknuts of valve
M 1302A crossheads.

Spot facing tool ST-542 313 Repair inlet and drain connection surfaces of
51207664754 injector body.

Pump mounting plate ST-546 Hold fuel pump for disassembly.

Gage block ST-547 Measure block counterbore depth.
51206907949

Seal tool assembly ST-558 [3-42) Guides rear cover and seal into position.

Wear gage ST-560 Check ring groove wear.
51209991209

Valve facing machine ST684 [3:321] Grind valves.
Model-VS

Lifting fixture ST-756 Lift engine for mounting.

Sleeve rolling tool ST-819 314 Seal injector sleeve in lower seating area.
5130777529

Packing tool assembly ST-835 Install preformed packing on throttle shaft
49109991505 of fuel pump.

Bead cutting tool ST-839 314 Machine bead in sleeve seat area of bead.

Locating mandrel ST-562 [3-13 Measure connecting rod alinement.

Holding fixture ST-569 Hold fuel injector for repair.
51203645417

Checking fixture ST-570 Check inject plunger seating for leaks
51206907950

Holding fixture ST-583 [3-28 Hold cylinder head for disassembly.
49207119307

Cylinder liner driver ST-594 Cylinder liner installation.
51209991206

Ring expander ST-760 [3-43 Expands piston ring for installation.
P407-R

Boring machine ST-0526 Bore out new piston ring for installation
PM 9000D

Plate puller ST-77S8 3-48 Used with cylinder liner puller.

Checking fixture ST-561 Check rod alinement.
49109777507

Camshaft bushing driver. ST-782 Replace camshaft bushing.
51209 39664

Mandrel and block ST-605 [3-43 Replace piston pin bushing.

2-4. General

Section Il. TROUBLESHOOTING

This section provides information for diagnosing and
correcting unsatisfactory operation or failure of the
crane-shovel and its components.

2-2

2-5. Troubleshooting Chart

In each malfunction listed is followed by
probable causes of the trouble. The corrective action
required is described opposite the probable cause.
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Troubleshooting

Malfunction Probable cause

Corrective action

. Replace injector[para_3-13)

. Replace fuel pump[{para3-2)

Replace injector [para 3-13)

Replace piston rings

. Replace injector[para_3-13)

. Replace piston ring[[para 3-43)

. Replace injectors
Replace plain hearings

Replace connecting rod hearing-

a. Replace bearings [(para 3-37)

b. Replace gears
Replace armature.

Repair or replace alternate [para3-T)
Replace rectifier [para3-T)

Refer tolpara 3-

cToopoToTROTY

Section Ill. GENERAL MAINTENANCE INSTRUCTIONS

1. Engine fails to start. a. Injectors clogged
b. Defective fuel pump
2. Irregular firing of engine a. Injectors defective
b. Piston rings worn
3. Engine smokes. a.. Injector defective
b. Piston rings worn
4. Engine knocks excessively a. Injectors defective
b. Main bearings
c. Connecting rod bearings
5. Low or no lubricating oil pressure a. Loose bearings
indication. b. Oil pump gear worn
6. Starter will not crank engine. Armature burned out.
7. Alternator not charging. Alternator inoperative.
8. Alternator output low or unsteady. Open or shorted silicon rectifier.
9. Batteries will not hold charge. Alternator regulator not operating
properly.
2-6. General

This section contains general reference data and

instructions for use by direct and general support

maintenance as authorized by the maintenance

allocation chart. It provides dimensions, tolerances,

wear limits, torque data, and miscellaneous information

required for maintenance of the crane-shovel.

2-7. Reference Data

a. [Table 2-2]provides the following reference data:

(1) Engine dimensions, tolerances, and wear

limits.

(2) Crane dimensions, tolerances, and wear
limits.

(3) Specific engine torque data.

(4) General engine torque data.

(5) Miscellaneous data.

(6) Shovel dimensions, tolerances, and wear
limits.

b. [Paragraph 2-8| contains general maintenance

instructions for the crane-shovel upper and lower works
gears and bearings.
2-8. Maintenance of Gears and Bearings

a. General. Every power transmitting part on the
crane-shovel revolving frame that is used in the work
cycle is mounted on anti-friction bearings. This includes
shafts and parts turning on shafts. Anti-friction bearings
maintain concentricity, resulting in longer service life and
lower maintenance.

Note. While the following instructions show ball
bearings, the same procedure will apply to roller
bearings.

b. Bearing Removal.
(1) An arbor press is one of the best

2-3

demounting tools and should be used wherever it is
adaptable. Rest the bearing inner ring or both rings
(never the outer ring only) against a pair of flat blocks of
the same size and using a firm, stead pressure, force the
shaft out.

(2) Keep the shaft straight to avoid drainage
from cocking.

(3) Where press is not adaptable, use a puller
of a type which can be inserted behind the bearing inner
race. Be sure that the jaws are set so that they will not
slip over the inner race when pressure is applied. Exert
an even pressure and pull straight.

(4) In cases where gears or other removable
parts do not allow the puller to contact the bearing
directly, use the puller on the parts directly back of the
bearing.

(5) The use of a hammer is to be avoided
unless other methods cannot be employed. Split
sections of pipe or tubing, with welded lugs, can be used
for shafts of various sizes. Alternating blows on opposite
sides will prevent serious cocking. Be careful that pipe is
free of chips that would be shaken into the bearing. In
removing a bearing by pounding, care must be observed
not to hit or scrape locknut threads on the shaft.

(6) Cover bearings with cloth or paper as soon
as they are removed.

Caution: Do not spin bearings before they
are clean. If bearings are spun, dirt can cause
scratch marks which may later lead to spilling.

c. Bearing Cleaning

(1) Place bearings in a wire basket, so there is

plenty of space for-cleaner to reach all parts and



immerse in a solvent. Tank should have a screened
false bottom to prevent settings from being stirred up into
the bearings. Agitate basket frequently until grease, oil
or sludge is thoroughly loosened and can be flushed out.

(2) Bearings that contain especially heavy
carbon deposits or hardened grease should be put in a
basket by themselves and soaked in a separate
container or solvent.

(3) Using a spray gun with air filter and a
clean solvent, flush each bearing until all dirt or residue is
removed. Turn one of the races slowly while flushing to
help dislodge dirt from around balls and separator
sockets.

(4) With dry, filtered air, blow solvent out of
bearings, being careful not to spin by force of air Since
dry bearings rust quickly, lubricate them at once.

(5) Dip bearings in clean light spindle oil.
Rotate them a few times and after draining the excess oil
place them in a covered container for inspection.

d. Bearing Inspection. Discard bearings which
show any of the following:

(1) Rusted balls or raceways. Usually caused
by water passing worn or defective seals or by
condensation inside housing.

(2) Fractured ring. Forcing a cocked bearing
on or off a shaft will do this, as will too heavy a press fit.

(3) Worn, galled or abraded surfaces. Can be
caused by too loose a fit, or bearing locked by dirt and
turning on shaft or in housing.

(4) Broken or bent shields, seals or separator
Usually caused by improper uses of tools during
mounting or removal.

(5) Badly discolored balls and races. Usually
due to inadequate supply of lubricant. Moderate
discoloration of balls and ball track is not a cause of

discard.

(6) General feeling of roughness which
remains unchanged by thorough cleaning, indicating
damage to raceways or balls, such as indenting by dirt or
pitting by corrosion.

(7) Catchy or rough feeling at one or more
points which repeated flushing will not remove and which
may be a spalled or fatigued spot. Thorough flushing is
necessary to be sure it is not caused by dirt.

(8) Excessive looseness or
indicating lapping by dirt of abrasive in lubricant.

end play,
If in
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doubt, check against endplay feel of identical new
bearing. Races and balls are dull gray when lapped by
dirt.

(9) Any looseness or endplay which can be
detected by hand feel is a cause for rejection only in the
case of double row angular contact bearings.

e. Bearing Mounting.

(1) An arbor press is the most satisfactory tool
for mounting bearings. Used properly, no Slows are
struck and there is no danger of loosening shields or
seals from this cause.

(2) Place the bearing on two flat blocks of
equal size so that they contact the inner ring of the.
bearing. Then press shaft straight until the bearing is
seated solidly against the shaft shoulder. Be sure that
the blocks do not scrape or damage the threads if the
shatft is threaded for a bearing locknut.

(3) Use of blocks that contact both rings is
also good practice, provided the blocks are flat and the
faces parallel.

(4) Where the distance from shaft end to
bearing seat is short, a piece of pipe or tubing may be
used. The pipe must be clean inside and out and the
ends squared.

(5) In cases where a press is not available a
piece of tubing may be used with a hammer. A plug in
the tubing and a shield outside help to prevent jarring dirt
into bearing. The hammer should be applied alternately
at opposite points to avoid cocking and particular care
should be taken when’ the bearing is started.

f. Gear Inspection and Repair.

(1) Clean gear with an approved cleaning
solvent being particularly careful to clean out between
gear teeth, and dry thoroughly. Inspect gear for cracks
or breaks. Inspect key ways in gear hub. Be sure they
are clean and open and in good condition. Check gear
for warpage and if it is out of true more than the
tolerance given in fable 2-2 feplace the gear. Inspect
teeth for wear and if worn in excess of the tolerance
given, replace the gear. Check teeth for any broken or
nubbed teeth and also for other irregularities.

(2) Repair cracks or other defects in the gear
by welding and grinding. If a considerable amount of
welding is done on one side of the gear, check before
reinstalling.



Table 2-2. Reference Data

TM 5-3810-289-34

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum— Minimum Maximum
a. Cylinder Block
Installed Camshaft .........ccccoiiiiiiiiiiii s 1.8745 1.8765
Bushing Inside Diameter ..........ccccceeevniiiienennne 1.8780
Camshaft Bushing Bore
IN BIOCK NO. 2-7 .o 2.0035 2.0045 2.0055
No. | Bore for Thrust Plate.........c.ccccceeviieinineen. 2.1245 2.1255 2.1265
Cylinder Liner Counterbore
Inside Diameter ..........ccoovvoeeiicniceeeece e 4.874 4.876
Oversize Flange Linen..........cccoceeiiiiiienenins 4.894 4.896
Cylinder Liner Counterbore
Depth e 0.3092 0.3105 0.4023
Idler Gear Shaft 1.4975 1.4985 1.4995
Cylinder Block Height
From Main Bearing Bore...........cccccoovviniiciineens 15.122 15.124 15.114
From Top of Alinement Bar ...........ccccoccvveeennnne 13.0600 13.0615 13.0500
Cylinder Liner Counterbore Pt N0.43782-A................ 0.0063 0.0077
Shims Pt. NO. 437824 .....cccooiiiiiiiiiiiiieee e 0.0072 0.0088
Pt. NO. 43782-C....ooevviiiiiiiiicieeeeee e 0.0081 0.0099
Pt. NO. 114552 ..o, 0.018 0.022
Pt. No. 114523 ..... e 0.028 0.034
Pt. NO. 124455 ..., 0.056 0.068
Pt. NO. 124569 ......ooovviiiiiiiiieeee e 0.093
Cylinder Liner ProtruSion ..........ccceveeiiiieeeeisiiieee e 0.004 0.006
Liner-to-Block Clearance..........cccccoevveeesiciieee e, Liner may contact block if it
....................... does not force|liner out of
.......................................................... round
Liner Bore
Diametrical .........cooeviiiiiiee e 0.005 0.009
Lower Liner Bore:
Inside Diameter .........coocvviriiiiniieeniie e 4.619 4.21
Main Bearing BOre.........cccooouviieeeiiiiiiee e 4.1240 4.1250 4.1255
Tappet Bore in Block:
INJECION e 1.3120 1.3130 1.3145
Valve 1.1870 1.1880 1.1895
Main Bearing Cap Fit In Block 0. 4.002 4.004 0.001
b. Cylinder Liner.
Cylinder Liner (ID)—Cast Iron ..........cccoveveeiiieeniieenecesienn 4.1250 4.1260 4.1300
Cylinder Liner Protrusion ...........cccoeveieeeniiienniecnieeenneeens 0.004 0.006
c. Idler Gear.
Idler Gear Bushing (ID) ......ccocuveiiiiiiiiieiicece e 2.125 2.126 2.127
Gear Hub Bushing (ID.) ... 1.500 1.501 1.502
Idler Gear Hub 2.1225 2.1235 2.1215
Idler Thrust Washers
Part Nos.:
B863L . s 0.096 0.106 0.091
B8632 e 0.061 0.063 0.059
B8633-1 e 0.192 0.194 0.190
d. Bearings.
Standard Bearing Shell Thickness
Main Bearing . 0.1231 0.1236 0.1216
Connecting Rod 0.0722 0.0727 0.0710
Journal Oil Clearance
Main 0.0018 0.0048 0.0068
Connecting RO ..o 0.0020 0.0045 0.0080
Crankshaft Thrust Bearings--
Part NO. 150310 oo 0.151 0.153
Crankshaft End Clearance 004 0.015 0.022
Vibration Dampers:
Eccentricity and Wobble.............ccooiiiiiiec e, 0.030 0.030
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Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum—Minimum Maximum
Connecting Rod Dimensions:
Crank Pin BOTE .........oioiiiiiiiieeiiie e 2.7725 2.7730
Out of Round ...... 0.0015
Piston Pin Bushing 1.5000 1.5005 1.5015
Connecting Rod Twist:
Without BUSHING .......cuviiiiiiiiiiiie e 0.020
With BUShING e 0.010
Connecting Rod Length..........cocoveiiiiiiiiiiie e 9.498 9.500
Bore Misalinement ... 0.001
Piston and Piston Rings:
Piston Ring Gap (new or reconditioned liner)
Pt. No. 68788 0.013 0.023
Pt. No. 109410 0.013 0.023
Pt. No. 144980 0.013 0.023
Pt. No. 126480 0.013 0.025
Pt. NO. 146140 ....cooooiiiieiiieieeeee e 0.015 0.055
Standard Piston Skirt Diameter (700 F)
130360, 130500, 11738, 144840, 149200,
168430, compression ratio
16.3:1 Gage PoiNt BC ........ccooveiiiieeiicieeeees 4.1180 4.1190 4.1150
Piston Pin BOre ..........oooiiiiiiiiiiiieeeeeeeee s 1.4988 1.4990 1.5000
Piston Pin Diameter ..........cccoocvvviiiiiiieiieseece e 1.4988 1.4990 1.4978
Pistons and RiNgs OVErSIiZe ........cccccceeeeiiiiiieeenninns 0.020 0.030 0.040
e. Camshatft.
Camshaft Journal Diameter:
No. 1 Journal only.........ccoveeeiiiiiniiiiec e, 1.747 1.748 1.746
All Other Journals...........occueeieiiiiiieeeiiiieeee e 1.872 1.873 1.871
Camshaft Lobe Lift
f. Injection Spec BTC 64°, Ar 19°. Valve Overlap 880.
Exhaust Opens BBC 620. Intake Opens BTC 440°.
Exhaust Closes ATC 440°. Intake closes ABC 400.
Valve Lobe Lift 0.251 in.
Injection Lobe Lift 0.112 in.
g. Gear Cover.
Accessory Drive Bushing I.D.:
139810 Std....vvvieeeieiiiiiee e 1.314 1.319 1.3205
139811 0.010 in 1.304 1.309 1.3105
139812 0.020 in 1.294 1.299 1.3005
h. Cylinder Head.
Crosshead Guide Dimensions:
Solid type (OD.) .eveieiiieeiiieeiee e 0.3750 0.3755 0.3740
Head Height ... 5.000 5.010 4.970
i. Valve Seats and Insert
Valve Seat Insert RUN-OUL..........c.coeeiiiieniinninicien 0.002
Oversize Diameter Std. Depth Std. Insert O.D.
1.4300/11.4305. Cylinder Head I.D. 1.427/1.428.
Insert Thickness 0.156/0.161.
I. Valve Crossheads.
Crosshead Dimensions:
SOl StEM .o 0.3708 0.3713 0.370
k. Valves, Guides and Springs.
Valves Stem Dimensions:
Four-valve Head ...........cccocoeviiiiiiiiiiiiciicee, 0.3400 0.3410 0.3390
Valve Guide I.D.:
Four-valve Head............cccooviiiiiiiniiiiic e 0.3425 0.3432 0.3442
Valve Guide Protrusion:
Four-valve Head.............ccooviiiiieiniiiiiic e 1.240 1.260
2-6
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Table 2-2. Reference Data-Continued

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
Valve Spring Data
Free Length is 2.364. Pounds Force Required to
Compress 105 Lbs. 50 117 Lbs. No. of Coils 91/2.
Wire Diameter 0.148. Length 1.610.
1. Rocker Levers and Cover.
Rocker Lever Bushing (I.D.) .....ccccoviiieniiiiiiieiiieens 1.1245 1.1275 1.1285
Rocker Lever Shaft (O.D.) ....ccooveiiiiiiiieeiiieieeeeies 1.1230 1.1235 1.1220
m. Push Tubes
Valve Push Tube:
Ball ENd ..o 0.624 0.625
Socket End
(Spherical [.D.) .ocovviiiiiieieeeeeee e .0.4995 0.5005
Injector Push Tube
Ball ENd ..o 0.685 0.687
Socket End
(Spherical [.D.) .oooovvviiiieiee e 0.4995 0.5005
n. Tappets.
Injector Tappet Assembly:
2166 VA (@ 1 0 35 IO 1.3100 1.3110 1.3090
Roller (O.D.)........... 1.1230 1.1250 1.1210
ROllEr (I.D.) .o 0.5655 0.5665 0.5675
Roller Pin (O.D.) .cooviiiiiiiieieeceeeeeeee e 0.5620 0.5626 0.5610
Roller, Side Clearance............ccccceeeeviiieeeennennnn. 0.0050 0.0170 0.0220
Roller Concentricity
Assembled ... 0.0005
Roller Squareness
Assembled ..o 0.0010
Valve Tappet Assembly:
BOdY (O.D.) cieiiriiiieiienieieee e 1.1850 1.1860 1.1840
Roller (O.D.) ........... 1.0610 1.0630 1.0590
Roller (I.D.)..cccouve. 0.5030 0.5040 0.5050
Roller Pin (O.D.) .ccovviieiieiieeieceec e 0.4995 0.5000 0.4985
Roller Side Clearance.............ccccveeeiniieeeennnnnnnn. 0.0080 0.0220 0.0270
Roller Concentricity
ASSEMDIEd ...oooeiiiiiiiie 0.0010
Roller Squareness
Assembled . ..o 0.0010
0. Lubricating Oil Pump.
Lubricating Oil Pump Dimensions:
Idler and Drive Shaft Bushing (I.D.) ........cccc..... 0.6165 0.6175 0.6185
Idler and Drive Shaft (O.D.) .....ccooeevieniiiieiiiees 0.6150 0.6155 0.6140
Idler Gear Bushings (I.D.) ....cccoovvveviiiniiiiiicen, 0.9925 0.9935 0.9945
Idler Gear Shaft (O.D.) ....ccovvvvviiiiiiireecnee, 0.9900 0.9910 0.9890
Idler and Driven Gear (O.D.)......ccccocvvriivininiennns 1.8320 1.8330 1.8310
Gear Pockets (Minor [.D.). ....cceovveinieeiiiniiieeene 1.8400 1.8420 1.8430
Gear Pocket Depth.......ccccoooiiiiiieniiieniiieniee, 1.6230 1.6250 1.8430
Balance Drive Shaft.........ccocccoiiiiiiiiiiiee s 0.8095 0.8105
Balance Drive Shaft BUShiNg...........cccovvviiiiiciiicens 0.8145 0.8150 0.8170
Idler Gear Thrust Washer ...........cccocceiieeiiieenieeene. 0.0610 0.0630
Balance, Drive Gear Thrust Washer............c.cccccce... 0.600 0.620
Lube Pump Drive Shaft Bushing...........cccccevieeenneenne 0.6165 0.6175 0.6185
p. Pressure Regulator.
Pressure Regulator Dimensions:
Low Pressure (1.D.)....ccociiiiiieiiiiiiiiieiecccieees 0.621 0.626 0.627
Low Pressure (O.D.).....ccccevveennn. 0.740 0.741 0.739
High Pressure (Large Outside)...... 0.740 0.741 0.739
High Pressure (Small Outside) ..... 0.615 0.617 0.614
Housing Bore..........ccccocvvivciieennnen. 0.740 0.741 0.739
Spring Load @ 2.055 iN......cccceeviieinieiiiieenienn 16.4 Ib. 18.01 Ib. 14.0 Ib.
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TM 5-3810-289-34

Table 2-2. Reference Data-Continued

1. Engine dimensions, tolerance and wear limits.

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum | Minimum Maximum

gq. Water Pump.
Belt-Driven (Six Cylinder)
Cover Face to Impeller Hub............ccocoeeiieenne. 0.620 0.625
r. Fuel Pump Drive.
Fuel Pump Drive

Bushing (I.D.) .cooveveeiiiiiciiccieee 1.314 1.319 1.322
Available for Service in Shaft (O.D.) 1.3115 1.312 1.310
s. Engine Assembly.
Crankshaft End Clearance ...........ccccoevveiienneneennn. 0.004 0.015 0.022
Cylinder Liner ProtruSion ..........ccccveeivieeiesiiiieee e 0.004 0.006
Connecting Rod Side Clearance........... 0.008 0.012 0.040
Gear Train Backlash (Six-Cylinder) 0.004 0.007 0.020
Camshaft ENd Play.........cccoovviiiiiiniiiieceneesee e 0.007 0.011 0.015

2. Crane dimensions, tolerance and wear limits

Manufacturer’'s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum | Minimum Maximum
510889K 1
Bushing (Susp. Sheave)
Inside Diameter .........uvvvvvveeiiiiiiiiieeiieeeeeeeeeeeee, 3.014 3.016 0.50
Outside DIameter .........cccuveeeiiiciieeeecciiieee e 3.628 3.629
600094K2
Sheave 10" Pitch Diameter
Sheave Inside Diameter ...........ccccccvvvvveieeeeennnns 3.625 3.626
Bushing (510889K1) Outside Diameter ............. 3.628 3.629
Bushing Inside Diameter ...........cccccoeviiieeenninns 3.014 3.016 0.50
704686K2
Boom Hoist Drum
INSide DIameter .......ccocvvviveeeeiiiiieee e e e 6.2990 6.3002
Diameter of Flange...........ccccoiiieiiiiiiiiieeeee 8.374 8.376
Inside Diameter and Diameter of Flange
Must Be Within 0.001 Inch Total Indi-
cator Reading
Outside Diameter .........coooeeeeeieiiiiiiiiiiiiiiierereees 24.375
500304K 1
Rober
INSide Diameter .......ccocvviveeeeiiiiieee e e e 0.502 0.505 .025
Outside Diameter .........coooeeeieieiiiiiiiiiiiiiirrereeens 0.900 0.902 .025
520692K1(
Bearing
INSide DIameter ........vuvvvvvveeeeiiieieieeeeeeeeeeeeeeeee, 1.377 1.380
520700K21
Sleeve
Inside Diameter ..........uvvveveiiiiiiiiiiiiiiiiieeeeeeeeeee, 1.385 1.395 .030
617095K(1
Cam
Inside Diameter ............ 0.625 0.627 .025
Inside Diameter of Slot 0.905 0.907 .025
533612K1
Clutch Shoe, Horizontal Propel Shaft
INSide DIamMEeter ......vvvvvvvieiiiiiiiieeeeeeeeeeeeeeeeeeeee, 0.502 0.505 050/080




Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
528440Ki
Bushing
INSide Diameter .......ccccvveveeeeiiiiieee e 7.016 7.018 .040
Outside Diameter ..........coooeeveieiiiiiiiiiiiiiiierereees 7.879 7.881
265265
Dust Shield BOre ...........coooeeiiiiiiiiiieiccceiies 2.5032.507 .050
265302
Dust Shield BOre .........ccooeeeeeiiiiiiiiieececeeciies 3.5033.507 .050
506456K1
Bushing
INSide DIameter .......ccccvviveeeeiiiiiiee e e e 3.505 3.517 .050
Outside Diameter .........ccooeeeieiiiiiiiiiiiiiiiiierereees 4.130 4,131
510685KI
Bushing
INSide DIameter .......coocvviveeeeiiiiiiee e ceieee e 4.386 4.388 .050
Outside Diameter .........coooeeeieiiiiiiiiiiiiiiiierereeens 5.129 5.130
500845K1
Bushing
INSide DIameter .......ccocvviveeeiiiiiieee e ceieee e 2.507 2.509 .040
Outside Diameter 3.002 3.003
533417K1
Bushing, Guide Roller
INSide DIameter .......coocvvviveeeeiiiiieee e ceieee e 2.010 2.012 .050
Outside Diameter .........cooeeeeieiiiiiiiiiiiiiiiievereees 2.379 2.381
533418K1
Bushing, Boom Point Sheave
Inside Diameter ......... 3.011 3.013 .060
Outside Diameter 3.504 3.506
533420K1
Guide Roller
INSide DIamEeter ......vvvvvvvieiiiiiiiieeeeeeeeeeeeeeeeeeeee, 2.375 2.377 .050
Outside Diameter .........ooooeeeeeieiciiiiiiiiiiiiirierenens 2.01 2.012
600305K |
Sheavel0" Pitch Diameter
Sheave Inside Diameter ..........ccccevevvvvveveeeeeenens 3.000 3.001
Bushing Outside Diameter (500845K) 3.002 3.003
Bushing Inside Diameter .........c.ccccoocveeriviennnenne 2.507 2.509 .060
533463KI
Boom Foot Pin
Diameter ....c.veveeeiiiiieiee e 2.241 2.242 .040
533436K1
Boom Foot Bushing
INside Diameter ........uuvvvvvveeiiiiiiieieeeeeeeeeeeeeeeee, 2.260 2.261 .050
Outside DIameter ..........ccvcveeeeeiiieeee e e 2.754 2.755
SSIO002CP
Improved Heavy Duty Quick Disconnect Ball
Joint-Marine Type-K-28 Thread
Bell Stud Ball Diameter...........cccceeeeevivvereesnnnen. 0.347 .015
Ball Stud Neck Diameter 0.192 .010
511446KI
Disc, Friction Throttle with Detent
THICKNESS ...vvvee et 3/8"
Radius of Disc........ 211/16"
Radius to Detent 7/8"
230571
Clutch Housing:
Inside Diameter at Bearing ............ccoceevciveennen. 6.2990 6.3002
Outside Diameter of Bearing .2982 6.2992
Inside Diameter of Bearing ...........cccccveevvveennnen. 3.9362 3.9370
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Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
232650
ClIULCh DIiVEr BOM€ ... 3.937 3.938
293351
Bushing:
Bushing Inside Diameter .........c.ccccoocveeiiveennnenne 1.254 1.255 .040
Bushing Outside Diameter............ccccoovuvveeeennnes 1.626 1.628
725084
Clutch Band:
Inside Diameter (2) .......cccuveverieeeiieeiieeeneeeeie 1.252 1.254 .060
617062K2
Bearing Housing:
Housing Inside Diameter at Bearing .................. 5.5116 5.5128
Diameter of Flange..........cccoccvveviiiiiiiiiniiccen, 4.500 4.502
606857K 1
Bushing Adjusting Cone Roller:
Inside Diameter 1.718 1.720 .050
Inside Diameter 0.337 0.340
Outside DIameter ..........ccuveeieiiiiiiiee e 4.190 4.191
Length of Bushing Interior...........c.ccccoevcvveeeeinnns 2.809 2.815
Bushing Interior to 170 Bevel 0.337 0.340
Width of Interior 450 Bevel .........cccccccovvevvennene 0.125
606858K2
Roller, Cone, Adjusting Cone Rollers:
INSide Diameter ........ooccuveviiiiiiiiiiee e 4.187 4.188 .050
Depth of RECESS......oviviiiiiiiiiiece e 0.372 0.378
606860K2
Shaft, Adjusting Cone Roller:
Outside DIameter ..........ccceeeeiiiiiiieeeiiiieee e 3.372 3.373 .050
Inside Diameter of Recess. ........cccccocveeviiveennnen. 1.685 1.688
Depth of Recess.................. e 0.122 0.125
Length of Shaft.........ccoeeiiiiiie 12.422 12.437
518890K1 |
Bushing, Horizontal Propel:
INSide Diameter .........cccuvvveieiiiiiiiee e 2.945 2.947 .060
Bushing Outside Diameter............ccccvevvieiineen. 3.564 3.565
Flange Outside Diameter.........c.ccccovveeeieeennnenne 3.984 4.000
M224
Ball Bearing 306SFFC:
Outside Diameter .........cocceeviiieiiiieiiiec e 2.8341 2.8346
Flywheel Shaft BOre ..........cccevvveeiiiiiiiieiiieee 2.8344 2.8350
272794
Split Sprocket Bore.........ccccovvveiiiiieiiiieiiee e 7.753 7.755
725071K1
Sprocket, Front Shaft (Hoist Load Lowering):
Caliper Diameter .........ccocovvvieieiiiieiiiec e 23.512 23.524
Pitch Diameter..........cooeviiiiiiiiieiee e 24.282
Outside Diameter .........coccvvviiieiiiieiiiec e 25.000
Inner Flange Diameter...........ccooveenviriiieeniineens 21.505 21.508
61 Cut Teeth, 1% inch Chain Pitch, Use With
ASA -100 Roller Chain
520637K1
Seal Ring:
INSide Diameter .........ccuveiiiiiiiiiiiee e 2.767 2.773 .025
Outside Diameter 4.333 4.334
617073K1
Oil Gear, 36 Hobbed Spur Tooth:
INSide Diameter ........occouveiiiiiiiiiiiee e 2.750 2.751 .030
Total Assembled Feeler Backlash Limits .......... 0.065 0.073 .150_
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Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
Circular Backlash Cut in This Gear.. 0.063
Running Pitched Diameter............cccoceeiviiieenn. 14.400
Running Total Assembled Feeler Backlist ......... 0.058 0.076 .150
625516K1
Horizontal Shaft:
Diameter at bearing LH-212WD ..........ccccceeveeees 2.3621 2.3626
Diameter of Shaft ..........ccccoeeeeene 2.749 2.750
Diameter at Bearing RH-312W 2.3621 2.3626
625517KI (Meshes with 610086K3, 617073K1)
Hoist Pinion, 14 Tooth:
Inside Diameter ........ccoccvvieieiiiieeiiee e 2.752 2.754
Inside Diameter .........ccccoeveiiiiiiiiiee e 2.417 2.420
Outside Diameter ..........occevvieieinieeineeeee e 6.795 6.800
Total Assembled Feeler Backlash Limits ........... 0.067 0.071 .150
Running Total Assembled Feeler Backlash ....... 0.009 0.028
Based On a Center Distance of 17.600
t0.005 0.010
525880K1
Bushing, Propel Shaft, Truck Frame:
INSide Diameter ........occuveviiiiiiiiiiee e 5.262 5.264 125
Outside Diameter .........cocovevieieiiieeiiiee e 6.004 6.006
810009K1
Bridge Casting, Horizontal and Swingshaft:
Inside Diameter at Bearing 310WD ................... 4.3305 4.3315
Outside Diameter of Bearing 310WD................. 4.3301 4.3307
Inside Diameter of Bearing 310WD ................... 1.9680 1.9685
711015K1 (Meshes with 612266KI, 710264K1)
Swing Gear, Vertical Shaft:
Inside Diameter, GEar .......ccccccvveeveeeeeeeeeeeeeeiennn, 7.0864 7.0876
Inside Diameter, Hub Gear ...........ccccoocveeeennnns 7.250 7.255
Inside Diameter, Hub Gear ..... e ——————— 7.804 7.834
Pitch Diameter, Hub Gear ............ccccoviiieeennns 7.500
Pitch Diameter, Bevel Gear .........ccccvvveeveeeeennn... 17.000 17.002 .150
Pitch Diameter, Outer Gear .......... .150
Diameter of Quter Gear..........cccceveevivvveeeeienenen. 19.500
Total Assembled Feeler Backlash Limits............ 0.014 0.018 .150
(with 612266K1)
Total Assembled Feeler Backlash Limits............ 0.017 0.021 .150
(with 710264K1)
725703K1
Shaft, Vertical Swing:
Shaft End Diameter, LH.........ccccoooeiniiiniiennnnn. 3.799 3.805
Diameter at Bearing :220WD..........ccccocvvvevcnnenne 3.9368 3.9375
Diameter at Bearings *220W, 220WD .............. 3.9356 3.9363
Diameter at Bearing *310WD 1.9676 1.9681
Shaft End Diameter, RH ..........ccccceeniiiiiiennnen. 1.492
808730K1
Bridge:
Inside Diameter at Bearing 3101D .................... 4.3305 4.3315
Outside Diameter of Bearing 310WD................. 4.3301 4.3307
Inside Diameter at Bearing 310WD ................... 1.9680 1.9685
Inside Diameter at Bearing 220W ... 7.0864 7.0876
Outside Diameter of Bearing 220W . 7.08)6 7.0866
Inside Diameter of Bearing 220W ... 1.3336 1.3386
Inside Diameter of LUgS.........coovvvevvieniiiienieen, 1.259 1.261
602430K1
Pinion, Large, Swing Machinery:
INside Diameter .........covvevirieiiniie e 3.312 3.314
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Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
INSide DIameter .......ccocvvveveeeeiiiieeee e 3.940 3.941
12 Special Cast Teeth, 2.0944 Inch C.P.,
4 Inch Face, 8.000 Inch Pitch Diameter.
610203KI (Meshes with 710255K, 610212KIl)
Gear, Horizontal Swing Shaft:
Total Assembled Feeler Backlash Limits............ 0.016 0.024 .150
Running Total Assembled Feeler Backlash ....... 0.009 0.028
Based on Center Distance Variations of
+0.005 -0.010.
611296K1
Clutch, Jaw, Vertical Swing, Airshift:
Inside Diameter ..........coooeeeiiiiiiiiii s 3.625 2.629 .060
Outside DIameter ........cvvvveeee i e 7.740 7.750
4/8 Diametrical Pitch, 30 Teeth, Involute
Spline to SD5151.
8/16 Diametrical Pitch, 30 Teeth, Involute
Spline to SDS151, Acceptable Tolerance
Measured Between Pins Plus 0.010
MiINUS 0.000.......ccceeiiiiiiiiee e 125
Pitch Diameter.. 7.500
ROOt DIameter ........coocvviiee e 7.166 7.196
625466K1
Horizontal Shaft:
Diameter at Bearing, LH ..........ccccoeiiiiiieennnnnns 3.1485 3.1491
(Assemble Bearing with Shield Side Toward
Center of Shaft)
Diameter at Bearing, RH ..........cccccevviiieeeniinnns 3.145 3.147
Diameter at Spline, RH ..........cccccciiiiiiiiie. 3.118 3.125. .010
D246652
Ball Bearing MRC 310-MF
INSide DIamEeter ......uvvvvvvveieiiiiiieieeeeeeeeeeeeeeeeeee, 1.9680 1.9685
Outside Diameter .........oooeeeeieiiiiiiiiiiiiiiiiiierereeens 4.3301 4.3307
Individual Ring Width..........cocoiveiiiiiiee e, 1.0625 1.0630
M-4418-C
Ball Bearing 220WDN:
INSide Diameter .........cccvvvveeeeiiiiieee e 3.9362 3.9370
Outside DIameter .........cccvveeeiiiiiiieeeeciieee e 7.0856 7.0866
Individual Ring Width..........ccccoiiiiiiiiiiiiees 1.3336 1.3386
310WDH
B3l Bearing
INside Diameter ........uuvvvveieeieiiiiiiieeeeeeeeeeeeeeeee, 1.9680 1.9685
Qutside DIiameter ..........ccccveeeeeiiiieee e 4.3301 4.3307
Note. Bore and Outside Diameter Tolerances Are
Checked Before Shield is Inserted.
Individual Ring Width..........c.ocoiiiiiiiiieien. 1.0580 1.0630
43751
C/R Oil Seal Type "P":
Sirrene 407080 Nitrile
Seal Outside Diameter .........ccccocvvvvvereeeeeeeeennnnn. 5.754 5.759
Seal Inside Diameter .... 5.736 5.766 .015
Seal Width........cccvvvviiiiiiiiiiieiciieeeeeeeee, 0.546 0.578
602429K1
Pinion, Swing Machinery:
Inside Diameter .........cccvvveveeiiiiieieeeeciieee e 3.312 3.314
Inside Diameter .......ccocvvvvveeeeiiieieieiieeeeeeeeeeee, 3.940 3.941
12 Special Cast Teeth, 2.054 Inch CP., 4 Inch
Face, 7.847 Inch Pitch Diameter .............cc.u.... .250
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Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
711262K21
Clutch Band:
Inside Diameter (2) ......cccooveeeriieeeniiieeiiee e .0.887 0.879
714533K21
Bell Crank, Boom Hoist Clutch:
INSide Diameter ........oocuveiiiiiiiiiiiee e 0.749 0.750 .050
Inside Diameter (2).... 0.874 0.875 .050
Inside Diameter ................... 1.093 1.095
Outside Diameter of Dowel 0.874 0.875
801775K1 (Meshes with 265190AC)
Ratchet Housing, Boom Hoist:
INSide Diameter ........oocuveiiiiiiiiiiiee e 3.5433 3.5442
Outside Diameter of Bearing 210W 3.5427 3.5433
Inside Diameter of Bearing 210W .................... 1.9680 1.9680
Outside Diameter of Bearing 210WD
Inside Diameter of Bearing 210WD
Total Assembled Feeler Backlash Limits........... 0.016 0.024 125
Running Pitch Diameter ...........ccccccevviiiieeeniinnns 7.215 125
Running Total Assembled Feeler Backlash ...... 0.009 0.028
Based On a Center Distance of 18.640
+0.005 -0.010
Outside Diameter of HousiNg..........ccccoovuveeeennnee 10.5
520635K1
Bushing:
INSide DIameter .......coocvvviveeeeiiiiiee e 0.749 0.751 .025
Outside DIameter ..........cccveeieiiiiiieeeeiiiieee e 1.001 1.003
603216K2
Cam:
Cam Inside Diameter.......ccccceevvivieeeeiiiiiiee s 1.093 1.095 0.10
Bushing Outside Diameter 503546KI| . 1.094
Bushing Inside Diameter ................. 1.0015 1.0030 030
Lever Inside Diameter ...........cccccveeeniiieeeenniinnnn. 1.000 1.001
619385K1
Sprocket, Boom Hoist:
INSide DIameter .......coovvveieieiiiiiiiee e 20.995 21.005
Caliper Diameter 24.835 24.846
Sprocket Width ..., 0.563 0.575
80 Cut Teeth, | Inch Chain Pitch, 25.471 Inch
Pitch Diameter
Chain ASA 080, Roller | Inch Pitch, Single
Strand, Riveted Type
619464K1
Ratchet, 16 Tooth, Boom Hoist:
INSide Diameter ........coovuiverieieiiieeniee e 8.377 8.379 125
Hole Diameter (3) ....cccoovveeiiiieiiiieeiie e 1.002 1.003
703487K 1
Lowering Control Shaft:
Diameter At Bearing 210W and Ratchet
HOUSING (LH) .ovoveeeeeeeeeecee e, 1.9675 1.9681
Diameter at Bearings 210WD (Center) ............. 1.9686 1.9690
Diameter at Anchor Bracket, Bearing *210W,
Spacer and Collar (RH) ........ccccevvieiniininiiennen. 1.9675 1.9681
Diameter at Ends of Shaft ... 1.874 1.876
Shaft Inside Diameter (RH).......cccceeviieeiieeennn. 1.123 1.125
L03954-B
Bali Bearing 210 GWD:
INSide Diameter ........oocuveiiieiiiiiiiee e 1.9680 1.9685
Outside Diameter .........coccevvieieiiieeiniee e 3.5427 3.5433
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Table 2-2. Reference Data-Continued

TM 5-3810-289-34

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
Individual Ring Width...........cccccoeenns 7824.7874
503544K 1
Bushing
INside Diameter .........uvvvveieiiiiiiiieieiiieeeeeeeeeeeee, 1.2515 1.2530 050
Outside DIameter .........cccvuveeeiiiiiieeeeeciieee e 1.343 1.344
503546KI
Bushing:
Inside Diameter ...... 1.0015 1.0030 .030
Outside Diameter 1.094
505705K 1
Bushing:
Inside Diameter ..........uvvveveiiiiiiiiiieiiieieeeeeeeeeee, 1.001 1.003 .025
Qutside DIameter .........cccvveeeierciieeeeeciiieee e 1.094
505825KI
Lining, Brake Band
ThicknNesS ....coooviiiiii 0.25
514285K1
Lining. Band, Boom Hoist Brake
THICKNESS ..vvvive e 0.25
D246650
Ball Bearing MRC210-M:
Inside Diameter .........uuvvveieiieiiiiiiiiieiiieeeeeeeeeeee, 1.9680 1.9685
Qutside DIameter .........cccvvveeeiiriiieeeeeciieee e 3.5427 3.5433
Individual Ring Width..........cooooiiiiie. 0.7824 0.7874
D2-46651
Ball Bearing MRC210-MF:
INSide DIameter .......uvvvvvveieiieiieeieeeeeeeeeeeeeeeeeee, 1.9680 1.9685
Outside Diameter .........cooeeeeeeieiiiiiiiiiiiiireiereees 3.427 3.433
Individual Ring Width..........cooocieiiiiiieeeee, 0.7824 0.7854
M-1941C
Ball Bearing 210W:
INside Diameter .........uvvvveiiiiiiiiiiiiiiiiieieeeeee e, 1.9680 1.9685
Outside Diameter .........cooeeveveeeiiiiiviriiiriererereees 3.5427 3.5433
Individual Ring Width..........coccoieiiiiiie. 0.7824 0.7874
265846
Booster Housing BOre ..........cocceeeiiieniiieniee e 3.506 3.508 125
Booster Housing Pin Bore .........cccccocvviniienineen. 0.750 0.752 .025
Booster Housing Pin Outside Diameter ............. 0.745 0.747 .050
288350
Cam Roller
Cam Roller Bore.......ccoooeeeuuveviiiiiiiiieieveeeeeeeeeees 0.505 0.506 .025
Cam Roller Outside Diameter.............cccccvveeeenne 1.25 .050
290886
Collar (Used on Boom Hoist Lowering Control)
Collar Inside Diameter.........cccccvvvvvrvereeeeeeneennnn. 1.967 1.968 125
Collar Qutside Diameter ...........cccceveeeiiiveeeeiinnnns 2.495 2.505
706066K 1
Front Shaft:
Charge shaft
bent beyond
.030 at any
point.
Diameter at Shifter Sleeve 232774 and Clutch
Driver 7082801 (1.......ccuiveeiieieiiieeeiieesieee e 2.874 2.876
Diameter at Clutch Housing 804134Kl, Gear
Y-780-A, Spacer 511257K1, wad4
Bearing 215-W .......coooiiiiiiiiiiiie s 2.9517 12.9523
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TM 5-3810-289-34

Table 2-2. Reference Data-Continued
2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
Diameter at Hoist Gear 268029 ..... 3.732 3.733
Diameter at Hoist Gear 268029 ... 3.7401 3.7408
Diameter to Right End of Shaft..... 3.9355 3.9363
Diameter at Right End of Shaft.......................... 3.1495 3.1501
706067K 1
Rear Shaft:
Change shaft if
bent beyond
.030 at any
point.
Diameter at Shifter Sleeve and Clutch Driver .... 2.874 2.876
Diameter at Clutch Housing 804134K1, Gear
Y-7807-A, Spacer 511257K1, and Bearing
215-W e 2.9517 2.9523
Diameter at Hoist Gear 268028 ...........ccc.ceevee. 3.732 3.733
Diameter at Hoist Gear 268028 ... 3.7401 3.7408
Diameter to Right End of Shaft ............cccccceee. 3.9355 3.9363
Outside Diameter at Right End of Shaft ........... 3.1495 3.1501
Inside Diameter at Right End of Shaft ............... 2.4985 2.5000
804143KI
Clutch Housing, Hoist Shatft:
Inside Diameter at Bearings .........ccccccveeeerinns 5.249 5.253
Outside Diameter of HUb ..........ccoceviiiinnne. 6.503 6.504

Note. Place cup 606974 K21 over end of shaft Insert capscrew and tighten driver against bearing to provide tight assembly between bearings and spacer
and to give proper squeeze to O-ring. Clamp driver in place, remove cup and capscrew. Clutch rotates clockwise when viewed from end. Shifter sleeve has 1-
11/16 inch total travel between set and released positions.

808727K3
Clutch Housing, Drag, Backhaul:
Inside Diameter at Bearing 220WD ................... 7.0864 7.0876
Outside Diameter of Bearing 220WD................. 7.0856 7.0866
Inside Diameter of Bearing 220WD .................. 3.9362 3.9370
Outside Diameter of HUD ........c.ccooiiiiiiiiiiene 8.498 8.500
Inside Diameter at Bearing 120-WD 2N............. 6.2990 6.3002
Outside Diameter of Bearing 120-WD-2N.......... 6.2982 6.2992
Inside Diameter of Bearing 120WD-2N............. 3.9362 3.9370
Outside Diameter of Flange at Housing .. 8.623 8.625
Outside Diameter of HousINg...........cccoviuiieeennee 27.5
813677K 1
Hoist Drum, 17 Inch Pitch Diameter, Rear Shaft:
Inside Diameter at Bearing F345, 120Wd2N ... 6.2990 6.3002
Outside Diameter of Bearing F345, 120WD2N . 6.2982 6.2992
Inside Diameter of Bearing F345, 1Z20WD2N .. 3.9362 3.9370
500665K 1
Bushing (Toggle Yoke):
Inside Diameter ........ccocceeeviieieiiiieeiiiee e 0.625 0.626 .030
Outside Diameter 1.123 1.124
500682K1
Bushing (Toggle Yoke):
Inside Diameter . .......coooveeiiieieiiiie e 1.127 1.129 .050
Outside Diameter .........occveviiieiiiieniiec e 1.376 1.378
520650K1 (Meshes with Part No. 610203K1)
Gear
Inside Diameter . .......coovveeiiieieiiiee e 6.500 6.501
Total Assembled Feeler Backlash Limits........... 0.016 0.024 125
Running Total Assembled Feeler Backlash ....... 0.009 0.028
520661K1
Bushing
Inside Diameter .........ccocvveviiiiiiiiciiien e 1.003 1.004 .030
Outside Diameter. ..... 1.251 1.252
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Table 2-2. Reference Data-Continued
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2. Crane dimensions, tolerance and wear limits

Manufacturer’'s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
525550K1
Main and Swing Clutches Band Lining Thickness...... 3/8"
525552KI
Main and Swing Clutches Band Lining Thickness...... 3/8"
618483 (Meshes with 200442, 61741K2)
Hoist Gear, Rear Shaft, 74 Tooth
Inside Diameter .........uvvvveieiiiiiiiiiieiiieeeeeeeeeeeee, 3.729 3.731
Outside Diameter .........ccccevveieiniieinieeesiee e 30.000
Total Assembled Feeler Backlash Limits ......... 0.016 0.024 125
Running Total Assembled Feeler Backlash based
on Center Distance Variations of +0.015,
20.020 INCH i 0.009 0.028
D247204
Ball Bearing MRC215-M:
Inside Diameter .........uuvvveieiiiiiiiiiieieiieieeeeeeeeee, 2.9522 2.9528
Outside Diameter ......... 5.1173 5.1181
Individual Ring Width 0.9793 0.9843
M4381-C
Bali Bearing 120WD-2N:
Inside Diameter .........coocevirieiiniieeniie e 3.9362 3.9370
Outside Diameter .........cooeeeeeeiiiiiiiiiiiiiiieiieenes 6.2982 6.2992
Individual Ring Width..........ccocccveeiiiiee e, 1.0974 1.1024
232405
CIUtCh DIiVEr BOT€......vuviviiiieiiiieieieieeeeeeeeeeeeeeeeeeeeeee 2.875 2.876
232489
CIUtCh DIiVEr BOT€......vuviviviiiiiiiiieieieeeeeeeeeee e 3.937 3.938
232774
Shifter SIeeve BOre .......cccocuvvvvvvvveveviiiiieieieeeeeeeeeeee 2.878 2.880 125
269885
Toggle LEVEr BOre .......ccocvveiiiiiiiiieiiiicesee e 1.630 1.632 060
Toggle Lever Bushing Outside Diameter ........... 1.626 1.628 .025
Toggle Lever Bushing Inside Diameter .............. 1.254 1.255 .025
520663K1
Bushing:
INside Diameter .........uvvvvveieiiiiiiiiiieiiieeeeeeeeeeee, 1.003 1.005 .060
Outside Diameter 1.495 1.497
516295KI
Bushing, Vertical Propel Shaft:
INSide Diameter .........cccvvveeeiiiiiieee e 4.886 4.888 .150
Diameter
Qutside Diameter ..........ccccvveeeeiiveeeee e 5.629 5.631
520597K 1
Bushing, Center Gudgeon:
INSide Diameter ........vvvvviviieiiieieieieeeeeeeeeeeeeeeee, 4.386 4.388
Outside DIameter ..........ccccveeeieiiieeeeecciiieee e 5.130 5.131
5M603L1
Bushing, Horizontal Propel Shaft:
INSide DIameter .......uvvvvviviiiiiiiieieieeeeeeeeeeeeeeeee, 5.262 5.264 125
Diameter
Outside Diameter ..........cooeeeeeveiiiviiiiiiiiiiierereees 6.004 6.006
5M605KI
Bushing, Outer Clutch:
INSide DIameter .......cccuvveeeeiiiiree e 4,011 4.013 .125 diameter
Outside Diameter ..........cooeeeeiieiiiiniiiiiiiiieeereees 4.754 4.755
506456KI
Bushing, Take-Up Idler:
INSide Diameter ........ccccvveveeeeiiiiieee e ccieeee e 3.515 3.517 .250
Diameter
Outside DIameter .........cccvveeeiiviiieeeeeciieee e 4.130 4131
570684KI1
Bushing, Drive Tumbler:
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Table 2-2. Reference Data-Continued

2. Crane dimensions, tolerance and wear limits

Manufacturer’s Desired Maximum
dimensions clearance allowable
Component points of measurement and tolerance wear and
in inches clearance
Minimum Maximum  Minimum Maximum
INSide DIameter .......ccocvvveveeeeiiiieeee e 4.386 4.388 .250
Diameter
Outside DIameter .........cccuveeeiiiciiieeeecciiieee e 5.129 5.130
506459K1I
Bushing Roller:
INside DIameter ........coveveeeeieeieieieiccccireveeees 2511 2.512 250 Diameter
Qutside DIameter .........ccuueeeeeeiciiieeeeeiiiieaeeanns 3.001 3.003
3. Specific engine torque data
Component point of measurement Minimum Maximum
ENGINE MOUNLING CAPSCIEWS ... .uieiiiieiiiiiieee e e e ettt e e e ettt e e e e e et be e e e e e e sibbe e e e e e e anbbaeeeeeaesnsaaeeeens 20 ft.4b. 21 t.-lb.

Cylinder Block Pipe Plugs

5ft.-Ib. 15 ft.-Ib.
20 ft.4b. 25 ft.-Ib.
25 ft.-Ib. 35 ft.-Ib.
15 ft. Ib. 20 ft.-Ib.
60 ft.-Ib. 70 ft.-Ib.
Main Bearing Capscrew Tightening:
BT 0|01 (=T o 1 o ST P TP PUPPPPRTN 65 ft.-Ib. 75 ft. Ib.
2. Advanceto... . 140 ft.4b. 150 ft.-Ib.
3. Loosen ..... All
4. Tightento. 45 f.-Ib 50 ft.-Ib.
5. Advance.... 600
Crankshaft PIPE PIUGS ......cooiiiiiiiiiieiit ettt et eaees . 5 ft.4b.
Template Tightening U Bolt Nuts:
I I T |01 (T o o PO PPEPRN 15 ft.-lb. 20 ft.-lb.
2. Advanceto ... 30 ft.-Ib
3. Loosen......... Al
4. Tightento.... 15 ftdb 20 ft.-Ib
5. Advance to ... 30 ft4b
6. Advance. ... 60°
LI (o [0 TSI O 3T PSPPSR 38 fL4b.
Cylinder Head Pipe Plugs
I T PSP TSSTSR ft.-Ib. 10 ft.-Ib.
Fuse Plug... 5 ft. Ib. 10 ft.-Ib.
3/8in. ... 35 ft4b. 45 ft.-Ib.
1/2in 60ft. Ib. 70 ft.-Ib.
3/4in. ... 65 ft.-Ib. 75 ft.-Ib.
1 PP P PP PP PURPRPTRURI 135 ft.-lb. 145 ft.-Ib.
*INjector HOld DOWN CAPSCIEWS .......coiitiieiiiieairee ettt e ittt e ettt e sttt e et sbe et e e et e eeaatee e 10 fL4b. 12 ft.-lb.
Gear Cover Mounting Capscrews.... 30 ft.4b. 35 ft.-Ib
Camshaft Thrust Plate Capscrews .. 30 ft-Ib. 35 ft.-lb.
Tappet Guide Screws..........cccoeueeeee 95 ft.-Ib. 115 ft.-Ib.
Fuel Inlet and Drain Connections . 20 ft.-Ib. 25 ft.-Ib
Cylinder Head Capscrews............ 390 ft4b. 400 ft.-Ib.
GEAN COVEI CAPSCIEWS ....eeiiiiiiiriiiie et ettt e e e sttt e e e st e e e e s s e e e e s s e ar et e e s e s bbb e e e r e e s sbbreeeaeeaas . 30 ft. Ib. 35 ft.-Ib.
Vibration Damper Flange Capscrews 120 ft.4b. 140 ft.-Ib.
Flywheel Housing Capscrews............. 80 ft.4b. 100 ft.-Ib.
Flywheel Mounting Capscrews 100 ft.-Ib 110 ft.4b
Exhaust Manifold Capscrews or StU NULS..........cooiiiiiiiiiiiiie it 25 ft.-lb.
Accessory Drive Pulley CapSCreW OF NUL ........coiiiiiiiiie it siree et sieee s nireeeseeee e 90 ft.4lb. 100 ft.-Ib.
Fuel Filter Fitting and Mounting Capscrews.. 25 ft.-lb. 30 ft Ib.
Fan HUD NUL.....cooi ettt e e e enneaas 400 ft.-Ib. 450 ft.-Ib.
Injector and Valve AJUSTMENT..........ooiiiiiii e 60 ft.-Ib. 70 ft.-Ib.
Shut-Down Valve...........ccccoevvvenennnene 15in.-b. 20 in.-lb.
Fuel Pump Drive Cover Capscrews. 90 in.-lb. 95 in.-Ib.
L] (o3 (o] g @A T |« F PSP PP RUPRPPRRPPRIN 45 ft.-b.




Table 2-2. Reference Data--Continued.

4. General engine torque data

Bolt body size
Inches Thread Grade 1 or 2 Grade 5 Grade 6 Grade 8
Ya 20 5 8 10 12
28 6 10 14
5/16 18 11 17 19 24
24 13 19 27
3/8 16 18 31 34 44
24 20 35 49
7/16 14 28 49 55 70
20 30 55 78
Y2 13 39 75 85 105
20 41 85 120
9/16 12 51 110 120 155
18 55 120 170
5/8 11 83 150 167 210
18 95 170 240
Y 10 105 270 280 375
16 115 295 420
718 9 160 395 440 605
14 175 439 675
18 235 590 660 910
14 250 660 990
5. Miscellaneous data
a. Crankshaft Dimensions (146450)
A B D E
39.3700 2.4950 3.8750 2.6235
39.3900 2.5050 3.8750 2.6250
F G X J
1.4320 2.0000 1.1510 1.4320
1.4420 2.0030 7.1610 1.4420
K L M
1.4340 0.1410 54980
1.4360 0.1640 5.5000

5. Miscellaneou

s data--continued

b. Magna-Flux Magnetization (4-Turn Coil)

Direction of Deflect Longitudinal Circumferential
DC or rectified AC 1200 Amps 360000- 0 Amp Turns
AC Equipment 1400 Amps 4200-4700 Amp Turns
Magnetizing Method Head Shot Coil Shot

c. Camshaft Keys

Amount of Offset
Part No. Color Cam Degree Dimension
S-302 None 0 0
d. Valve Setting
Valve 70°F 90°F
Intake 0.017 0.015
Exhaust 0.027 0.025
e. Injector Timing Specifications 5. Miscellaneous data--continued
Push Tube Travel
Engine Model Crank Angle Piston Travel Normal Fast Slow
JN 19° BTC -0.1711 -0.0295 -0.0265 -0.0315
12° BTC -0.0689 -0.0162 -0.0137 -0.0172
5°BTC -0.0120 -0.0055 -0.0037 -0.0067
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f. Injector Spring Data

Part Number

Free Length

No. Coils

Wire Diameter

Pounds Required to Compress

9337

1-7/8 inches
8-1/2
.177inches
135/149

5. Miscellaneous data--continued

g. Injector Cap

Gaskets

Part Number
Gasket Notches
Body and Plunger Size Markings

62410

None

ABCD
0-1-2-3-4-5-6-7-8

h. Cranking Motor—Cable sizes.

Circuit Voltage Max. Circuit Resistance 100 Ft. 1000 Ft. 110000 of Two #8 Tvo #09
12-v 0.001 Ohm To 10 10/12 12/15 15/19
Starting Motor 0.00075 Ohm To 6 6/8 8/10 10/13
24V to 32V 0.002 Ohm To 20 20/27 27/35 35/45

i. Normal Lubricating Oil Pressure
Idle 10/30 PSI
Rated Speed 40/75 PSI
j. Shut-down Valve.
Part Number 134074

Type

24 VDC Single Terminal

Coil Resistance 30 £ 2 Ohms
k. Governor Plungers.
Code Red Blue Green Yellow Brown Black Gray Purple
Size 0 1 2 3 4 5 6 7
Part No.| 169660 169661 169662 169663 169664 169665 169666 | 169667
I. Governor Spring
Part No. 107787
Code Yellow/Blue
Wire Diameter .072
Number Coils 125
Pounds Load 8.75/7.45
Length 1.12in.
Free Length 1.522/1.442
m. Throttle Shaft ¥2” PT.
Code Red Blue Green Yellow Brown Black
Size 0 1 2 3 4 5
Part No. 157940 157941 157942 157943 157943 157944
Type Solid Shaft
n. ldle Spring Plunger
Code 200
Part Number 145959
Counter Bore Diameter .3985/.4015
0. Oversize Governor Plungers (service replacement only)
Part Number Size Dia. Inches Color Code
154460 0 0.31140/0.31159 Red
154463 1 0.31160/0.31179 Blue
168906 2 0.31220/0.31239 Green
168907 3 0.31250/0.3i269 Yellow

2-19




Table 2-2. Reference Data--Continued.

Part Number Size Dia. Inches Color Code
154461 0 0.31140/0.31159 Red
154462 1 0.31160/0.31179 Blue
168908 2 0.31220/0.31239 Green
168909 3 0.31250/0.31269 Yellow

p. Fuel Pump.
Pump Size Gear Width Gear Packet Depth
78 0.7483/0.74861 0.7478/0.7483

g. Torque Springs.

Part Number 142698

Color Code White/Brown

Wire Diameter .035

Number Coils 6.73

Pounds Load at Length Inches 1.16/1.24 at .350

Free Length .640/.660

r. Generator Belt Tension.
Belt Width Deflection Per Ft. Of Span
1/2 13/32
11/16 13/32
3/4 7/16
718 1/2
1 9/16
s. Dynameter Test

Model JN-6-1

Max. HP 130 at 2500

Max. Fuel Rate 55 Ib./hr.

Rating at Altitude Max. Sea level

Crankcase Pressure (ST-487) 5in. of Water

Phase | to Temperature 56 at 1875

Phase 2 15 Minutes 97 at 2500

Phase 3 15 Minutes 111 at 2500

Phase 4 15 Minutes 117 at 2200

Power Check 5 Minutes 125 at 2500

t. Regrooving Tool Block

Engine Series

Thickness Spacer

J

0.140

2.388/2.392

u. Hose Sizes

Full-Flow Filter
Turbo Oil Supply
Turbo Qil Drain

Minimum Size

No. 12
No. 6
No. 16

v. Hose Bends

Hose Size Inside Diameter
4 3/16
5 1/4
6 5/16
8 13/32
10 1/2
12 5/8

2-20

Outside Diameter

31/64 2

31/64 21/4
39/64 23/4
47/64 4 5/8
53/64 51/2
61/64 6 1/2

Center of Pilot Pin to Center of Cutter

Minimum Bend Radius



Table 2-2. Reference Data—Continued.

TM 5-3810-289-34

Hovs Siae Inside Dismeter Outalds Diamoter Minimwe Bend Radivg
16 7/8 113/64 73/8
20 11/8 131/64 9
o 24 13/8 123/32 B
w. Thermestols
Initial Final
High Range 1809 F 195V F
4. Bhovel Dimneasicas Tolerances and Wear Limbte
Manefacturer’s Desired Maximum
dimensions clesrance allewable wear
and toleransss and clearance
Comp pownis of in inohes
Mia Max. Min. Max.
Boom Point Suspension Sheave Bushing
2.507 2509 2.569™
.007 .011
Pin
2498 ) 2.500 2470
Boom Point Hoist Sheave Bushing
3.014 3.016 3.1147
.014 .020
Pin
2.996 3.000 2.940”
*Boom Foot Pin Bore
2.270 2.280 2.340"
020 034
Boom Foot Pin
2.246 2.250 1220
*Dipper Trip Guide Sheave ™ )
157 750 1.90™
010 016
Pin
744 747 747
Padlock Sheave Bushing
‘ 2.507 2.508 2.607"
.007 .010
Pin
2.498 2.500 24757
Dipper Door Bushing
2.046 2.078 2.200™
1046 081
Pin
1.997 2.000 1.875"
Shipper Shaft Bushing
3.515 3.517 35797
015 019
Shipper Shaft
3.498 3.500 3.470™
Crowd Drum Bushing
3.014 3.016 3.106™
014 020
Crowd Drum Pin
2.996 3.000 3.970"
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Section IV. REMOVAL AND INSTALLATION OF MAJOR COMPONENTS

2-9. General
This section contains instructions for removal and
installation of the crane-shovel engine assembly, 2-10.
2-10. Engine Assembly Removal and

Installation
a. Removal.

(1) Remove all lines, fittings and cables
necessary for removing the engine and identify each item
removed to facilitate the reassembly procedure.

(2) Refer to TM 5-3810-289-12 and remove
exhaust system components.

(3) Refer tolparagraph 4-2] and remove the

KEY TO FIGURE 2-1
1L.H. front p.nel

2 Mm

4 Sliding door

5 L.H. side panel

6 Rail, lower door

7 L.H. lower side r-m!

8 L.H. front pane

9 Center panel cover

10 Center panel cover

11 Center panel cover

12 Lower center I cover

13 L.H. guide rai

14 R H. guide rail H

15 L.H. front roof

16 L.H. front roof cover .

17 Serip 33 Sash

18 A—fnme cover 84 R.H. tront panel
19 L.H. front panel 3 Corner post

20 Btrip 36 Glass

21 Glase 37 R.H. door

22 Sesh 38 R.H. side panel
23 R.H. front roof 89 Radiator panel
24 Glass 40 Grab iron

25 Sesh 41 Corner post

28 Spring bracket 42 Rear roof

27 8pring bar 43 Grab irons

28 Serip 44 Stri

29 Lower R.H. center panel 45 R.H. rear dooe
30 Glase 46 L.H, rear door
81 Sesh 47 Corner post
32Glass 48 Rear lower rail

transmission chain.

(4) Refer to and remove cab
sections as required.

(5) Remove capscrews holding engine
supports to the revolving base [fig. 2-2).

(6) Screw lifting eyes tightly into tapped
holes provided in top of cylinder head and remove
engine.

b. Installation. Installation procedure is reverse of
removal, a above.

L ME 3810-220-1543-52

Figure 2-1. Cub assembly, exploded view.
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. HOIST CABLE

%
i
LIFTING EYES

[ 1

- o

REMOVE i
CAPSCREWS (8) -

ME 3810-289-34/2.3

Figure 2-2. Engine assembly removal and installation.
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CHAPTER 3
REPAIR OF ENGINE AND ACCESSORIES

Section I. ENGINE ACCESSORIES

3-1. Alternator Assembly

a. General The alternator sustains the operating
load requirements and at the same time recharges the
batteries for subsequent engine starts. The alternator is
self-rectifying, using six rectifier diodes to convert the AC
voltage to DC. Voltage regulation is provided by an
internally mounted voltage regulator assembly.

Caution: Before performing work on the
alternator or associated circuitry several precautions
should be observed to prevent damage to the
alternator.

(1) When installing a battery, always make
absolutely sure that the ground polarity of the battery and
ground polarity of alternator are the same.

(2) When connecting a charger to battery,
connect charger positive lead to battery positive terminal
and charger negative lead to battery negative terminal.

(3) Never operate an alternator on open
circuit. Make absolutely certain all connections in the
circuit are secure.

(4) Do not short across or ground any of the
terminals on the alternator.

(5) Do not attempt to polarize the alternator.
This procedure will almost certainly ruin the dicodes.

b. Removal Refer to TM 5-3810-289-12 and
remove the alternator.

C. Disassembly. Refer to and

disassemble alternator to the extent necessary to
perform the required maintenance.

d. Inspection and Repair. The frequency of
inspection is determined largely by the type of operating
conditions. High-speed operation, high temperatures,
and dust and dirt all increase the wear of brushes and
slip rings.

(1) Inspect terminals for corrosion and loose
connections.

(2) Inspect wiring for frayed insulation.

(3) Inspect mounting bolts for tightness.’

(4) Inspect belt for proper alinement and
tension. Inspect for excessive belt wear.

(5) Inspect slip rings and brushes. These
can be inspected through the end frame assembly.
Replace brushes if necessary. If slip rings are dirty,
clean with fine sandpaper.

Caution: Never clean slip rings with emery cloth.
Blow out with compressed air after sanding. If slip rings
are rough or out-of-round, alternator must be removed
and disassembled so slip rings can be trued in a lathe.
The minimum diameter to which the slip rings can be
undercut is 0.015 of an inch on each side or a total of
0.030 inch.

e. Reassembly. Reassemble alternator in reverse
of disassemblv, ¢ above.
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KEY TO|EIGURE 3-1

1 Screw, 1/4 20x 3/4 Fl. Hd.
2 Washer

3 Seal, sleeve

4 Key, 156 Sg. x'A Lg.

5 Fan & hub assembly

6 Seal, teflon lip (3)

7 O-ring

8 Screw, 1032 x 4% soc. hd.
(6)

9 Housing, anti-D.E.

10 Bearing

11 O-ring

12 Stator assembly

13 Rotor assembly

14 Seal

15 Mount rectifier ( -)

16 Mount rectifier( --

17 Bushing (3)

18 Insulator, mount (2)

19 Washer, insulation (5)

20 Washer, guard (4)

21 Lockwasher, #10 (2)

22 Screw, 10-32 x 5/8 rd. hd. (4)
23 Silicon rectifier (3)

24 Silicon rectifier (3)

25 Stud, 10-32 x 11/

26 Nut, 10-32 hex

27 Support, insulator

28 Screw, 8-32 x 3/8rd. hd. (2)
29 Intermediate housing assembly
30 Gasket

f. Testing.

(1) Bench test. Bench test complete unit as
follows:

(a) Make electrical connections as shown in

(b) Operate alternator at 2000 rpm.

(c) Adjust load resistor for 27.5 to 28-volt
reading on voltmeter. If voltage is above or below this
reading, readjust by removing pipe plug from top of drive
end housing and turning voltage adjusting screw with a
small screwdriver. Increase voltage by turning screw
counterclockwise; decrease by turning screw clockwise.

Note. Be sure to replace plug after adjustments
have been made, to keep out the dirt and moisture.

(d) The ammeter should read 55-60
amperes. A slightly low reading is an indication of an
open silicon rectifier. A considerably lower reading is an
indication of a shorted silicon rectifier. The latter is
usually accompanied by a hum or growling sound made
by the alternator.

(2) Rotor test. The rotor can be tested with
an ohmmeter and should read 7 to 7.8 ohms from slip
ring to slip ring.

Note. Slide the three insulating sleeves away from
the splices and unsolder the splices to disconnect rotor
from the rectifier.

(3) Stator test.

(@) Ground test. Connect a test light from
each stator lead to the stator core or frame of alternator.
If the bulb lights, the stator is grounded and must be
replaced.

TM 5-3810-289-34

61 Screw, ¥-2D x 1 1/8 soe. hd. (6)
31 Capacitor & lead assembly
32 Clamp

33 Screw, 842 x 3/8 fl. hd. (4)
34 Cover

35 Lockwasher, #8 (10)

36 Screw, 82 x ' rd hd (2 rqr)
37 Screw, 842 x 3/8fil. hd. (4)
38 Dowel pin

39 Brush holder

40 Washer, guard (2)

41 Screw, 832 x 7/16 rd hd. (2)
42 Brush (2 rqr)

43 Socket connector

44 Screw, 6-32 x 3/8 rd. hd. (2)
45 0-ring

46 Nut, 10-32 Hex.

47 Regulator assembly

48 Bearing

49 Spring

50Spacer

51 Screw, 10-342 x 5/8 soc. hd. (4)
52 Housing, D.E.

53 Pipe plug 'A-18

54 Gasket

55 Plate cover

56 Lockwasher, #6 (2)

57 Screw, flat hd. 6/32 (2,

58 Spacer

59 Washer, guard

60 Nut, 5/8-18 thd. lock

(b) Continuity test. Connect the test light
between each phase of the stator. If the bulb fails to
light, the stator is open and should be replaced.

(4) Negative heat sink-rectifier test (fig._3-3]
). The negative heat sink is grounded to the housing by
means of its mounting screws and stud. Be sure that
these screws are clean and tight so the negative heat
sink makes good contact with the housing. Connect
negative lead of ohmmeter to test point one and touch
positive lead to terminals 4, 5, and 6. A high resistance
reading should be obtained. If a low resistance reading
is obtained, the diode is shorted and must be replaced.

g. |Installation. Refer to TM 5-3810-28912 and
install the alternator.

CAUTION: ON NEGATIVE GROUND ALTERNATOR

CONNECT NEGATIVE BATTERY POST TO ALTERNA- .

TOR FRAME. LOAD
RHEQSTAT

JUMPER LEAD =

-
AMMETER

BATTERY

. J
VOLTMETER

3
~orrgpidrpoirsiasragerdiasosrg,

R
ALTERNATOR

Figure 3-2. Alternator test connections.
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Figure 3-3. Diode rectifier test

3-2. Fuel Pump Assembly
a. General.

(1) The fuel pump consists of a shut down
valve, pulsation damper, front drive cover, governor
plunger, throttle assembly, gear pump, governor spring
pack, filter screen cap, and tachometer drive.

(2) The gear pump section of the fuel pump
draws fuel from the fuel tank and delivers it, under
pressure, to the injector supply manifold under control of
the governing and metering sections of the fuel pump. In
this manner, the speed of the engine is controlled by the
fuel pump which, in turn, controls the supply of fuel to the
engine.

b. Removal.

(1) Remove pump fuel return line [(fig._3-4).

(2) Remove fuel line from solenoid
shutdown valve to fuel supply manifold (fig._3-5).

(3) Remove fuel pump mounting capscrews
and lockwashers and lift fuel pump from engine (fig.—34

[6). Discard gasket.

(4) Remove and discard buffer from
coupling.

c. Disassembly.
(1) Clean and mount.
(&) Clean outside of fuel pump thoroughly
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with an approved cleaning solvent. Remove lockwires
and seals.

Caution: Many solvent cleaners are injurious to
aluminum. Make sure your cleaner is suitable before
using it on aluminum.

REMOVE RETURN ;

LNE E

LOOSEN RETURN
LINE CONNECTION

LT

 ME 3810-289-34/3.4

Figure 3-4. Fuel pump return line removal,

T S

LOOSEN FUEL §
LY LINE

g

: | s REMOV
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E-- N .. -- i V‘j

B - LN b
©UME 3010-33601 5/ 6

Figure 3-5. Fuel supply line disconnection.
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Figure 3-6. Fuel pump removal.

(b) Mount fuel pump on ST-546 Pump
Mounting Plate and ST-302 Ball Joint Vise (fig._3-7).

(2) PT (Type G)fuelpump service cooling Kit.

(@) Remove check valve and orifice elbow
assembly from bottom or back side of fuel pump.

(b) Clean parts in clean fuel oil and dry with
compressed air blown through both ends.

(3) Shut-down valve.

(@) Remove capscrews, lockwashers and
flatwashers securing valve to top of main housing (fig. 3

[8).

(b) Lift off shutdown valve and discard
performed packing.

(4) Pulsation damper.

(@) Remove the capscrews, lockwashers
and flatwashers securing pulsation damper to gear
pump. Some dampers are fitting mounted and are
removed by screwing damper from fitting on gear pump

(fig._3-9).
packing.

(b) Lift off damper and discard performed

(5) Front drive cover.
(@) Remove capscrews, lockwashers and
flatwashers securing drive cover to main housing

[10).
(b) Tap edge of cover lightly with a plastic
hammer to loosen.

3-5

(c) Lift cover off dowels and discard gasket

fig. 3-11)).
Caution: Never use a steel hammer on

aluminum, or on a finished surface, it can cause
extensive damage.

(d) Remove weight assist plunger, spring
and shims from weight carrier assembly.

Figure 3-7. Fuel pump mounted to ST-546.
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ME 3810-289-34/3-9

Figure 3-9. Pulsation damper removal and installation.

REMOVE = B}
CAPSCREWS =
S .

Figure 3-10. Drive cover capscrew removal. Figure 3-11. Drive cover removal.



TM 5-3810-289-34

#
¥ ,
¥ ",
Et A

 ME 2810-289-34/3-9

Figure 3-8. Shut down valve removal.
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(6) Governor plunger.
plunger from barrel,[figure 3-12]
Caution:  Place plunger where it will not be
damaged, a slight nick can cause extensive damage.
(7) Throttle assembly.
(@) Compress nameplate retaining ring and
remove from groove.
(b) Pull throttle assembly from pump[figurel
[3=I3] The throttle shaft is a select fit in its sleeve and
sizes are identified by color code.
Caution: Handle throttle shaft with care.
(8) Gear pump.
(a8 Remove capscrews and lockwashers
securing gear pump to main housing.
(b) Tap side of gear pump with a plastic
hammer to loosen from dowels.
(c) Lift gear pump off and discard gasket;

Slide governor

(9) Governor spring-pack.

(@) Remove capscrews, lockwashers and
flat washers securing governor spring-pack cover to
main housing.

(b) Lift off cover and discard gasket[Tigurel

(c) Remove snap ring which holds governor
spring pack in sleeve with a pair of snap ring pliers.

(d) Remove high-speed spring, spring
retainer and shims from spring-pack housing.

(e) Remove idle-spring plunger guide, idle
spring or springs, idle spring plunger, and spring rest
washer

(10) Filter screen cap.

(a) Loosen filter screen cover on top of main
housing.

Figure 3-12. Governor plunger removal.

TM 5-3810-289-34

(b)  Lift cap, spring and filter screen
assembly from main housing; discard performed
packing. The screen assembly is made up of a screen,
magnet and two retainers. The bottom retainer has a
hole in center to permit fuel flow; this retainer is soldered
to the screen[figure 3-17|

REMOVE  §

 THROTTLE A
LASSEMBLY: . E L ME SE1Ge8B-18/ 0

Figure 3-13. Throttle assembly removal.

REMOVE GEAR |
PUMP

i
T .
e k& ne | ME SELIC B8 6

Flgure 3-14. Gear pump removal.



 REMOVE SPRING
PACK COVER

Figure 3-15. Spring pack cover removal.
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Figure 3-16. Spring pack assembly removal.
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REMOVE TACHOMETER

DRIVE ASSEMBLY \

Figure 3-18. Tachometer drive assembly removal.

INSTALL
TACHOMETER
COVER

4

i

Figure 3-19. Tachometer cover installation.

£ ME !alw"aa!m!«-:sj

Figure 3-20. Filter assembly installation.



(c) Clean magnet before reassembly; it is
soldered to top retainer and is designed to catch
particles of iron which are worn or chipped from pump
parts or enter with the fuel supply.

Note. Governors have double
arrangements. The upper screen can not
disassembled.

(11) Tachometer drive

(a) Remove tachometer drive cover screws.

(b) Lift drive cover and gasket from main
housing. Discard gaskets.

(c) Carefully drive tachometer drive
assembly from main housing, using a brass punch and
hammer,[figure 3-18]

(d) Remove seal from shaft and discard.

d. Assembly.

(1) Vise and holding figure. Mount the fuel
pump housing on Pump Mounting Plate ST-546 and Ball
Joint Vise ST-302.

(2) Tachometer drive.

(@) Install tachometer drive assembly into
fuel pump main housing. Press assembly into housing
using ST430 Mandrel.

(b) Press oil seal on the tachometer drive
with sealing lip down. Seal must seat on the drive
bushing.

screen
be

(c) Assemble tachometer cover and new
gasket to the fuel pump housing, [figure 3-19]

(d) Install screws and washers in cover.

(3) Filter screen

(&) Assembile the filter screen assembly into
the housing, the hole in the bottom retainer goes down,
figure 3-20

(b)
to hold in place.

(c) Position spring and tighten cover in
place. Torque cap to 25/30 ft.-lbs. Overtightening is not
necessary or desirable.

Note. MVS governors and special
governors contain two screen assemblies.

(4) Governor spring pack.

(a) Assemble screw into plunger guide,
place small copper washer over screw point inside
plunger guide,[figure 3-21] Place small idle spring into
plunger guide and place idle plunger (button) against
spring in plunger guide (fig._3-22). See table 2-2(5)o for
correct plunger to use. The plunger controls maximum
fuel pressure produced by the fuel pump. All plungers
with code number 170 or higher require adapter part
number 144676.

(b) Place the maximum-speed spring over
the rear of plunger guide and place shim against spring,
install retainer and snap ring securing assembly into
governor sleeve (fig._3-24).

Note. There are different maximum-peed spring

Install performed packing using grease

electric
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available and each is identified by color stripes. See
for tabulation.

Note. Shims are available in P0.005, 10.010 and
#0.020 inch thickness. The final number of shims must
be determined during fuel pump calibration.

© Install the spring: pack cover and gasket.
Install capscrews and washers securing cover to
housing.

(5) Gear pump.

(@) Assemble the gear pump to the main
housing using a new gasket, Locate notch
to upper right hand corner (looking from behind the fuel
pump).

Note. Use correct gasket and be sure it is
positioned correctly.

(b) Install capscrews, lock, washers and
plain washers: torque in increments to 7/9 ft-lbs, [figure 3-
Check gear pump rotation freedom.

(c) Install fuel inlet connection using a pipe
sealer. Use sealer sparingly to keep out of pump. Cover
connection to keep out dirt.

(d) Install cooling check valve and/or elbow
into top of gear pump.

(6) Throttle shaft (fig._3-27). Throttle shafts
vary with applications. Replace with identical throttle
shaft, if replaced ,[fable 2-2]

(a8) Install new O-ring on throttle shaft using
ST-835 Packing Tool Assembly for 1/2 inch (ST-422 for
larger) shaft to avoid damage to O-ring; oil before
assembly, [figure 3-28]

(b) Insert the throttle shaft in sleeve so the
"ears" of the stop are curved downward or if pin is used
so open side of pin is down, lubricate with fuel oil.

MF 28] 0-28%-1556-20

Figure 3-21. Washer being installed over plunger.
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PLUNGER

ME 2a10-280- 150521

i Ly

Figure 3-22. Governor plunger installation.

WF 2H10=28

igre 3-25. Gea pmp installation.

TORGUE GEAR
FUMP
CAPSCREWS

NEW STYLE

ME 3810-288-15/6-22
Figure 3-23. Governor idle plunger.

INSTALL SPRING

PACK SMAP RING

MR e i o Gl

Figure 3-24. Spring pack snap ring installation. ' : s
Figure 3-27. Current PT (type G) throttle shaft.
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RING
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Figure 3-30. Go

vernor plng, installation.

Caution:
go down.

Counter bored port on throttle must

(c) Install the snap ring and lock in the
groove in front of the nameplate,[figure 3-29]
(7) Throttle lever. Install the throttle lever on
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throttle shaft and tighten securely.

(8) Governor plunger. Lubricate and install
the plunger into barrel, Make sure plunger is
correct fit and correct number if replaced. Remark
governor barrel if oversize plunger is used, so size of
barrel and plunger correspond.

(9) Drive cover assembly.

(@) Place a new gasket over the drive
housing cover dowel pins.

(b) Place the assist plunger in the weight
shaft bore with spring and shims.

(c) Hold the governor weights in to hold the
assist plunger while assembling cover to housing,
meshing the tachometer gears, [figure 3-31.  Position
plunger drive tang horizontally-position weight carrier
horizontally.

Note. The weights straddle the governor plunger
driver.

(d) Assemble the capscrews, flat washers
and lockwashers securing cover to housing and torque to
90/95 inch pounds.

(10) Shutdown valve.

(a) Put grease on the O-ring and install the
shutdown valve on top the fuel pump housing.

(b) Secure with capscrews, lockwashers
and flatwashers.

(11) Pulsation damper.

(@) Put grease on O-ring and install damper
to the gear pump.

(b)
and flatwashers.

(12) Refer toltable 2-2] L, R, and T for fuel
pump test specifications.

e. Installation.

(1) Mount pump and new gasket to
compressor with buffer, [figure 3-32] or to accessory drive
flange with splined coupling.

(2) Install lockwashers and capscrews;
tighten mounting capscrews.

Secure with capscrews, lockwashers

(3) Install No. 10 fuel inlet hose to fuel
pump.
(4) Install fuel pump bypass or fuel coolant
line.
f. Adjustment.

(1) General. Before making fuel system
checks or adjustments on engine be sure the following
rules are observed:

(a) Engine is at operating temperature.

(b) Injectors are correct part number,
functionally satisfactory, flowed to specifications and
properly adjusted in engine.

(c) Camshaft is as specified for engine and
particular pump calibration and is in good condition.

(d) Pistons in use are those specified for the
particular pump calibration specifications.



INSTALL DRIVE
COVER TO
A MAIN HOUSING

i

 NYLON BUFFER
S NSTALLATION sy

32. Nyo buffer insta//in.
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(e) Instrumentation

tachometers) must have high accuracy.
Caution: Do not alter pump settings to satisfy
gages and tachometers of unknown accuracy.

() Vehicle throttle control linkage is
adjusted so full throttle is obtained and when released
throttle is stopped by front throttle adjusting screw
(throttle leakage adjusting screw).

Note. Vehicle throttle control linkage should have
a maximum throttle stop, so when fuel pump full throttle
is obtained override pressure will not be on throttle shaft.

(2) Governor setting.

(a) After fuel pump installation, engine must
be operated a sufficient period of time to purge all air
from the fuel system and to bring engine up to operating
temperature (at least 165 F. oil temperature).

Note. Idle speed adjustment should never be
made on a cold engine.

(b) Remove pipe plug from spring pack

(gages and
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cover.

(c) The idle adjusting screw is held in
position by a spring clip. Turn screw in to increase or out
to decrease the speed. Use ST-984 to adjust idle speed
while engine is running. This tool seals the spring pack
housing, permitting an accurate adjustment.

(d) Replace pipe plug when idle speed is
correct.

(e) The maximum and idle adjusting screws
are located on governor cover.

1. To adjust idle loosen rear idle adjusting
screw lock nut.

2. Screw adjusting screw in or out to get
speed required.

3. Tighten adjusting screw lock nut
immediately after adjustment to prevent air entrapment.

(f) Some problems with excessive vibrations
have occurred at engine idle speeds.

(g) In these cases it has been found that a
substantial amount of vibration can be eliminated by an
adjustment of the engine idle speed to compensate for
component cyclic vibrations present in each particular
application.

Note. The recommended idle speed is 625 RPM

(h) This is a reference speed and is
intended as a reference point. Judicious deviation from
this speed can be made although it should be noted that
extreme care must be taken to prevent new problems by
extreme variations in idle speed.

M Problems such as difficult gear
engagement can be encountered with excessively high
idle speeds. Poor load pickup can be a problem if idle
speeds are adjusted too low.

3-3. Shutdown Valve

a. General The shutdown valve controls fuel flow
from the pump to the injectors. The electric valve is
equipped with a knob which will open the valve in case of
electrical power failure. Keep knob in counter-clockwise
position to operate electrically.

b. Removal Refer to[figure 3-8]

c. Disassembly.

8} Remove screws and lockwashers
securing coil housing to valve housing (fig. 3-33).

(2) Remove coil housing (1,[fig. _3-34), fuel
shield (8), and O-ring (4). Discard O-ring.

(3) Remove spring washer (9) and plate-
type valve (10).

(4) If necessary, remove manual override
knob (3) and unscrew override shaft (7) from coil end.
Discard shaft O-ring (16).

d. Cleaning and Inspection.

(1) Clean all parts except the coil assembly
in an approved cleaning solvent.

Note. Do not wet the coil with solvent; instead,
wipe it clean with a lint free cloth.

20.
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(2) Visually check valve and valve seat for
wear, bonding failure or corrosion. Replace if necessary.
Valve seat should have a minimum seat 0.015 inch wide
[fig._3-35).

(3) Check coil assembly with an ohmmeter;
replace if below values given in[table 2-2

a-

o1 e Ee B R PRl R

Figure 3-36. Override shaft installation.

Ry LK

Figure 3-33. Screw removal from shutdown valve

CHECK SHAFT |

Figure 3-34. TiP DEPTH i
2 Housing, valve 10 Valve “*
3 Knob, override 11 Capscrew (2) i
4 0-ring, coil to housing. 12 Lockwasher (2)
5 Plug, pips 13 Washer, plain (2)
6 Screw, filter washer 14 O-ring Figure 3-37. Shaft tip depth check.

head (4)
7 Shaft, override 15 Connection
8 Shield, override 16 Shaft O-ring

SEALING SURFACE

Figure 3-35. “Plate type” valve inépéction.
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Figure 3-38. Valve assembly.

Caution: Be sure that starting switch is in off
position when checking coil.

(4) Refer to[table 2-2] (5) j. for current
solenoid valve coil assembly and coil resistances.
e. Assembly.
(1) If removed, install a new O-ring on

override shaft and coat with lubricant (fig. _3-36).

(2) Screw shaft into housing until it reaches
bottom of its bore. Use depth micrometer set at 0.118
inch and check distance from face of valve housing to tip
of shaft. If necessary, screw shaft out until it is 0.118
inch below housing face. Press on knob until it contacts
valve housing; thus it will act as a stop

(3) Seat valve into valve housing.

(4) Apply lubricant to housing O-ring and
seat in groove.

(5) Drop spring washer on valve with
concave side up and piloted around valve bore (fig. 34

(6) Place fuel shield (8, on coil
housing and secure to valve housing assembly with
lockwashers (12) and capscrews (11). Tighten
capscrews to 15/20 inch-pound torque.

(7) Energize valve and pump fluid through
valve at 300 psi. Deenergize valve; valve should with
stand the 300 psi load with no leakage through valve.

(8) Should leakage exist, check the main
body for nicks or depressions where body and place
come in contact. Check the rubber seal in the plate for
swelling or other defects.

f. Installation. Refer tofigure 3-8 and install valve.
3-4. Fuel Pump Housing

a. General. The fuel pump housing is the largest -
part of the fuel pump and contains the governor barrel
and throttle shaft. Other units attach to the housing.

b. Removal and Disassembly. Refer to[paragraph|
[3-2 andlfigure 3-391
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c. Inspection and Repair.
(1) Check drive shaft bushing for sign of
seizure or burs.
(2) Check drive shaft bushing 1.D. with
inside micrometers; if worn beyond 0.7525 inch replace

bushing.

(3) Remove worn bushing using a gage
chisel or half inch pipe tap. After tapping bushing, screw
a half inch pipe cap on a close nipple and screw the half
inch nipple into the bushing. Insert a punch through the
rear of the housing and drive out the bushing.

(4) Apply a thin coat of high pressure

lubricant to a new front drive shaft bushing; press
bushing into housing flush with housing bore using an
arbor press.

(5) Line ream bushing to 0.7495/0.7505 inch
with ST-490 Ream Fixture, and a well oiled 0.750 in. (3/4
in.) reamer (fig._3-40). Check bushing 1.D.
Installation.

d. Reassembly and Refer to

[paragraph 3-2 and[figure 3-39]

3 Housing Assembly 29 Plunger, governor

4 Clip 30 Pin, governor plunger

5 Plug 31 Sleeve, stop

6  Nut, throttle adjusting screw 32 Spacer, governor
plunger

7  Nut, throttle adjusting screw 33 Drive, governor plunger
8  Screw, throttle adjusting

9  Plate, name

Screw, drive, nameplate
Sleeve, throttle shaft

Seal, O-ring

Shatft, throttle

Spring, throttle shaft

Cover, throttle shaft

Ring, snap, throttle shaft cover
Pin, throttle stop

Plug, pipe

Clip, governor barrel

Dowel, ring

Gasket

Dowel, body to cover

Bushing, tachometer drive gear
Sleeve

Barrel assembly, plunger
Figure 3-39.



REAM DRIVE
SHAFT BUSHING

Figure 3-40. Drive shaft bushing reaming.

3-5. Pulsation Damper

a. Removal Refer to ffigure 3-9] and remove
pulsation damper.

b. Disassembly [fig._3-41).

Q) Remove mounting capscrews (2),
flatwashers (9) and lockwashers (4), and separate the
body (1) from plate (7).

(2) Remove the spring steel diaphragm (3),
nylon washer (10) and O-rings (5and 6); discard O-rings
and nylon washer.

c. Cleaning and inspection.

(1) Clean the body, plate and diaphragm in
solvent which is not harmful to aluminum.

(2) Check for corrosion, excessive wear, or
cracked plate or diaphragm.

Reassembly.

(1) Install new O-rings in grooves and new
nylon washer.

(2) Coat the diaphragm with OE10
lubricating oil and lay in cover plate.

(3) Assembly cover plate (7) to body (1);
secure with flatwashers (9), lockwashers (4) and cap

screws (2).

e. Installation. Refer to [figure 3-9] and install
damper.
3-6. Drive Cover Assembly

a. Removal. Refer to[paragraph 3-2|and|figure 3-|
[4Z]and remove drive cover assembly.

b. Disassembly and inspection.

(1) Check governor weight carrier shaft in
its bushing before removal.
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1 ‘\70"’

.

a » 7
1\
n »
1 Body, camper 6 O-ring, body to
2 Capscrew, body plate
to plate (2) 7 Plate, damper
3 Diaphragm, 8 Ring, sealing
damper 9 Washer, plain,
4 Lockwasher, body to plate (2)
to plate (2) 10 Washer, nylon

5 O-ring, body to body to plate
Figure 3-41. Pulsation damper, exploded view.

Figure 3-42. Drive cover assembly pressed from front
cover.

(a) excessive wear can be felt by moving
shaft from side to side in the bushing.

(b) Observe excessive lash between weight
shaft gear and drive gear.

Note.  Remove weight assist plunger if not
previously removed.
(2) To remove governor weight carrier

assembly from drive cover, heat housing in hot water
and use ST-709 Puller to pull weight shaft assembly and
bushing from front cover (fig. 343). The bushing is
locked on shaft with a snap ring (fig. 344) and will
usually(2) To remove of cover with weight shaft
assembly; however, if snap ring pulls off shaft leaving
bushing in front cover, use an internal engaging puller of
ST-709 to pullbushing.

(3) Remove fuel pump drive coupling
retainer capscrew (1[fig. 3-45), lockwasher (22) and flat
washer (24).



(4) Remove large snap ring from pump end
of drive shaft between drive cover and drive gear [(fig. 31

[ 44).

(5) Install a longer capscrew in place of
drive coupling retainer capscrew (1, [fig._3-45) press on
cap screw to press drive gear assembly from front cover
(11g. 3-42).

(6) Press drive shaft oil seals from drive
cover.

(7) Governor assembly can be disassemble
to change gear, weights and bushing. The governor
carrier and shaft can only be replaced as an assembly.
If shaft is 0.338/0.392 inch O.D. or smaller and requires
replacement, the use of 0.515/0.519 inch O.D. shaft and
carrier assembly and new bushing as replacement parts

is recommended ((fig. 3-45).

PULL WEIGHT
B SHAFT ASSEMBLY
WITH 5T-709

Figure 3-43. Weight shaft assembly being pulled with
ST-709.

BBt SEMOVE SNAP RING 3

-4

& FROM GROOVE

Figure 3-44. Snap ring removal from groove.
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MAINSHAFT  OVER AND GOVERNOR - FUEL PUMP

1 Capscrew, coupling 23 Snapring

2 half coupling 24 Wasbher, plain, coupling

3 Cover 25 Capscrew, cover

4 Seal (2) 26  Capscrew, cover (6)

5 Ball bearing 27  Gasket, cover to housing

6 Drive shaft gear 28  Lockwasher, cover

7 Tachometer drive gear 29  Lockwasher, cover (6)

8 Drive shaft 30  Washer, plain, cover

9 Weight carrier shaft bushing

10  Weight carrier (NSS) 31  Wasbher, plain, cover

11  Weight shaft (NSS) 32  Capscrew, pump to
accessory

12 Brazing wire drive (4)
13 Governor drive shaft gear

14 Weight pivot pin (2) 33 Coupling, fuel pump drive

15  Weight assist plunger 34  Gasket, pump to accessory
drive

16  Retaining ring 35  Lockwasher, pump to
accessory

17  Weight assist shim drive (4)

18 Weight assist spring 36  Nut, pump to accessory

drive
19 Washer thrust (4 rqr)(4)

20 Governor weight (2) 37 Washer, plain, pump to

accessory drive (4)
21 Governor drive key
22 Lockwasher coupling

Figure 3-45. Governor carrier weight assembly-exploded
view.
Caution: Governor weights can
replaced in pairs to maintain balance.
c. Replacement of Governor Weight Carrier Parts.

(1) If governor gear, shaft, weights or weight
carrier are damaged, press gear from shaft (fig._3-46).

(a) If removed, press on gear. Do not press
against weights as weight pins may be damaged. Press
against end of the carrier shaft.

(b) The rough beveled edge of gear goes
toward carrier weight and the smooth side goes toward
the bushing.

(2) Slip governor carrier bushing on the
carrier shaft with flanged end of bushing next to gear and
secure bushing with snap ring.

d. Disassembly of Drive Shaft.

(1) Press tachometer drive gear and
governor drive gear from drive shaft (fig._3-47).

Note. Press away from bearing because shaft has
a shoulder under bearing.

(2) Press drive bearing from shaft only if

bearing is rough or shaft has worn grooves.

only be



Figure 3-46. Gear removal from weight carrier.

PRESS TACHOMETER DRIVE
GEAR AND GOVERNOR
DRIVE GEAR

Figure 3-47. Tachometer drive gear and governor drive
gear being pressed.

e. Assembly of Drive Shatft.

(1) If bearing or shaft is replaced new,
lubricate shaft with Lubriplate or equivalent and press
bearing over shaft, pressing against inner race of
bearing, figure 348.

(2) Press governor drive gear to drive shaft
bearing over shaft.

(3) Press tachometer drive gear on shaft
and against governor drive gear,[figure 3-49]

Note. Check gear to make sure it matches with
tachometer gear to give proper rotation.

(4) Check to see if parts are firmly seated.

(5) Insert snap ring between ball bearing
and governor drive gear.

f. Assembly of Driver Cover.

(1) Clean all parts thoroughly with mineral

spirits or equivalent.
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(2) Press first oil seal into drive cover with
lip toward outside of pump, and press second oil seal
into drive cover with sealing lip toward inside of fuel
pump. Seals must be spaced so the "telltale” hole is not
covered/[figure 3-501

(3) Lubricate ST-419 Oil Seal Assembly
Tool and install tool over main shaft, figure 3-51.] Press
main shaft assembly into front cover and through seals.
Secure snap ring in cover groove,[figure 3-52]

(4) Install key and press coupling into
position on drive shaft. Press slow and straight.

(5) Install retainer flatwasher, lockwasher
and capscrew to shaft and tighten in place. Hold
coupling or main shaft in a copper-jawed vise while
tightening.

(6) Heat front cover in boiling water for 1 ¥
to 2.

FRELS DRIVE BEARING

O THAFT

Y R
PRESS TACHOMETER
GEAR ON SHAFT
4
~ ME B810-289-15/6-40

S T

Figure 3-49. Tachometer gear being pressed on drive
shatft.



IMSTALL DRIVE
COVER OIL
SEAL

ASSEMBLE OIL SEAL =

TOOL OVER MAIN

SHAFT W e B 2 e

Figure 3-51. ST-419 oil seal tool assembled over main
shatft.

SECURE SNAP RING
N GROOVE

Figure 3-52. Snap ring secured in groove.
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INSTALL ASSIST
PLUNGER

MEASURE ASSIST
PLUNGER c

PROTRUSION ;
Figure 3-54. Assist plunger protrusion measurement.

minutes.  Coat governor-carrier bushing with high
pressure grease such as Lubriplate, or equivalent, and
press assembly into front cover. Mesh gears to avoid
damage to them. The bushing shoulder must seat
against housing. Rotate weight assembly to be sure it
will turn completely in housing. If weight assembly will
not rotate it may be necessary to grind the housing so
the weights will rotate freely.

Caution: Do not press against weights. Press
against center of weight carrier shaft.

(7) Install shims, spring, and governor assist
plunger between governor weight and into bore of
governor weight carrier shaft,[figure 3-53]

Caution: Always check and assemble weight
assist plunger with smallest end of plunger to
weights. This will prevent weights from sticking.

(8) Use enough shims back of spring to
make governor assist plunger protrude above gasket
face of front cover. Gage protrusion with a dial depth

gage



having a base approximately 4 inches long.

(a) Place one leg of the depth mike base of
pedestal across the carrier walls and measure down to
the front cover gasket surface (no gasket)] figure 3-54]
Move the depth mike to the opposite side of the carrier
and again measure to the front cover gasket surface
directly across the cover from the previous measurement
(do not turn carrier or cover). Average these two
measurements. This procedure is necessary to
eliminate any possible influence of uneven carrier wall
heights.

(b)

carrier directly over the weight assist plunger.
down to the plunger. Do not depress spring.

(c) Substract "B" from the average
determined under "A". The result is the weight assist
protrusion.

g. Installation of Drive Cover. Refer to[paragraph|

3-7. Governor Plunger

a. Removal. Refer to paragraph 3-2]

b. Disassembly.

(1) If necessary, remove torque spring by
twisting spring off shoulder. Do not use a straight pull
which will stretch spring beyond its elastic limit so it has
to be replaced[figure 3-55]

(2) If governor plunger O.D.
replace as an assembly.

(3) If only thrust washer is worn, drive
retainer pin from plunger and pull governor plunger driver
from plunger,[figure 3-561

Note. The chamfer on small diameter thrust
washer is provided as -a relief for fillets of plunger driver.

(4) If it is necessary to remove stop sleeve,
press stop sleeve off shaft.

c. Assembly.

(1) If stop sleeve was removed, press stop
sleeve on plunger with notched end going on plunger first
(nothces toward governor barrel)[figure 3-55]

(2) Assemble plunger driver through thrust
washer and drive into plunger. Driver must have
interference fit in plunger.

(3) Drive retainer pin through the plunger
and plunger driver.

Note. The chamfered side of thrust washer must
be installed next to driver. There must be at lest O.00 to
0.006 inch clearance between washer face and driver so
washer will “float”, [figure 3-57]

Caution: The plunger has a lubricate finish.
Protect it by laying the plunger on a copper-jawed
vise a V-block to prevent damage to the finish when
installing pin.

(4) Install torque spring and shims as
required, put the small end of the spring on the shoulder
end of the plunger with a twisting motion to avoid
distorting the spring.

Position the depth mike across the
Measure

is worn,
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Note: The torque spring determines point of
maximum torque. In the engine, therefore, it is important
to avoid changing spring characteristics by careless
handling or assembly.

(5) |If torque spring is replaced with new
one, see table 2-{(5)r, and refer to fuel pump adjustment

(6) One type of plunger failure is caused by
excessive heat from contact of the stop collar and sleeve
during long periods of overspeeding. Plunger stop
collars machined from glass filled teflon eliminate this
type of failure

d. Installation. Refer to[figure 3-80

e %" Tretini¥, #
PR e e i
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Figure 3-55. Torque spring removal.

Figure 3-56. Governor plunger driver removal.



Figure 3-57. Clearance check between washer and
driver.

3-8. Gear Pump

a. General. The gear pump draws fuel from the
tank through a filter and supplies the fuel to the fuel
pump. Fuel at a given pressure is then routed to the
injectors.

Caution: Engines with integral cooling gear
pumps must not be run with the fuel bleed
hole plugged.

b. Removal Refer to[paragraph 3-2]

c. Disassembly.

(1) Remove capscrews securing gear cover
(1,[fig._3-58)) to housing (2).

(2) Install two long capscrews in cover and
drive against capscrew heads to remove gear cover from
dowels (4) in gear housing. Discard gasket (8).

(3) Lift drive and driven gears and shafts
from gear pump housing.

d. Cleaning and Inspection.

(1) Check pump shafts for wear or scoring;
discard if damaged. Replace shaft if worn smaller the
0.4998/0.5001 inch diameter.

(2) Check gear width If gears
are scored or worn badly, the gears must be replaced
(fig. 3-59).

(3) Check gear housing and cover for
scoring or wear; replace as needed. Check gear pocket
depth and

(4) Shaft bore in cover and housing should
be 0.5013/0.5016 inch 1.D. If gears are removed from
shaft, press gears on shaft 0.680/0.690 inch from
housing end of shaft. Oil shaft before assembly.

(5) Check lubrication holes in cover and
housing they be clean.

(6) Clean cooling kit components, if used,
and dry with compressed air.
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GEAR PUMP /61TH StITECPAL CEAOUNG

Ball check valve
Washer, plain,
cover to housing

1  Gear pump cover 13
2 Gear pump housing 14

3 Capscrew (6) 15 Gasket, pump to
housing

4 Cover to housing dowel (2) 16 Elbow

5  Lockwasher (3) 17 Adapter

6  Pipe plug

7  Capscrew, cover to housing(2)

8  Gasket, pump cover

9  Pump gear (2)

10 Dowel ring

11 Drive shaft
12 Driver shaft

Figure 3-58. Gear pump with integral cooling, exploded
view.

£

\ CHECK DEPTH OF
FAR POYCKET

FiA,

Figure 3-60. Gear pocket depth check.



Note. If shaft bore is scored 1/3 of circumference
or more in cover or housing, scrap part. If scored less
than 1/3 clean up and reuse pat.

e. Reassembly.

(1) Lubricate and slide shafts and gears into
cover. Make sure parts are clean.

(2) Position new gasket (8) and install
housing to cover. Aline locating notches together

[61).

Note.  Location of notches determine pump
rotation.

(3) Secure cover to housing with dowels,
cap screws and lockwashers. Tighten capscrews to
13/17 foot pounds (fig. "3-62)] Check to see that pump
turns freely with finger pressure.

Note. Total gear backlash must b 0.001/0.004
inch. The drive shaft must protrude 2 370/2 412 inch
from the housing End clear mace should not exceed
0.0015 inch nor be less than 0.0009 inch.

Caution: If pump binds or has excessive play,
check for error in assembly which must be corrected
to prevent early pump failure.

/ - . F——_

Figure 3-61. Locating notches.

Figure 3-62. Gear pump capscrews torque.

3-9. Governor Spring Pack
a. General. The governor spring pack consists of
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the idle and maximum or high-speed springs, plungers,
adjusting screw and shims. The springs control engine
speed and adjustments are made by the shims or
adjusting screw.

b. Removal Refer to[paragraph 3-2]

c. Disassembly of Automotive Governor.

(1) Remove capscrews (16 and 17,[fig._3
lockwashers (19), and flatwashers (20) securing
governor spring pack cover (1) to main housing.

(2) Lift off cover (ig.__3-15) and discard
gasket (18[fig. 3-63).

(3) Remove snap ring (12) which holds
governor spring pack in sleeve, with a pair of snap ring
pliers.

(4) Remove governor spring (3), spring
retainer (11) and shims (2) from spring pack cover (1).

(5) Remove idle spring plunger guide (7),
idle spring (9, or springs, idle spring plunger (5, , and
spring rest washer. [fig._3-16).

d. Disassembly of Mechanical Variable Speed
Governor PT(type G) (fffig._3-64).

(1) Remove filter screen assembly [fig._3
[17), which is made up of cap, cap seal, spring, upper
and lower filter screen, O-ring, and O-ring retainer [(fig. 31

[65).

(2) Remove capscrews and washers
securing MVS governor to main housing.  Lift off
governor and discard O-ring packing.

Spring pack cover

Governor spring shim

Governor spring

Idle spring plunger adapter

Idle spring plunger

Idle adjusting screw clip

Plunger guide

Screw, idle adjusting

Idle spring

10 Washer, adjusting screw

11 Spring retainer

12 Snapring

13 Pipe plug

14 Seal (2)

15 Seal wire (2)

16 Capscrew, spring pack cover

17 Capscrew, spring pack cover (3)
18 Spring pack cover gasket

19 Lockwasher, spring pack cover (4)
20 Washer, plain, spring pack cover (4)

©CoOoO~NOUO_WNPRE

Figure 3-63. Automotive governor - exploded view.
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Figure 3-64. 24 Snap ring
2 Gasket 25 Idle Spring

3 Governor barrel
4 Governor housing
5 Pipe plug2)

6 Pipe plug

7 Plunger

8 Spring

9 Lockwasher, cover to housing (4)
Spring and idle pack

Spring pack

Cover and bushing

10 Cover (NSS)

11 Throttle shaft bushing(2t

12 Spring pack housing

13 Nut, adjusting screw (2)

14 Nut, adjusting screw (2

15 Throttle shaft "0" ring (2)
capscrew

16 Throttle plunger

17 Screw, adjusting (2

18 Screw, throttle shaft

19 Throttle shaft

20 Throttle shaft stop

21 Washer, adjusting screw (4)
22 Governor spring plunger

23 Governor spring retainer

26 Adapter plate O-ring

27 Adapter plate

28 Governor spring shim

29 Washer, plain, (4)

30 Shim

31 Shim

32 Shim

33 Governor spring shim
34 Governor spring shim

35 Governor spring shim

36 Governor spring

37 Governor housing adapte
38 Swivel block

39 Capscrew, throttle lever
40 Throttle lever

41 Lockwasher, throttle levt
42 Nut, throttle lever

43 Cotter pin

44 Screw, swivel block

45 Washer, throttle lever (21
46 O-ring packing

47 O-ring packing

48 Seal governor housing
49 Capscrew, governor hous
50 Washer, swivel block

fa——— UNSCREW
FILTER CAP

FILTER CAP SEAL

%‘—— FILTER SPRING

@h— FILTER SCREEN

D> — o rinG
g.___ "O" RING RETAINER

————FILTER SCREEN

Figure 3-65. Fuel filter scree - MV'S governor type.

(3) Screw adapter (37 fig._3-64) from top of

main housing if damaged.

(4) Remove capscrews (1), flatwashers (29)
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and lockwashers (9) securing cover (10) to governor
housing (4). Lift off cover and discard gasket (2).

(5) Remove cover to housing plate.(27).
Discard O-ring (26).

(6) Remove governor spring (36), plunger
(16) and shims (33, 34, 35).

(7) Remove snap ring (24) from plunger

(8) Remove shims (30, 31, 32) from plunger

housing.

housing.
(9) Remove spring retainer (23), idler spring
(25) and spring plunger (22).
(10) Remove small snap ring (8) and small
plunger (7).
(11)
governor stop (20) on throttle shaft (19).
shaft from cover and discard O-ring (15).
e. Replacement of Governor Barrel.
paragraph 3-10|
f. Cleaning and Inspection.
(1) Replace shaft bushing (11,[fig. _3-64) if
worn beyond sealing capacity. Bushing I.D. should be
0.560/0.561 inch after assembly.

Remove set screw (18) securing
Pull throttle

Refer to

(2) Wash parts in a solvent that is not
harmful to aluminum.
(3) Inspect parts for scoring, pitting and

wear.

(4) Check plunger to barrel clearance. It
should be 0.0001/0.0005 inch. Oversize plungers are
available[(table 2-2(5(k A.

g. Reassembly of Automotive Governor.

(1) Assemble screw (8, [fig.3-63) into
plunger guide (7), place small copper washer (10) over-
screw point inside plunger guide (fig._3-21)l Place small
idle spring (9, [fig. 3-63) into plunger guide and place idle
plunger (5) against spring in plunger guide (fig. _3-22).
The plunger controls maximum fuel pressure produced
by the fuel pump.

(2) Place the governor spring (3,[fig._3-63)
over the rear of plunger guide (7) and place shim (2)
against spring; install retainer (11) and snap ring(12)
securing assembly into governor sleeve

Note. There are different maximum-speed sprlngs
available and each is identified by color stripes. (See
[table 2-3, (5) k.)

Note. Shims are available in 0.005, 0.010 and
0.020 inch thickness. The final number of shims must
be determined during fuel pump calibration.

(3) Install the spring-pack cover (1, [fig._34
and gasket. Install capscrews and washers securing
cover to housing.

(4) Install lockwire, twist up tight and snap
seal over lockwire.

h. Reassembly of Mechanical
Governor PT (type G).

(1) Install snap ring (8, [fig. _3-64) on plunger
(7) and insert plunger in main housing (4). Plunger must

Variable Speed



drop freely of own weight into barrel.

Note. If fitting oversize plunger to worn barrel or if
new plunger does not drop freely into new barrel it will be
necessary to lap the plunger to the barrel. Do not over
do this operation. Too much clearance increases throttle
leakage and results in slow deceleration.

(2) Install new O-ring (15, fig.__3-64) on
throttle shaft (19) and insert shaft in cover (10) through
throttle stop (20) with set screw (18).

(3) Slide plunger housing into plate and
place assembly up against the governor barrel (3). If
housing is loose in plate, add shims between housing
and governor barrel until housing is tight and plate is
spaced .003/.005 inch from barrel and sleeve assembly.
Retain remainder of shims until later in calibration.

(4) Install large snap ring (24) in groove
inside plunger housing.

(5) Install 0.030 inch of shims into housing
from flange end so they seat on snap ring.

Note. Too few shims will result in stalling or too
little throttle leakage. Too many shims will cause slow
deceleration or excessive throttle leakage; therefore, the
number of shims may vary from the 0.030 inch total
specified after engine is started, although experience
indicates 0.030 inch is correct in most cases.

(6) Slide plunger (22), spring (25) and shims
(30, 31, 32) (usually about 0.100 inch of shim) into
housing (12) from rear end.

(7) Slip spring and guide into plunger.

(8) Place gasket (2) over cover (10) and
position plate (27) on gasket.

(9) Carefully slide housing with springs and
plungers in plate.

(10) Install Oaring (26) into plate groove;
add shims as determined in step (3) above, and tighten
spring pack assembly to housing with capscrews,
lockwashers and flatwashers.

i. Installation. Refer to[paragraph 3-2]

3-10. Governor Barrel

a. Inspection.

(1) Check governor barrel and plunger
visually for wear.

(2) If worn, replace governor plunger with a
one or two class larger plunger and lap to fit with No. 80
fine grit lapping compound, Remove all
lapping compound from parts (flush thoroughly).

Note. Plunger must drop into barrel of its own
weight. Proper fit can best be judged by comparison with
a new assembly.

b. Removal.

Note. If governor barrel is worn too large for a
Class 7 governor plunger on PT (type G) pumps it will be
*necessary to replace the governor barrel.

Caution: Check through plug hole in bottom of
PT (type G) pump for spring dowel which secure
barrel before attempting to remove governor barrel.
To pull spring dowel, insert wire hook into hole
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provided [figure 3-67
(1) Remove the 1/8 in. N.P.T.F. pipe plug

from opposite end of housing so a 0.339 inch diameter
rod may be inserted to press out the governor barrel.
Heat housing and barrel assembly in ’boiling water for 1
1/2-2 minutes or in an oven at 3250-3500F. Press barrel
from housings

(2) After removing the governor barrel, the
aluminum governor barrel housing bore should be
visually inspected for cracks, pits, scores, or other
defects. In the event such defects are found, the
housing should be discarded.

3 Check barrel bore in housing to
determine whether standard (1.5020/1.5015 O.D.) barrel,
0.010 inch or 0.020 inch oversize must be used.
Minimum 0.001 inch interference fit is required. Check
bore for score marks, remove if found.

LAP GOVERMNOR
PLUNGER TO
BARREL

Figure 3-66. Governor plunger being lapped to burrel.

;""'-J'\r-.'._ L

W 7

o s

e

REMOVE LOCK CLI
FROM

PUMP H(¢

Figure 3-67. Locking clip being removed from bottom of
fuel pump housing.



Figure 3-68. Center line being scribed on governor
barrel.

Figure 3-69. Cente} line being scribed on fuel pump
housing.

c. Installation.

(1) To locate a new governor barrel in the
housing, scribe a center line on barrel and housing, lining
up the fuel passages so fuel now will not be restricted,
[figure 3-68]and figure 3-69.1

(2) Heat housing in oven to 300 F.

(3) Cool barrel in dry ice or other method.

(4) Coat new governor barrel with high
pressure lubricant.

(5) Drop spring pack housing in place.

(6) Place governor barrel in housing bore
with chamfered end first and location pin hole on bottom
side, lining up scribe marks, then press barrel in housing
with arbor press until it bottoms against spring pack
housing. This is important to aline barrel retaining pin
holes. Scribe marks must aline within 0.040 inch to
assure indexing of the vent holes.

Note. When installing the governor barrel into the
heated housing, the pressure applied to governor barrel
should not be released for 15-20 seconds after the
governor barrel is pressed into the housing. Tests have
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indicated that this continued pressure is necessary to
make certain the entering flat face of the governor barrel
maintains contact with the housing when both the
housing and barrel have cooled. There is a tendency for
the governor barrel to "pop out" approximately 0.010-
0.030 inch out of the heated housing.

(7) Select a new Class 2 (green color code)
plunger and attempt to fit it in barrel, if plunger enters, try
a Class 3 (yellow). Keep trying larger sizes until one will
not enter barrel, then select one two sizes smaller for
use. Plunger must drop into bore of its own weight.
Lapping may be required to obtain desired plunger fit.
Use caution and clean thoroughly if lapped. See

[2]and/figure 3-70 for class size and color codes.

(8) Brush plunger lightly with crocus cloth to
remove any lubrite crystals.

(9) Check plunger fit with a new fuel pump
assembly as a fit comparison.

(10) If lapping is necessary, see steps 2 and
7 above.

(11) Install spring dowel into bottom of
barrel with ST-853 Driver with slot of pin to front of
housing|[figure 3-71]

Figure 3-70. Current PT (type G) governor plunger.

3-11. Fuel Pump Filter Screen

a. Removal Refer to[paragraph 3-2]c (10).

b. Disassembly. There are two screen
assemblies. The top screen cannot be disassembled,
but the bottom one can[figure 3-65]

c. Cleaning and Inspection.

&8} Clean upper and lower screen
assemblies and retainers in fuel oil and dry with
compressed air.

(2) Inspect screens for breaks or holes in
mesh or other damage.

(3) Replace worn or damaged parts.

d. Assembly and Installation.



Figure 3-71. Spring dowel installation in bottom of fuel
pump housing.

(1) Install lower screen; one with holes in
each end.

(2) Install screen retainer and new O-ring
packing.

(3) Install upper screen; hole down.

(4) Install spring.

(5) Lubricate new O-ring packing and place
on cap.

(6) Install cap and torque to 25/30 ft. Ibs.
3-12. Tachometar Drive

a. Removal Refer to[paragraph 3-2]

b. Disasse7n !9.

(1) Remove oil seal from tachometer drive
shaft.

(2) Press tachometer drive shaft from drive
gear and bushing if the gear is badly worn or shaft at
bushing are galling or scoring check shaft O.D. it should
be 0.3100/0.3105 in. and bushing I.D. should be
0.312/0.313 in. Replace if necessary.

C. Assembly. Place bronze bushing on
tachometer shaft with chamfered end of bushing toward
gear end. Press gear onto shaft until flush with end of
shaft[figure 3-72] Check to see that shaft turns freely in

bushing.
Note. Cheek gear to make sure it matches with
tachometer drive gear, [figure 3-73]

d. Installation. Refer to figure 3-19!
3-13. Fuel Injectors
a. General. The PT injector is a simple
mechanical unit which receives fuel from the fuel pump
under pressure. It then meters, injects and atomizes it
through five injector cup spray holes into the combustion
chamber.
b. Removal
(1) Remove injector holddown capscrews.
(2) Pry injectors loose and remove from
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head, _
Figure 3-72.

Figure 3-73. Tachometer gear.

figure 3-74 being careful not to damage injector cup tips.

(3) Number each injector according to the

cylinder from which it was removed; l)lace in drain rack.
c. Disassembly.

(1) Lift out injector plunger and spring.
Remove spring from plunger and then place plunger in
body.

Note Injector bodies and plungers are class fit, do
not interchange.

(2) Place injector in ST-569 Holding Fixture
so the fixture spring tension is against injector plunger.
Use spacers listed in[table 2-2] to get required spring
tension, [figure 3-75.1

Note. Do not remove adjustable office plug from
inlet drilling.

(3) Remove injector cup with injector cup
wrench listed in[table 2-2]

Caution: Do not place injector body in vise to
remove injector cup.
d. Cleaning.

(1) Clean injector parts thoroughly of any
carbon or varnish by soaking in an approved solvent.

(2) Neutralize solvent after cleaning by
dipping parts in mineral spirits.

(3) Dry with clean compressed air.

Caution: Do not use drills or other instruments
to clean cup holes that will alter size of



holes. Wires may be used if a smaller size wire is
used than the spray hole.

(4) A clean shop, clean tools and good
cleaning practices are essential to good injector repair.
Most injector failures occur because of dirt. Clean all
parts before assembly:

ST-569
HOLDING
FIXTURE
FLANGED :
INJECTOR

Figure 3-75. Injector in ST-569 holding fixture.

e. Inspection.

(1) Injector cup.

(a) Inspect injector spray holes and tip with
magnifying glass. Compare with new cup shown in
Discard cup if any of the following conditions
exist.

1. Abrasive wear: This wear can begin
internally; therefore, inspect both interior and exterior,

2. Corrosion damage and effect of
excessive heat: This condition usually results from high
acid or sulpher content in fuel or overload operating

conditions, figure 3-78|
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3. Enlarged or distorted spray holes:
Caused by cleaning with drills or other instruments.

(b) Inspect cup for plunger seat pattern. If
plunger seat covers 40 per cent continuous area around
cup cone or plunger bore, it is possible cup may be
reused. Seat location is not important,[figure 3-791

Caution: Never alter size of injector cup
spray holes.

(2) Injector body.

(@) Inspect injector body plunger bore for
scoring. If scores are not too deep, injector body should
be honed and fitted with an oversized plunger.

(b) Use a strong magnifying glass to check
for burs, carbon and distorted radii in orifices. When
injector orifices are damaged, the injector will not
function properly. Do not attempt cleaning with , wires,
plug gages, etc; use solvent cleaners.

(c) Check injector inlet and drain connection
holes for mutilation to threads and copper gasket
surface, if multilated mark for repair.

(3) Injector plunger.

(@) Check closely for metal seizure. As a
rule this is the only true indication of scuffing or scoring.

(b) Bright spots or surface disruption at top
of plunger, on opposite side at bottom of plunger or at
mid-point, usually are normal results of rocker lever
thrust action. Unless metal is displaced or wear is
measurable at these points, the plunger may be reused.
If worn excessively install a new plunger.

cup TiP\

Figure 3-76. New injector cup tip.

(c) Narrow streaks running the length of the
plunger usually are the result of the varying thickness of
penetrate treatment used to prevent rusting and the
plunger is satisfactory for reuse unless a surface
disruption is evident.

(4) Injector spring.

(@) Check spring for excessive wear or
multilation.

(b) Test spring tension on spring tester,

that is capable of very accurate
measurements
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Figure 3-77. Worn injector cup tip.

CORROSION

= &

Figure 3-78. Corroded injector cup tip.

CONTINUOUS
PATTERN STAR PATTERN  BROKEN PATTERN

O

GOOD SEAT BAD SEAT BAD SEAT
Figure 3-79. Seat pattern of plunger in cup.

of spring lengths and applied load by means standards
and dial indicator gage,[table 2-2]

(c) If injector springs compress to
dimensions shown, at less than load indicated under -
"wear limits", springs must be discarded,[figure 3-81]and
[fable 2-215).

f. Repair

(1) Plunger link replacement.

(@) Replace plunger link if worn excessively
seelfigure 3-82

(b) A collet type hand tap holder, such as
shown in [figure 3-83 may be used to pull sleeve type
injector links:

1. Place tap holder over link and tighten

holder.
2. Hold plunger and give tap holder a quick pull.
Note. Do not put plunger in vise to pull link.
(c) Place new retaining ring on new plunger
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link and press link into place, [figure 3-84. If sleeve type
retainer, press retainer flush to 0.010 inch below bore
surface.
Caution: Handle injector plunger with care to
prevent damage which could render it useless.
(2) PT flanged injector body.
(@) If connection threads in body were
marked for repair, clean threads with a -1/2-20 tap.
(b) Repair connection gasket surface if
mutilated with ST-542.
1. Screw pilot of ST-542 into inlet or drain
connection to be spot faced.
2. Pilot cutter of ST-542 over pilot.
e. Turn cutter until a good gasket seat is cut,

4. Clean body thoroughly after repair.

SPRING
TESTER

= INJECTOR
: SPRING

9337

MY SR§0-ZEG-1576/8

Figure 3-81. Injector spring.
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NEW LINK WORN LINK

Figure 3-82. Plunger link wear.

Figure 3-85. Repairing inlet and drain connection
surfaces with ST-542.

Figure 3-86. Installing O-ring with assembly tool.

Figure 3-83. Pulling link with a tap holder.

LINK
SLEEVE
PLUNGER
"SLEEVE" TYPE
Figure 3-84. Plunger link assembly. Figure 3-87. Injector cup gasket markings.
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SIZE MARKING
ON PLUNGER

L

Figure 3-88. Size marking location on plunger.

NO. HOLE

=N

7y

HOLE
SPRAY
5T-790 ANGLE
DELIVERY

FLOW CODE

FLANGED
Figure 3-89. Size markings on injector body.

g. Assembly.

(1) Install new O-ring with proper assembly
tool listed below each time cup is removed,[figure 3-86]

(@) Dip O-ring in clean lubricating oil or
liquid soap.

(b) Assemble proper tool over threaded end
of injector body,[fable 2-2]

(c) Slide O-ring over tool into groove.

(2) Select new injector cup gasket
corresponding to plunger body size [figure 3-87fable 2-2]
See [figure 3-8§ for location of size markings on plunger
andfigure 3-89Ifor body markings.

Note. When PT flanged injectors are fitted with
oversize plungers, thicker cup gaskets are used to provide the
original relationship between plunger and metering orifice.

(3) Install proper cup on injector body finger
tight (fig._3-90). Back cup up one half turn.

(4) Immerse injector plunger in clean
injector test oil and install in body without spring and
place injector in ST-569 with correct spacer to align
plunger in body. Tighten cup to specified torque with cup
wrench listed in[table 2-2]

Note. Two types of injector cup wrenches have been
used, three spline and six spline, always use the six spline

wrench if possible [figure 3-911

Note. Unless proper gasket is used with corresponding
body and plunger, the engine will develop a miss on cylinder
containing the improperly rebuilt injector.

(5) Check injector assembly plunger seating
on ST-570 or ST-990, preferably ST-990 if available.
(6) Remove injector plunger from body;
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lubricate plunger with test oil. Install injector spring and
plunger in correct body; check to see that it does not bind
as it seats in cup.

(7) Fill injector body two-thirds full of clean
fuel. Insert plunger forcing fuel out cup spray holes to
see that they are open and clean.

h. Installation.

(1) Clean the injector sleeve with a clean
cloth wrapped around a wooden stick. Never use a
screwdriver or other metal device for this operation; a
scratched injector sleeve may cause a compression

HOLES SIZE ANGLE

HOLES SIZE ANGLE

B 007 17 U.S,a,

T e A}

[ 7 006 4 U.S.A,j

Figure 3-91. Injector cup wrenches.
(2) Place all injectors in injector bores in

cylinder head[figure 3-92]

Note. When installing injectors in engine, position
injector plunger so class marks on plunger sleeves are
centered between fuel connection openings.

Caution: Be careful not to damage injector
cup tips.

(3 ) Start, but do not tighten, hold-down
capscrews into injector mounting holes in cylinder head.

(4) Place new gaskets on fuel inlet and
drain connections; install drain connections in left holes
and inlet connections in right holes of injectors.

(5) Start fuel connections into injectors;
approximately three turns are required to align injector
body with fuel connections.

(6) Tighten injector hold-down capscrews
with torque wrench in alternate steps to 12 ft.-lbs., figure



3-93; begin tightening sequence with capscrew on
opposite side of inlet and drain connections.
Caution: Excessive tightening may distort
valve seats or crack cylinder head.
(7) Tighten inlet and drain connections to
20/25ft.-Ibs.,[figure 3-94] Be sure that wrench engages
nuts next to connection springs.

CYLIMDER
HEAD

iNJECTOP

HOLD-DOWN
CAPSCREWS gg

*@%

o C‘(u NDEP HEAD
Figure 3-93. Torqumg injector holddown capscrews.

3-14. Injector Sleeves
a. Removal

(1) Remove worn flange-mounted injector
sleeves by cutting them from cylinder head with a 3/8
inch cutting tool) and driving out from lower end.

(2) Remove all foreign material from injector
sleeve sealing are area.

b. Inspector Sleeve.

(1) Note results of water test. Leaks
indicate need for replacement. Refer to[paragraph 3-30c
for water test.

(2) Visually check sleeves which pass the
water test for scratches on cup seat area and mark for
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Figure 3-94. Torquing fuel inlet and rain connection.

replacement if seat area is scratched.

(3) Lightly coat a new injector cup) on
injector body with Prussian Blue. Install in injector sleeve
and torque injector into injector sleeve evenly to
operating tension. Remove and check seat pattern. If
indicated seat width does not show at least 0.060 in wide
continuous contact, mark sleeve for replacement.

(4) Check seat depth.

(@) Install injector assembly.  Torque,
injector capscrews to 10/12 ft.-lbs. If so equipped,
torque
nylock capscrews to 12/14 ft.-Ibs.

(b) Measure tip protrusion with dial indicator
as shown in Injector cup tips should
protrude 0.040/0.055 in. beyond cylinder head milled
surface. Maximum allowable protrusion is 0.065 in.

c. Repair.

(1) Machine bead in sleeve seat area of
head, if not previously beaded, with ST-839/figure 3-96I
This will provide an improved seal.

(2) Install the bead cutter in ST-379-1 Seat
Cutter Holder and position with ST-843 Seat Cutter Pilot
in a drill press. Set drill press speed at not more than 75
rpm. Cutter may be turned by hand using a tap wrench.

Caution: Chattering may occur if drill press
speed is over 75 rpm.

(3) Place cylinder head on drill press table,
allowing clearance for the end of the bead cutter to
protrude below the head surface into a pilot. The pilot
can be made by recessing a '%2 inch drill bushing in a
plate which is centered below the drill spindle and
secured in place.

(4) Before starting drill press motor, insert
cutter, adapter and pilot into injector bore to insure
proper alignment.

(5) Lift cutter, adapter and pilot, lubricate
cutter with cutting oil and start cutting operation, applying
a steady moderate pressure.



Figure 3-95. Measuring injector tip protrusion.

Figure 3-96. Sleeve seat bead and chamfer location.

T \  SLEEVE DRIVER 5T-566

Figure 3-97. Installing injector sleeve.
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4 I_.,__.__._ EXPANDING ROLLER
] ST=2%7

\ INJECTOR

SLEEVE

1

Figure 3-98. Sealing upper end of injector sleeve with
ST-297.
Caution: Do not cut more than 0.010 in. deep.

(6) When the proper depth has been
obtained, allow the cutter to dwell for approximately 10
seconds to insure a good seat and clean grooves.

(7) Lubricate and install ST-825 Cutter,
adapter and ST-843 pilot. Attach a tap wrench to the
adapter and rotate, applying a light even pressure. The
ST-825 Cutter is used to cut a 30 degree angle chamfer
at the lower edge of the 60 degree seat. When the
upper end of the 30 degree angle chamfer is
approximately 9/64 inch from the bottom bead, remove
cutter, adapter and pilot.

(8) Remove bluing from 60 degree seat.

d. Installation.

(1) Drive in injector sleeve with ST-566
injector sleeve driver[figure 3-97]

(2) Remove driver from injector sleeve and
install injector sleeve holding tool ST-923 or ST483.

(3) Seal upper portion of sleeves with
expanding roller, ST-297, Apply force to
expand rollers until sleeve upper diameter reaches
1.375/1.380 in.

(4) Remove the injector hold down tool.

(5) Seal injector sleeve in lower seating
(tapered) area with Angle Roller Tool, ST-819, [figure 3-|

(6) With roller in drill press set at 250 rpm,
apply 500/650 Ibs. axial force for 30 seconds. Lubricate
roller during this operation.

(7) Cut injector seat to provide proper
injector seat and injector tip protrusion. Use ST379
seating cutter and ST-379-2 pilot tool. It is very
important that the cutter be ground to the exact
dimensions shown in{figure 3-100

(8) To determine amount of cut, install
injector and measure tip protrusion. Depth of cut should
provide 0.040/0.055 inch protrusion of injector cup tip
beyond milled face of cylinder head. Maximum allowable
injector cup protrusion is 0.065 inch.



Figure 3-99. Sealing lower end of injector sleeve.

Figure 3-100. ST-397-3 injector seat cutter dimensions
(inches).

11 0.0937

12 0 923/0.925

13 0.0053/0.0073

30.3161
4 0.145/0.155
50.300/0 310

6 0.3125 14 0.0015/0.0025
7 0.0937 15 0.040/0.060 R
8 0.250

3-15. Clutch Assembly
a. Removal and Disassembly.

(1) Pull shaft and housing assembly.

(a) Disconnect control rod from shifter arm
outside housing.

(b)  Disconnect transmission chain and
remove from small sprocket (TM 5-3810-289-12).

(c) Remove 12 clutch housing bolts (TM 5-
3810-289-12).

(d) Remove clutch power take-off as a unit
leaving driving ring bolted to flywheel.

(e) Press off pilot bearing (29, [fig. _3-101),
the remove hub nut (28) and lockwasher (27).

(f) Remove clutch with a few sharp taps on
end of shaft with soft hammer. (Shaft in hub is tapered).
(g) Loosen operating shaft (15) by unclamping two
capscrews (18).

(h) Pull operating shaft; remove key (14)
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soon as expose d and remove clutch shifter arm.

(i) Unfasten bearing retainer lock (7) and
unscrew bearing retainer nut from housing.

(i) Remove clutch shaft (9) from housing by
tapping pilot end of shaft with soft hammer.

(2) Takedown clutch shaft subassembly.

(@) Unscrew bearing locknut and take-off
bearings. Do not remove bearings unless necessary.

(b) Press sprocket off shaft.

© Remove grease fitting.

(3) Disassemble clutch sleeve and hoke.

(a) Remove yoke (16) and sleeve assembly
(13) from clutch.

(b) Take-off throwout collar (40) by

removing the two bolts and nuts (split collar).

(c) Take eight link pins from levers and
sleeve.

(d) Remove four levers by taking out four
lever pins.

(4) Remove floating plate (20,[fig._3-101).

(5) Take-off driving plate (23).

(6) Remove six release springs.

b. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
If driving plate has been worn to the point where clutch
can no longer be adjusted, replace with new driving
plate. Be sure all clutch lever pin retaining links are in
good condition and in place. Inspect clutch release
springs for good condition; replace damaged or defective
springs.

c. Reassembly and Installation..

(1) Assemble the clutch sleeve and yoke
assembly as a unit (fig._3-101).

(a) Place four levers into yoke (161.

(b) Place the lever links and throwout collar
on sliding sleeve (13).

(2) Install yoke and sleeve assembly.

(3) Install six release springs, the driving
plate (23), and the floating plate (20).

(4) Step on the floating plate and screw
yoke and sleeve assembly on hub and back plate (241
until tight.

(5) Reassemble shaft subassembly and
shaft into housing.
(@) Install operating shaft (15i and clutch

shifter arm in housing.
(b) Clean roller bearings (10) and press on shaft.
© Pull up bearing locknut tight; drill new hole if
hole does not line up.
(d) Pack bearing with GAA general purpose

(e) Install shaft (9) into housing (22), then
press bearing cups into housing.

(f) Screw on bearing adjusting nut tight so
that shaft cannot be turned, then back up three to four
notches.

grease.
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1 Gasket
2 Plate, instruction cover
3 Fitting, hydraulic (1/8 male)
4 Screw, hex head—5/16" x 5/8”
5 Washer, lock—5/16"
6 Screw, headless set—5/16" x 5/16"
7 Lock, bearing retainer
8 Fitting, lubrication
9 Shaft, clutch
}(l) lslearing. roller (2)
pacer, in
12 Retainer, bearfmz
13 Sleeve, slidin
14 Key, woodruff
15 Shaft, operating (serrated)
16 Yoke, throwout
17 Washer, lock—3/8"
18 Screw, hex head—3/8" x 14"
19 Ring, adjusting
20 Plate, floating

2

Figure 3-101.

Clutch assembly, cutaway view.
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21 Ring,driving

22 Housin

23 Plate, driving

24 Plate, H&B

25 Pin, adjusting lock

26 %}mng, adjusting lock pin
27 Washer, lock (hub nut)
28 Nut, hub

29 Bearing, pilot

30 Key, hub—3/8" x 3/8" x 2!»"
31 Washer, spring

32 Lever

34 Pin, lever

35 Linl(, lever

36 Pin, cotter

37 Pin, lever link

38 Pin, lever link

39 Hoee assembly, flexible
40 Collar assembly




(9) Install retainer lock.
(6) Assemble clutch and sliding sleeve
assembly into housing.
(a) Install
assembly onto shatft.
(b) Install lockwasher 127) and hub nut (28.
© Install pilot hearing (29).
3-16. Fuel Tank
a. General. The 50-gallon capacity fuel tank is located
al the rear en(d of the turntable bed directly below the
engine.
b. Removal. Referto TM 5-3810()-289-12.
c. Cleaning and Repair [fig. _3-102).
(1) Flush tank out thoroughly with hot water
and steam for about four hours to remove diesel fuel
vapors.

clutch and sliding sleeve

(2) Fill tank completely full of water with

puncture uppermost and all outlets closed or plugged.

Warning: The preceding procedure is
important because it eliminates air space where
diesel fuel vapors might linger to cause an explosion
while welding.

(3) Repair puncture by welding and test for
leak age.

(4) Drain water thoroughly and allow tank to
stand upside down with cover removed until thoroughly
dry.

d. Installation. Referto TM 5-3810-289-12.
3-17. Primer Unit; Lines; Fittings

a. Removal. Referto TM 5-3810-289-12.

b. Disassembly.

(1) Disconnect tubing t17,[fig._3-103) and
cable (29), and remove coupler.

(2) Remove the valve and bracket assembly
from the cylinder (3).

(3) Remove the clamp and cylinder.

c. Cleaning and Repair.

(1) Clean all parts in an approved cleaning
solvent.

(2)
and cracks.

(3) Inspect valve for damage or wear;
replace defective valve.

(4) Replace any lines or fittings found
defective.

d. Reassembly. Refer to and
reassemble in reverse order of disassembly.
3-18. Radiator [fig. 3-104)

a. General The radiator is located at the front of
the engine and provides the reservoir and cooling core
for the cooling system. Refer to TM 53810-289-12 for
removal and installation of the radiator.

b. Cleaning and Inspection.

(1) Drain radiator and remove deposits and

Inspect all lines and fittings for breaks

scale
(2) Flush radiator and check for leaks.
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INSTALL BREATHER

AFTER FILLING
Q’/ TANK WITH WATER

SEAL ALL
OPENINGS

FiLL TANK AND
INSTALL CAP

FUEL TANK
PLACE TEMPORARY SEAL ON PUNCTURE.
AFTER FILLING TANK WITH WATER,
TURN TANK TO PLACE PUNCTURE SIDE UP,

Figure 3-102. Fuel tank repair.

1 Ring 16 Atomizer

2 Cylinder clamp 17 Tubing

3 Cylinder 18 Nut

4 O-ring 19 Sleeve

5 Inlet 20 Body

6 Core 21 Valve and cap
7 Gasket 22 Nut

8 Cap 23 Washer

9 O-ring 24 Screw

10 Body 25 Bracket

11 Core 26 Screw

12 Tap 27 Stop

13 Nut 28 Screw

14 Connector 29 Cable

15 Screw 30 Instruction label

Figure 3-103. Primer unit: lines, fittings, exploded view.



UPPER WATER
TANA

SHROUD

LOWER WATER
TANK

REPAM LEARS TO WATER 1ANKS
AND CORE 87 SOLDENING.

Figure 3-104. Radiator repair.

(3) Inspect all mounting hardware for

TM 5-3810-289-34

damage or missing parts.
c. Repair.

(1) Repair leaky radiator by soldering.

(2) Replace damaged or missing hardware.
3-19. Wiring Harness

a. General Refer to TM 53810-289-12 for wiring
diagram and repair of wiring harness.
b. Replacement.

(1) After determining that a wire is open or
shorted, through the use of test equipment, disconnect
faulty wire at both ends. This is accomplished by pulling
connections apart.

(2) Attach a wire of approximately the same
diameter and several feet longer to one end of the faulty
wire. Tape the splice so that no sharp protrusions exist.

(3) Pull the faulty wire through the conduit
until the opposite end is seen.

(4) Attach a new wire to "leader strip" and
pull back through conduit.

(5) If damaged wire is severed, cutting half,
pick out a neighboring complete wire, tape both wires to
"leader, strip" and repeat above process.

(6) After installation of new wire(s) be sure
that wire numbers match.

Section Il. ENGINE COMPONENTS

3-20. General
The engine is a six cylinder, four cycle naturally aspired
diesel. The power is transmitted from the engine,
through the power takeoff unit, and the chain drive
transmission, to the main machinery controlling the
crane-shovel operations. The engine components are
fully described in applicable paragraphs throughout this
section.
3-21. Water Pump
a. General. The water pump assembly is
mounted on the right front of the engine. It is belt driven
and circulates the coolant through the engine block,
cylinder head and radiator.
b. Removal
(1) Disconnect the water inlet and outlet
hose and couplings from the water pump.
(2) Remove mounting capscrews and
lockwashers securing water pump to block.
(3) Lift water pump from engine (fig._3-105).
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Figure 3-105. Water pump removal.



c. Disassembly.

(1) Remove capscrews (7,[fig._3-106) and
lock washers (14); lift cover (8) and gasket (10) from
pump body (3).

(2) Remove lock capscrew (4) from pulley
end of shaft.

(3) Pull sheeve (22) from shaft using ST-
647.

(3).

(5) Support pump on body face near
bearing location; press shaft and bearings (21, 1, and 2)
from pump body (3) and impeller (11) toward drive pullley
end of body.

(6) Remove carbon face seal (20) from

(4) Remove snap ring (19) from pump body

body.
(7) Press two bearings (1 and 2) and spacer
(24) from shaft (21).
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1 Ball bearing
2 Ball bearing
3 Pump body
4 Screw , cap (7/16"-14x ")
S Screw, cap(5/16"--18 x 1)(3)
6 Screw, cap(S/16"- 1Sx )(2)
7 Screw, cap (5/16"-18 x7/8")
8 Pump cover
9 Flexible elbow
10 Gasket
11 Impeller(122294)
12 Bonding film
13 Impeller eat
14 Washer, look (5/16") (9)
15 Washer, lock (7/16"1
16 Drain eoek
17 Pipe plug (i"
18 Pipe plug(l/8"i
19 Retaining ring
20 Pump seal
21 Shaft
22 Fixed sheave
23 Adjusting sheave
24 Spacer
25 Washer, plain
26 Belt
27 Screw, cap(7/16"-14 x I'4"(3)
28 Screw, cap(3/8"-16x I'"'(2)
29 Connection
30 Inlet connection
31 Bypass coupling
32 Gket, connection
33 Washer, lock (8") (2)
34 Washer, lock (7/16")(3)
35 Oringt4i

TM 5-3810-289-34

Figure 3-107. Bearing and shaft assembly being pressed in.
d. Cleaning and Inspection.

(1) Clean all parts in an approved cleaning
solvent. Remove all rust, scale and corrosion from cover,
body and impeller.

(2) Inspect shaft, impeller and pulley sheaves
for excessive wear or damage.

(3) Check shaft outside diameter in impeller
area. Shaft must be 0.001 inch or more larger than impeller
bore diameter. If interference fit between shaft and impeller
is less than 0.001 inch, discard impeller.

(4) Check ball bearings for rough or binding
operation, excessive looseness and worn or damaged
races.

(5) Examine carbon face seal carefully to see
that it is not cracked or chipped.

(6) Discard all defective parts.

e. Assembly.

(1) Lubricate shaft (21, figure 3-106) be, fore
installing bearings.

(2) Press small bearing (1), spacer (24) al d
larger bearing (2) on shaft (21).

(3) Support body on cover face: press in shaft
and bearing assembly[figure 3-107]

Note. Just prior to assembly, apply a thin coating of sealer

such as "Loctite" grade B or its equivalent (hearing mount J to | D.
of housing, where bearing mounts Bearing C D. and housing | D
must be free of grease and oil.

(4) Insert snap ring(119,[fig._3-106f.

Note. Current production water pump bodies are machined

for beveled snap rings. Older models use flat snap ring, Replace
same type snap ring as removed. Flat and hexeled rings are
not interchangeable

(5) Support housing on pulley end of body (3).

(6) Apply lead pipe sealer such as Job, Crane
Plastic Lead Sealer No. 2 or equivalent to carbon face seal
outside diameter that beats at bottom of bore.

(7) Locate body so carbon face seal (20) will
press squarely into its bore.

(8) Press carbon face seal into pump body with
force applied on driving lip (flange on seal housing) (fog. 3-
108) of seal. Apply only enough force, to seat seal in
housing bore.
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PLACE MANDREL ON
SEAL DRIVING LIP

Figure 3-108. Mandrel being placed on seal driving lip.

Caution: Seal does not seat on driving lip
fange.

(9) Check to make sure carbon seal has not
cracked during assembly.

(10) Lubricate carbon seal face with a light
coat of petroleum jelly. Do not use grease.

(1)) Lubricate shaft before installing
impeller (11,[fig._3-1086); support pump on pulley end of
shaft.

(12) Press impeller (11) on shaft. Face of
impeller huth should be 0.620/0.625 in. below cover face
of body. Press impeller straight on pump shaft to
prevent cracking ceramic seat, rendering seat useless,
[figure 3-106]

Note. Do not use old-style seal seats and rubber
seat rings with carbon seals and ceramic face impellers.
This combination will result in seal failure from excessive
compression.

(13) Press pulley (23, on shaft
with pump supported on impeller end of shaft.

(14) Assembly lockwasher (141 and
capscrew (4) to shatft.
(15) Assemble lockwashers (151,

capscrews (5) and new gasket (10t to cover (3) and
mount cover to housing (8).
(16) Fill grease cavity with .80 to .95 ounces of grease
meeting specification given in lubrication order.
e. Installation.
(1) Lift pump into position against side of

(2) Install lockwashers and capscrews;
tighten securely[figure 3-109]

(3) Connect water inlet and outlet hose and
couplings to water pump.
3-22. Fan Hub Assembly

a. Removal. Refer toffigure 3-110and remove fan

hub assembly.
b. Disassembly.

block.
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F:
Figure 3-109. Water pump being secured to block.

(1) Remove capscrews and washers from
fan spacer( 12, [fig._3-1111); remove spacer.

(2) Remove locknut (7) and washer (15).

(3) Press shaft (11 from pulley hub (8).

(4) Remove snap ring (9i from hub.

(5) Press tearings (1) and (2), and spacer
(13) from fan hub.

(6) Remove nut (f), washer (14), and
adjusting screw (10) securing shaft to bracket (3); lift
shaft from back of bracket.

c. Inspection.

(1) Clean all parts in an approved cleaning
solvent and dry with compressed air.

(2) Check shaft and bearings for scratches
and wear.

(3) Discard all fan huh parts that are worn or
defective and replace.

d. Reassembly.

(1) Place shaft (11,[figure 3-111) through
bracket (3); secure with washer (14) and nut (6).
Assemble adjusting screw (10).

(2) Pack bearings with grease.

(3) Place spacer (13) and large bearing (21
in hub (8) and secure with snap ring (9).

(4) Press hub (8) on shaft.
(5) Assemble small bearing (1) over shaft

(6) Install washer 115) and locknut (7).
Tighten nut until slight bearing drag is noticed.

(7) Install fan spacer (12) with capscrews
and lockwashers.

(8) Remove pipe plug (17) and fill fan huh
60 per cent to 70 per cent full of grease.

e. Installation.

(1) Place fan hub and bracket assembly in
position against front of block. Install flatwashers and
capscrews; in 2 or 3 turns.

(2) Install all "V" belts.

(3) Tighten bracket mounting capscrews.

(4) If fan hub is adjusted with adjusting

into hub.

screw,



adjust belt tension by turning adjusting screw tighten
shaft nut (behind bracket) to 400/450 ft.-Ibs.

Figure 3-110. Fan hub assmbly removal and

installation.
3-23. Fuel Pump and Accessory Drive
Pulley
a. Removal

(1) Remove locknut and flatwasher securing
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drive pulley to fuel pump drive.

(2) Install Standard Puller ST-647 onto the
drive pulley as illustrated in[figure 3-112]

(3) Turn center screw clockwise until pulley
is loose.

(4) Remove pulley.

b. Cleaning and Inspection.

(1) Check for cracks and chips in hub, web
and groove areas of pulley.

(2) Check for wear in grooves and oil seal
sleeve. If wear on sleeve is visible, replace as outlined

below.
3)
damaged.
c. Repair.
(1) Remove worn oil sleeve by splitting with
chisel. Do not damage pulley hub.
(2) Press new oil sleeve [(fig. _3-113) onto
pulley hub with mandrel.
Caution: Oil seal sleeve is special material and
is closely machined to insure proper sealing.
Resurfacing of this part is not practical.

Check mounting hardware; discard if
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18 16 FAN HUB AND ACCESSORY DRIVE PULLEY
1 Ball bearing 10 Screw, fan adjusting
2 Ball bearing 11 Fan hub shaft
3 Fan bracket 12 Fan spacer
4 Capscrew, fan spacer (6) 13 Bearing spacer
5 Lockwasher. fan spacer (6) 14 Washer, fan hub
6 Nut, shaft 15 Washer, bearing nut
7 Nut, shaft 16 Capscrew, fan bracket 14
8 Fan pulley 17 Pipe plug(2)
9 Snap ring 18 Lockwasher, fan bracket 14)

Figure 3-111. Fan hub assembly, exploded view.
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Figure 3-112. Accessory drive pulley removal.

TM 5-3810-289-34

PULLEY
HUB

SLEEVE

Figure 3-113. Pulley and sleeve.
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FUEL PUMP DRIVE

1 Capscrew 9 Accessory drive support

2 Fuel pump coupling 10 Washer, clamping

3 Gasket 11 Washer, plain

4 Accessory drive gear . 12 Washer. thrust (21

5 Key (2) 13 Capscrew Dowel in gear cover. Ref. (11)
6 Key 14 Plug pipe

7 Shaft 15 Seal, keyway

8 Bushing 16 Washer

Figure 3-114. Accessory drive assembly, exploded view.
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Figure 3-115. Accessory drive pulley installation.
d. Installation.
(1) Insert key (5, fig._3-114] in accessory
drive shaft.
(2) Slide pulley onto shaft until it binds.
(3) Using ST-386 Pulley Assembly Tool,
press pulley onto drive shaft as illustrated in[figure 3-115]
(4) Install flatwasher and locknut.
(5) Tighten locknut to 90/100 ft.-Ib.
3-24. Fuel Pump Accessory Drive Assembly
a. Removal and Disassembly.
(1) Remove fuel pump accessory drive
pulley [para 3-23).
(2) Remove four mounting bolts and remove
and disassemble accessory drive [(fig._3-114).
b. Cleaning and Inspection.
(1) Clean parts in an approved cleaning
solvent and dry thoroughly.
(2) Inspect for damaged or defective parts.
c. Repair. Replace damaged or defective parts.
d. Reassembly and Installation.
(1) Reassemble accessory drive assembly
(fig. 3-114).
(2) Position drive assembly on mount; install
and tighten four mounting bolts.

(3) Install accessory drive pulley
3-25. Oil Transfer Connection
a. Removal

(1) Remove capscrews, lockwashers and
flat washers from oil transfer connection (fig._3-116).
(2) Remove connection from block and
discard gaskets.
b. Installation. Position oil transfer connection and
new gaskets to block; secure with flatwashers,
lockwashers and capscrews.
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Figure 3-116. Oil transfer connection, removal and
installation.

3-26. QOil Lines

a. General Hose used for lubricating or fuel oil
lines should consist of a seamless synthetic rubber inner
tube reinforced with fabric braiding and wire braiding,
and covered with a synthetic rubber-impregnated oil-
resistant fabric braid or rubber coating. The minimum
flexible hose sizes and hose bends are given in

b. Inspections. Inspect oil and fuel oil lines for
cracks, breaks, and other damage.
c. Replacement. Replace defective lines.
3-27. Water Header Plate
a. Removal
(1) Remove capscrews and lockwashers
securing plate to block.
(2) Remove plate and gasket from engine,
[figure 3-117; discard gasket.
b. Installation. Position water header cover plate
to side of cylinder block with new gasket; secure with
lockwashers and capscrews.

Figure 3-117. Water header plate, removal and
installation.



3-28. Cylinder Head Replacement and
Repair
a. Removal.
(1) Remove fuel inlet and drain manifolds
(TM 5-3810-289-12).
(2) Remove air
manifolds (TM 54810-289-12).
(3) Remove thermostat and thermostat
housing (TM 5-3810-289-12).
(4) Remove alternator assembly (TM 5-
3810-289-12).
(5) Remove fuel injectors [para 3-13).

(6) Remove cylinder head cover and rocker
arm assembly [(para 3-39).

(7) Remove push rods[(para 3-30).

(8) Remove valve crossheads and guides

intake and exhaust

(9) Attach ST-756 Lifting fixture to cylinder
head. Using a suitable hoist, lift head from block (fig._3-]

(10) Remove and discard head gasket,
gromrggts, and retainers.

A T @ ~
Figure 3-118. Cylinder head removal

b. Disassembly.

(1) Steam clean complete head assembly.

(2) Place cylinder head in ST-583 Head
Holding Fixture or equivalent, see[figure 3-119]

(3) Remove valves and springs. Use ST-
448 Valve Spring Compressor to compress valve
springs. ST-448 may be used at bench or on installed
engine.

Caution: If removing valve springs on an
installed engine, be sure piston is up to support
valves in cylinder. Replace springs before barring
the engine or valve will drop into cylinder
necessitating cylinder head removal to retrieve
valve.

(4) Screw stud from ST-448 in rocker lever
bearing capscrew hole.
(5) Compress one valve spring at a time,

[figure 3-120.] Tap valve head lightly to loosen; then
remove half collets.
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(6) Withdraw valves, valve springs and
retainers (and valve spring guides.

(7) Remove ventilators.

c. Inspection and Cleaning.

(1) Water test cylinder head.

(@) Install injector Sleeve Holding Tool ST-
383 or ST-923, or a scrap injector and cup assembly in
each injector or sleeve.

(b) Tighten sleeve holding tool to 10/12 ft.-
Ibs. to seal lower end of injector sleeve, or install
injectors and secure with capscrews torqued to same

value [figure 3-121]

CYLHNDER

HEAD

Figure 3-119. Cylinder head in head holding fixture.

WALVE SPRING
COMPRESSING TOOL

ST=448 ¥ I

Figure 3-120. Compressing valve springs with ST-448.

(c) Test cylinder heads for leaks at 35/85
psi and, if possible, at 1750/2000F. (790/930 C.) water
temperature. Check carefully around valve seats and
injector sleeve seats for any cracks, even though such
cracks might not show water leakage. This type crack is
caused when injector capscrews are tightened beyond
factory tc.rque recommendation. Discard head if
cracked.

(d) Open water outlet valve of test fixture;
check for free water circulation through cylinder head. If
restriction is evident, remove plugs and injector sleeves;
clean water jacket of salt, lime or sludge as follows:



MAGMNETIC
CRACHK DETECTOR

i d i firg,
ki : i ¥

L ; ot |
Figure 3-122. Inspecting valve and injector port areas.

FUSE PLUG

Figure 3-123. Fuse plug location

1. Remove all pipe plugs and the fuse plug

TM 5-3810-289-34

from cylinder head.

2. After steam cleaning and disassembly,
submerge head in tank of appropriate cleaning solution
heated to near boiling temperature.

3. Circulate  solvent to increase
effectiveness on salt or lime deposits, grease, etc.

4. To remove heavy deposits of lime, use
circulated acid-type cleaners.

Warning: The wuse of acid is extremely
dangerous to workmen and injurious to machinery.
Acid should never be used in machine shop or near
any machine subject to rusting. Always provide a
tank of strong soda water as a neutralizing agent.

(e) Check oil transfer dowel at center of
head to make sure oil passage is open so oil will flow to
the rocker lever bearings.

(2) Magnetic crack detection. Inspect the
valve and injector port areas using a portable magnetic
crack detector,[figure 3-1221 Instructions for the use of
this device are on the inside cover of the carrying case.

(3) Cylinder head fuse plug. The cylinder
head has a fuse plug containing a metal-alloy center that
melts if the engine becomes overheated [figure 3-1231

@ Examine fuse plug for signs of
overheating.

(b) Install new plug if metal alloy has
melted.

(c) As engine disassembly proceeds, check
carefully for damage from overheating.

d. Repair.

(1) Sleeve eroded water holes. The cylinder
head surfaces around the water holes must be free of
any erosion, pits, scratches or blemishes which are more
than 0.003 in. deep in the area 1/16 to 5/32-inch from
edge of water holes. Repair as follows:

(@) Insert holddown adapter of ST-1010 into
injector sleeve.

(b) Position tool on head with reamer guide
hole over water hole to be repaired.

(c) Insert tool holddown knob into holder
assembly and tighten down finger tight[figure 3-1241

(d) Insert locating pin into eroded hole and
tighten holddown knob.

(e) To set depth of reamer assembly, insert
assembly in guide. Place bushing between holder
assembly and reamer adjustable stop collar. Insert
0.005 in. feeler gage between bushing and adjustable
collar; tighten capscrew,[figure 3-125]

Caution: Take care not to use too large a
reamer.

(f) Attach drive adapter to a drill chuck and
place grooved end of driver adapter into reamer
assembly.

(g) Ream out eroded water hole until collar
bottoms against tool.



(h) Remove drill, reamer assembly, hole
assembly and holddown adapter.

(i) Drive bushing into reamed hole with
driver, Bushing should protrude about
0.003 to 0.005-in.

() If head is to be resurfaced, see (2) below.
If head is not to be resurfaced, file bushing flush with
head, using a wide flat mill file.

(2) Resurface cylinder head.

(@) Resurface head if it has been scratched,
etched or worn unevenly at point of contact with gasket
sealing areas. A head warped as much as 0.019 in. will
flatten out when tightened in position; there fore, it is not
necessary to resurface only because of warping. Also,
check erosion around water holes which could cause
failure of head gasket to seal. If eroded, install bushings
before resurfacing head.

HOLD-DOWN KNOB P)

Figure 3-125. Setting reamer depth.
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Figure 3-128. Check cylinder head height.
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Figure 3-129. Regroove cylinder head.

(b) Remove 0.005/0.006 inch material at
one time and no more than 0.030 inch total,[fable 2-2]

(c) Rework valve seat insert counterbore by
removing amount of stock equal to that removed during
head resurfacing operation. See[paragraph 3-45)

(d) Sand surface of cylinder head with an
orbital sander. Do not use a disc sander. Do not allow
the sander to tilt or rock, since this may result in rounding
of the machined edges[figure 3-1271

(e) After resurfacing.

1. Check head height; see [table 2-2 for
head dimensions. Use micrometer or vernier calipers for
accurate measurement,[figure 3-128]

2. Install new injector sleeves to maintain
correct injector tip protrusion. Seelparagraph 3-14]

3. Check over-all height of assembled valve
springs to see if it is necessary to install spacers (1/16
inch maximum) under springs to obtain correct
assembled height.

Caution: Only 1/32 in.
head has not been resurfaced.

(3) Regroove cylinder head. Beaded
cylinder liners, steel cylinder head gaskets and grooved
cylinder heads are designed to operate in conjunction
with each other. If the cylinder head has been
resurfaced or has not been grooved previously, it will be
necessary to cut grooves in the cylinder head over each
cylinder liner. These grooves will assure a better seal
between the cylinder head gasket and block during
engine operation, [figure 3-129.]1 Use ST-597 or ST-913
Cylinder Head Grooving Tool to perform this operation.

(@) To use ST-597 grooving tool:

1. Place cylinder head in ST-583 Head
Holding Fixture.

2. Select scrapped injector, preferably one
with Class "O" plunger bore and injector cup. Cut off cup
exposing plunger bore, maintaining cup seal area intact.
Install reworked cup on injector body.

spacer can be used if
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3. Install injector and cup in cylinder head
and secure at operating torque.

4. Select ST-597 spacer block[table 2-2] for
bore size desired. Loosen two socket head screws in
end of ST-597. Assemble spacer between pilot pin and
tool holder blocks.

5. Position largest pilot pin so it protrudes
down in same direction as cutter and tighten assembly in
place.

(b) Turn cylinder head upside down on head
holding fixture and install ST-597 pilot pin into injector
bore.

(c) Check position of stop in tool holder
block to assure it will not contact water hole during
grooving operation.

(d) Set stop on tool so cutter protrudes
0.006/0.008 inch below stop. Rotate tool clockwise to
cut groove.

Caution: Do not attempt to cut deeper than
cutter groove depth or cutter will break. Groove
lands should be 0.010/0.015 in. wide and flush with
head surface.

(4) To use ST-915 grooving toot

(@) Place cylinder head in ST-583'ffead
Holding Fixture.
(b) Check data plate on housing to

determine in which hole the locating plug is to be placed.

(c) Place tool holder into slit in housing with
locating plug in proper hole and secure with 5/8 inch
capscrew.

(d) If tool has not been adjusted previously,
adjust as follows:

1. Place housing, with tool holder secured in
place, on a surface plate or similar flat surface.

2. Loosen setscrews holding tool adjusting
screw and turn adjusting screw down until tool cutting bit
touches surface plate.

3. Remove grooving tool from surface plate
and turn adjusting screw down three notches, or 60°' to
lower cutting tool bit approximately 0.006 inch.

(e) Install grooving tool on head by placing
the locking screw in' the injector holes and tighten hand
tight. This locking screw can be used either with or
without the injector sleeve.

Caution: Over-tightening of locking screw in
head when injector sleeve has been removed may
cause mutilation of the beads in the head.

(f) Check head to assure cutting tool bit will
not contact water hole during grooving operation.

(g) Rotate grooving tool clockwise to cut
groove. The tool bit is spring loaded in the tool holder
and will ride over any "hard" spots on the head surface.
It may take two or three revolutions to get a smooth even
cut in the head, [figure 3-129]

e. Installation.



(1) Cylinder head should have valve guides,
valves, valve springs, injector sleeves and plugs in place
as described in Cylinder Head Group.

(2) Clean the mating surfaces of cylinder
block and cylinder head; be sure cylinder liner walls are
clean and well lubricated with clean lubricating oil.

(3) Be sure all capscrew holes are free of
dirt shavings, water, oil, etc.

(4) Place new grommets and new retainers
in water passage holes in block,

Note. Usually it is most convenient to install
retainers in block first and then place grommets on
retainers. However if desired, grommets may be
inserted in gasket and retainers may be installed after
gasket is laid in place on block.

(5) Install head gasket over dowels[figure]
[3-137] being careful not to dislodge grommets and/or
retainers; be sure the word "top" is on top side of gasket.

(6) Install one stud (threaded at one end)
into each end of cylinder block (or closer together, if
desired) [fig._3-132).

(7) Attach ST-756 Lifting Fixture to cylinder
head and lift over cylinder block with suitable hoist
carefully lower head onto cylinder block, using the two
studs as guidesm

(8) Lubricate cylinder head capscrews with
an anti-seize compound. Install short capscrews (with
hardened washers) into cylinder head and block on
exhaust side of head and tighten to 25 ft.-lb. to hold
head securely during injection timing.

Figure 3-130. Installing grommets and retainers.

3-29. Rocker Arm Assembly and Cylinder
Head Cover Replacement and
Repair
a. Removal.
(1) Cylinder head cover
(&) Remove capscrews and seals securing
cover to cylinder head.
(b) Lift cover and gasket from head, figurel
discard gasket.
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Figure 3-132. Installing cylinder head
(2) Rocker-arm assembly.
(a) Loosen all injector and valve rocker lever
jamnuts and back off adjusting screws one or two turns,

(b) Remove capscrews and flatwashers
securing rocker lever assembly and cylinder head to
block, [figure 3-135]

(c) Carefully pry rocker lever assembly from
dowels.

(d) Using a bar or wooden slat to hold levers
in position, lift rocker lever assembly from engine, [figurel
(31361

b. Disassembly.
(1) Cylinder head cover
(@) Remove lubricating oil filler cap

[133).
1. To disassemble, remove nut
[137), flatwasher and gasket securing cover and element
assembly to breather.
2. Lift off cover, element and gasket.
3. Separate cover from element. Discard
element.

(b) Remove vapor tube, when used.
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(2) Rocker arm assembly.

(@) Slide rocker lever shaft bearings and
rocker levers off rocker lever shatft.

(b) Remove adjusting screw locknuts and
adjusting screws from rocker levers.

c. Cleaning and Inspection.

(1) Cylinder head cover.

(@) Clean all parts except element in an
approved cleaning solvent and dry with moisture-free
compressed air.

(b) Remove all gasket material from sealing
edge of cover.

(c) Inspect cover for cracks, dents and
distorted sealing area; discard unserviceable parts.

26 ‘
o f L

Figure 3-135. Rocker lever mounting capscrews

/ removal.

REMOVE CYLINDER HEAD COVER ¥ 7 °

E/We 3-133. Cylinder head cover removal.

-

Figure 3-136. Rocker arm sel removal.

WING NUT —————

WASHER e———— WING NUT
GASKET
COVER

COVER GASKET

ELEMENT

Figure 3-134. Loosening rocker arm lever jam nuts. CRANKCASE
BREATHER

Figure 3-137. Crankcase breather-bottle stopper type.
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(d) Splits or cracks may be welded except
on sealing area.

(2) Crank cause breather.

(@) Inspect rubber washers and gaskets;
replace as necessary.

Caution: Do not attempt to clean paper
elements.

(b) Clean all parts in solvent.
that is not harmful to rubber.

(c) Dry thoroughly with moisture-free
compressed air.

(3) Rocker arm assembly.

(a) Clean all parts in cleaning solvent.

(b) Blow out lubricating oil passages with
compressed air.

(c) Check for surface imperfections by
magnetic  inspection. Apply coil magnetization,
amperage at 300 to 500. See[figure 3-138|for most likely
areas.

Use solver

(d) The ball end of rocker lever adjusting
screw must be a true sphere. Test with /4 inch radius
gage. Replace if flat at bottom or there is evidence of
scratching or galling [figure 3-139]

(e) Examine injector rocker lever sockets for
a true fit on injector links. Check sockets with a radius
gage or by observation of a small protrusion at bottom of
socket. Pull and discard damaged or badly worn injector
rocker lever sockets. If socket is broken press out by
drilling a small hole in lever above socket; after socket is
removed, weld hole closed or install and stake plug in

hole.

()] Check rocker lever bushings for
scratches, pitting or scoring. Check rocker lever bushing
inside diameter with inside micrometers.

(g) If steel bushing exceeds 1.1275 inch
press out and replace with new bushing.

(h) Check intake and exhaust rocker lever
valve contact surfaces. If worn or damaged, grind to
original contour or replace with new rocker lever

(i) Check rocker lever shaft for wear or
scoring.

If shaft ha s shoulders or ridges due to rocker lever

L4

Figure 3-138. Magnetic inspection crack indication.
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action on shaft, replace with new rocker lever shaft.

()) Examine rocker lever shaft bearings for
cracks, breaks and stripped threads. Replace as
necessary.

-
e

Figure 3-139. Checking rocker lever adjusting screw ball
end.

(k) Visually check surfaces which mate with
adjacent levers. If galled, restore surfaces to original
smoothness.

d. Assembly.

(1) Cylinder head cover.

(a) Install clean breather element.

(b) Install new or usable filler cap.

(c) Reconnect vapor tube, when used.

(2) Crankcase breather.

() Install new element over center screw in
breather housing.

(b) Place cover on housing with gasket in

(c)
Tighten securely.

(3) Rocker arm assembly.

(@ If rocker lever bushings were found
unserviceable, press out with ST-691 (1, [fig. _3-140).
Aline oil hole in precision steel bushing (2) and oil hole in
rocker lever and press bushing in with ST-691. Locate
bushing so split is not at bottom or load area in lever.
Check lever over shaft to make sure bushing has not
"collapsed". Rocker lever assembly is lubricated through
oil holes in shaft and in center bearing which indexes
with oil passage in block. Oil line dowel pin in cylinder
head indexes with center bearing.

(b) Install oil transfer dowels in end rocker
lever shaft bearings (fig._3-141);

(c) Install rocker lever socket in injector
rocker levers.

position.
Install gasket, flatwasher and nut.
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(d) Install adjusting screws and locknuts in
rocker levers.

(e) Coat rocker lever shaft with clean
lubricating oil. CO Position an end rocker lever shaft
bearing on gear case end (A,[fig._3-142) of rocker lever
shot.

(9) From opposite end of shaft, slide an
exhaust (E), injector (F), and intake (1) rocker lever down
against bearing.

(h) Slide a plain bearing, an intake, injector
and exhaust rocker lever onto shaft and against levers
previously assembled.

1 Exhaust valve lever (3)
2 Lever bushing (3)
8 Nut, adjusting serew (8)
4 Screw, adjusting (3)
5 Exhaust valve lever (3)
6 Intake valve lever (8)
T Intake valve lever (8)
8 Injector rocker lever (6)
9 Injector socket (6)

10 Bushing (6

11 Shaft ng(2)

12 Shaft bearing (2)

13 Shaft bearing (2)

14 Shaft bearing (2)

15 Rocker lever shaft

i g

xpansion plug (2)
18 Qi trlnsfel!) dogvel (2)

Figure 3-141. Rocker arm assembly, exploded view.

3-51



TM 5-3810-289-34

(i) Slide a bearing, tapped to receive a
rocker lever cover capscrew, onto shaft.

() Install an exhaust, injector, and intake
lever and center bearing on shaft.

(k) Install an intake, injector, and exhaust
lever and another tapped bearing on shaft.

() Install an exhaust, injector, intake lever,
and plain bearing on shaft.

(a) Install an intake, injector, exhaust lever,
and remaining bearing on flywheel end (B) of shaft.

e. Installation.

(1) Rocker arm assembly.

(a) Insert oil transfer dowel in cylinder head,
figure 3-143

(b) Using a bar or wooden slat to hold levers
in place, mount rocker lever assembly on cylinder head.

(c) Engage push tubes with rocker lever
adjusting screws; drive rocker lever assembly over
dowels with soft hammer. Dowels often stick in rocker
lever bearing rather than cylinder head.

(d) Lubricate rocker lever shaft bearing
capscrews with clean lubricating oil; install and tighten
securely.

Figure 3-143. Oil transfer dowel insertion.

.

(e) Lubricate long cylinder head capscrews
with clean lubricating oil; place hardened washers on .
capscrews and install in cylinder head through rocker 3 9 3 [ ) 7 1]

lever shaft bearings. SIX-CYLINDER SEQUENCE

~ (f) Tighten all cylinder head capscrews to 25 Figure 3-144. Cylinder head capscrew tightening
ft.-Ibs. in sequence shown if figure 3-144] sequence

(g) Continue to tighten capscrews, in 100 ft. () Bindin .
. g levers may be freed as follows:
Ibs. increments, to 300 ft.-Ibs. [figure 3-145] 1. Shift one set of injector and valve rocker

10 390/400 ft(hl)b Then, in 50 ft-lbs. increments, tighten levers toward rear of engine and against rocker lever
0 ~IDS. shaft bearing.

(i) After cylinder head is secured to.blqck, 2. Measure clearance between valve rocker
_clz_heﬁtk r_ocktehr I?vers tc|>_ E)je srL]Jredthey are not bmd'?ﬁi lever and shaft bearing toward front of engine; if
\ghtening the fong cylinder head capscrews may shi clearance is less than 0.009 inch, stock must be

the rocker lever shaft bearings, causing levers to bind. machined from each side of injector lever to increase
clearance to 0.025 inch.
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Figure 3-145. Torquing cylinder head capscrews.

3. Check each of the remaining sets of
levers in the same manner as 1. and 2. above to
determine which injector lever(s) must be machined and
the amount of stock that must be removed from each
side of lever(s).

4. Clean machined lever(s) thoroughly to
prevent damage to other engine parts.

(2) Cylinder head cover.

(@) Assemble new gasket, washers and
capscrews to cylinder head cover.

(b) Install crankcase breather on cylinder
head cover.

(c) Mount cover on engine,
Tighten holddown capscrews.

Figure 3-146. Cylinder head cover installation.

3-30. Push Rods Replacement

a. General Push rods are used to transmit
camshaft action to injectors and valves.

b. Removal Lift all push rods from tappet sockets.

Note. Each cylinder has an intake, exhaust and
injector push rod.
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c. Cleaning and Inspection.

(1) Clean push rods in an approved solvent.

(2) Check injector and valve push rod ball
end with radius gage for wear [figure 3-148]

(a) Ball end diameter, intake and exhaust
push tube: 0.623/0.625 in.

(b) Ball end diameter, injector push tube:
0.685/0.687 in. with 1/8 in. diameter flat at bottom.

(3) Check socket of push tube with ball end
of a new rocker lever adjusting screw,figure 3-149] or
with a % in. check ball which should "blue in" 80 percent
of seat area; spherical inside diameter new is
0.4995/0.5005 in.

(4) Extreme wear on either end of push tube
will result in loss of lubricating oil pressure and may
interfere with correct injector and valve adjustment.

(5) Check push tubes to see if they are bent
(out-of-round). Tubes should not be out-of-round more
than 0.025 in. when located in centers of socket and
ball. Push tubes that are bent have usually had the
adjusting screws over-torqued.

(6) Push tubes with worn balls should never
be installed in new tappet sockets.

(7) Push tubes which have become filled
with lubricating oil should be drained by drilling a 1/16
inch hole in the tube 1 inch above where tube contacts
ball insert.

d. Installation.
sockets.

Install push tubes in correct tappet

Figure 3-147. Push rod removal and installation.

3-31. Springs, Guides, Locks and Valves
Replacement and Repair
a. Removal. Remove valves, locks, spring
guides and springs. Use ST448 valve spring
compressor to compress valve springs.
b. Inspection
(1) Valves. Inspect, then discard if:
(@) Heads are cupped, cracked, pitted or
worn too thin to regrind within limits. Check valve head



RADIUS
GAUGES

Figure 3-148. Checking push tube ball end with radius
gage.

o~ o
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Figure 3-149. Checking push rod socket end with

adjusting screw.

rim thickness (A, [fig._3-150); it should be a minimum of
1/16 inch.

(b) Stems[Tigure 3-I57], are scored or worn
beyond wear limits shown in[table 2-2]

(c) Collet recesses are worn so new collets
will not fit securely in recesses.

(2) Valve guides.

(&) A plug gage is not satisfactory to gage
worn holes. It will not detect an out-of-round hole.
Instead use a small bore gage.

(b) To use a small bore gage, set it with
accurate micrometers at 0.0002 inch larger than worn
replacement limit shown in [fable 2-2] Then use bore
gage as a UNo-Go" gagel_figure 3-152] Gage the hole at
several points crosswise and endwise of head.

(c) If old valve guides are worn beyond wear
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replacement limits shown in mark for
replacement.

(d) Inspect the sharp edge of tapered valve
guides for chips, cracks, burs; if damaged, mark for
replacement.

(3) Valve springs. Weak valve springs may
cause valve flutter which results in excessive wear on
both valve and seat. Valve flutter interferes with valve
timing and may cause valve to strike the piston head.
Valve warping, cracking and breaking are the results
of weak valve springs.

(@) Test valve spring on spring tester that is
capable of very accurate measurements of spring
lengths by means of standards as listed in [table 2-2] and
dial indicator gage[figure 3-153]

(b) One spacer may be used under valve
spring when insert and valve have been refaced to make

valve check within load limit.

[\/‘

1/16 IN. 1.5875MM.

o —

t A

Figure 3-150. Minimum valve head rim thickness.

L ./;-“
Figure 3-151. Valve stem measurement.



Figure 3-152. Valve guide measurement.

Figure 3-153. Valve spring testing.

Note. A maximum of 1/16 inch spacers may be
used under valve spring when head has been resurfaced
and valve and seat have been refaced.

(c) If valve springs compress to dimension
shown, at less than load indicated under "worn limits"
valve springs should be discarded[table 2-2]

c. Repair.

(1) Valves. Use ST-684 Valve Grinding Kit
or tools of equal standards.

(a) Check valve grinder setting by using a
new valve and an indicator gage.

1. Check valve on guide area of stem[figure
[3-154 Relieved portions on both ends of guide area are
not necessarily concentric to guide area of stem.

2. Indicate on ground face of valve.

3. Turn valve and mark high spat on head of
valve.

4. Recheck the valve 1800 from first
position.

5. Repeat a. and 3. If high spots are same
for both 1. and 4. positions, valve is warped. If high
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spots occur in different positions, chuck is out of
alignment. Runout should not exceed 0.001 in.

(b) Check bearings of machine.

(c) The grinding wheel must be the proper
grade and properly dressed to avoid chatter and grind
marks.

(d) Wet-grind valves to an exact 300 angle
from horizontal.

(e) Valves and seats properly ground with
precision equipment should not require lapping to effect
an air-tight seal; however, a small amount of lapping is
permissible if necessary in order to pass vacuum test.

(f) Check rim thickness as shown in figure

If rim is less than 1/16 in., valve is not suitable for
use because of burning and cupping.

(g) Check valve in a finish-reamed guide
and against a newly ground valve seat face. Pencil mark
valve and drop into position; rotate valve 10". A good
seat will be indicated if all pencil marks are broken,[figurel
3-155| If pencil marks are not broken, valve seat tools
need dressing or machine has not been properly
adjusted: final check should be made with a vacuum
tester.

VALVE

Figure 3-154. Valve grinding.

(h) Conditions of a good valve seat.

1. No grinding or reamer marks on seating
surfaces and within guide.

2. Valve face a true 300 angle.

3. Width of grind is within limits.

4. Guide-to-stem clearance is within limits
as determined from dimensions shown in[iable 2-2]

(2) Valve guides.

(@) Ream valve guide from bottom side of
cylinder head, using a drill press and floating tool holder,
figure 3-156

Note Use lubricating oil or soluble oil and water
solution for god finish.
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Figure 3-155. Pencil marks on valves.

(b) Ream valve guides with proper reamer
to dimensions shown in[table 2-2]

Caution: Special care must be used to avoid
breaking carbide tips. Sharpen tipped tools on a
diamond-impregnated wheel.

d. Replacement.

(1) Install new guides with arbor press and
ST 740 valve guide drive [figure 3-157]

(2) If proper valve guide mandrels are not
available, press guides into head to obtain protrusion
above head surface as listed in[fable 2-2]

(3) Most valve guides will not require
reaming. Insert valve into guide and check for freedom
of movement, or check guide with small bore gage to
determine if guide bore is too small.

Caution: Guides which have been specially
treated, identified by a dull grey appearance, are not
to be reamed.

(4) Insert valves.

(5) Place cylinder head face down on a
wooden bench or protective surface to prevent marring
milled surface.

(6) Assemble lower valve spring guides on
valve guides.

(7) Assemble springs.

Note. Use same part number spring with mating
spring under crosshead.

Note. Reground valve heads seat deeper in
cylinder head causing valve stem to protrude further
above the guide. This allows valve spring to extend
beyond length limits and causes weak spring action.
Therefore, up to 1/16 in. of spacers may be used to
reduce valve spring length.

Caution: Too many spacers will cause the
compressed spring to become a solid sleeve, see
"Valve Spring Data".

(8) Assemble upper valve spring guide.

(9) Use ST448 Valve Spring Compressor to
compress valve spring. Insert new half-collets.

(10) Insert new locks.
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F/gure 3- 15 7. Valve

3-32. Tappets and Tappet Guides

a. General. Tappets are used to transmit
movement from the engine camshaft to the push tubes
and rocker levers to actuate the injectors and valves.
Tappet assembly is made up of a body containing a push
tube seat, a roller and pin; the roller rides on the
camshatft lobe.

b. Removal.

(2) Using a wire with a hook on one end,
hook wire into tappet guide slot tappet
nearest the outside wall of block) and lift tappets
former engine.

c. Disassembly.

(1) Refer to ffigure 3-159]and disassemble
the tappet assembly.

(2) Place 0.006 in. shim between tappet
and side of roller to prevent spring for k when removing
roller: press on end of pin that is not lock-wired
(pinned)..



(3) Discard pin and lockwire.
d. Inspection.
(1) Check for scored, flaked or chipped

rollers; discard damaged parts.
Note. If any of the conditions above exist,
camshaft should be checked very closely for damage.

(2) Measure tappet body outside diameter
for wear; measure roller outside diameter and inside
diameter for wear. Discard if worn beyond limits shown
in

(3) Check tappet push tube seat by "bluing”
corresponding new push tube on ball end and rotating in
tappet; a full seat should be indicated. For best results
keep push tube with mating tappet, especially if they are

to be reused.
(4) Check body pin holes and inspect hole

for burrs before reassembly.
(5) Check force required to move guide

sleeve inside tappet; if less than 15 in.-Ib., install new

sleeve.
e. Assembly.

REMOVE TAPPET ;
GUIDE SCREWS [ESE

E )

Figure 3-158.

m E+_SLEEVE

fieeiiaas TAPPET

PITN LOCKWIRE

L

ROLLER——— [

ME 3510=280=15/6-165

Figure 3-159. Tappet assembly.

Tappet guide screw removal and installatio

n.
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(1) Refer to[figure 3-1591] and reassemble tappet
assembly.

s e eiaia]

LER S S R e

P8 e Ega
-

GEEL B B e

INSTALL TAPPET
ROLLER AND PIM

e o

Figure 3-160. Roller and pin installation.

CHECK TAPPET
ROLLER
COMNCENTRICITY -

Figure 3-161. Tappet roller concentricity inspection.

(2) Insert 0.006 in. shim between side of
roller and tappet; press pin through tappet and roller with
lockwire in pin. Make sure lockwire seats in groove of

tappet. [(fig._3-160)
Caution: Lubricating oil passage in pin and
tappet must index for adequate lubrication.

3) Install steel sleeve in tappet by
compressing and aligning guide slot in sleeve with slot in
tappet body.

Caution: Make certain that any roller pins

removed are replaced with identical pins. Use of
incorrect pin and tappet combination will seal off
lubricating oil drillings and lead to parts failure.

f. Inspection of Assembled Tappet. Inspection of
tappet assembly requires a surface plate, small V-block
with clamp to hold tappet in position and an indicator
calibrated in tenths of a thousandth in. or attached to a

surface gage.



(1) Using a small wire inspect indexing of
pin and body lubricating oil passage.

(2) Check freeness of roller by rotating two
or three turns. If a "drag" is felt the plating on pin has
probably picked up during assembly, due to burs of pin
not being held square during assembly.

(3) Stand small V-block on surface plate.

Note. Tools and parts must be clean to obtain a
true check.

(4) Stand tappet assembly on surface plate
with roller up. Secure tappet in V-block with clamp.

(5) Using an indicator calibrated in tenths of
a thousandth in. or (mm) check concentricity by rotating
roller, Move indicator stand slightly and
recheck. Refer to[table 2-2] for dimensions.

Caution: Injector and valve tappet dimensions
are not the same. Use correct dimensions when
checking wear. Any part that do not pass the checks
must be disassembled. (Perform inspection during
disassembly to determine the reason for rejection.)
Reassemble tappets following "Assembly" and
"Inspection of Tappet Assembly".

(6) Using same indicator as in (5) above,
check squareness of roller by sweeping indicator across
diameter on one end of roller, then sweeping the other
end. Rotate tappet roller 180° and check again at roller
ends by sweeping across the diameter. Seg table 2-2 for
dimensions. It is permissible and recommended to exert
some downward pressure against roller when gaging to
assure firm contact against roller pin.

g. Installation.

(1) Install tappets in block; injector tappets
slightly larger than valve tappets and are installed
between each pair of valve tappets [fig._3-162).

(2) Aline slots in tappet walls with tappet
guide screw holes in block.

(3) Install tappet guide screws (with nylon
inserts)[figure 3-168;; tighten to 95/115 in.-Ib.

INJECTOR |
TAPPET

Figure 3-162. Tappet installation.

3-33. Flywheel Assembly
a. Removal.
(1) Remove clutch assembly|[(para 3-15).
(2) Remove all but two capscrews and

TM 5-3810-289-34

washers securing flywheel to crankshaft; insert one or
two guide studs in vacant capscrew holes.

Note. Guide studs can be made by using a short
length of threaded rod.

(3) Remove remaining capscrews and
washers and pull flywheel from crankshaft[figure 3-163]

Note. If necessary, insert two capscrews into
threaded holes in flywheel and tighten equally to free
flywheel from crankshaft.

b. Inspection

(1) Inspect flywheel for cracks or defects.
(2) Inspect ring gear for broken or cracked
teeth. Replace if damaged.

c. Repair.

(1) If replacement is necessary, drive gear
from flywheel with blunt chisel.

(2) If an oven is available, heat new ring
gear to 600 degrees F. (315.6 degrees C.).

Caution: Overheating to temperatures above
660°F. (348.90C.) will soften gear.

(3) Place ring gear on flywheel and quickly
drive onto flywheel until gear is firmly seated.

(4) If an oven is not available, heat gear with
a heating torch-not a cutting torch-from inside diameter
so heat travels outward to teeth.

Note. The flywheel is 2.65/2.85 inches thick when
new. Machining is not recommended for an out of
balance wheel; however, % inch holes can be drilled in
the outer edge as required.

Figure 3-163. Flywheel removal.

d. Installation.

(1) Install two guide studs in crankshaft
flange. Assemble flywheel over studs to crankshaft
flange.

Note. When installing a new flywheel with MO"
marks, match " indexing marks on flywheel and
crankshaft.

(2) Insert flywheel washers and capscrews
and tighten alternately to 50/60 ft. Ibs. Using same
sequence, tighten flywheel capscrews to final torque of
100/110 ft. Ibs.



Note. If self-locking capscrews are not used,
lockwires must be installed in capscrew heads.

(3) Attach indicator gage to flywheel housing
as shown inlfigure 3-164]

(4) Check clutch pilot bearing bore. Total
run out must not exceed 0.005 in.

(5) Shift gage to indicate flywheel face
[3-165).

(6) Draw four equidistant chalk marks on
flywheel circumference.

(7) Turn crankshaft, taking up crankshaft
end clearance as chalk marks align with indicator. Run
out must not exceed 0.0005 inch per inch of diameter. If
runout exceeds 0.0005 inch per inch of diameter.
remove flywheel and clean flywheel and crankshaft
flange mating surfaces.

(8) Reinstall flywheel; check bore at face.

Note. Crankshaft must be kept at front or rear limit
of thrust clearance while check is being made.

(9) Torque capscrews to 100/110 ft. Ibs. If
capscrews have holes in head for safety wire, install by
crosswiring between pairs of capscrews.

(10) Install clutch assembly

g INDICATOR
B GAGE

CHECK BEARING BORE
FOR TOTAL RUNOUT

Figure 3-164. Flyw:hee/ indatorga% installation.

Figure 3-165. Flywheel indicator gage.

REMOVE FLYWHEEL
HOUSING CAPSCREWS
i T T T

TM 5-3810-289-34

3-34. Flywheel Housing
a. Removal

(1) Remove clutch assembly[(para 3-15).

(2) Remove flywheel assembly (para 343).

(3) Remove capscrews, lockwashers and
flatwashers securing flywheel housing to oil pan; remove
capscrews, lockwashers and flatwashers securing
housing to block [figure 3-166]

(4) Using a soft hammer, tap housing away
from engine.

b. Cleaning and Inspection.

(1) Clean dirt and burs from flywheel
housing, cylinder block, and oil pan mating surfaces.

(2) Inspect flywheel housing for cracks or
defects.

(3) If dowels are worn, sheared or loose,
replace them with new dowels.

c. Installation.

(1) Position (with adhesive) new gasket in
camshaft counterbore of flywheel housing
Be sure gasket is set firmly in place.

(2) If engine is to be subjected to dusty
conditions, install neoprene sponge rubber seal between
flywheel housing and oil pan. Seal is equipped with a
fabric pull tape or cotter key to facilitate removal of seal
(to allow removal of oil pan).

(3) Mount flywheel housing to cylinder block
and oil pan with lockwashers, flatwashers and
capscrews; snug-tighten capscrews.

d. Inspecting Flywheel Housing Bore.

(1) Attach indicator gage to crankshaft
flange as illustrated in[figure 3-168]

(2) Draw chalk marks at A, Al, B and B'.

(3) Check readings at B and B’. If total
runout exceeds 0.010 inch, use a pinch bar to move
housing one-half distance of total indicator reading in
order to center housing horizontally.

(4) Check readings at A and A’. If total
runout exceeds 0.010 inch, use a pinch bar to pry
housing

L
2EB-10G-172

(

ME 28

Figure 3-166. Flywheel housing removal.



& INSTALL CAMSHAFT
| GASKET IN COUNTER-
BORE OF FLYWHEEL
HOUSING

. T v X - wTE AE =R L5 L=1T3
Figure 3-167. Camshaft counterbore gasket installation.

Al BT BME 3810-289-15/6-174
Figure 3-168. Flywheel housing indicator gage
installation.

either up or down, whichever is necessary, one-half
distance of total indicator reading in order to center
vertically.

(5) Check housing bore circumference; total
run out must not exceed 0.010 inch.

(6) After readings are within limits, tighten
capscrews alternately and evenly to 80/100 ft.-lb. And
recheck total runout.

e. Inspecting Flywheel Housing Face.
(1) Attach indicator gage as shown infigurel

(2) Push crankshaft forward to take up end
clearance.

(3) Turn crankshaft to obtain readings on
housing face.

Note. Take up crankshaft end clearance in same

direction each time.

(4) Total flywheel housing face runout must
not exceed 0.008 in.

(5) If both bore and face runout readings
are within limits and dowels were removed, ream dowel
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holes to smallest permissible oversize with ST-406 drill
ream fixture as described in (Step 7).

(6) If necessary to correct for housing face
runout after the bore has been alined, remove housing
and recheck mating surfaces. Then reinstall, realign and
insert dowels.

Caution: Be sure all housing capscrews are
tight.

(7) To use ST-406.

(@) Attach plate to crankshaft flange,
locating tapered plug in former dowel holes.

(b) Remove tapered plug, substitute drill
and ream bushings.

(c) Drill new dowel holes. Make sure all
metal shavings are removed from dowel holes. Ream
holes for oversize dowels.

Caution: If dowel holes are not pilot-reamed or
new dowels installed straight, housing will shift and
extreme difficulty will be encountered at next engine
rebuild.

(d) Clean out dowel holes and install new
dowels.

f. Installation of flywheel and clutch assemblies.
 and[3-15]

{ INDICATOR -

\ GAGE

.

Figure 3-169. Flywheel housing indicator gage.

3-35. Oil Pan
a. General. The oil pan is located beneath the
engine block and contains the oil used for lubricating the
moving parts of the engine.
b. Removal
(1) Drain oil from crankcase (see lubrication
order).
(2) Remove engine assembly [(para 2-9),
and flywheel housing (para 3-34).
(3) Turn engine upside down.
(4) Remove all mounting capscrews,
lockwashers and flatwashers from oil pan.
(5) Lift oil pan and gasket from block
[T70); discard gasket.
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1 Oil pan

11 Lockplate, suction tube (3)

2 Capscrew, suction tube (5/16"— 12 Pipe plug (%4”) (4)
18x7/8)(3) ., 13 Pipe plug(1”)
w‘dram tube (5/16"— Suction tube assembly
18x%7)(2) . 14 Tube flange
w, pan to block (3/8"— 15 Suction screen
c 16 x 4% )(2)"0 block /8" 16 gcregn l:l
apscrew, pan oc — 17 Suction tu .
pls(‘i:x 4")(2) . Assembly drain tube
w, pan to block (3/8"— 18 Tube flange
16 x %")(18) 19 Drain tube
7 Capscrew, pan to block (3/8"— 20 Washer, plain (13/327)(27)

16 x2%") (3 rgr)
8 Suetion tube gasket
9 Pan to block gasket .
10 Lockwasher, pan to block (3/87) (27)

Figure 3-170. Oil pan, exploded view.

c. Cleaning and Inspection.
(1) Remove all gasket material from oil pan
mating surfaces.
(2) Visually check oil pan for cracks. If a
leak, is suspected, check using dye penetrant as follows:
(a) Spray suspected area with dye

(b)  Allow penetrant to dry for fifteen
minutes. Do not "force dry".

(c) Spray area with dye developer, and
check for crack indications.

penetrant.
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(3) Check all threaded holes for damaged
threads.

d. Repair. Repair small cracks in pan by welding.
Do not weld finished surfaces.
e. Installation.

(1) Install pipe plugs and drain plugs in oil
pan securely. Do not overtighten.

(2) Position (with adhesive) new gasket on
oil pan mounting surface. Be sure mating surface is
clean of all old gasket material. Check dowels for worn
or loose condition.



(3) Position oil pan to block,[figure 3-171]
and secure with flatwashers, lockwashers and
capscrews. Tighten capscrews enough to hold oil pan
firmly in place.

(4) Using a straightedge, check rear surface
of block and oil pan to be sure these surfaces are flush
(fig.—3-172).

Note. Pan must be flush with rear of block to
prevent oil leakage and distortion of flywheel housing.

(5) After checking pan-to-block alinement,
loosen all capscrews mounting pan to block.

Caution: Oil leakage may occur if oil pan
capscrews are tightened before flywheel housing
installation.

(6) Install flywheel housing [para 3-34).

(7) Tighten all capscrews securing pan to
block.

(8) Install engine assembly (para 2-9).

3-36. Oil Drain Tube

a. Removal Remove capscrews, lockplates and
lockwashers securing tube (fig. 3-173) and bracket to
block; lift tube and bracket from engine.

b. Installation.

(1) Install oil drain tube and bracket on
bottom of cylinder block on camshaft side of engine;
secure tube and bracket with lockplates and capscrews.

(2) Tighten drain tube flange to cylinder
block first; then tighten bracket capscrew to block. This
eliminates the possibility of the drain tube binding
between bracket and tube flange.

POSITION OIL PAN
AND TIGHTEN
CAPSCREWS (27)

/

>
INSTALL
N EWY
GASKET

ME 3510=-2B0-15/6-177 -

Figure 3-171. Oil pan installation.
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BRACKET DRAIM

TUBE

v ME 3810=2889-15/6-179
Figure 3-173. Drain tub capscrews removal.

3-37. Oil Pump Replacement
a. Removal.

(1) Remove oil pan [[para 3-35).

(2) Remove capscrews and lockplates
securing oil pump[figure 3-174] and suction tube strap to
block.

(3) Lift pump and tube assembly from block.

b. Installation.

(1) Assemble suction tube to oil pump with
lockplates, capscrews and new gasket; tighten
capscrews finger tight.

(2) Attach hanger straps to suction tube bell;
screw locknuts to within one turn of being tight.

(3) Position oil pump, suction tube and
hanger straps to bIock,mpﬂ install mounting
capscrews and lockplates; tighten oil pump capscrews

securely and lock lockplates.
(4) Tighten strap-to-block capscrews finger

(5) Tighten  suction  tube-to-pump
capscrews; tighten locknuts securing hanger straps to
suction tube bell. Tighten hanger straps-to-block
capscrews.

tight.



(6) Check all capscrews and locknuts; lock
all lockplates.

(7) Install oil pan

i [ i
4 : b
— M BBLE=E80- 1806- 100

Fig_gure 3-174. Oil pump capscrews removal.

d. Inspection and Repair.
Note. Dampers are not subject to field repair,

Figure 3-175. Oil pump and suction tube installation.

3-38. Vibration Damper and Crankshaft

Hub

a. General. The vibration damper prevents
damage to the engine due to vibrating forces. The type
used is a viscous damper, which allows operation over a
greater variation in load and mass than other types, due
to design.

b. Removal.

(1) Place a wooden block between a
crankshaft counterweight and cylinder block wall to
prevent crankshaft from turning (fig._3-176).

(2) Disengage lockplates and remove
capscrews securing damper to hub,
remove damper.

3) Remove capscrew and flatwasher
securing hub to crankshaft[figure 3-176]

(4) Using ST-887 flange puller, pull hub

from crankshaft,[figure 3-178]
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therefore, if inspection shows them to be defective,
install a new damper.

(1) Spray damper with dye penetrant.

(2) Place damper in oven heated to 200° F.
(930C.) Allow damper to reach oven temperature.

(3) Remove damper from oven and inspect
for oil smudges or fluid leakage.

(4) If oil smudges appear, discard vibration
damper.

(5) An alternate but less effective method
for inspecting viscous dampers is by shaking damper.
Movement of loose pieces will be felt or heard if fluid has
been lost. Tap front face at outside and inside seal. If
seal is broken, a hollow sound is heard at break.

(6) Inspect for wear at oil seal contact
surface; replace if flange is grooved deeper than 0.005
in.

(7) Check damper mounting capscrew hole

threads.

CYL:NDm{" p
BLOCK ]

; e J“ h l>--=:|xr-.-5=-|.
Figure 3-176. Crankshaft hub capscrew removal.

c. Cleaning. Viscous dampers should be cleaned
of rust, dirt or grease with a suitable solvent cleaner.

CRAMKSHAFT HUB
CAPSCREW

Figure 3-177. Vibration damper removal and installation.



PULLER

Figure 3-178. Crankshaft hub removal.

e. Installation.

(1) Slide flange over crankshaft end; secure
with large retainer washer and Nylon capscrew. Torque
capscrew to 120/140 ft.-lbs.[figure 3-179]

(2) Place vibration damper over flange,
Secure with lockwashers and capscrews.

(3) Torque capscrews to 85/45 ft.-lbs.

(4) Eccentricity of vibration damper
mounting fange measured on the outside diameter of the
pilot must not exceed 0.004 in. total indicator reading,
(A,[fig. 3-181).

(5) Wobble in the vibration damper
mounting flange must not exceed 0.003 in. measured at
23/4 in. radius (B, fig._3-187).

(6) After assembly, vibration damper
maximum allowable runout (total indicator reading) must
not exceed values shown in

Note. Make checks with dial indicator measured
on smooth inner ledge of inertia member. Keep
crankshaft thrust clearance to front or rear limit while
checking wobble.

FLANGE

Figure 3-179. Crankshaft hub installation.
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VIBRATION )
DAMPER 7

Figure 3-181. Vibration and crankshaft hub eccentricity
and wobble measurements.

3-39. Gear Cover

a. General.
- (1) Remove accessory drive pulley
23))
(2) Remove vibration damper and

crankshaft hub )

(3) Remove all capscrews and lockwashers
securing cover to block (including two capscrews behind
mounting plate) (fig._3-182).

(4) Lift gear cover from engine.

(5) Remove and discard gasket.

b. Inspection.
(1) Inspect gear cover for cracks or other

(2) Remove all oil seal and bearings. (8)
Inspect gear trunnion outside diameter [fig. _3-183) for
wear. If excessive, install a bushing as described in
subparagraph c.

defects.
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4) Inspect accessory drive bushing.
Replace if inside diameter exceeds 1.322 inches.
c. Repair.

(1) Press new bushing into cover as
required.

(2) Do not install oil seals until gear cover is
to be assembled to engine; this prevents collection of
dirt.

3 Gear cover trunnion bushing

replacement.
(@) Machine gear case trunnion to 4.

747/4.750 in. outer diameter,[figure 3-183]

(b) Press bushing over machined trunnion
with chamfered side of bushing toward gear case.

“ GEAR COVER

BEE 3HI0=2Ed=15/F- 100

Figure 3-182. Gear cover removal and installation.

1 Capscrew 3/8"—16 x 2%4™

2 Capscrew 3/8” x 1% (2)

3 Trunnion bushing

4 Capscrew 3/8"—16 x 3% " (2)
5 Capscrew 3/8"—16 x 2% " (10)
6 Capscrew 3/8"—16x3%"”

7 Capscrew 3/8"—16 x7/8"(3)
8 Pipe plug(3/8”)

9 Gear cover-

10 Bushing

11 Dowel

12 Dowel

13 Dowel

14 Gasket

15 Gasket

16 Lockwasher (3/87)(19)

17 Nut(2)

18 Housing plate

19 Pipe plug

20 Pipe plug

21 Qil seal

22 Oilgeal

23 Washer (13/32")(19)

Figure 3-183. clearance should be maintained between 0.002/0.0075

(@) Inspect bushing for wear, install new in.

bushing if worn larger than 1, 322 in. Be sure oil hole is e. Installation.
indexed. (1) Position new gasket to gear cover with

(b) See Shaft to bushing gasket
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adhesive.

(2) Secure gear cover to mounting plate and
block with lockwashers and capscrews,
Tighten to 30/35 ft.-Ibs torque.

3-40. Gear Cover Mounting Plate

a. Removal. Remove capscrews and
lockwashers securing plate to block [fig. _3-184). Tap
plate from block with lead or plastic hammer. Discard
gasket.

b. Inspection.
cracks or defects.

c. Installation.

(1) Be sure old gasket material is removed
from mounting plate; position a new plate-to-block
gasket on back of plate with gasket adhesive.

(2) Mount plate over dowels[ figure 3-185|
and secure with lockwashers and capscrews; tighten to
30/35 ft.-Ib.

Inspect mounting plate for any

REMOVE MOUNTING
= PLATE CAPSCREWS
iy i

Figure 3-184. Gear cover moting plate removal.

MOUNTING

Figure 3-185. Gear cover mounting b)éié ir;étéllation.

3-41. Bushings, Camshaft, Gears
a. General. The camshaft is located on the upper
left side of the cylinder block and is driven by the
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camshaft gear. It is supported in the block by three
bearings and is positioned by a thrust plate secured to
the cylinder block. The cams which actuate the inlet and
exhaust valves are forged integrally with the shaft. The
camshaft and camshaft gear can be removed as a unit if
desired after the timing gear cover has been removed.

b. Removal of Camshatft.

(1) Since the crankshaft oil slinger partially
covers the camshaft gear, remove slinger mounting
capscrews and lockplates, (fig.—_3-186] and remove
slinger from crankshaft; discard lockplates.

(2) Remove capscrews and lockwashers
(accessible through openings in camshaft gear) securing
camshaft retainer bearing to block.

3) Rotate camshaft gear slightly to
disengage gear teeth while carefully pulling camshatft,
camshaft gear and bearing plate from block. Refer to

c. Cleaning and Inspection of Camshaft.

(1) Steam clean camshaft assembly.

(2) Check camshaft journals
micrometers. Refer td figure 3-188]

(3) Replace camshaft if journals are worn
beyond limits given in[table 2-2]

(4) Replace camshafts that have scuffed,
scored, or cracked injector or valve lobes. Check by
magnetic inspection for possible cracks.

(5) Regrinding of camshaft lobes is not
recommended.

(6) Magnetic inspection.

(a) These instructions apply to the magnetic
particle inspection using "Magnaflux" or equivalent. The
camshafts should be tested by the active or continuous
method. That is, the whole surface must be wetted with
the magnetic particle suspension before the magnetizing
current is applied. Shafts must be magnetized by a
single "shot" of current.

with
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=

l_:/gufe 3-186. Oil sliner capscrews removal.



CAMSHAFT ! = ;
Figure 3-187. Camshaft removal.
W
Figure 3-188. Camshaft journals measurement.
(b) 1500 amperes DC longitudinal

magnetizing currents must be used for locating open
seams and the presence of non-metallic inclusions; for
detecting grinding checks a circular (coil) magnetizing
current of 2000 amperes DC must be used. Limits of
accept ability for injector cam:

(c) Subsurface longitudinal indications:

1. None acceptable on nose.

2. Short longitudinal indications up to 5/8
inch long are acceptable in the critical region on the cam
surface, 2 inch before nose, and 3/8 inch after nose.

3. Not more than two indications allowable
in the critical region of any one cam.

4, Light longitudinal indications not
exceeding two in number are allowable outside of the
critical regions.

5. Parallel indications must be separated by
at least 1/16 in. of metal.

(d) Open longitudinal indications; Open
indications are not allowable except on the base circle.
A maximum of two longitudinal open indications ¥4 inch
long or less will be allowed on the base circle provided
they are not closer together than 'A inch and are visible
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only as a tightly closed line when the surface is wiped
clean. Open indications shall not be closer than 3/16
inch to the edge of the cam.

(e) Circumferential indications (lying at an
angle greater than 15 degrees with the longitudinal
centerline) are not allowable.

(7) Limits of acceptability for valve cams.

(a) Subsurface longitudinal indications:

1. 1/8 inch indications are allowable on the
nose.

2. Light longitudinal indications up to %2 of
the cam width are allowable on the ramp.

3. Not more than two indications are
allowable on the ramp or nose of any one cam.

4, Light longitudinal indications not
exceeding two in number are allowable on the base
circle of any one cam.

5. Parallel indications must be separated by
at least 'A in. on the ramp and nose by 1/16 inch on the

base circle.

(b) Open longitudinal indications: Open
indications are not allowable except on the base circle.
A maximum of two longitudinal open indications 1/4 inch
long or less will be allowed on the base circle provided
they are not closer together than 1/4 inch and are visible
only as a tightly closed line when the surface is wiped
clean. Open indications should not extend closer than
3/16 inch to the edge of the cam.

(c) Circumferential indications (lying at an
angle greater than 15 degrees with the longitudinal
centerline) are not allowable.

(8) Limits of acceptability for

(@)

(b) Open indications: Four open longitudinal
indications are permitted in each section of bearing
provided not more than half of them extend the full width
of the bearing. Edges of such indications are to be
stoned, not to exceed 0.0005 inch deep.

d. Removal of Gear.

(1) Remove gear if chipped, cracked or
visibly worn.

(2) Gears with three capscrews mounted
thrust bearing must be pulled from the camshatft.

(@) Slide two steel bars, 4 inch by 1 inch
behind gear and thrust bearing.

(b) Insert gear puller jaws through access
holes in gear.

(c) Tighten puller bolt until gear is free of

bearing
surfaces.
indications

Subsurface are

acceptable.

camshaft.

(3) Camshafts with two capscrew mounted
thrust bearing.

(@) Place camshaft and gear in press.
Support gear as near hub as possible by using short bars
lying parallel with thrust bearing.



(b) Press camshaft from gear.
Note. Care must be taken to prevent gear
breakage due to improper use of press and support bars.
(4) Note type of key used. See[figure 3-189|
"B"-straight, as viewed from gear case of engine.

B

Figure 3-189. Camshaft gear key from gear case end.

e. Installation of Gear

(1) Coat gear hub area of camshaft with
lubricant.

(2) Install camshaft thrust bushing on
camshaft with grooves in bushing toward gear.

(3) Heat gear evenly to 4000F. (204.400 C)
with heating torch (not a cutting torch).

(4) Press on new camshaft gear, aligning
gear keyway with camshaft key.

(5) Check between thrust bearing and
camshaft gear for 0.007 to 0.011 in. clearance for new
thrust bearing.

f. Installation of Camshaft.

(1) Lubricate all camshaft bushings (in
block) with high pressure grease.

(2) Rotate camshaft during installation to
allow lobes to pass through bushings easily.

(3) Index "O" on camshaft gear with 'O’ on
crankshaft gear; this is Number One topcenter firing
position.

(4) Slide camshaft completely into block;
align bearing retainer mounting holes with those in block
and secure with lockwashers and capscrews through
openings in camshaft gear. Refer to[figure 3-1901

(5) Tighten capscrews to 30/35 ft. Ib.

g. Camshaft Checks After Installation.

(1) Gear backlash. Bear backlash is the
amount of play between intermeshed gears. Excessive
back lash is a good indication that gear (s) is/are worn
and should be replaced.

(a) Backlash of all gears in gear train may
be checked with a dial indicator gage or narrow feeler
gage.

(b) When dial indicator gage is used, locate
gage so contact point contacts gear tooth; move gear
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counterclockwise against indicator point and set indicator
at"O".

(c) Move gear clockwise against indicator
(fig.__3-191) note reading. Repeat checks on four
equidistant points on gear.

(d) Normal gear backlash for J six-cylinder
engines with new gears is 0.004/0.007 in. between
mating gears.

&

CAMSHAFT
o GEAR

Figure 3-190. Securing camshatft beafihg"réfainé; to
block.

DIAL INDICATOR
y GAGE
L0220

\ CAMSHAFT

GEAR ]f"'

ME A5 10-p0- i B 15

Figure 3-191. ) hecking camshaft gear backlash.

(e) Worn gears will naturally have more
backlash than new gears and will rattle if backlash
exceeds 0.012/0.020 in. If noise is not objectionable, do
not replace gear(s) unless backlash exceeds 0.020 in. or
unless gear(s) is/are visibly worn.

Caution: Insufficient gear lash or improperly
mated gears cause quick gear failure.

(2) Camshaft end play.

(a) Secure dial indicator gage clamp to gear
cover plate.



(b) Locate indicator pin against front of
engine as far as possible Set gage at "O".

(c) Push camshaft and gear toward rear of
engine as far as possible; read gage [figure 3-192]

(d) Proper camshaft end play is
0.007/0.0.011in.; if clearance exceeds 0.015 in., replace

BaiDiaL
£/ INDICATOR |
hgse i GAGE
e

Figure 3-192. Checking camshaft end play.

3-42. Rear Cover and Seal
a. Removal.

(1) Remove capscrews and lockwasher
securing cover to block.

(2) Slide rear cover, seal and gasket off the
crankshaft (fig._3-193).

(3) Discard seal and gasket.

b. Inspection. Inspect rear cover for cracks or
defects. If damaged, replace the rear cover.
c. Installation.

(1) Alinement during engine assembly is the
biggest factor to proper performance of the rear cover
unit. The outer machined surface, indicate by arrows in
[figure 3-194 lis provided so the rear cover may be
properly centered around the crankshaft. Attach
indicator to crankshaft with point resting on machined
surface and maintain within a maximum of 0.005 inch
runout.

(2) Coat new rear cover 3eal with clean
Lubricating oil.

(3) Lay rear cover on arbor press table with
mounting surface face down.

(4) Use a flat plate, larger than outside
diameter of seal and press seal ("open" side down) into
cover until rear of seal is flush with rear of cover.

(5) Lubricate cavity between oil seal lips
with clean lubricating oil.

(6) Clean the crankshaft chamfer outside
diameter. A burr on the chamfer would cut the seal and
cause a leak.
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bearing retainer and/or camshatft.

(7) Position a new cover-to-cylinder block
gasket onto cylinder block with gasket adhesive.

(8) Attach ST-558 seal tool assembly [(fig.]
[3-195) to crankshaft; slide rear cover and seal assembly
into position over tool.

ME 3810-289-15/6-202

Figure 3-194. Rear cover locating surface.

(9) Install lockwashers and capscrews to
secure cover to cylinder block; screw in until finger tight.

(10) Shift cover until oil pan surface of cover
is flush with oil pan surface of cylinder block,[figure 3-
Use a piece of metal with a straight edge to check
alinement.

(11) To check rear cover alinement, mount
indicator on crankshaft end with point of indicator on
machined surface of rear cover trunnion as illustrated in
Rotate crankshaft and check alinement;
total indicator runout must not exceed 0.005in.

(12) Tighten mounting capscrews to 20/25
ft.-1b.
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Figure 3-196. Rear cover alinement check.
3-43. Pistons; Connecting Rods; Piston
Rings; Replacement and Repair
a. Removal.

(1) Turn engine right-side-up and clean all
car bon from upper inside wall of each cylinder liner with
ridge reamer and fine emery cloth or equivalent[figure 3

1971

(2) To facilitate removal of rod and piston
assemblies, turn engine until crankshaft is in vertical
position.

(3) Remove connecting rod U-bolt nuts and
lock plates; pull caps and bearing shells from connecting
rods|figure 3-198]

4) Push connecting rod and piston
assemblies from cylinder liners with wooden stick,
holding pistons so they will not be dropped and
damaged.

Caution:
cylinder liners.
(5) Reassemble each connecting rod cap to

Do not mutilate inner walls of
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assembly as it is removed|[figure 3-199 the rod caps are
not interchangeable. Label each assembly by cylinder
number; tape mating bearing shells together and label
each pair by cylinder number for later reference.

Note. Check each rod and cap as removed to
make sure it is stamped, in case of mixing, so all parts
are reassembled correctly. Likewise, if a new assembly
is to be used be sure to stamp before assembly to
engine.

CLEAN CYLINDER LINER
WITH EMERY CLOT

Figure 3-197.

Figure 3-199. Reassembling cap to 'c-bﬁhé“cﬁnél rod.



Figure 3-200. Connecting rod specifications.

(6) Remove piston pin snap rings.

(7) To facilitate the removal of piston pins,
first heat pistons in hot water; then push pin from piston,
using an arbor press or other suitable method. Do not
drive or otherwise force pin from piston.

b. Inspection.

(1) Connecting rods.

(a) Magnaflux all connecting rods, caps and
bolts; discard if cracks are detected.

Note. Be sure rod and cap are kept mated at all
times. Check rods for cracks with 1800 ampere current
AC equipment or 1500 ampere current DC or rectified
AC equipment longitudinally between plates. Check rods
for cracks with 3400 ampere-turns with AC equipment or
2600 to 2800 ampere-turns with DC or rectified AC
equipment in a coil. Pay particular attention to shaded
critical areas shown in

Note. Ampere-turns is defined as the amperage
flowing through the coil, multiplied by the number of turns
in the coil. Most coils contain four turns and therefore
only 700 amperes need to be applied with DC
equipment, or 850 amperes with AC equipment. Apply
one and one half percent wet solution while current is on.
Make visual inspection after each application of current.

(b) Assemble cap to rod and alternately
tighten nuts to operating tension by Template method as
described intable 2-2]

(c) Check crankpin bore with a dial bore
gage or inside micrometers. Correct size is important to
provide correct bearing crush. Seeltable 2-2| [figure 3-
and (6,[fig_3-200).

(d) Check piston pin bushing diameter with
ST-504 plug gage or with inside micrometers. Seel[table]
[2-2[figure 3-202]and (4, fig._3-200).

(e) Use ST-561 Checking Fixture and
Locating Mandrel to check rod alinement.

(f) Calibrate checking fixture for rod size as

follows:
1. Select a new rod that has been checked
for correct absolute center to center length. C and J rods
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are 9.500 in. between centers. (Production rods may
vary from 9.498 in. to 9.500 in. (5, fig._3-200).

2. Assemble cap to rod as described in
[table 2-2]

3. Insert piston pin, furnished in ST-562
mandrel set, in crankpin bore.

4. Insert and tighten ("snug" only) expanding
arbor, furnished with Locating Mandrels, in crankpin
bore.

. Setrod in fixture. (fig. _3-203).
Move dial holder so dials indicate on

o ol

piston pin.

7. Zero dial indicators.

8. Lift rod, arbor and pin assembly from
fixture; turn horizontally 180 degrees; set back in fixture.

9. Readjust dial indicators to divide
difference between first and second readings, fixture is
now calibrated.

(g) Check rod alinement as follows:

1. Measurements read directly from dial
indicator indicate comparative length and misalignment
of bores. Measurements apply with or without bushing
installed.

CHECK CG\;\’;EC‘HNG ROD CRAMNK JCJHIAL BORE
Figure 3-201. Connecting rod crank journal bore check.

2. Assemble ST-562 Mandrel in rod to be
checked.

3. Setrod in fixture.

4, Take readings
misalignment of bores.

5. Turn rod 180 degrees. Total reading
must not exceed 0.008 in. when connecting rod does
not contain bushing or 0.004 in. with bushing installed
and bored to size. This is combined plus and minus
readings of indicator. Length must read + 0.001 in. on
gages.

for length and

6. Measure rod twist with a feeler gage
between piston pin and dial holding plate. (fig._3-2041).
When measuring connecting rod twist in ST-562 and rod
does not contain piston pin bushing, twist must



CHECK CONNECTING ROD PISTOMN PIN BUSHING

i

Figure 3-202. Connecting rod piston pin bushing check.

i s
CK ROD BORE
ALIGHNMENT

Figure 3-203. Rod bore alinement check.

not exceed 0.020 in. Twist must not exceed 0.010 in.
with bushing in place and bored to size.

(h) Check centerline of rod as follows:

1. Attach a dial indicator so it will contact the
side milled surface of piston pin end of rod.

2. Slide crankshaft end of connecting rod
sideways to contact ST-561 on same side as indictor
gage. See Step 1.

3. Zero indicator gage on milled surface.

4. Turn rod 180 degrees; repeat all above
checks.

Note.
0.015 in.

Difference in reading should not exceed

(2) Pistons.

(a) Clean pistons in a solvent cleaning bath
that will not attack aluminum or blast with a material that
will not imbed in or remove metal (ground seed, etc.).

Caution: Piston skirts are coated with a plating
that may blister if overheated. Recommended that
water boiling point not be exceeded.

(b) After cleaning, check top and second
ring grooves with ST-560 Wear Checker[figure 3-205]

(c) Shoulders of gage must not touch ring
groove lands if piston is to be reused. If shoulders touch,
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discard piston or mark piston for regrooving to the top
groove.

ME 381 ~1B/6=513

Figure 3-205. Ring groove wear check.

(d) If ST-560 is not available, check wear
with a segment of a new ring and a feeler gage.

1. Hold ring in groove, flush with land.

2. Insert 0.006 in. feeler gage.

3. If gage enters groove without forcing or
disengaging ring, wear is excessive and piston should
not be used or should be marked for regrooving.

(e) Measure piston skirt diameter with
micrometer at right angle to piston pin bore (2, [fig._3-206|
for barrel-ground pistons), measure straight or tapered
ground pistons at point 1 and 3. Pistons should not be
reused if worn more than indicated in [table 2-2] on this

diameter.
0} Pistons should be
temperature of 70/90 F.; seeltable 2-2]

checked at



IS A

Figure 3-206. Piston check points.

FEELER
GAGE

el PISTON
RING

PISTON

Figure 3-207. Piston ring gap check.

Note. After measuring piston and comparing with

liner inside diameter, piston-to-liner clearance may be
computed if desired.
Piston pin bore checked at 700 F. (21.1' C.) should fall
within limits shown in {able 2-2;:]add 0.005 in. per 10 F.
(-12.2" C.) up to 900 F. (32.2° C.). Check piston pin
outside diameter with micrometers. Pins should not be
reused if out-of-round more than 0.001 in. or worn
smaller than indicated in[table 2-2]

Caution: Reboring of piston pin bores and use
of oversize pins is not practical because the
misalinement that results from such practice will
cause seizure of piston or failure of connecting rod
bearings.

(3) Piston rings.

Note. Normally, new piston rings are used at the
rebuild period. New rings should be checked in the
cylinder liner in which they worn to be used to make sure
the gaps are correct.

(a) Insert each ring in mating cylinder liner;
position with head of a piston so it is seated squarely.

(b) Seat ring in an unworn area of the liner.

(c) Measure ring gap with a feeler gage.

3-73

TM 5-3810-289-34
fig. 3-207). Gap should fall within limits given in
2]

(d) If necessary, file or stone the ends of the
rings to obtain the minimum gap.

Caution: Never file or stone chromeplated
rings and never use chrome-plated rings in chrome-
plated cylinder liners.

(e) Check current parts catalogs to make
sure you use proper ring/piston combination.

Note. When used, chrome-plated compression
ring is always installed in top piston ring groove.

() Pistons and rings are available in
standard 0.020, 0.030 and 0.040 in. oversizes.

c. Repair.

(1) Connecting rods.

(a) Restore filet.

1. Minimum 0.070 in. fillet radius at all
corners, (7, [fig._3-200). Maximum 1/16 in. metal may
be milled off to restore radius.

2. Remove nicks and dents which are less
than 1/16 inch deep by grinding or filling with a half round
file. Radius must be /2 inch or more. Blend radii at ends
of cut. Scrap rod if dents are deeper than 1/16 inch, (8,
Lfig. 3-200).

(b) Chamfer piston pin bore.

1. ST-861 Chamfering Tool is used to
chamfer tapered piston pin bushing bore, if not
chamfered.

2. Install proper bushing tool detail by use of
flat-head screw.

3. Set the guide screw holder in position;
there are three notches, so guide screw will follow on
face of bore.

4. Adjust tool fit until point just clears guide
screw and tighten in position with two setscrews.

5. Install unit into bore.

6. Adjust the guide screw (up or down) until
tool bit just engages bore.

Note. A slight pressure is required against guide
screw. To obtain this pressure, tighten setscrew in end
of holder against guide screw.

7. Insert drive ratchet and turn tool one
complete turn to clean up edge of bore.

8. Loosen guide screw and again turn tool
one or more complete turns to give a clean cut.

Note. Repeat until a uniform chamfer of 0.040 to
0.060 in. depth is reached.

9. Remove tool from bore, turn rod over and
chamfer other side of bore.

10. With both sides chamfered, remove
tool.

11. Use emery cloth to remove any sharp
edges which may have been left on chamfer.

12. Wash rod which is ready for bushing
installation.

(c) Replace piston pin bushing.



1. Use ST-605 Mandrel and Block in an
arbor press to press out old piston pin bushing. [Figurel
3-208.

2. Use a straight or tapered sleeve from ST-
605 depending upon type of connecting rod.

3. Aline oil hole and use ST-605 Mandrel to
press in new bushings to a point flush with milled side
surfaces.

4. Aline tapered bushing half on tapered
sleeve and press flush with milled side surface. Turn rod
over to install second bushing.

5. Fill lubrication holes with soap to keep
shavings out.

6. Mount connecting rod in ST-526 Boring
Machine, figure 3-2091

7. See instruction booklet furnished with the
machine for operating procedures.

8. Check rebushed rods in ST-561 as
described in previous paragraphs.

9. When reworking wide connecting rods for
use with new pistons:

(@) Machine piston pin end of connecting
rod an equal amount on both sides until it measures
1.150/1.160 in. wide.

(b) Chamber pin hole 15 degrees by
0.200/0.040 in. deep to allow installation of bushing.

(c) Install bushings.

(d) Bore new bushing to 1.500/1.5 in. (4[figl
[3-200).

(e) Use ST-561 to check rebushed rods.

(2) Pistons.

Note. This applies only to aluminum pistons
without top ring groove inserts. Observe following
precautions when regrooving.

PISTOM FIN
BUSHING

Figure 3-208. Piston pin bushing installation.

(@) Set up piston in lathe or similar device.
Make certain piston is held securely without dam aging
or distorting machined surfaces. Install ST 483 (15
degree grooves) Grooving Tool in lathe.

(b) Set tool to only clean up bottom face of

TM 5-3810-289-34

Figure 3-209. Boring piston pin bushing on ST-526.

groove, removing as small amount of material as
possible.

(c) The tool is a formed tool so balance of
cut will come from top of groove.

(d) Hold machined surfaces within 0.0015
in. total indicated runout.

Caution: Limits must be held accurately for
satisfactory ring performance.

(e) Stand letters "OW" (over-width ring) after
part number on piston crown.
d. Assembly.

Assembly.

(1) Pistons are machined to a very close
weight tolerance; therefore, as long as the same part
number piston is used throughout the engine weight
does not affect engine operation.

Note. Be sure rod and cap are stamped before
disassembly to prevent mixing parts.

(2) Connecting rods have the weight (720,
etc.) stamped on the rod cap and must be matched with
other rods by weight. Total weight between rod
assemblies in any one engine should not vary more than
0.03 Ib. Weight includes piston pin bushing, bolts,
lockplates and bearing shells.

(3) Install one piston pin snap ring in piston

Piston-to-Connecting Rod

pin bore.

(4) Heat aluminum pistons in boiling water
or, not exceeding water boil temperature, in an oven and
install pin through piston and connecting rod pin bores
before piston cools; at 70 o F. the pin fit is 0.0001 to -
0.0003 in. which prevents pin assembly unless piston is
heated.

Caution: Never drive piston pins in pistons.
Driving may cause distortion of the piston, causing
piston seizure in the cylinder liner.

(5) Secure pin with second shap ring at
opposite end-of pin bore.

e. Installation.

(1) Check all pistons (for any one engine) to
make sure they are the same part number.

(2) Check all connecting rods and caps to
be cer-



tain they are properly stamped and mated.

(3) Check weight of all connecting rods.
Actual weight of each rod assembly (which includes
bushings, bearing shells, bolts, nuts and lockplates) must
not vary more than 0.03 Ib. among all assemblies in any
one engine.

(4) Heat aluminum piston in boiling water
and push piston pin through piston and connecting rod
before piston cools[figure 3-210]

Caution: Never drive piston pin into piston, as this
may distort piston enough to cause seizure in liner. Do
not over heat pistons (220°F. (104°C.) maximum).

(5) Secure piston pin at each end with snap
rings; snap rings must be seated in grooves of piston.

(6) Check side clearance of rod (piston pin
end) to piston boss with feeler gage; clearance must be
0.040/0.050 in.

(7) Before installing rings on pistons,
lubricate rings and pistons with clean lubricating oil.

(8) Install piston rings, using ST-760 Ring
Expander[figure 3-211]

(9) All rings must be installed with the word
“Top" toward top of piston. Compression rings are
placed in upper grooves, usually the top ring is chrome
plated; oil rings (which may be multiple piece
assemblies) are placed in lower groove.

(10) Stagger ring gaps so they are not in
line with each other or with piston pin holes in pistons.

Caution: Never use chrome-plated rings in
chrome-plated cylinder liners.

(11) Remove U-bolts and cap from one

connecting rod assembly.

VA

Figure 3-210. Installing pin in piston and rod.

Caution: These parts are not interchange able.
(12) Turn engine to vertical position on
engine stand; rotate crankshaft until any two crank
throws are at bottom-center position.
(13) Compress piston rings with ST-755
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ST=7460
RIMG EXPAMNDER

Figure 3-211. Piston rings installation.

Ring Compressor.

(14) Match cylinder number stamped on rod
with cylinder in block; locate stamped number on rod
toward camshaft side of engine. Install rod and piston
assembly into liner by tapping top of piston with wooden
hammer handle until piston rings have cleared ring
compressor[figure 3-212]

Caution: Do not turn piston in liner. Support
connecting rod to prevent scratching or marring
liner bore. If ring breakage is suspected, remove
assembly from liner and check rings carefully.

(15) Moving to bottom of block, grasp
connecting rod and pull to within a short distance of
crankshaft (for bearing shell clearance).

(16) Lubricate crankshaft contact surface of
upper bearing shell with a thin coat of graphite grease
such as Lubriplate.

(17)  Slide shell into position between
crankshaft journal and rod; be sure that shell locking
tang makes firm contact with recess in connecting rod.

(18) Place lower bearing shell in connecting
rod cap and lubricate shell with graphite grease such as
Lubriplate. Be sure that the shell locking tang is seated
in milled recess in cap. Cylinder numbers on rod and
cap must be on same side and must match (1to 1, 2 to
2, etc.). Install U bolts on rod; install cap to rod over
crankshaft journal,[figure 3-213] lubricate bolts, nuts and
lockplates and assemble.

(19) Tighten front (of engine) U-bolt nuts,
then rear U-bolt nuts to 15/20 ft. Ibs[figure 3-214]

(20) Bar crankshaft around after each piston
and rod assembly is installed to see if assembly is
binding. After each piston and rod assembly is installed,
a little more effort will be required to turn crankshaft;
however, if one assembly causes an unusual binding, it
indicates an out-of-round liner (probably caused by a
misplaced liner packing ring) or an incorrect or
misplaced piston ring.

(21) Assemble and install each piston and
rod
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Figure 3-214. Torquing connecting rod U-bolt nuts.
assembly in foregoing manner; then:
(@) Tighten each nut (first front, then rear) to
30 ft. Ibs.
(b) Loosen all nuts and repeat steps 19 and
21a.
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(©)

(d) Finish tightening by advancing each nut
an additional one-half hex (30 degrees).

(e) Check torque in clockwise direction; if
less than 38 ft Ibs. is required to turn nut after tightening
sequence is completed, remove U-bolt(s) and replace
with new one(s).

(22) Tightened rod should be free to move
sideways on crankshaft journal. Check with hand
pressure first; tap lightly with soft hammer only if
necessary. Check side clearance (between crankshaft
journal and side of connecting rod),[figure 3-215] a
minimum of 0.008 in. clearance should be present in
this area.

Note. If rod is not free, remove cap and check for
improper bearing shell size, bur, dirt, tang
misengagement, etc. before proceeding with engine
assembly.

Advance each nut one-half hex (30
degrees).

Figure 3-215. Rod-to-crankshaft side clearance check.

3-44. Crankshaft Assembly; Bearings; Seals

a. Removal.

(1) Referto and remove the
connecting rods.

(2) Turn engine so bottom side is up; loosen
capscrews securing caps to block, leaving two or three
threads engaged in block to pilot caps as they are
removed.

(3) Pry each cap loose with pry bar (fig. 3
[216): remove capscrews and lockplates and lift caps
from block (fig._3-217).

Note. Lower thrust rings are held in place with
dowels on No. 7 main bearing cap. Upper thrust rings
rest in chamfer on No. 7 main bearing bore in block. Be
careful not to drop thrust rings; remove before lifting
crankshaft.

(4) Remove main bearing shells from
crankshatft (if they did not adhere to caps).



(5) Lift crankshaft from cylinder block, using
hooks covered with rubber hose, or a rope, to prevent
bearing surface damage,[figure 3-218.] Remove upper
main bearing shells.

(6) Tape lower and upper main bearing
shells together and identify according to cylinder number
for future reference.

b. Main Bearing Caps.

(1) Main bearing caps have an interference
fit to block of 0.002/0.004 in.

(2) Caps must fit in block with no
perceptible clearance or "shake". Milled faces of cap
must always rest on mating portion of block to prevent
distortion during tightening.

(3) Replacement caps, must be machined
to fit.

c. Main Bearing Cap Replacement.

(1) Semi-finished replacement main bearing
caps are available for limited use in rebuild shops.

Note. The responsibility for use of semi-finished
caps must be assumed by the engine owner or by the
shop which performs the work.

(2) Replacement main bearing caps have
0.003 in. material in bore and 0.005 in. excess in length
(pilot dimension). Other dimensions are the same as
finished main bearing caps.

PRY BAR

'MAIN BEARING
L CAPS

e

Figure 3-216. Prying main bearing caps loose.

LOOSEN
CAPSCREWS (14)

Figure 3-217. Removal of main bearing caps from block.
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CRAMKSHAFT

Figure 3-218. Lift crankshaft from block.

(3) A No. 7 new replacement cap does not
have cap-to-block dowel holes and must be machined to
block width.

(4) Machine an equal amount of material
from each end of semi-finished cap to provide
0.002/0.004 in. interference fit in block.

(5) Ifthe cap is arear cap (No. 7):

(a) Remove locating dowels from block.

(b) Locate and machine cap so thrust faces
of cap and block are flush. Use Prussion Blue on block
surface to locate dowel holes in cap.

(c) Remove cap.

(d) Drill dowel holes. Refer to[figure 3-219]

(e) Reinstall cap and ream dowel holes to
the smallest permissible oversize.

() Install dowels in block.

(6) Install all caps on block and ream bore
as described in following paragraphs.

d. Inspection of Bearing Shells.

(1) Gage shell with ball point micrometer,
dial indicator thickness gage, or comparator. Refer to

(2) Discard shells that are worn more than
0.002 in. or if chipped, flaked, or scored. Seel[fable 2-2]
for thickness of standard shells.

(3) Total worn maximum oil clearance
should not vary more than 0.002 in. between adjacent
main bearings. Seefable 2-2]

Caution: Under no circumstances should an
attempt be made to scrape bearing shells, or should
they be lapped or filed to increase oil clear(4) A
properly fitted bearing will appear dull gray after a
reasonable period of service, indicating it is running
on an oil film. Bright spots indicate metal to-metal
contact and black spots indicate excessive
clearance.

e. Crankshaft Thrust Rings.

(1) The best measurement of wear on
crankshaft thrust rings (half-rings) is the crankshaft end
clear-
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Figure 3-220. Measuring thickness of bearing shell.

(2) Oversize thrust rings are available as
indicated in[fable 2-2]

(3) At any time oversize thrust rings are
used, be sure to use the same size (thickness) half-ring
on both the upper and lower positions. Stamp crankshaft
rear web indicating size used. See paragraph f, below.

f. Disassembly of Cranksh4ft.

(1) If crankshaft gear is chipped, cracked,
broken or worn remove capscrew and washer.

(2) Attach a circular-type puller,
illustrated in figure 3-221 ] behind the crankshaft gear.

(3) Apply 75 to 100 ft. Ibs. on puller screw.

(4) Heat gear with heating torch-not a
cutting torch-to 300°/400° F. (148.90/204.40 C.). The
gear will expand, making it easier to pull.

(5) Remove gear key.

(6) If crankshaft
satisfactory, do not remove.

g. Cleaning and Inspection of Crankshatft.

(1) Inspect crankshaft visually for scratches,
nicks, cracks and obvious wear pattern.

(2) Measure crankshaft journals with

micrometers. Seelfigure 3-222]or[3-223 and[table 2-2.

as

gear condition is
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3) Check crankshaft for out-of-round
condition.  Crankshafts should be reground if main
bearing or crankpin journals are worn out-of-round more
than 0.002 inch. Refer to figure 3-223]

h. Clean Drillings in Crankshatft.

(1) Remove all pipe plugs.

(2) Clean all drilled oil passages in
crankshaft with a rod and rag as if cleaning a rifle barrel.
Refer toffigure 3-224]

(3) Install and tighten plugs to 5 ft.

(4) Stake pipe plugs by making a 1/64 inch
indentation at outside diameter of threads with center
punch.

Ibs.
torque.

N

RING-TYPE

'/ PULLER

/’

CRANK SHAFT
GEAR

o

=

Figure 3-221. Crankshaft gear removal with ring-type
puller.

i M

Figure 3-222. Checking thrust flange for wear.

i. Inspect Crankshaft Thrust Flange..

(1) Carefully examine crankshaft thrust
flange at No. 7 main bearing. Refer to If
surface is scored or scratched, flange should be
reground for oversize thrust rings.

(2) Reground crankshafts or those used
with oversized thrust rings should be marked so the
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. Crank pin journa'l measurement.

CRAMNKSHAFT

DRILLED OiL
PASSAGES

Figure 3-224. Cleaning drilled oil pas's:':'zéé's.'

ME fzinoo

CRANK SHAFT

OVERSIZE STAMP

ME 3810-289-15/6-233
Figure 3-225. Oversize thrust bearing size mark on
crankshatft.
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correct thrust rings will be installed in their proper
position. Refer to[figure 3-225]

(@) The marking should be stamped on the
rear crankshaft web.

(b) Both the thrust ring size and ring location
must be included in the stamping as shown in
For example: front- 0.010 in. and rear--0.020 in.

(c) Measure for flange wear by checking K
dimension [fig._3-226).

(d) If wear does not exceed 0.003 in. at any
one point, flange condition is acceptable.

(e) If wear is 0.003 in. or more, regrind
flange to restore flatness. If total wear and regrinding
does not exceed 0.005 in., standard thrust rings may be
used.

(f) If worn more than 0.007 in., flange
should be ground for 0.010 or 0.020 in. oversize thrust
rings or built up by electric arc welding and reground to
specifications. Mark as noted in (a), (b), and (c) above.

(g) Regrind must clean up a minimum of 90
percent of the thrust surface.

(h) The regrind or resurfacing must result in
maintaining installed crankshaft end clearance below
0.015 in.

j- Magnetic Inspection

(1) Wet complete surface with magnetic
particle suspension before applying current.

2) lists magnetizing currents that
should be used.

(3) Flow magnetic particle suspension over
part in advance’ of placing part through coil. Turn current
on coil and move coil full length of part.

(4) If shaft parts are within 2 or 3 inches of
coil I.D., ample magnetism will be obtained if 3 shots of
current are passed through coil while it is at each end
and center of part length.

(5) Limits of acceptability.

(@ Unless otherwise stated, limits of
acceptability apply only to light slag or oxide stringers
usually defined as inherent inclusions. Obvious cracks
and Circumferential or transverse defects are not
acceptable.

(b) Limits listed in following steps must be
maintained within region "C" (Critical Region) shown in
Dimensional value of "C’ is vertical
distance measured downward from crankpin centerline
and extending longitudinally for all crank webs between
region "X" on crankpin and region "X" on main journal.

(c) Indications located less than 1 in. from
major axis or centerline of adjacent web (measured
circumferentially) must not exceed the following limits:

1. Light indications in or entering fillets are
acceptable if not more than 1/8 inch long (open) or 1/4
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Figure 3-226. Crankshaft dimension points.

inch long (subsurface).

2. Light open indications on crankpin and
main journal walls or bearing surface that extend closer
than 1/8 inch to fillets, but do not enter fillets are
acceptable if 3/16 inch long or less. Light subsurface
indications are acceptable.

(d) Indications located more than 1 inch
from major axis or centerline of adjacent web (measure
circumferentially) must not exceed following limits:

1. Light open indication in or entering fillet
are acceptable if 3/16 inch long or less. Light subsurface
indications are acceptable.

2. Light open indications on crankpin and
main journal walls or bearing surfaces that extend closer
than 1/8 inch to fillet, but do not enter fillet, are
acceptable if /4 inch or less. Light subsurface indications
are acceptable.

a. Nicks on corners of webs are not accept able.
The part will be acceptable if nick can be removed by
grinding a 1/8 inch radius on corner.

GK

%XA
)i

O

-

Figure 3-227. Crankshaft magnetic inspection.

4. Imperfections on web periphery may be
ground out to a depth of 1/8 inch maximum using a 1%
inch minimum radius grinding wheel, provided balance
limits are maintained.

5. Light open indications that pass within
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3/16 inch of a crankpin hole are acceptable if 12 inch
long or less and do not enter the oil hole chamfer or
interest the 450 + 100 diagonal. Only those subsurface
indications that lie closer than 1/16 inch to surface
(measured at chamfer at a 45°D 100 diagonal) are not
acceptable. All other subsurface indications are
acceptable.

(e) Light open indications that enter the
chamfer of any main bearing oil hole are acceptable if
they are 3/8 inch or less. Subsurface indications ending
in a main bearing oil hole are acceptable.

(f) Fine subsurface, salt and pepper type
indications are permitted on upper and lower side of
crankpins on trimming line.

() Open longitudinal indications within
region "X" which are less than 1 1/8 inch on the main
journals and 7/8 inch long on crankpins, are acceptable
after sharp edges have been stoned 0.002/0.004 in.
below the journal surface.

(h) Longitudinal subsurface
within the area "X" are acceptable.

(i) Parallel open indications that meet the
requirements of (s) and other requirements on length
and frequency are acceptable.

0] Parallel subsurface
acceptable.

(k) Indications that contain loose or foreign
particles or voids left by such particles are not
acceptable.

(I) Not more than three open indications are
to appear on any one journal or crankpin. Scattered
small, open, or subsurface indications, four per crankpin,
and six per main bearing 1/8 inch long or less, if not
forming part of a long intermittent indication or entering
an oil hole or fillet, will not be counted as indications in
arriving at total number permitted. However, if in addition
to showing maximum number of acceptable indications
for the whole crank-

indications

indications are



shaft the part also shows many widely scattered short
indications, it will be rejected.

(m) An inclusion which is intermittently open
and subsurface shall be considered and measured as an
open indication after the original indication is wiped off.
The entire indication must first meet requirements for
subsurface limits.

(n) Open and subsurface indications on
counterweights and crankthrow bevel outside the critical
region are acceptable.

(o) Seams or indications outside critical
region that extend over crank web periphery but are not
visible on crankpin wall are acceptable.

(p) Open seams on web periphery that
show visual depth on crankpin wall may be removed
from web periphery with a 1/8 inch radius wheel,
provided at least 1/16 inch wall remains above crankpin
fillet after repair and balance limits are maintained.

(q) Indications due to weld defects are not
acceptable in counterweight welds. Indications at corner
may be ground out and blended to depth not exceeding
/4 inch long.

(r) Open longitudinal indications in flywheel
and thrust flange fillets longer than 3/8 inch are not
acceptable.

(s) For limits of indications on oil seal
surface refer to[figure 3-227.] Open Magnaflux indication,
or machining defects that are within specification limits
are acceptable in unshaded areas around circumference
of flange. Open light indications which, when wiped
clean, do not show sharp edges, are acceptable in the
3/16 inch shaded area.

(6) After inspection where coil shot is used,
give crankshaft head shot to put magnetic poles at ends
of crank, not throws. The residual magnetic field should
not exceed two units on the Magaflux Field Indicator or
equal.

k. Assembly of Crankshatft.

(1) Install crankshaft gear, if removed.

(a) Install key in shaft.

(b) Heat gear with heating torch-not cutting
torch-to 400 F. 204.4 C.

(c) Lubricate flange with graphite grease
such as Lubriplate and drive gear onto shaft with piece of
tubing.

(2) Install lockplate and nut (if used).

I. Installation.

(1) Turn cylinder block upside down.

(2) Make sure that crankshaft, main bearing
shells, main bearing bores, oil passages, etc., have been
cleaned and inspected and that pipe plugs are installed
tightly in crankshaft.

(3) If not previously performed, check main
bearing bore and alinement. See Cylinder Block,
[paragraph 3-45|

(4) Clean main bearing caps and capscrew
holes; be sure all liquid and foreign particles are
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removed.

(5) Lay upper main bearing shells in block
bores, engaging locking tangs with recesses in block
bores [fig. _3-228). Index drilled oil passage holes in
block and shells.

(6) Coat crankshaft surface of upper main
bearing shells thoroughly with graphite grease such as
Lubriplate, or equivalent high-pressure grease.

Note. The use of clean lubricant throughout the
engine cannot be over-emphasized; built-in dirt soon
causes engine failure.

(7) Lift crankshaft over cylinder block, using
a rope sling or hooks protected with rubber hose; lower
crankshaft carefully into place (fig._3-229).

(8) Roll upper thrust rings onto position,
being certain that babbit or grooved sides are facing
crankshaft flanges.

Note. Upper thrust rings are not doweled to block;
doweled lower rings (to main bearing cap; prevent upper
rings from turning.

(9) Coat lower main bearing shells
(crankshaft surface) with graphite grease such as
Lubriplate, or equivalent high pressure grease; snhap
lower main bearing shells into place over crankshaft.
Lower main bearing shells are plain with no grooves or
oil passage holes.

Caution: Solid lower shells should not be used
where continuous-groove shells have been used and
crankshaft has not been reground.

(10) Position lower thrust rings over dowels
on No. 7 main bearing cap m; install main
bearing caps with numbers (corresponding to upper main
bearings) toward camshaft (fuel pump) side of block.

Note. Main bearing caps are not interchangeable.

Figure 3-228. Uppér main bearing shells installation.

(11) Lubricate main bearing capscrew
threads with clean lubricating oil; install new lockplates
on capscrews.

(12) Place main bearing capscrews in
position; tighten alternately and slowly to seat caps in
position.

Caution: Driving main bearing caps into

position may jar lower main bearing shells out of
position.
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lockplates; then advance to 140/150 ft. Ibs., [figure 31
i 2311
INSTALLING (2) Loosen all capscrews completely;
CRANKSHAFT tighten to 45/50 ft. Ibs. and scribe each capscrew head
to coincide with permanent mark on cap, or scribe each
cap in line with capscrew hex corner.

(3) Advance each capscrew 600 (one hex)
from position described in Step 2, this will align scribed
mark (or next corner of capscrew with mark on main
bearing cap.

Caution: Tighten capscrews on each side of

cap a little at a time and as evenly as possible until
proper positions are reached. Never use lead ribbon
or feeler gage to check main bearing clearance.
Doing so may result in unnecessary damage to main
) : ] bearing shells.
Flgure 3-229. Crankshaft installation. n. Main Bearing Shell Rep|acement with
Crankshaft in Place. If the crankshaft has not been
removed from the engine, it is possible to install new
main bearing shells in the following manner:

(1) Remove one main bearing cap and
lower shell; turn crankshaft until drilled hole in main
bearing journal is visible.

(2) Insert a 7/32 inch by /2 inch pin with a
head 3/32 inch thick into drilled hole of crankshaft; turn
crankshaft so pin pushes against shell on opposite side
of locking tang. Shell will turn out as crankshaft is
rotated.

(3) Carefully remove all metal and/or foreign
material from oil passages in crankshaft and cylinder
block.

(4) Lubricate the shell to be installed; then

Figure 3-230. Main bearing cap with thrust ring in place. lay shell in proper position on crankshaft journal so
turning the crankshaft will seat the shell locking tang into

recess in block.
(5) Use pin and turn shell into position;
: : ﬂ remove pin.
ST i

MALN BEARING
CAPSCREWS

TORQUE
WRENCH

(6) Replace -lower shell, making sure
locking tang seats in recess of main bearing cap.

(7) Install new lockplates and position cap
against crankshaft; use template method to tighten
capscrews. Make sure crankshaft turns freely.

(8) If necessary, replace remaining shells
one pair at a time in the same manner. If bearing shells
have had considerable service, it is recommended that
all shells be replaced to assure that the 0.002 inch
maximum variation in oil clearance between adjacent
main bearing shells and journals is not exceeded.

0. Check Crankshaft End Clearance.
(1) Attach dial indicator securely to rear of

3 - WK s
o lovunoer e
: o BLOCK 7]

Figure 3-231. Torquing main bearing capscrews. block with contact point of gage resting against
crankshaft flange end face.
m. Template Method of Tightening Main Bearing (2) Using a small bar (or equivalent), pry
Capscrews. crank-

(1) Tighten main bearing capscrews
alternately to 65/75 ft. Ibs. to set shells, caps and

3-82



shaft toward front of block; remove bar and set gage at
zero.

(3) Pry crankshaft toward rear of block
[3-232); remove pry bar and read gage. Total gage
reading should be 0.004/0.015 in. with new (or rebuilt)
crankshaft and new thrust rings.

(4) If reading is less than 0.004 inch:

(a) Shift gage away from crankshaft.

(b) Loosen main bearing capscrews slightly.

(c) Shift crankshaft first toward front and
then toward rear of block in order to properly position
main bearing caps.

(d) Tighten capscrews, using template
method.

(e) Recheck end clearance (Steps 1, 2 and
3).

(5) When end clearance exceeds 0.022
inch, new thrust rings and/or crankshaft must be

installed.

| ;
& | CYLINDER [y
!lL(:,‘(_'K s

. : b 3 _..-l’"""\. . i ol ]
Figure 3-232. Checking crankshaft end play.

(6) Lock main bearing capscrews by
bending lock plates against sides of capscrew heads.

(7) Turn crankshaft to be sure it turns freely;
if it binds, remove crankshaft and recheck for dirt in
shells and bore.

Caution: Never ream or scrape main bearing
shells.
p. Crankshaft Oil Sea.

(1) Coat gear cover oil seal bore with clean
lubricating oil.

(2) Coat sealing lips and outer diameter of
oil seal with clean lubricating oil.

(3) Install oil seal in bore with ST-480
Mandrel and soft hammer (fig.—3-233)] Steel spring side
of seal must go into bore first. Drive seal into bore until
outer edge of seal is at least 0.030 inch inside of bore
shoulder.

3-45. Cylinder Block

a. General The cylinder block is a one piece
casting with mounting surface for cylinder head, lifter
guides, timing gear housing, oil filter base, oil cooler, and
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oil pan. It houses the crankshaft, pistons, connecting

ST=450 MANDREL

: iu-'

..........

Figure 3-233. Installing crankshaft oil seal with ST-480.

rods, cylinder liners and camshaft. Drilled passages
carry pressurized oil to various moving parts.
b. Removal.

(1) Refer to[paragraph 2-10/ and remove the
engine assembly.

(2) Refer to[paragraph 3-28 and remove the
cylinder head.

3) Remove all internal
assemblies from the cylinder block.
applicable paragraphs for instructions.

(4) Remove all pipe plugs from oil and water

and external
Refer to the

passages.
c. Cleaning.
(1) Clean block in approved solvent and dry
thoroughly.
(2) Clean all gasket residue from mating
surfaces.

(3) Clean all corrosion and scale from water
jacket and ports.

(4) Run rods with brushes or swabs through
all oil passages. Blow out passages with air [fig._3-234).

(5) Replace all pipe plugs. Use sealing tape
or lead sealer, on plugs to prevent leakage. Tighten
plugs to values listed in[table 2-2]

Note. If additional machining is to be performed,
oil gage cleaning and replacement of plugs should be
done after all machining is completed.

(6) Clean hole at front (No. 1 cylinder) that
opens into water header [fig._3-235).

(7) Blow all dirt or cleaning fluid from
capscrew holes with an air [fig._3-236).

Note. Cylinder head capscrew holes in block are
counterbored to prevent distorting and forcing liners out-
of-round, when cylinder head capscrews are tightened.
All dirt and oil must be removed from holes to prevent
damaging block when capscrews are tightened.

(8) Scrape counterbore lightly to remove
any scale.



CYLINDER
BLOCK ]

Figure 3-234. Cleaning block oil passages.
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Figure 3-235. Air bleed hole.
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Figure 3-236. Cleaning cylinder head capscrew holes.

(9) Clean lower liner bore with sandpaper or
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sanding drum powered by an electric drill. Emery cloth
may be used if bore contains ridges. Be sure to remove
nicks or burs that would damage liner packing rings as
liner is installed.

d. Inspection. Before any part is discarded or
used again a careful inspection must be performed. The
inspection should include wearing surfaces and general
over-all conditions.

(1) Inspect for corrosion on portions of block
nearest cylinder liners as evidenced by pitting. Discard
block if area cannot be cleaned, or if area is distorted.

(2) Inspect water passages for erosion
within 1/32 to 3/32 inches from liner counterbore; if not
too deep block may be resurfaced.

(3) Inspect all water passages to make sure
they are open.

(4) Inspect for eroded water holes which
may prevent proper seating of head gasket or grommet
retainers. Water holes not eroded more than 1/16 inch
from edge of hole can be reamed and bushings inserted.

(5) Use inside micrometer or dial bore gage
to gage camshaft bushing inside diameter as illustrated
in figure 3237. Replace bushings if worn larger than limit
shown in If bushings have been badly
chipped, scored or scratched, mark for replacement. If
bushings have turned in block bore, check block size;
sedfable 2-2]

(6) Check upper cylinder liner counterbore
diameter A, at four equidistant points around the
circumference of the liner as illustrated in[figure 3-238|
If counterbore exceeds limits shown in[table 2-2 for the
top 0.250 inch depth, the block will have to be machined
for oversize flange liners (e.(4)). The counterbore ledge
must be smooth and perpendicular to the cylinder liner
bore.

(7) Check counterbore depth B so installed
liner will be assembled to correct protrusion and to
determine if refinish of counterbore surface is necessary.
Depth of counterbore on a new block is listed in table 2-
2. If worn to or beyond worn limit the cylinder block must
be replaced.

(8) Installed cylinder liners must protrude
0.004/0.006 in. above block. To check for proper
protrusion without installing a liner:

(@) Measure liner flange outside bead with
micrometer (fig. 3239).

Note. Do not include bead on top of liner flanog in
taking measurement.

(b) Measure block counterbore depth with
dial indicator depth gage or ST-547 Gage Block

[240). If ST-547 is used, "zero" indicator before taking

measurement.
(c) Inspect depth at four equidistant
locations.



Figure 3-237. Checking camshaft bushing inside
diameter.
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Ledge must not be "cupped" more than 0.0007 in. Depth
must not vary more than 0.001 in. throughout
counterbore circumference.

(d) If dimensions do not meet standards of
Step (c) above, counterbore must be resurfaced (e.(3)).

(e) Subtract counterbore depth from liner
flange thickness to determine amount of shims and
depth of counterbore cut that must be used to provide
desired liner protrusion ((B) above), 0.007 in. shims are
thinnest available.

Note. If material to be removed will result in a
counterbore depth exceeding worn limit in[fable 2-21block
cannot be reused.

(9) Install a new cylinder liner in the block
without packing rings or crevice seal.

Note. Liner contact is permissible as long as it
does not cause liner out-of-bound.

|- A

.i

(X
B
i

Figure 3-238. Cylinder liner counterbore dimensions.

Clearance between liner and block should be as shown
in [figure 3-241 hind listed in [table 2-2] If clearances do
not fall within these limits, reinspect after counter boring.

Note. These limits do not apply with cylinder head
installed and tightened to operating torque. If clearance
is not correct, check lower block packing ring bore inside
diameter. Sed table 2-2]

(10) Inspect bore alinement with special
tool, ST 409. This closely ground bar will pass through
all bores and turn freely unless caps are not tightened to
proper tension, burs, etc., have not been removed, or
caps are distorted, [figure 3-242|

(1)) Assemble main bearing caps,
lockplates or flatwashers and capscrews to block in
operating position, (fig._3-243)] Tighten capscrews to
operating tension.

(12) Gage main bearing bores horizontally,
vertically and diagonally with dial bore gage or inside
micrometers properly adjusted to standards, [figure 34
seetable 2-2]

(13) Inspect tappet bore diameter with a dial
bore gage as illustrated in[figure 3-245.] If wear exceeds
the limit indicated in[table 2-2 or they are out of round by
more than 0.0015 inch, replace block.

e. Repair. Refer to[figure 3-246 for disassembly
of cylinder block components.

(1) Camshaft bushing.

(@) To replace the camshaft bushing, (1[fig]
locate the bushing on the ST-783 Camshaft
Bushing Mandrel.

(b) Aline oil holes in bushing with the oil
holes in the block.



(c) Drive bushing into position (oil alined)
using the ST-782 Bushing Driver (fig._3-24

CYLIMNDER MICROMETER .4

LINER

Figure 3-239. Inspecting liner flange height- outside
bead.

: _ » __ [Emm
Figure 3-240. Inspecting liner counterbore depth in
block.

FEELER CYLINDER

GAGE

BLOCK

Figure 3-241. Inspecting cylinder liner clearance.
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Figure 3-243. Torquing main bearing capscrews.

(2) Top surface refinishing.

(@ Under certain conditions, a cylinder
block may be salvaged by removing a maximum of 0.010
in. of material from the top surface.

(b) Use either a milling machine or large
surface grinder; locate block on main bearing pads, not
on pan ledge.

(c) Make light cuts of 0.001/0.003 in. deep,
removing only enough material to make block usable.

(d) Check distance from centerline of main
bearing bore to top of block (fig._3-248land [3-249). Find
this dimension by placing block, top down, on a flat
surface plate and measuring from main bearing bore
centerline to plate,[fable 2-2]

(e) An alternate method is to check distance
from installed main bearing bore alinement bar to top
surface of block, [fable 2-2.] Distance from head surface
to main bearing bore centerline must not vary more than
0.002 in. throughout length of block. Head surface
flatness must not vary over 0.002 in.

(f) Finish surfaces to 125 R.M.S.

(g) Resurface counterbore to obtain proper
liner protrusion.
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Figure 3-244. Checking main bearing bore for out-of
round.

Figure 3-246. 11 Dowel

2 Capscrew, cylinder head (7) 12 Lockplate (14)
3 Capscrew, cylinder head (7) 13 Pipe plug

4 Capscrew, main bearing (14) 14 Pipe plug

5 Drain cock 15 Pipe plug (3)
6 Dowel (2) 16 Pipe plug (9)
7 Dowel (2 17 Pipe plug (2)
8 Dowel 18 Pipe plug

9 Dowel 19 Pipe plug

10 Dowel 20 Pipe plug

B v {NDER
L BLOCK

DIAL BORE
GAGE

ME B510-290-18/0-254

Figure 3-245. Tappet bore inside diameter check.

21 Washer (14)

22 Capscrew (2)

23 Capscrew (4)

24 Side cover

25c¢ End cover

26¢ Main bearing cap(6)
27c¢ Connector

28 Dowel(2)

29 Capscrew(2)

30 Gasket

31
32
33
34
35
36
37
38
39
40

Cover gasket
Main bearing cap
Cover gasket
Cylinder liner (6)
Lockwasher
Lockwasher(4)
Liner Packing (12)
Pipe plug

Washer (4)
Bushing
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Figure 3-247. Camshaft bushing installation
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Figure 3-248. Cylinder block height.
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Figure 3-249. Cylinder liner counterbore cross-section.
(3) Cylinder liner counterbore.

(a) Resurface cylinder liner

counterbore if block has been resurfaced, ledge is

uneven or where liner protrusion is incorrect. ST-676

liner bore Tool with adapter plate ST-679 is used for this
operation.

(b) Check counterbore tool bit before
boring operation. A correctly ground tool bit will leave
counterbore surface completely flat or cupped to a 30-
minute angle (the cup is preferred) with a 0.005/0.015 in.
radius as shown inffig._3-249] A).

(c) A correctly ground tool bit is
shown in[figure 3-250] The side surface must be ground
flat to sharpen.

(d) Position tool adapter in liner bore.

(e) Tighten top and bottom locating
pins by turning in sockethead screws.

(f) Set tool adjustable sleeve so blade
just touches bottom of counterbore ledge. Use
lubricating oil on cutter blades.

(9) Turn tool in clockwise rotation
with even pressure.

Caution: Never turn tool counterclockwise.
Doing so will damage cutter blade.

(h) Use a series of light cuts to clean
up entire circumference of seat.

() Check seat to determine if
additional cuts are required.

Caution: Under no circumstances may inside
diameter of ledge be lower than outside diameter. A
ledge that droops toward center could contribute to
cylinder liner breakage. Maximum counterbore
depth after boring must not exceed limit given in
table 2-3.

() Chamfer edge of counterbore
ledge 45 degrees after counterboring, B.
Do not chamfer deeper than 0.013/0.019 in. to avoid
reducing liner seating area.

(k) Use shims to compensate for
metal removed and to restore liner protrusion to
0.004/0.006 in. Shims are available as shown in

[fable 2-2]

0.008/0.012 IN.
RADIUIS
Note. Use as few shims as possible, i.e.,
use one thick shim in preference to two or more
thinner shims. Never use shims thinner than those
listed.
(4) Oversize cylinder liner counterbore.
(@) Cylinder blocks that were
Figure  3-250. Counterboring tool  bit



equipped with non-press-fit liners may be reworked to
accept special (0.020 inch oversize flange) press-fit
liners.

(b) Enlarge block counterbore
diameter to 4.894/4.896 in. [(fig._3-249 B) with a vertical
boring bar or equivalent. Non-press-fit liner bore
A) was 4.874/4.876 in.

(c) Extend cut to only 0.200/0.250 in.
[fig._3-251]C) below surface of block.

Caution: Do not extend cut full depth of
counterbore or liner shims will not locate correctly.

(d) Remove sharp corners and burs.

(e) Use shims as listed in
necessary during liner assembly.

(5) Cylinder head capscrew threads. Check
cylinder head capscrew hole threads in block. If threads
are damaged, block may be repaired by installing Helicoil
inserts.

(&) 11/16 inch cylinder head capscrews.

1. Drill out old threads with 13/16
inch drill to 1 15/16 inch.

2. Tap drilled hole with tap from ST-
476 to 1 Y2 inches depth.

3. Install insert with inserting tool.
Break off notched lead tang of insert.

(b) 34 inch cylinder head

capscrews.

1. Drill out old threads with
13/16 inch drill to 115/ 16 inches depth.

2. Rough and finish tap drilled
hole with tap from ST-595 to 1 19/32 in. depth.

3. Install insert with inserting
tool. Break off notched lead tang of insert.

(6) Main bearing bore reaming.

(@) If main bearing bore was out of
alinement or if replacement cap has been installed ream
bore as follows.

Figure 3-251. Standard and oversize counterbore
diameters.

Caution: Do not ream the main bearing bore
indiscriminately. It should never be necessary to
ream the main bore unless a cap has been distorted
or replaced. Use of the reamer must never replace
use of the checking bar.

(b) If bore must be reamed, first
remove 0.002/ 0.003 in. stock from bottom milled
surface of main bearing caps which are out of alinement.
Remove stock by lapping or surface grinding.

Note. Omit this step if replacement caps are
being used.

(c) Main Bearing Bore Reamer ST-
401 in block so rear of bar is piloted in two good main
bearing bores.

(d) Install all main bearing caps in
block and tighten capscrews to operating tension,
following steps shown in[fable 2-2] in alternating steps
from one capscrew to another on same journal.

(e) Lubricate reamer cutters and
bores in block with engine lubricating oil. This will
prevent reaming oversize and will allow a better finish

() Use ST-219 Reamer Driver to
turn the reamer, (fig._3-253). This driver is loosely
pinned to prevent up and down or side thrust of reamer
while it is being turned.

(9) Run reamer through remaining
main bearing bores without "backing up" or reversing.

(h) Check bore with Checking Bar
and measure bore diameter once again with dial bore
gage. Refer tolfigures 3-242Jand [3=244land d. (10), (12)
above.

() Clean block thoroughly.

(7) Sleeve eroded water holes.

(a) The cylinder block surfaces
around the water holes must be free of any erosion, pits,
scratches or blemishes which are more than 0.003 in.
(0.0762 mm) deep in the area 1/16-to 5/32-in. from edge
of water holes. Repair as follows:

57401 CYLIMDER

J REAMING BAR ;a' BLOCK

L

Figure 3-252. Reamning main bearing bore.

(b) Insert holddown adapter of ST-
1010 into cylinder head capscrew hole as illustrated in
[figure 3-253]

(c) Position tool on head with reamer
guide hole over water hole to be repaired.

(d) Insert tool holddown knob into
holder assembly and tighten down finger tight.
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REAMER
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Figtre 3-253. Reaming eroded water hole.

(e) Insert locating pin into eroded
hole and tighten holddown knob.

() To set depth of reamer assembly,
insert assembly in guide. Place bushing between holder
assembly and reamer adjustable stop collar. Insert
0.005 inch feeler gage between bushing and adjustable
collar; tighten setscrew.

Caution: Take care not to use too large a
reamer, avoid getting head gasket grommet over
liner flange.

(g) Attach drive adapter to half-inch
drill chuck and place grooved end of drive adapter into
reamer assembly.

(h) Ream out eroded water hole until
collar bottoms against tool.

() Remove drill, reamer assembly,
holder assembly and holddown adapter.

() Drive bushing into reamed hole
Bushing should protrude about 0.003-to

(k) If block is to be resurfaced, refer
to e.(2). If not to be resurfaced, file bushing flush with
head, using a wide, flat mill file.
3-46. Valve Seats and
Replacement

a. General. The valve seat insert is used to
provide a greater wear-resistant surface than the cylinder
head material and to provide a new seat where an insert
was not used before.

b. Removal. Remove loose or excessively
worn valve seat inserts, which were previously marked
for replacement during cylinder head inspection, with an
insert extracting tool or by striking insert sharply with a
chisel, causing it to crack and release the press fit.
Remove all inserts if head has been resurfaced
(fig. _3-254).

Caution: Cover the valve seat with a shop
rag to avoid injury from broken pieces of the seat.

with driver.
0.005-in.

Inserts Repair and
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c. Inspection.

(1) Check for loose valve seat inserts by
lightly 3-0 tapping head near inserts. A slight looseness,
which can be found only by tapping, when head is cold
and covered with film of oil is n-o objectionable.

(2) If valve seat insert is loose enough to
bounce or cannot be reground, mark for replacement.

(3) If seat area width (2, [fig___3-255)
exceeds 0.125 in. at any point (see A to B), and cannot
be narrowed (1) sufficiently it is unlikely that seat can be
successfully reground.

d. Repair.

(1) Enlarge counterbore to next oversize.
Most inserts are available in standard and oversizes as
shown in[fable 2-2]

Note. If head was resurfaced and inserts are
to be reused, deepen counterbore only.

(2) ST-257 Valve Seat Insert Tool must be
used to hold and drive cutters. ST-257 must be driven
by an electric motor[figure 3-2561

(3) Cut counterbore 0.006/0.010 in.
deeper than insert thickness to permit peening of head to
hold insert.

Caution: Be sure to measure insert before
machining head or installing insert in head.

CYLINDER _
HEAD

Figure 3-254. Valve seat insert removal

ot A
/@T/fﬂ

Figure 3-255. Valve seat insert cross-section.
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Figure 3-257. Refacing valve seat.
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Figure 3-258. Indicating valve seat insert.
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(4) Grind valve seats as follows: (a) Use
ST-685 Valve Grinding Machine or machine of equal
standard.
(b) Check condition of grinding
equipment.
1. Mandrels must be straight and
of proper size to fit in guides.
2. Bushings in grinder must be
clean and must fit improperly in guide mandrel.
3. Drive unit bearings must be in
good condition.
(c) Dress stone to 30 degrees from
horizontal.
(d) Grind valve seats, holding seating
motor as nearly vertical as possible, [figure 3-257.1 A
severe angle will cause seat to be out-of-true depending
upon amount of wear in grinder bearings, mandrel,
bushings, etc., even though grinder has a universal joint.
iCheck valve seat width which should be 1/16 to 1/8 inch.

See figure 3-258
1. If seating area is wider than

1/8 inch maximum, stock can be removed with specially
dressed valve seat grinder stones.

2. Narrowing should not extend
beyond chamfer on seat insert. Chamfer provides for
peen metal.

(f) Dress wheel for final finish.

(g) Finish grind with light touches of
stone against face.

(h) Check valve seat concentricity
with valve seat indicator as shown in[figure 3-258]

1. Use valve guide as a center.

2.  Total run out should not
exceed 0.002 in.

3. The gage must be a perfect fit
on pilot mandrel.

() Check seat with mating valve as
described in[paragraph 3-31 to insure proper sealing.

e. Installation. Install valve seat and peen
around insert in at least 4 or 5 places with the peening
tool available as extra equipment in ST-257. A A/ inch
diameter round end punch may also be used.

3-47. alve Crossheads and Guides Replacement

Caution:  Over-swagging around insert may
crack cylinder head.

a. General Valve crossheads are used on
engines with dual intake and exhaust valves to insure
that both valves under the crosshead are opened and
closed at the same time.

b. Remova.

(1) Lift valve crossheads from crosshead
guides, In some cases these may be left
in cylinder head and the complete unit sent to the head
repair section.

(2) Remove crosshead guides to be

replaced,



using ST-667 Guide Puller which contains different-size
collets for the various guides[figure 3-260!
c. Inspection.
(1) Valve crossheads.

(a) Clean crossheads.

(b) Check for cracks with Magnaflux
process.

(c) With accurate micrometers, set a
small bore gage 0.0002 in. above worn replacement limit.
Use as a "No-Go" gage in crosshead bore to check if bore is
worn beyond wear limits as shown in[table 2-2] Check for
out-of-round holes.

(d) Gage hole at several points 90 apart.

(e) Check reamed depth of crosshead
bore; it should be a minimum of 1.370 inch in depth.

(f) Check valve stem counterbore depth
in underside of crosshead; it should be a minimum of 0.090
in. deep.

(g) Mark crossheads for replacement
that are not within worn replacement limits.

(h) Check for excessive wear on rocker
lever and valve contact surfaces.

(2) Crosshead guides.

(a) Check guide Outside Diameter with

micrometers. Seeltable 2-2lfor worn replacement limits.

EMOVE VALVE

CROSSHEADS

Figure 3-259. Valve crossheads removal.

(b) Check guide for straightness. It
should be at right angles with milled surface of head.
Replace if not straight or if worn beyond replacement limit.

(c) Check crosshead guide protrusion
above cylinder head (d below).

d. Installation.
(1) Cross head guides.

(@) Press in new solid guides with ST-
707 to 1.540/1.559 in. assembled height,

(b) If mandrels are not available, press
guides into head to obtain above protrusion.
(2) Valve crossheads.
(@) Install proper (right or left)
crossheads on crosshead guides with adjusting screws
resting on valves farthest from push tubes

(3,fig_3-262).

3-92

Figure 3-260. Pulling crosshead guides.

(b) If not already done, install valve
crosshead retainer under adjusting screw nuts on
crossheads; these retainers keep crossheads from jumping
off valve stems during engine operation.

(c) Use light finger pressure on rocker
lever contact surface (1) to hold crosshead in contact with
valve stem nearest push tubes (2); turn crosshead adjusting
screw (4) down until it contacts valve stem beneath it.

(d) If new crossheads and guides (5) are
used, advance adjusting screws one-third of one hex (20
degrees) to straighten valve stems on their guides and to
compensate for slack in threads. When worn crossheads
and guides are used, it may be necessary to advance
adjusting screws approximately one-half of one hex.

(e) Using ST-669 Wrench Adapter,
locknuts to 22/26 ft-Ibs., If ST-669 is not
available, hold screws with screwdriver and tighten locknuts

to 25/30 ft-Ibs.

() Check clearance between each
crosshead and valve spring retainer with wire gage; a
minimum of 0.030 in. clearance is required at this point.

B |resTALL
CROSSHEADR

Figure 3-261. Crosshead guide installation.



ALIGN CROSSHEAD STEM AND GUIDE
1 Lever contact surface
2 Push tubes
3 Push tubes
4 Adjusting screw
5 Crosshead guides
Figure 3-262. Crosshead stem and guide alinement,
cutaway view.

TORGQUE CROSSHEAD
ADJUSTING SCREW

Figure 3-263. Torquing crosshead adjusting screw locknuts
3-48. Cylinder Liners

a. Removal

(1) Pull cylinder liners from block with ST-:
777 Liner Puller, using ST-778 Plate Puller.

Caution: The elevated top plate straddles the
cylinder liner, [figure 3-264; Ithe plate puller, [figure 3-|
[265.]is placed on bottom of cylinder liner and held in
place with a nut. When using the cylinder liner puller,
be careful not to mutilate machined surface of cylinder
block.

(2) Adjust shaft screw and pull down on cam
lever to loosen liner. |If liner sticks in block, turn lever in
clockwise direction until liner is loose.

(3) Remove liner puller and lift liner from
block; remove and discard O-rings and crevice seal (if used)
from liner.
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b.  Cleaning and Inspection.

(1) Remove rust and scale from liner exterior
with wire brush or by similar cleaning operation.

(2) Inspect for cracks in cylinder liners just
under top flange, at bottom of liner, or above top seal ring
groove. Check by:

(a) Magnetize
equipment is available.
(b) Pour magnetic solution over liner
while it is still magnetized.
Note. Cast iron will
permanently.

liner if magnetic

not hold magnetism

(c) If magnetic inspection cannot be
performed, clean liner thoroughly.
(d) Spray suspected area with dye
penetrant.
(e) Allow penetrant to dry for fifteen
minutes. Do not "force" dry; remove excess dye.
() Spray with developer and check for
crack indications.
(3) Discard any liner with excessive corrosion
or erosion and pits 1/16 inch deep or more.
(4) Inspect underside of liner flange for dents,
pitting or fretting. Discard liner if any unevenness cannot be

removed by lapping. /

ST=7F7F =

Figure 3-264. Pulling cylinder liner with S

) : : - CYLINDER LINER @
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Figure 3-265. Cylinder liner puller adapter plate.
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Figure 3-266. Cylinder liner bore inspection.
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Figure 3-267. Cylinder liner cross section.
(5) Inspect worn liners with dial bore gage
(fig. 3-266). If liners are worn more than 0.004 in. in excess
of new liner maximum diameter, replace or hone to next
oversize. Sed fable 2-2 for new liner dimensions. Pistons
for oversize liners are available in 0.020, 0.030 and 0.040 in.
oversizes.

(6) Mark liners to be reused for ridge cutting,
boring or grinding and honing if worn less than above limits
and otherwise undamaged in areas 1 and 2 (fig._3-267).

¢. Repair. Cylinder liners should not be reused
without reboring or regrinding if they exceed worn limits.
Pistons and rings are available in 0.020, 0.030, 0.040 in.
oversizes. Add oversize increments to standard dimensions
to determine final oversize dimension desired.

(1) Remove ridge at top of worn liners with a
ridge cutter, or other means, to prevent damage to new
rings.

(2) Grind or bore liners to next standard
oversize.

(3) Finish hone liners to proper finish.

(&) Liner honing. Honing operation
described below is not designed to enlarge cylinder bore
several thousandths for oversize pistons and rings. When
3-94 honing oversize, both roughing and finishing stones
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are used. Recommendations given are specifically
designed to put proper finish and geometric design in
cylinder liner with a minimum of stock removal. For this
reason, only one grit size is used and stones are used wet.

(b) Cylinder walls. Walls can be
straightened with 4 or 5 final passes through bore. Proper
finish will be on walls due to fine grading of stone
recommended. Visual inspection of liner honed, according
to recommendations, will indicate importance of using
equipment and procedures which give the operator
maximum control of operation.

1. Place cylinder liner in cylinder
bore of a scrap block without packing rings or crevice seal.
Upper liner bore in block should be relieved so liner will drop
into place very easily.

2. Tap two water holes and
assemble capscrews and soft washers to holes making sure
soft washers are over liner flange, but do not extend into
bore of liner. Tighten finger tight.

3. Place dial gage in cylinder liner
about 1 I/ inches from top.

4. Watch gage for movement while
capscrews are tightened to secure liner.

5. Loosen capscrews and move dial
bore gage to another position in liner bore and repeat check
while tightening capscrews.

6. If distortion is noted, remove liner
and check for dirt between flange and counterbore ledge.
Also, check flatness of counterbore ledge. If liner is seating
evenly on ledge, distortion will be less than 0.0003 in. and
barely noticeable.

7. Assemble a honing stand to
cylinder block. Use wooden blocks to adapt base to bore
size; then use expanding foot to tighten base to stand in
bore.

8. Assemble upper support arm to
stand and attach drill handle to canvas loop.

9. Place a quick coupler securely in
drill chuck (fig._3-268).

10. Insert hone assembly into top of
cylinder liner. Raise center pinion assembly /4 in. and turn
counterclockwise (left) to expand stones to approximate
bore size[ figure 3-269] Push center pinion down until its
inside gear engages outside gear on hone body. Attach
hone to quick coupler.

11. Swing upper support arm so drill
and hone are approximately over center of liner bore.

Adjust length of canvas strap attached to drill so hone hangs
with ends of stones extending out of liner bore
approximately 1 inch.

12. Adjust stroking stop (collar and
wing screw) so stones will not extend more than 1 inch from
bottom of cylinder liner at end of down stroke. Put enough
down pressure on hone to make sure they will not hit
obstructions beneath liner during honing.



Secure stop collar when setting is correct to clear stones.

13. Do not start drill motor. Practice
stroke a few times for "feel" with stones expanded loosely in
liner and not in actual contact with walls. Down stroke hits
stop, but operator must stop stroke at top allowing stones to
extend out top of bore 1/2 inch. Stroking speed required to
produce a 35 ° to 45 ° crosshatch is approximately 50
strokes per minute.

e gy :
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Note. It is very important to have a 450
crosshatch pattern to enable the piston rings to shear
or peel the sharp ridge points during break-in. If
pattern is nearly horizontal some pattern engagement
and tearing may occur. If pattern is vertical, this forms
a path for blow-by.

14. Disconnect hone and remove
Figure 3-268. Honing Liner.

15. The edges and corners of new
stones are very sharp. Take a hand hone and slightly round
all corners and edges to reduce tendency to crumble when
stones are first used.



16. Recheck set-up and become
familiar with hone mechanism and stroke. Check
manufacturer’s instructions packaged with components.

Figure 3-269. Initial honing stone expansion.

Check liner in honing fixture to make
sure it is secure.

18. Check liner with dial bore gage
to determine how wear pattern must be removed. In this
case, assume that liner has a slight ring at top, 0.002 inch
wear and out-of-roundness in ring travel area.

It tapers in at bottom of bore due to lack of wear in that area.

19. Assemble hone to liner bore.
Expand stones to diameter of cylinder bore.
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20. Expand stones and guides firmly
against cylinder walls by turning winged collar clockwise on
top of pinion assembly. Do not tighten too tight.

21. Apply honing oil freely to stones,
guides and cylinder walls with brush or oil can after
attaching hone to quick coupler.

22. Grasp drill handles of a heavy
duty drill with a 300 rpm no-load speed firmly and turn on
motor. Let extension handle contact vertical stand to absorb
torque of motor. Use hand or. handle (with switch) to keep
drill and hone over center of liner.

23. Stroke as follows: Move to
bottom of bore and bring hone up half-way in bore. Then go
back to bottom of bore. On next upstroke come all the way
to top (let stones extend more than 1/2 inch out top of bore)
and return to bottom repeating double stroke in bottom of
bore. After 6 to 8 strokes have been made to top of bore,
double stroke both top and bottom of bore. This action
removes stock faster at opposite ends of bore removing
tapered condition of liner. The first honing cycle should last
only 10/15 seconds; then shut off drill and check for results.
At first it may be wise to remove hone and check with dial
bore gage to become familiar with cutting speed of stones.
Make a visual inspection of bore frequently and add oil to
keep stones clean and rutting freely.

24. Apply honing oil and operate for
another 10/15-second cycle, if needed, double stroking
either end that is smaller in diameter than ring area. This



operation is designed to straighten wall of bore and remove
carbon ring at top. Keep stones cutting by adjusting
pressure with winged collar. A slight reduction in drill speed
will be noted when stones are cutting. Torque action felt on
drill handles also is a good indicator.

25. Thirty to forty seconds honing
time can remove 0.001/0.002 in. from bore depending upon
stone pressure. Straighten bore quickly by double stroking,
then full stroke bore only enough to lay a uniform finish on
the walls. The total honing time will usually run about 20/40
seconds to perform what is commonly called a deglazing
operation.

26. After pattern is uniform, stop
hone; adjust stones to a firm but light pressure. Apply oil
and make 4 or 5 full-length strokes and shut drill off while
continuing stroke. Double stroke in bottom if necessary to
time actual stopping of hone rotation when hone is at top of
bore. This preserves crosshatch pattern, and puts true
stone pattern (20/30 rms finish) on cylinder walls. This
slightly irregular surface on the cylinders liners is required so
new piston rings and reworked liners will break in (or wear
in) together. It is also necessary to have basic honed
pattern in liners to retain some oil in valleys as piston rings
scrape away oil on liner walls. If walls were smooth, they
would quickly run dry and score.

27. Remove hone from liner and
remove liner from fixture.

28. Make a final check of bore size
and make sure that carbon ring at top and thrust wear
pattern are removed. Note angle of cross-hatch to check
stroke speed. Refer to m} for specifications
concerning maximum bore size. Out-of-roundness should
not exceed 0.0015 in. except at assembly. If stones have
been kept wet, walls will show a uniform satin finish and will
be of proper 20/30 rms finish. If a smooth, shiny finish is
noted, it is probably due to lack of oil or motoring hone too
long in final honing cycle. As oil disappears from walls,
stones tend to load and become dull. Honing oil keeps
stones sharp and promotes true cutting action.

d. Cleaning.

(1) After liners are honed, they must be
cleaned thoroughly with solvent, steam cleaner or hot soap
and water. It is recommended that cleaning operation be
ended by scrubbing bore with a bristle brush to remove as
much honing debris as possible. Blow liners dry with
compressed air.

(2) Coat bore of liners generously with clean
lubricating oil. If possible, let liners stand 5-or 10minutes
before next step.
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(3) Use white paper towels to wipe lubricating
oil from liner bores. Note gray and even black residue that
appears with oil on white towels. This is honing debris that
remained on liner walls. Repeat application of lubricating oil
and wipe off with white paper towels. If honing debris is still
present, repeat lubricating oil treatment. Usually liners will
appear clean on second application. Liners must be
completely cleaned after honing. After soap and hot water
treatment, liners will appear clean when a paper towel is
wiped through dry bore. This is a false indication since
lubricating oil treatment will remove additional abrasive
material.

Note. The importance of proper cleaning of the
liner cannot be overemphasized. Dirt or grit remaining
in the liner will cause improper break-in of the liners
and piston rings.

e. Installation.

(1) Inspect liner counterbore depth in cylinder
block at four equidistant points, using ST-547 Gage Block,
"zero" indicator before taking measurements.

(2) Measure thickness of cylinder liner flange,
outside of bead as illustrated in[figure 3-2711 Subtract
counterbore depth from liner flange thickness to determine
amount of shim thickness required to provide correct liner
protrusion above block.

Note. Another method of determining liner
protrusion is to install liner in block and measure
amount of protrusion (outside of bead) with ST-547
Gage Block.

(3) Installed cylinder liners must protrude
0.004/ 0.006 in. above block; refer to fable 2-2 for required
shim(s). Check as follows:

ME 3M3-B0-18/6270

Figure 3-270. Cylinder liner counterbore inspection.
(a) Install liners without packing rings.
(b) Pass a 0.0015 in. feeler gage
around the entire circumference between liner flange and
block. If 0.0015 in. clearance is not present, mark binding
spot with chalk, remove liner and scrape counterbore at
points of binding until proper clearance is attained.

(4) After determining number and thickness
of shims, install them on liner so they seat at liner flange.

(5) Using clean lubricating oil, lubricate
surface of cylinder block where packing rings and crevice
seals will seat; wipe off excess oil with clean cloth.

(6) Lubricate, with clean lubricating oil, those
surfaces on the cylinder liner where packing rings and
crevice seal will be located; wipe off excess oil with clean
cloth.



(7) Assemble liner packing rings and crevice
seal on cylinder liner in the following manner:

(a) Lubricate all packing rings and
crevice seals (if used) with clean lubricating oil; wipe off
excess oil with clean cloth.

(b) Roll packing rings into position on
liner; using mold marks on rings as guides, straighten as
required if rings are twisted.

(c¢) Lower the liner into block bore; when
packing rings contact ring-seating bore in block, work liner
carefully in a downward, circular motion until liner is seated
snugly.

(d) Using ST-594 Cylinder Liner Driver,
and light hammer, drive liner remainder of
distance; when liner is seated firmly, tap driver tool lightly to
prevent liner from bouncing up again.

(e) Check liner bore for roundness at
several points within range of piston travel.

(f) Check with a precision dial bore gage
as illustrated in[figure 3-273]

(9) |If liner is more than 0.0015 in. out-of-
round in packing ring area, remove liner and check for
binding condition which would cause distortion of liner bore.

(h) A total of 0.003 inch out-of-round at
the top one inch of liner bore is permissible if liner is press-
fit type.

() If more than 0.004 in. out-of-round
and liner contacts block at packing ring bore, counterbore is
out of flat (para 3-45).

CYLINDER
LINER

ME 3810-288-15/6=280
T

Figure 3-271. Cyliner liner flange inspection.

() Check liner protrusion at four
equidistant points with ST-547 Gage Block, to
be certain that liner protrusion is within 0.004/0.006 in.
Measure outside of bead.

Note. On new liners, lubrite finish may increase
readings slightly. Take readings at 60 /75 F. (16 /29 C).

§T~594
LINER
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o

Figure 3-273. Cylinder liner bore inspection.

ST-547
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Figure 3-274. Inspecting cylinder liner protrusion.



CHAPTER 4
REPAIR OF CRANE-SHOVEL UPPER WORKS AND LOWER WORKS

Section I. UPPER WORKS

4-1. General.
The upper works consists of the revolving frame, main
machinery, engine, operating controls, and the operator’s
cab. This section contains instructions for repair and
replacement of major components on the upper works.
4-2. Transmission
a. General The transmission is a fully enclosed
multiple-strand chain drive running in oil. The shaft has a 2’
inch diameter, is alloy steel, and splined at both ends to
accept driven sprocket and pinion. It is mounted on anti-
friction bearings.
b. Removal and Disassembly.
(1) Drain oil out of both transmission chain
case and gear case. Remove chain case cover
(20, [fig._4-1). Remove gasket seal (74) of revolving frame
at left of chain case (36). Remove chain case.
(2) Remove transmission chain (24)
splitting at connecting link.
(3) Remove sump pan (58) from gear case

by

(75).

(4) Remove hoist clutch yoke fulcrum pin (53)
from right bearing cover on right side of gear case.

(5) Remove right bearing cover.

(@) Take out four capscrews and their
lock plates.

(b) Remove cover and gasket.

(c) If gasketis loose, put it away where it
will not be damaged.

(6) Remove right retainer plate by removing
lockwire (28) and two capscrews (27). Leave the left
retainer plate on for pulling shaft.

(7) Place a block of wood inside the gear
case at the left of the hoist pinion so shaft can be pulled and
force off the "tap-fit" right bearing with the pinion. Block of
wood should be well located to distribute the load against
the inside of the gear case and prevent springing the case.

(8) Pull shaft using sprocket spokes to assist
in applying traction. Shaft should come free with relative
ease but it may be necessary to tap it lightly to work it free
from the right bearing. After it clears the bearing it should
come out freely. Catch hoist pinion under gear case before
it drops free. Remove the right bearing from its seat in the
side of the case.

(9) Sprocket and left bearing are still on the
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shaft. If disassembly is desired:

(@) Remove lockwire (6) and two
capscrews (5) and retainer plate (7) from left end of shaft.

(b) Remove sprocket (25).

(c) Remove bearing. Bearing is a "tap-
fit" and it may be necessary to tap it lightly (through a wood
block) to free it from shaft.

c. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
For gear and bearing inspection and repair procedures, see
Replace damaged gasket or hardware.

d. Reassembly and Installation

(1) Mount left bearing from left end of shaft
tapping lightly into place with soft babbitt hammer or through
a wooden block. Shield on bearing must face sprocket.

(2) Put key in place and press sprocket on
shaft. This requires a press of 20-to 30-tons capacity.

(3) Install gear and retainer plate on end of
shaft, fasten securely with two capscrews and lock with
wire.

(4) Insert shaft in revolving frame and push it
through until the right end enters the gear enclosure.

Note. Check oil seal in gear case. Replace if
necessary.

(5) Put the hoist pinion in place and push
shaft through it.

(6) Push pinion back against shoulder and
start right bearing on end of shaft.

(7) Insert wood block between bearing and
side of gear case. Drive shaft into bearing until it seats
against shoulder of shaft.

(8) Remove block and insert bearing on end
of shaft in housing inside of gear case.

(9) Install right bearing retainer, insert two
capscrews and lock with wire.

(20) Install right bearing cover with gasket, and
fasten in place with four capscrews and lock plates.

(11) Install hoist clutch yoke and insert and
lock clutch yoke fulcrum pin.

(12) Wash out and replace oil sump pan on
gear case.

(13) Replace transmission chain by inserting
pins and plates and locking with cotter pins.

(14) Install chain case. Install gasket seal of



Figure 4-1. Transmission shaft, exploded view.
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1 Screw cap 3/8” x3 %" UNC Gr. 2 21 Plug 41 Screw cap 1/2" x 2" UNC Gr. 2

2 Washer, lock 3/8" 22 Nut, full 1/2" UNC 42 Pipe plug 1/4" std, sg. hd.

3 Bearing retainer 23 Washer, lock 2" 43 Bearing 61 Tee 1/8"

4 Gasket 24 Chain 44 Seal ring 62 Nipple 1/8"

5 Screw, cap 3/8"x 1 UNC Gr. 2 25 Sprocket 45 Screw, cap 63 Elbow

6 Lock wire 26 Retainer 46 Washer, lock 5/16" 64 Pipe nipple 1" x 21/2"

7 Retainer 27 Screw, cap 3/8" x 1" UNC Gr. 2 47 Washer, plain 5/16" 65 Clamp

8 Bearing 28 Wire lock #12 x 5 48 Retainer 66 Hose

9 Gasket 29 Washer, lock 3/8" 49 Seal 67 Clamp

10 Screw, cap 3/8"x1 1/2" UNC Gr. 2 30 Screw, cap3/8"x1"UNC Gr. 2 50 Gasket 68 Pipe nipple 11" x 2 1/2"
11 Hub 31 Nut, full 3/8" UNC 51 Shaft 69 Screw, cap 3/8" x 1" UNC Gr. 2
12. Oil Gear 32 Chain case support 52 Pin, cotter 1/8" x 3/4" 70 Screw, cap 1, " x %" UNC
13 Washer, lock 3/8" 33 Washer, plain 3/8" 53 Lever pin 71 Washer, lock 1/4"

14 Nut, full 3/8” UNC 34 Screw, cap 3/8"x 1" UNC Gr. 2 54 Nut, full 3/8" UNC 72 Cover

15 Pinion 35 Nut, full 3/8" UNC 55 Washer, lock 73 Gasket

16 Gear case over 36 Chain case 56 Shaft 74 Gasket seal

17 Nut, full 3/8" UNC 37 Pipe plug %2” std. sq. hd. 57 Gasket 75 Gear case

18 Washer, plain 3/8" 38 Screw, cap 1/2"x 1/4" UNC Gr.2 58 Oil sump 76 Cover

19 Bolt, eye 39 Nut, full 1/2" UNC 59 Pipe plug " std. sqg. hd. 77 Clamp

20 Chain case cover 40 Washer, lock 1/2" 60 Pipe plug 1/8" std. sq. hd. 78 Gasket

revolving frame and chain case cover.

(15) Fill gear case with lubricant in accordance
with lubrication order.

(26) Fill
lubrication order.
4-3. Upper Structure Assembly

a. Disconnect

(1) Position boom and machine as required
for method used.

(2) Release
machine to prevent swing.

(3) Remove front cover from swing and
propel gear case [(fig. 4-2).

(@) Clean swing and propel gear case

chain case in accordance with

swing lock after blocking

front cover.
(b) Take out capscrews along front edge
of cover and slide forward.

(4) Remove two plugs from oil sump of main
gear case and drain oil (fig._4-3).

(5) Free upper ends of digging lock control
rod and hollow steering control rod (or sleeve) operating
through vertical swing shaft (fig._4-4).

(a) Remove lever pins
steering clutch lever with vertical control rod.

(b) Loosen capscrews holding steering
clutch and digging lock levers to horizontal control shaft and
control sleeve leading across deck.

(c) Remove reach rod pins attaching to
levers on the outer (right) end of this horizontal shaft and
sleeve.

connecting

(d) Slide shaft and sleeve to right until
steering and digging lock levers can be removed from left
end. (e) If upper works are to be lifted by
crane, the vertical control rod and sleeve can remain in
place as can also the vertical swing shaft. If the upper
works are removed by jacking, about six inches of lift can be
saved by disconnecting the vertical digging lock control rod
and steering control sleeve at their lower ends and pulling
them up out of the vertical swing shaft. A further saving of
about 15 inches of lift can be made by removing the vertical
swing shaft. [para 4-16).

b. Remove Cone Rollers
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(1) Lift upper works (weight, 25, 000 pounds)
just enough so cone rollers are free in their path. Lift can be
made by:

(a) Crane, with sling fastened to lifting
eyes provided on A-frame yoke and lugs near boom foot
pins.

REMOVE CAPSC
AMD LOCEWASHERS

Figure 4-3. Gear case sump.
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Figure }-4. Vertical swing shaft.




(b) Jacking up revolving frame and
building cribbing to support it. Four jacks should be used,
one under each corner of revolving frame (do not jack
against light side decks).

(2) Remove adjusting rod.

(3) Pry off retainer with shaft attached.

(4) Roll cone roller aside and remove cone
unit nut with O-ring seal attached.

c. Lift Off the Upper Works.

(1) Lifting may be accomplished with a crane
(capable of lifting 25, 000 pounds). An overhead shop type
crane is preferred if convenient. Lift can be made with a
larger sized crawler crane or with two 22-B cranes. If crane
is not available, lift can be made by jacks and blocking.
General instructions follow for each method.

(2) Crane lift.

(a) If this machine is carrying crane type
boom, lower boom to about 20 degree angle.

(b) Attach a wire rope sling to lifting eyes
at boom foot pins.

(c) Attach a second wire rope sling to
lifting eyes at A-frame yoke.

(d) Attach slings to crane hook and
adjust slings so machine is balanced evenly. Check by
roller clearances while lifting slightly to take load off cone
rollers.

(e) Having completed the disconnecting
of upper and lower works, lift upper works off from lower
works and set it aside on blocking. It should rest bn two
forward roller lugs and on corners of rear end casting (gear
case side is heaviest.)) Do not support under the larger
(outer) counterweight casting.

(3) Jack lift.

(a) Position upper works crossways on
lower works for convenience in pulling lower works out after
jacking and blocking upper works.

(b) Lower crane boom point to ground on
shovel boom to rest on a block placed on extended dipper
handle between handle and boom ("scissors" fashion), and
at rest on the dipper.

(c) Use square timbers or sound railroad
ties for blocking. Have plenty of good blocking material on
hand.

(d) Use four hydraulic jacks for lifting.
(Screw jacks may be used but are not as convenient. Do
not use ratchet jacks.)

(e) Position jacks to jack against the
corners of central revolving frame being sure to jack against
substantial frame members.

() Jack and block by turns until upper
works clears lower works. Note that about six inches of lift
can be saved by removing steering and digging lock controls
and another 15 inches by removing vertical swing shaft.

Caution: Keep blocking solid. Also remember
not to block permanently in front opening for rolling out
lower works.

() When upper works is clear, drag
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lower works out from under upper works. It can be hauled
out on skids with tractor, but watch to clear blocking at
sides. Leave upper works standing on blocking until lower
works can be replaced.

d. Prepare Upper Works for Installation.

(1) Remove propel jaw clutch and shifter and
propel gear from inside propel and swing gear case. These
parts have been left free in the case where upper works was
lifted off from lower works and will interfere with free
insertion of the vertical swing shaft unless they are removed.

(2) Remove vertical shaft oil seal flange and
seal to avoid damage to them in lowering upper works.

(3) Move upper works (or lower works) into
place and lower carefully so the vertical swing shaft enters
its bushing accurately. Install cone roller frame assemblies,
if these have been removed. Lower just far enough so cone
rollers can be inserted in roller path.

(4) Block revolving frame at that level for
safety.

e. Assembly and Installation.

(1) Insert roll pin on shaft.

(2) Coat pin with white lead at revolving point
lugs.

(3) Place cone roller with its cone nut and O-
ring in place on roller path and roll in position to permit
insertion of pin.

(4)

into cone nut.

)
(6) Refer to[table 2-2] and adjust the cone

Install adjusting rod in pin bore and thread

Install shims and retainer in place with
capscrews.

rollers.
f.  Connect Control Linkage.
(1) Install vertical shaft oil
flange and capscrews.
(2) Install swing gear, swing jaw clutch and

(3) If vertical control shaft and sleeve running
through vertical swing shaft have been removed replace
them. [fig._4-6).

(4) Slide horizontal steering clutch control
shaft and digging lock control sleeve to left through control
levers.

seal, retainer

shifter.

(5) Connect steering clutch lever to vertical
control sleeve (running through vertical swing shaft) by
inserting lever pins in the holes on each side.

(6) Insert digging lock lever in slot on top of
vertical control rod.

(7) Tighten setscrews holding above levers to
horizontal control shaft and sleeve and reconnect reach
rods to levers.

(8) Install two oil sump plugs.

(9) Replace front cover on swing and propel
gear



1 Frame

2 Pin, cotter

3 Upper roller shaft

4 Bearing

5 Screw, cap

6 Washer, lock

7 Upper roller

8 Bolt, hexagon

?OS anner bar
parator

11 Screw, cap

12, Nut, lock

13 Nut, special

14 Washer, lock

15 Nut, hexagon

17 Nut, hexagon

17 Washer, lock

18 Bevel washer

19 Lower roller

20 Bushing

21 Lower roller shaft

22 Dust shield

23 U-bolt

24 Driving tumbler

25 Bushing

26 Outside bearing

27 Nut, hexagon

28 Nut, jam

29 Pir,, cotter

ii
31 Pin, co'ter
32 Eye bolt
83 Nut, hexagon

34 Nut, jam

35 Adjusting bolt
36 Tumbler shaft
37 Straight key
28 Bushing

39 Inside bearing
40 Bushing

41 Chain

42 Sprocket

43 Retaining plate
44 Lock bar

45 Screw, cap

46 Washer, lock
47 Bolt

48 Dust shield

49 Screw, cap

50 Nut, special
51 Washer, lock
52 Nut, lock

53 Nut, lock

54 Adjusting bolt
55 Shaft

56 Bushing

57 Takeup tumbler
58 Bushing

59 Dust shield
60 Pin, cotter

61 Link pin

62 Link

63 Washer, plain
64 Nut, hexagon
65 Nut, jam

66 Washer, lock

Figure 4-6. Vertical propel shaft, exploded view (sheet 1 of 3).
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Figure 4-6. Vertical propel shaft, exploded view (sheet 2 of 3).
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97 Nut, hexagon
98 Waher, lock

101 Nut, lock
102 Jaw clutch
108 Bushing
108 Ne% hexago
['} @ n
106 N ﬂ:: jam
107 Shim
108 Dowel
109 Bushing
ll? glutch
pacer
112 Center shaft
13 Bevel
114 Clutch
115 Bushing
nepsnat
etaining rin,
118 Screw a8
119 Bracket
gl) P“v 't'.';.ﬂ‘, lock
u 1) n
122 Screw, un:b
123 Special bolt
e
w, cap
126 Screw, cap
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Figure 4-6. Vertical propel shaft, exploded view (sheet 3 of 3)
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case.
(10) Refill gear case per lubrication order.
4-4, Revolving Frame

a. General. The revolving frame is a one-piece,
heat treated steel casting with integral lugs for boom foot
and cone roller mounting brackets. Cast steel machinery
side frames are bolted to revolving frame. Shear plugs
relieve bolts of shear loads and maintain alignment.

b. Inspection and Repair. Clean up frame and
inspect for cracks, broken welds and other defects. Make
repair by welding and grinding. For bushing inspection and
repair procedure, see[paragraph 2-5|
4-5, Chain Case Assembly

a. Removal

(1) Swing revolving frame cross-wise of the
tread belts so the case can be taken out between the
crawler side frame.

(2) Remove chain case cover (20,[fig. _4-1)
and gasket.

(3) Drain chain case by removing plug (27).

(4) Remove level gage plug on right side
under revolving frame.

(5) Remove nuts, screws and washers from
forward and rear support brackets; remove rear support
bracket and drop case into hole in revolving frame.

(6) Slide case to rear and drop out through
revolving frame.

Note. Side member of revolving frame to left of
case is removable if desired by removing three bolt at
rear, two bolts t front and four bolts that come up
through sill.

b. Installation

(1) Installation is the reverse of removal
procedure, a above.

(2) Refer to the lubrication order and service
the chain case assembly.

4-6.  Vertical Swing Shaft[(fig_4-4land[@=7)

a. Disassembly.

(1) Swing machine so that shaft can be
dropped down clear of the truck frame.

(2) Remove swing and propel gear case
cover |(fig. 4-2).

(3) Drain oil from sump of main gear case
through two drain plugs (fig._4-3).

(4) Loosen bolt at split hub of swing jaw
clutch shifter and at the hand lever and pull hand lever shaft
out taking care not to lose key.

(5) Remove propel jaw clutch shifter shoe
pins and shoes.

(6) Take out clutch shifter.

(7) Remove vertical shaft cover and gasket
by taking out four capscrews.

(8) Prepare blocking and extended jack under
vertical swing shaft to provide for lowering it safely (pinion
weight 50 pounds and shaft 80 pounds).
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HIK LM e
SWING SHAFT

Figure 4-7. Vertical swing shaft repair and replacement.

(9) Remove cotter pin and nut at upper end of
shaft and tap down lightly with babbitt hammer just enough
to force through upper bearing.

(10) Pinion drops with the shaft and may be
removed from shaft by taking out the two capscrews, lock
plate, and removing the retainer plate.

(11) The upper bearing can be lifted out. The
lower bearing can be tapped off from the shaft if necessary.

Note. If repair involves only the replacement of
the pinion this an easily be removed without any of the
above steps except paragraph 20.

(12) Jaw clutch and combination bevel gear
can be tilted and lifted out, after removing steering and
digging lock horizontal shafts.

(13) There are still two ball bearings mounted
in the combination gear. If it is necessary to remove these,
tap down from bevel pinion end. The spacer between
bearings will come out with bearings.

b. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
For gear and bearing inspection and repair, see
Replace defective gaskets and hardware.
Rebuild broken or worn jaw clutch splines or jaws by
welding and grinding. Replace worn or damaged oil
retainer.

c. Reassembly.

(1) Replace top bearing, spacer, and lower
bearing in combination gear if they have been removed.
Place shield on upper side of top bearing.

(2) If oil seal at bottom of case is damaged,
replace in revolving frame.

(3) Assemble pinion gearing with shield
towards pinion, and pinion on lower end of shaft securing in
place with retainer, two capscrews and lock plate.

(4) Place combination gear and jaw clutch in
place in case and insert shaft from below.



Note. Combination gear and jaw clutch must be
held down by blocking under upper bearing housing, to
prevent cocking as shaft is pushed up through with
jack and blocking.

(5) Replace upper bearing, washer and nut.
Tighten nut until shaft runs tight and then back off one flat
on hexagon nut to line up with cotter hole. Check to be sure
of a free running fit and insert cotter to lock. Pack cavity half
full GAA, wheel bearing grease, and replace gasket and
shaft cover.

(6) Replace clutch shifter, shifter shoes, shaft
and hand lever, also steering and digging lock controls, if
previously removed.

(7) Replace main gear case cover and drain
plugs in sump pan.

(8) Replace crown chain, or rope guard.

(9) Refill case with transmission case
lubricant to high level in accordance with lubrication order.
4-7.  Horizontal Swing Shaft (fig.4-7land[4-8)

a. Disassembly.

(1) Position upper works crossways with
tracks to provide clearance needed to drop gear from gear
case.

(2) Remove cover over swing and propel gear
case [(fig._4-2).

(a) Clean cover.
(b) Take out capscrews along front edge
of cover and slide cover forward.

(3) Drain oil from main gear case by removing

two plugs in bottom of oil sump (fig.—4-3).

e HORIZONTAL  BEVEL
R SWING SHAFT  PINION
SPUR 1 0
GEAR™ | b
L.
=
JL !
COVER
PLATE RETAINER
!
Figure 4-8. Horizontal swing shift, cutaway view.
(4) Remove sump pan from main gear case.
(5) Remove swing friction clutch shifter
assembly unit.
(6) Remove hand hole cover on outer side of
gear case.
(7) Remove the two capscrews and retaining

plate on shaft at bevel pinion end.

Note. Before removing bevel, mark the meshing
of its teeth with its mating bevel so that its position can
be duplicated to allow ready insertion of shaft in spline.
The spline in the bevel pinion has six keyways, that in
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the spur gear has eight. Matching is difficult once
relative positions are lost. If new pinion is to be
installed match splines and duplicate the marks on old
pinion. If shaft is to be removed (or position disturbed)
mark case, end of shift and hub of spur gear to show
relationship so splines can be meshed readily.

(8) The shaft is now free to be pulled out
partially. Leave the retaining plate on the spur gear side on
the shaft to aid in pulling shaft.

(9) The bevel pinion will stay in its place. If it
is to be removed, the combination bevel gear must be
shifted out of the way by dropping the vertical swing shaft as
described in[paragraph 4-6] The bevel pinion can then be
removed. The right ball bearing is a light tap fit on the hub
of the bevel pinion and will come out with it, but it can be
readily removed by prying it off.

(10) Support the spur gear, then remove the
two outer capscrews in retainer, leaving the center one in
place to aid in pulling shaft.

Caution: Use a suitable lifting device when
removing the shaft from the 160 pound spur gear. Take
care not to bend the oil trough, located above the gear.

(11) Pull the shaft all the way out. Catch the
left ball bearing as it drops off shaft, and lower the spur gear
down through the bottom of the gear case.

b. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
For gear and bearing inspection and repair, see
Replace damaged hardware.

c. Reassemblv.

(1) Insert left bearing in casting, with the
shielded side inward.

(2) Raise up and support spur gear in gear
case.

(3) Replace bevel pinion with right bearing on
it, if it was removed.

Caution: Both bearings must be replaced so
that the shields are towards each other.

(4) Insert shaft through hand hole at left of
gear case, and thread through spur gear, left bearing, and
bevel pinion.

(5) Replace the retainers at both ends of
shaft with two capscrews with lockwashers on the bevel
pinion end, and three capscrews with lockwashers on the
spur gear end.

Note. Reassembly of shaft through spur and Into
bevel requires simultaneous engagement of two sets of
splines. If adequate marks were not made in disassembly,
this process can be simplified by lining up a spline keyway in
gears and noting into which position shaft must be rotated to
similarly line up its spline. Two position line (note marking"
notes in disassembly).

(6) Replace hand hold gasket and cover.

(7) Replace swing friction clutch shifter
assembly unit.

(8) Replace sump pan and gasket checking
to insure seal.



(9) Replace swing and propel gear case front

(10) Fill gear case to proper level with lubricant
in accordance with the lubrication orders d. Adjustment.
Remove or add shims under spur gear retainer to secure
correct end play.

4-8. Rear Drum Shaft Assembly

a. General.

(1) The shaft is alloy steel mounted on ball
bearings, with a 4" major diameter. Shaft speed is 37.6
R.P.M. with diesel engine direct drive at full load speed.

(2) Hoist and swing gears are heat treated
steel castings with machine cut teeth. Hoist gear is keyed to
the shaft. Swing gear is keyed to the swing clutch housing.

(3) Swing clutch housing is mounted on ball
bearings.

(4) There is a plain tapered rope drum with
integral clutch and brake housing mounted on ball bearings.

(5) The drum brake is an external contracting
band type, 27" diameter; 3" wide-and mechanically
operated.

(6) The drum clutch is an internal expanding
band type, 24" diameter; 3" wide and mechanically
operated.

(7) The clutch on right side of rear shaft is
used to power controlled load lowering of crane hoist line.
Housing is grooved on outer surface for cooling. The clutch
is mounted on ball bearings.

b. Removall(fig. 4-9land U-10).

(1) Lower boom to rest securely and slacken
suspension ropes.

(2) Remove hoist rope from drum.

(3) Remove left front A-frame leg, first
removing left front and center cab sections (fig._2-2)) if shaft
is to be lifted out with crane. If removal is to be handled
manually, shaft can be partially stripped and skidded out
through left door without removing A frame leg or cab
sections.

(4) Remove retract clutch guard.

(5) Remove hoist brake band. [(fig._4-9])

(6) Remove retract and swing clutch shifter
yokes and hoist clutch shifter screws (fig._4-10).

(7) Remove shifter lever bridge.

(8) Remove right and left bearing housings,
which are attached by two bolts in each.

Note. Be careful not to mix right and left
bearing bolts m right bolts are drilled to receive clutch
guards.

(9) Remove gear case cover.

(10) The entire assembly, weighing about 1200
pounds can now be lifted out if crane is available.

Caution: Do not move the assembly
horizontally until the gears are clear of the cue.
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Figure 4-10. Re drum shift shifter bridge and yoke.
(11) If no crane is available and shaft must be
removed manually, further dismantling in Race is advisable

in order to reduce weight. See shaft disassembly
instructions in following paragraphs.

c. Disassembly  After  Disconnecting  and
Removing Shaft From Machine. The following
subassemblies remain on the shaft after carrying out the
instructions in paragraph a. If shaft is to be removed
manually, these should be disassembled as far as possible
before and during raising of shaft following stripping
directions as given below and in following paragraph. If a
crane is used, these assemblies can be removed with the
shaft and later disassembled as required.

(1) Rear swing-and-propel clutch.



Note. This swing-and-propel clutch can be
removed as a unit by disconnecting the shifter yokes as
described in previous paragraph, loosening the driver
bolt, wedging open the split hub and sliding the entire
assembly to the left off the shaft

(2) Gears and left bearing
(3) Rear drum clutch.

Note. This clutch can alos be removed from
housing as a unit on ground or after raising shaft so
clutch clears frame.

(4) Right shaft bearing.
d.  Stripping After Removal From Machine

(1) General.

(8) These stripping operations are after
maximum disassembly of units as described in preceding
paragraphs. In other words the shaft is now free and
carrying only those parts which must be pulled off from the
ends of the shaft itself. Where shaft is being removed
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manually, it is usually more convenient to remove these
units from the left and right as described below as the
elevation of the shaft permits sufficient clearance. When
the shaft is finally removed through the left door, it then
carries only the hoist gear and left bearing.

(b) Disassembly instructions are
presented is two sections: Disassembly to the right,
dissasembily to the left.

(c) Either sequence may be taken first.
For instance to replace the swing gear, start with the second
section and leave the assemblies to the right on the shaft,
disassembling only to the point necessary for removal of the
swing clutch housing with gear mounted on its hub from the
machine.

(2) Disassembly operations to the right.

(a) Pull off right shaft bearing housing
and bearing which is a light tap fit. Take care to protect
bearing shield from damage. Remove bearing housing by

tapping lightly.
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Figure 4-11. Rear and front drum shaft assembly exploded view (sheet 1 of 3).

4-13



4 Bearing 50 Gear

6 Driver 52 Bearing

8 Key 53 Lock nut 83 Nut

9 Insert 54 Nut 84 Drum
10 Sleeve 58 Stud 85 Screw
11 Band 66 Bearing 86 Guard
12 Lining 67 Sleeve 87 Driver
13 Locknut 68 Drum 88 Block
14 Nut 69 Ring 89 Sleeve
15 Spacer 70 Retainer 90 Lockplate
16 Spring 71 Seal 91 Washer
17 Bolt 73 Sleeve 92 Screw
21 Screw 74 Key 93 End cap
23 Washer 75 Drum 94 Shield
24 Lock washer 76 Wdge 95 Diriver
25 Nut 77 Collar 96 Gear
30 Lock nut 78 Bolt 97 Block
31 Nut 79 Nut 98 Shaft
33 Dowel 80 Washer

35 Bearing 81 Sprocket

39 Gasket 82 Sprocket

Figure 4-11. Rear end front drum shaft assembly exploded view (sheet 2 of 3)
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Figure 4-11. Rear and front drum shaft assembly, exploded view (sheet 3 of 3).
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(b) Loosen bolt through split hub of
secondary hoist clutch driver wedge open, and remove
entire clutch assembly and key.

Note. The entire secondary hoist clutch comes
out from housing m a unit on the driver and may be
dissembled later.

(c) Smooth shaft with fine emery cloth
around keyway, use fine file on heavy burrs, clean, oil, and
inspect entire shaft to right.

(d) Pull secondary hoist friction clutch
housing and sprocket. Right bearing comes along in place.
Use pinch bar and block of wood to bump unit along from
left of sprocket. Take care to avoid damage to left bearing
shield.

(e) After unit is off from the shaft,
remove outer (right) bearing by tapping out from left through
hub of housing.

(f) Sprocket may be pulled off from
sleeve end of housing by using 20-to 30-ton press.

(9) Tap off inner (left) clutch bearing and
spacer.

(h) Remove rear drum by driving from
left; left drum bearing usually remains in place.

() Tap right bearing out of drum after
drum is off from shaft; swing round wood handle or bar.

() Tap left drum bearing off from shaft.

(k) Slide off clutch assembly by
loosening hub bolt and wedging hub open. If driver comes
hard, remove pins from toggle links and slide shafter collar
and sleeve to left. Bump and pry directly against driver hub.

() Remove key. Smooth shaft with
emery paper and fine file as in (c) above.

(m) Tap left bearing housing free of
bearing and slide off to right, leaving bearing to be removed
to left.

(n) This
operations to the right.

(3) Disassembly operation to the left.

(a) Remove clutch driver and entire
clutch assembly from housing by loosening driver bolt and
wedging split hub open. Remove driver key.

(b) Smooth shaft around keyway with
emery cloth and fine file, inspect, clean, and oil entire left
shaft.

completes disassembly

(c) Pull swing-and-propel friction clutch
housing with the swing gear in place using a pinch bar and
wood block to bump it along. Left bearing will come with
housing.

(d) Remove right bearing.

(e) If desired, the swing gear may be
removed from housing but a 20-to 30-ton capacity press
required.

(f) The hoist gear and left shaft bearing
are now the only remaining parts on the shaft. The hoist
gear is a press fit on the shaft and a 20-to 30-ton press is
required to pull it.

(9) The left bearing can now be removed
d to the left with the press.

(h) This completes disassembly to the,

e. Inspection and Repair. See front drum shaft
inspection and repair, [paragraph 4-10.] For bearing and
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gear inspection and repair, see paragraph 2-8|
f.  Assembly, Preparatory to Installations on the
Machine.

(1) General Assembly instructions are
presented in two sections: Assembly from the left,
assembly from the right. Either sequence may be taken
first.

(2) Assembly operation from the left
fig. 4-12).

(a) Press on left shaft bearing and set its
shield side solidly against shoulder on shaft. Bearing
housing is assembled later from right.

(b) Place the key for the hoist gear in
keyway. Press the hoist gear in place (long hub next to
bearing) on the shaft using a 20 to 30 ton press.

(c¢) Replace right swing clutch bearing.

(d) Replace swing gear on housing using
a 20to 30-ton press (long hub away from housing).

(e) Place housing on shaft and tap into
position over right bearing.

(f) Insert left swing clutch bearing and

tap into place with shield outermost.
¥ SWING OI5T

F
GEAR GEAR

Figure 4-12. Rear drum shaft assembly (left side).
Note. The three bearings mentioned in (a), (d),
and (g) are oil lubricated from the gear cue and should
NOT be peeked with grease. Dip each in OE, oil engine
before assembly.

(g) Place driver key and replace clutch
assembly using wedge to hold split hub open. Remove
wedge and tighten driver bolt (driver key must not protrude
from driver hub).

(h) This completes assembly operations
from the left.



(8) Assembly operations from the right.

(a) Tap left bearing housing over left
bearing.

(b) Remove clutch driver from hoist
clutch assembly and slide on shaft. Insert key in keyway
mad slide on clutch assembly by wedging split hub to give
free movement. Remove wedge and lock in position by
tightening driver bolt. See[figure 4-18]

(c) Check distance between bearing
facing lip and uppermost part of clutch. Allowable tolerance
is 257/16” + 1/32" (fig._4-14).

(d) Tap left drum bearing into position
with shield side against driver.

(e) Put combination drum and clutch
housing on shaft and drive it into place on left bearing. Pack
cavity half-full with GAA wheel bearing grease.

(f) Tap right bearing into position in right
end of drum with shield outermost.

(g) Slide spacer into place.

(h) Tap on the inner bearing of the
secondary hoist clutch housing and sprocket with shield side

next to spacer.

(1) If sprocket has been removed from
hub of housing replace it using 20-to 30-ton press.

() Slide housing with sprocket into
place and tap into position on inner bearing. Pack cavity
halffull with GAA wheel bearing grease.

(k) Insert outer bearing and tap it into
place in hub with shield side outermost.

() Insert driver key in keyway and slide
clutch assembly into place wedging split hub to permit free
movement. Driver key must not protrude from driver hub.

KEY

LEFT CLUTCH

BEARIMNG

E’k’ o

Figure 4-13. Rear drum shaft assembly (right side).
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Figure 4-14. Rear drum shaft assembly.
lock into place.

Note. In assembling part all across the shaft
from the main drum clutch driver to secondary hoist
clutch driver, seat each part solidly against the part
ahead of it. When the secondary hoist friction clutch
driver has been thus seated, back it off 1/32 inch before
clamping in place on shaft to provide a free running fit
for all parts across right side of shaft.

(n) Tap right shaft bearing into right
bearing housing (shield side inside) solidly against shoulder.

(o) Tap assembly of bearing and
housing on shaft, open side (on cover side) of housing
outermost.

(p) This completes assembly operations
from the right.

g. Installation.

(1) Lower shaft into place, carefully matching
bearing housing and their shear pins.

(2) Bolt housings in place.

(3) Install gear case cover.

(4) Assemble three main clutch shifter yokes.

(5) Install rear drum brake band and connect

(6)
(7)

brake lever.
Install clutch guard and left front A-frame
leg.
Reeve hoist rope on drum.

(8) Replace cab section. [(fig. 2-2).

(9) Drain and replace transmission case
lubricant in accordance with lubrication order.

h.  Complete Shaft Installation and Connections.
(1) Replace left side and front corner of cab.

(fig. 2-2).
(2) Reassemble secondary hoist clutch band.
(3) Reassemble rear hoist drum clutch.
(4) Reassemble swing-and-propel clutch.
4-9. Hoist Clutch

For disassembly procedure of the hoist clutch refer



to[figure 4-11 hnd disassemble shaft as required to remove
the hoist clutch.
4-10. Front Drum Shaft Assembly

a. General. The shaft is alloy steel mounted on
ball bearings with a 4 1/8" major diameter. Shaft speed is
37.1 R.P.M. with diesel engine direct drive at full load
speed.

(1) Hoist and swing gears are heat treated
steel castings with machine cut teeth. Hoist gear is keyed to
shaft. Swing gear is keyed to swing clutch housing.

(2) Swing clutch housing is mounted on ball
bearings.

(3) Boom hoist drum is located inboard of left
machinery side frame. It is mounted on ball bearings.
Clutch and brake housing are cast integral with the drum.

(4) Boom hoist brake is external contracting
band type, spring set and released with boom hoist control
lever. It has 24" diameter and is 2 1/2" wide.

(5) Boom hoist clutch is internal expanding
band type, set by a booster clutch band. It is mechanically
controlled, 20" in diameter and 2" wide.

(6) Boom hoist clutch driver is keyed to the
shaft.

(7) Front rope drum clutch housing is cast
integral with brake and clutch housing. It is mounted on ball
bearings.

(8) Drum brake is external contracting band
type, 27 1/2" in diameter, 3" wide and mechanically
operated.

(9) Drum clutch is internal expanding band
type, 24" in diameter, 3" wide and mechanically controlled.

(10) Forward and below the front drum shaft is
a countershaft which contains the mechanism for power
controlled lowering of the boom hoist.

b. Removal. Refer to figure 4-15]

(1) Lower boom to rest securely, slacken
suspension ropes, and remove rope from boom hoist drum.

(2) Remove left front A-frame leg.

(3) Remove left front cab sections (fig._2-2) if
lifting shaft with crane. If handling manually, shaft can be
partially stripped and skidded out through left door.

(4) Remove clutch and boom hoist guards.

(5) Remove boom hoist speed control chain
(disconnect at any link) and safety pawl control rod.

(6) Remove boom hoist brake and booster
bands.

(7) If front rope lagging is on, remove rope
guard at the drum flange.

(8) Remove retract brake band. [(fig._4-16).

(9) Remove clutch shifter yokes by first
removing integral head plate and yoke pin and the two yoke
screws on each at the collar ends.

(10) Remove two long horizontal bolts
supporting lever bracket on right hand bearing housing.
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Disconnect controls and remove bracket for convenient
access to shaft.

Figure 4-16. Boom hoist clutch and brake band removal
and installations.

1 Booster band 8 Band guides

2 Brake band 9 Main clutch bell crank
3 Booster band cam roller 10 Booster bond joint bolt
4 Booster band clutch adjusting nuts 11 Cushion spring nut

5 Brake band adjusting nuts 12 Main clutch band

6 Cushion spring 13 Clutch release spring
7 Dead end pin 14 Cotter pins

nect controls and remove bracket for convenient access to
shaft.

(11) Remove bolts from right and left bearing
housings.

Note. Be careful not to mix up right and left
bearing housing bolts as right bolts are drilled to
receive clutch guards.

(12) Remove gear case cover.
(13) The entire shaft assembly, weight about
1200 pounds, can now be lifted out if crane is available.

Caution: Do not move the assembly
horizontally until it has been lifted far enough so the
gears are out of the case.



(24) Further dismantling in place is
advisable to reduce weight if no crane is available and
shaft is to be removed manually. Refer to shaft
disassembly instructions.

C. Disassembly. After Disconnecting and
Removing Shaft From Machine. Seelfigure 4-11]

(1) General The following subassemblies
remain on the shaft after carrying out the instructions in
paragraph b. If shaft is to be removed manually, these
should be disassembled as far as possible before raising
shaft for stripping operations. If a crane is used these
assemblies can be removed with the shaft and later
disassembled as required.

(2) Swing-and-propel clutch. The swing-and
propel clutch can be removed as a unit after
disconnecting the shifter yoke as described in paragraph
a. by loosening the driver bolt, wedging open the split
hub and sliding the entire assembly to the left off from

the shatft.

(3) Gears and left bearing.
stripping shaft, d below.

(4) Boom hoist, clutch and booster.
to[paragraph 4-12]

(5) Drum lagging. Remove drum lagging.

(6) Front drum clutch Refer to paragraph 4-

Refer to

Refer

11.
Note. This clutch can also be removed as a unit
from housing on ground or after raising to clear frame.

(7) Right shaft bearing. Refer to stripping
front shaft, d below.

d. Stripping After Removal From the Machine.

(1) General.

(@) These stripping operations are after
maximum disassembly of units as described in sections
referred to in previous paragraph. In other words the
shaft is now stripped down to those parts which must be
pulled off from the ends of the shaft itself. Where shaft
is being removed manually it is usually more convenient
to remove these units from the left and right as the
elevation of the shaft permits sufficient clearance of the
shaft. When the shaft is finally removed through the left
door, it carries only the hoist gear and left bearing.

(b) Disassembly instructions are presented
in two sections. Disassembly to the right or disassembly
to the left.

(c) Either sequence may be taken first. For
instance, to replace the left shaft bearing, start with the
second section and leave the assemblies to the right on
the shaft, disassembling only to the point necessary for
removal of the complete shaft assembly from the
machine.

(2) Disassembly operations to the right [(fig]
[4-17).

(@) Remove right hand bearing cover and
gasket from right end of shaft. Cover is attached with
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four screws.

(b) Take out two retainer capscrews and
remove the shaft retainer (5).

(c) The bearing housing, which is a light
tapping fit, with the bearing can now he pulled off. Take
care not to damage bearing shield. The bearing can be
removed from the housing by lightly tapping it.

(d) Loosen clutch driver bolt through the
split hub, wedge split hub open and remove driver
assembly. Remove driver key.

Note. The entire clutch comes out from housing as a
unit on the driver and may be disassembled later. Refer
to[figure 4-11 hnd disassemble in numerical sequence.

(e) Smooth the shaft with a fine emery cloth
around the keyway, clean carefully and drop on some
engine oil to insure free movement of the tap fit bearings
that list slide off over the shaft. Before starting each
bearing off inspect the section of the shaft over which it
must slide carefully for any scratches or mars that may
have left upset steel on the surface. Remove heavy burrs
with a fine file.

(f) Now pull the primary hoist friction clutch
housing which is integral with the drum sleeve. The right
bearing comes with it, in place. Use a pinch bar and a
wood block behind the left end of the drum sleeve to
bump it off. Take care to protect shield of bearing at left
end of sleeve. Left bearing will usually stay in place on
shaft.

(g) After the housing is removed from shaft,
the outer (or right) bearing may be tapped out of housing
by inserting a bar or hammer handle from the left and
tapping it lightly.

(h) Tap the left (or inner).bearing and
spacer off from the shaft.

(i) The boom hoist driver with the booster
housing on it now slides off.

() Remove the key and use emery cloth to
smooth off rough edges of keyway. Use fine file to
remove any heavy burs. Clean, oil, and inspect entire
shaft.

(k) Slide off boom hoist drum, carrying the
right bearing along and leaving its left bearing in place.
Right bearing can be removed after drum is off the shaft.

(1) Remove left boom hoist drum bearing.

(m) Slide off left shaft bearing housing. The
ball bearing will remain in place, and must be removed to
left.

(n) This completes disassembly operations
to the right.

(3) Disassembly operations to the left. (a)
Loosen clutch driver bolt, wedge driver hub open,
remove entire clutch assembly as a unit or disassemble
in place as may be most convenient. (b) Smooth shaft
around keyway with emery cloth. Clean and oil. Use fine
file on heavy burrs if



necessary.

(c) Pull swing and propel friction clutch
housing with the swing gear in place, using a pinch bar
and wood block to bump it along. The left hand bearing
will come with housing.

(d) Remove right hand bearing which is a
light tapping fit, .

(e) If desired, the swing gear may be
removed from housing but a 20- to 30-ton capacity press
is required.

() The hoist gear and left shaft bearing are
now the only remaining parts on the shaft. The hoist
gear is a press fit on the shaft and a 20-to 30-ton press is
required to pull it.

(g) The left bearing can now be removed to
the left by pulling with the press or tapping off.

Caution: Do not damage oil seal on bearing.

(h) This completes disassembly operation to
the left.

e. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
For bearing and gear inspection and repair procedures,
see[paragraph 2-8] Replace, or repair by welding, any
broken or cracked parts. Place shaft in V-blocks and
rotate using dial indicator to detect bent shaft Straighten
shaft in press or replace if bent. Check drums for
scoring, and if in bad condition, replace Check keys and
keyways for good condition and tight fit. Replace
damaged keys.

Note. The undercut tolerances for drums, clutches
and brakes is .090 inch on the radius.

f. Assembly Preparatory to
Machine.

Installation on

(1) General Assembly instructions are
presented in two sections: Assembly from the left,
assembly from the right. Either sequence may be taken
first.

(2) Assembly operation from the left.

(a) Refer to[figure 4-11]under rear drum
shaft assembly and follow the assembly procedure for
the left side of the shaft.

(b) Reverse disassembly sequence shown
infigure 4-17]

(3) Assembly operations from the right.

(@ Tap left bearing housing over left

(b) Tap on left boom hoist drum bearing,
seating its shield side against shaft shoulder.

(c) Slide boom hoist drum into place and tap
it onto its left bearing, pack drum cavity half full with GAA
wheel bearing grease.

(d) Tap right bearing with its shield towards
outer side of drum and into place in boom hoist drum.

(e) Insert key and slide boom hoist clutch
with booster housing on it, into place on key. Booster
housing must float free on driver hub. See[figure 4-17]

() Slide on spacer.

(g) Tap inner crowd clutch housing bearing
into housing and slide crowd clutch housing with integral
drum onto shaft, seating hearing shield side against

bearing.
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spacer; pack sleeve half full with GAA, wheel bearing
grease. Se&figure 4-171

(h) Tap outer bearing into place with shield
outermost.

() Replace driver key and slide on clutch
assembly with wedge in split hub. Remove wedge and
tighten bolt through split hub (driver key must not
protrude from hub).

() Tap right shaft bearing into right bearing
housing, shield side against shoulder.

(k) Tap assembly of housing and bearing on
shaft, open (or cover) side of housing outermost.

(1) Replace shaft retainer and lock with two
wired capscrews. Pack half full with GAA grease.

AR HOAET
# CRLITCE
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Figure 4-17. Front drum shaft assembly (right side)
(sheet 1 of 2).
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Figure 4-17. Front drum shaft assembly (right side)
(sheet 2 of 2).

(m) Replace gasket being sure that it is in
good condition.

(n) Replace right hand bearing cover and
fasten in place with two capscrews with lockwashers and
two countersunk head screws. Cover will only



assemble in one position.

Now In assembling parts all crow the shaft, seat
each solidly against part ahead of it. When the primary
hoist friction clutch driver has been thus seated, back it
off 1/82 inch before clamping in place on shaft.

(o) This completes assembly operations
from the right.

g. Installation.

(8} Lower shaft into place,
matching bearing housings and their shear pins.

(2) Bolt housings in place.

(3) Replace gear case cover.

(4) Replace clutch shifter yokes (replace
both screws and pins).

(5) Replace crowd brake band, boom hoist
brake and booster bands.

(6) Replace drum flange rope guard (if rope
lagging is on).

(7) Replace boom hoist lowering control
chain and safety pawl control rod.

(8) Replace clutch and boom hoist guards.

(9) Replace left front A-frame leg.

(10) Replace cab section[(fig. 2-2).

(11) Drain and replace lubricant in gear
case in accordance with lubrication order.

h. Complete She installation and Connections.

(1) Install front left corner of cab (fig._2-2).
(2) Assemble front drum clutch.

(3) Install drum lagging.

(4) Assemble boom hoist clutch and

(5) Assemble swing-and-propel clutch.
4-11. Front Drum Clutch
For disassembly procedure of the front drum clutch refer
td [figure 4-11]and disassemble shaft as required to
remove the front drum clutch.
4-12. Independent Boom Hoist Assembly

a. Safety Pawl Removal [fig. 4-18).

(1) Part the drive chain by removing cotter
pins in pin link assembly at any pin link.

(2) Remove the cover plate from left side of
gear case.

(3) Remove cotter pins from lowering pawls
pin and loosen setscrew.

(4) Remove pawl pins and lift pawls from

carefully

booster.

shaft.
b. Control Shaft Removal.
(1) Remove shaft cap and loosen setscrew.
(2) Slide sprocket from shatft.
(3) Tap out control shaft with housing and
ball bearings on shaft.
(4) Ball bearings on sprocket end of shaft
should remain in place unless replacement is required.
c. Control Linkage. Refer to[figure 4-19] and
remove control linkage.
d. Disassembly. Refer to and
dissemble the independent boom hoist assembly in
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numerical sequence.
e. Inspection and Repair.

(1) Clean all parts in an approved cleaning
solvent.

(2) Inspect parts for damage or wear.

(3) Rebuild broken or cracked parts by
welding and grinding, or replace them.

(4) Replace all damaged or worn hardware
and gaskets.

f. Reassembly.

(1) Ball bearing and seal in bracket must be
replaced before shaft is installed, only if removal was
necessary because of damage to oil seal during bearing
removal.

(2) Assemble on shaft.

(a) Ratchet housing and pinion.

(b) Slide bearings into pinion with right
bearing shield against shoulder on shaft.

(c) Slide right and left retainers on shaft.

(d) Slide pawl arm on shaft. Insert key and
lock arm in place with setscrew.

(3) Slide control shaft into gear case, being
careful not to damage oil seal.

(4) Install sprocket against shoulder of shaft
and lock in place with setscrew.

(5) Refer to[figure 4-18land replace pawl.

(6) Replace gasket and cover plate and

connect drive chain.

;I LEICIZEM

'IIP' SET SCREW

REMOWVE PN

[ S
COTTER
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Figure 4-18. Boom hoist safety pawl.

4-13. Hoist Assemblies

Refer to[figure 4-111 and follow disassembly of the front
and rear drum shafts as required to remove the hoist
assembly.
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BELL CRANK - SWING - PROPEL FRICTION
REAR DRUM —— CLUTCH LEVER
BRAKE BAND BOOM HOIST
SAFETY PAWL LEVER —————eey
FRONT SWING/PROPEL CLUTCH SECOND
SHIFTER YOKE SWING BRAKE o
CEVER —_— UM BRAKE
REAR SWING,/PROPEL CLUTCH REAR DRUM
SHIFTER YORE BOOM HOIST SAFETY ——— CLUTCH LEVER
PAWL REACH ROD STEERING
DIPPER TRIP
CLUTCH SHIFTER CLUTCH LEVER
YOKE FRONT DRUM LEVER
CLUTCH HOIST
| SHAFT AUXILIARY HOIST . SWING CLUTCH
CLUTCH SHIFTER ? X LOCK LEVER
YOKE . LEVER MAIN ENGINE
o CLUTCH LEVER
CLUTCH SHIFTER YOKE - #DIGGING
REAR DRUM LOCK
% LEVER

NOTE: ADJUSTMENT OF OPERATING ::‘ET’%SCOIEU%CH SWING
LEVERS 1S ACCOMPLISHED BY ADJUST- LOCKING DOG

MERT OF THE REACH RODS AND END | PROPELLING CLUTCH
YOKES. BELL CRANK - FRONT SHIFTER
DRUM BRAKE BAND

SWING JAW
CLUTCH SHIFTER
TO DIPPER
TRIP MECHANISM

Figure 4-19. Control levers.
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Figure 4-20. Independent boom hoist assembly, exploded view.
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83 Berew, /8" x /8"
iV B e B eubde and
$Drum 35 Bushing
4 Nipple, s 38 Screw, special cap
$ std. pipe—1/8~ ¥ Pin
¢ ite gu-t. hom“

R 10 x 39/82" Spring,

:llnt-no:?/lf 40 Bolt, takeup
'u"-:ci lock—3/8 g;‘l::nln(. boos
ety 43 Bushing, red— 4" x 1/8°
12 Guide, band 44 Fitting, m lub.—1/8"
13 Pin, cotter—%" x 14" 45 Key,
14 Driver, eluteh 2
gl’h.::tc CSacv,up—-%_"xl'A"
17 Pin, cotter—8/16" x £ 49 Nut, full—5/8
18 Crank, bell 50 Washer, spring
19 Fn 51 ?mr. eom#-slon
ﬂBMhﬁ 52Nut, jam—W"_ .
1 Nut, full—%" ock— 4" amkod, , set—Y" x 1%
g Mﬂl’iu ~ 55 Pin, cotter—8/16" x 1%~
) scw.up-rew-—%'x 1" 56 Washer .
25 Lockwire—#12x 26” 57 Pin, cotter—1/8"x 1
38 Ratchet gg:
g;i’n',’l wl 60 Pin, cotter—5/16" x 1%”
’Burru &1 Bushing
30 Dowel 62 Pin, cotter—1/8"x 2" "
$1 Chaln 63 Pin, cotter—1/8" x 1%
20 Pin 64 Washer, special—%"

4-14. Main Clutches
a. Removal and Disassembly. See[figure 4-171

(1) Remove clutch band.

(@) Loosen lock nuts and turn down two
band guide screws in the guide, enough to free band.

(b) Remove cotter pin, take out U shaped
retainer pin, and remove band live end pin.

(c) Remove band dead end (anchor) pin by
removing capscrew in lock plate.

(d) Swing the two live end links away from
live end of band and loosen lock nut on adjusting bolt to
give maximum clearance.

(e) Rotate band bout 2 inches so that live
end approaches dead end anchor position and slide it
out of housing.

(2) Remove end nut from adjusting bolt and
remove bolt.

(3) Take out the two cotter pins in toggle
yoke and pull out the two bushings together with their
headed pins.

(4) Pull the toggle yoke off the ball stud and
remove it.

(5) Take out the two bolts and remove the
band guide.

(6) Two toggle links and their bushings are
readily removed by taking off nuts on ends of long clutch
driver bolt (nut on one end locked with cotter pin). The
bolt itself cannot be removed unless clutch driver is
shifted on shaft enough to allow bolt to clear clutch
housing (loosen clutch driver bolt and wedge hub open).

(7) Remove sub-assembly of bell crank,
toggle lever, toggle lever spring, and live end links:
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Lever 97 Bearing
ghhiu 96 Pin, cotter—%" x ¥
67 Roller, cam ?ﬂ) Pis:,d bnhmndwr
g E:‘ 101 Bm:,'fnmm
70 Crank, bell 102 Lini .
71 Washer 108 Nut, full—% .
T2 Pin, cotter—1/8" x 1X" 104 Nut, jam—% . ‘
T8 Pin 106 Screw, cap— %" x 4%
74 Washer, plain— %~ 106 ?rlnc. compression
(] Wpru‘lon 107 Gasket .
76 Nut, slotted 108 Cap, pipe—1h .
71 Sprockset 100 Nipple— 4" x 2% |
78 Bcrew, set 110 Screw, 3/8" x 1
79 Retainer, oil 111 Key t
80 112 Shalt
o1 Cotar 113 Band, brake
82 Bearing 114 Lining
88 Ring. s 118 Lining
84 re:z 116 Bearing
g xu it

hyd. lub.—1/8" x 90'
gg gt:iu, rd Pa’) PinAm' pawl
88 Pin
cotter—%” x 1%” 121 Pin, cotter—38/16"x |
% Boti 122 Rivet, but.— 4" x %
91 Screw, cap— 4" x 2%” 123 Washer, plain—#10
92 Bnchil.l anchor 124 Spring
98 Nut, fuli—7/8" 125 Pawl
84 Nut, jam—1/8” 125 Pin, friction shoe
95 Nut, full—%" 127 Shoe, {riction
96 Nut, jam—%" 128 Band, clutch
(@) Remove capscrew locking bell crank
fulcrum pin.

(b) Remove bell crank fulcrum pin with lock
plate attached and remove the subassembly.

(c) Complete disassembly if necessary by
removing cotter pin and spring bolt. Live end links and
toggle lever may be separated from bell crank by driving
out pin bushing.

Note. This toe lever spring is t at the factory for
correct adjustment. Do not disturb by disassembly
unless necessary.

(8) There is now left on the shaft: the new
clutch housing with bearings, clutch driver and key, and
shifter sliding sleeve. On the swing-and-propel clutches
these parts can be removed by simply sliding off the
shaft (wedge open split hub of driver for easy removal).
On the remaining three drum clutches, the above parts
can be removed only by disassembling the front and rear
shafts to the point where these parts can be removed.
[para 4-8land[4-9).

b. Reassembly.

(1) Insert bearings in clutch housing, pack
half full with GAA grease.

(2) Assemble clutch driver bolt, toggle links
and bearings to clutch driver. Do not tighten bolt but
wedge split hub open.

(3) Insert clutch driver key in shaft and slide
on driver.

Note. Driver key must not project beyond drive
hub face or it will interfere with necessary travel of shifter
sleeve.



(4) Remove wedge and tighten driver bolt

securely.

(5) Put on the clutch shifter sleeve.

(6) Make up bell crank subassembly:

(a) Insert live end links and toggle lever in
bell crank. Drive in bushing. Turn bushing half way

around when replaced to give double life.

(b) Replace spring by inserting bolts; screw
down to spring height of 2 5/16-inches and cotter pin to
lock.

(c) Insert adjusting bolt and nuts. Thick nut
goes on outer end, thin nut inside on eye end.

(7) Insert bell crank in arm of clutch driver
insert fulcrum pin and lock with lock plate and cap screw.

(8) Reassemble toggle:

(a) Slide toggle yoke over ball stud.

(b) Attach yoke and links by assembling
bushings with pins inserted so heads are inside and lock
with cotter pin.

(9) Attach band guide with two capscrew.

Section Il.

4-15. Vertical Propel Shaft
a. General.

(1) The vertical propel shaft (fig. 4-6) is
machined from alloy steel with splines at both ends of a
4 7/8" diameter shaft. There is a hole through the center
of the shaft for steering clutches and digging lock
linkage.

(2) The shaft turns on bushing type bearings
in centering gudgeon of truck frame and revolving frame.
It transmits propelling power only, and takes no shear or
tipping loads.

(3) The propel bevel pinion is splined to
bottom of shaft and held in place with a retaining plate
and capscrews. To remove the vertical propel shaft the
upper works must be removed.

b. Disassembly.

(1) If shaft is to be pulled entirely, remove
drum lagging from front drum to provide clearance.

(2) Disconnect boom hoist control vertical
reach rod and, on shovel, crowd chain to get room for
cover removal.

(3) Clean and remove horizontal swing-and-
propel gear case cover.

(4) Remove connections to controls in
hollow vertical propel shaft (6) as when removing upper
works [para4-3).

(5) Remove swing-and-propel jaw clutch
and steer yoke and lift jaw clutch (2) off splines.

(6) Lift out spur gear.

(7) Drain and remove lower gear case and
steering clutch guards as complete unit.

(8) Remove bevel pinion split retainer which

TM 5-3810-289-34

Adjust guide screws to permit free entry of clutch band.
(10) Insert band.

Note. If old band is to be used, reverse it end-for-
end to distribute wear. Bands for five main clutches are
interchangeable and reversible end-for-end.

(@) Position band about 2 inches ahead of
dead end where it slides in easily and then rotate back
into pin position.

(b) Insert dead end pin and lock with lock
plate and capcrew.
(c) Insert adjustment bolt eye between live

end links and line up with pin holes in band, slide in pin,
insert U-lock pin and lock with cotter pin.

(d) Adjust guide screws and lock with
position nuts.

(e) Adjust clutch band (TM 5-3810-289-12).

(11) |Install shifter collar with clamp bolts
and install clutch shifter yoke.

(12) Check adjustment of clutch carefully
after several hours operation.

LOWER WORKS
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is attached by four wired capecrews, from lower end of
shaft and block bevel pinion in place for reassembly
(unless removal is necessary).

(9) Pull out shaft (90 pounds) upward.

(10) If removal is not necessary, leave
digging lock and steering control rods in place. If
removal of bevel gear is desired, digging lock and
steering control rods may be disconnected at the lower
end and lifted to clear.

(11) Remove oil seal flange, oil seal, and oil
seal gasket by taking out four capscrews.

Note. Always remove flange and gasket to prevent
damage to oil seal when replacing shaft.

(12) Remove bevel gear from center gear
case.

Cc. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
For gear and bearing inspection and repair procedure,
see[paragraph 2-8] Rebuild chipped or broken shaft
splines by welding and grinding. Replace damaged or
worn hardware. Be sure all grease fittings and
lubrication ducts are clean and open so lubricant can
reach bushings. Replace damaged oil seal or gasket.

d. Reassembly.

(1) If bevel gear has been removed, insert it
in lower case above center shaft.

(2) Block bevel pinion in place against top of
propelling gear case with washer above it, ready to
receive shaft.

(3) Lower shaft into place over steering and
digging lock control rods. If rods have beer, removed,
assemble them after vertical propel shaft is in place.



(4) Replace the two split retainer plates on
bevel pinion and fasten with two capscrews in each.
Install safety wire to lock capscrews.

(5) Replace oil seal, gasket and flange
securing with four capscrews with lockwashers.

Caution: Check carefully to be sure a tight seal
is obtained.

(6) Install spur gear with jaw side upward.

(7) Install jaw clutch and shifter.

(8) Use OE, engine oil, in an oil can freely to
lubricate control rods in vertical propel shaft getting oll
into swivel joints.

(9) Install cover over horizontal swing-and-
propel gear case.

(10) Connect boom hoist control vertical reach
rod and, on shovel, connect crowd chain.

(11) Install drain plugs and fill main gear case
in accordance with lubrication order.

(12) Install propel case sump-pan.

4-16. Center Propelling Shaft

a. Disassembly.

(1) Drain and remove center gear case and
steering clutch guards as a unit. The complete unit is
attached by four bolts.

(2) Disconnect one end of spring
assembly by removing reach rod end pin.

(3) Move both steering jaw clutches out to
disengaged positions.

(4) Remove both clutch shaft lock blank bolts.

(5) Pull outer clutch shafts out enough to
engage inner ends from center lower propel shaft (about
4 inches; propel chain need not be disconnected).

(6) Remove two bolts holding main bearing
cap remove the cap, and lower the shatft.

Note. The main bearing bushing is split in half and
held from turning by shims between truck frame and
bearing cap. When removing bearing cap keep shims in
groups as removed so reassembly can be made with the
same bearing fit, or, if necessary adjusted for a snug
free-running fit.

(7) The bevel gear and right driving clutch are
an integral unit, keyed to the shaft and pressed on. The
left driving clutch is pressed on the same shaft.
Removal requires a press of 20-30 tons capacity.

Caution: This assembly weights about 200
pounds and should be jacked down for safety.

h. Inspection and Repair. Clean all parts
thoroughly and inspect for damage and excessive wear.
If clutch teeth are worn or rubbed off, rebuild by welding
and grinding. Clutch bushings (one in bevel gear clutch
unit, the second in the other driving clutch unit) cannot be
removed whole without pressing the bevel gear and
clutch off the shaft. If necessary to replace, however, cut
and groove, through the bushing with a pointed chisel,
and then pull it out without disturbing the gear and clutch.

rod
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The new bushing can then be driven into place.
c. Reassembly.

(1) Insert keys in shaft keyways, and press
gear clutch and driving clutch units on shaft (2030 ton
pressure required).

(2) Place top half of the split bushing on shaft.

(3) Put bottom half of split bushing in main
bearing cap, and lay shims in place on cap.

(4) Raise assembly into place and bolt on
bearing cap, making sure bolts pass through shims
properly. Adjust shims if necessary to provide snug but
free running fit.

(5) Put gasket in place on bevel gear case
cover, raise cover and bolt in place.

(6) Assemble two outer clutch shaft sections.

(7) Fill case with lubricant in accordance with
lubrication order.

4-17. Outer Clutch Shaft [fig._4-6)
a. Disassembly.

(1) Remove steering clutch guard from side to
be dismantled by removing five bolts from center gear
case.

(2) Remove intermediate steering shaft lever

pin.

(3) Remove lock pin at top of shifter yoke
fulcrum pins.

(4) Remove both fulcrum pins and

subassembly of reach rods and shifter levers as a unit.

(5) Remove propel chain from drive sprocket.

(6) Remove lock wire, capscrews, and
sprocket retainer from outer end of clutch shaft.

(7) Pull drive sprocket off from end of clutch
shaft.

(8) Remove clutch shaft lock.

(9) Pull clutch shaft out of truck frame and
remove sliding section (2) of jaw clutch. Hub in truck
frame is now exposed.

b. Inspection and Rear. Clean all parts thoroughly
and examine for damage and excessive wear. Inspect
truck frame hub bushing and replace if necessary. If.
sliding section of jaw clutch or propelling chain sprocket
have nubbed- teeth, rebuild them by welding and
grinding. Replace other damaged or excessively worn
parts.

c. Reassembly.

(1) Insert clutch shaft through hub, and slide
on jaw clutch section.

(2) Insert clutch shaft lock pin and cotter pin.

(3) Slide drive sprocket on splined end of

(4) Put on sprocket retainer and lock with
capscrews. Install capscrew lock wire.

(5) Install reach rod and shifter yoke unit.
Replace fulcrum pins (8) and lock bolts. Install
intermediate shaft lever pin.

shaft.



(6) Attach steering clutch guard with five
bolts.
4-18. Center Gudgeon Bushing
a. Removal.
(1) Refer td paragraph 4-3, and remove the
upper works.

(2) Refer to figure_4-37and remove the
vertical propel shatft.
(3) Lift bushing from center of revolving

frame.
b. Inspection and Cleaning.
(1) Clean in an approved cleaning solvent
and dry thoroughly.
(2) Inspect for wear or damage and replace
if necessary.
c. Installation. Refer to figure 446 and install in
reverse order of removal.
4-19. Cone Roller
a. General. Cone rollers require repair if flat spots
or dents are evident.
b. Removal. Refer to for removal
of cone roller.
c. Inspection and Repair.
(1) Inspect cone rollers for dents or flat

(2) Repair defective rollers by welding, and
machining until smooth.
d. Installation.
installation of cone roller.
4-20. Crawler Frame
a. Removal and Disassembly.

(1) Using a crane lift or jack lift method
(para_4-3), raise complete machine just enough so
crawler tracks, tumblers, and rollers can be removed
from crawler frame.

(2) Remove propelling chains and crawler

spots.

Refer to paragraph 44e for

tracks.

(3) Remove upper and lower rollers and
take-up and drive tumblers.

(4) Block under crawler frame and remove
bolts attaching truck frame. Remove blocks and lower
crawler frame to ground.

(5) Raise upper works with truck frame
attached until gear case clears truck frame and drag
frame out from under.

b. Inspection and Repair

(1) Clean all parts in an approved solvent.

(2) Lubricate in accordance with Lubrication
Order.

(3) Repair cracks or opened welds in the
crawler frame by welding and grinding.

c. Reassembly and Installation.

(1) Drag crawler frame under truck frame,
block it up and bolt in position.

(2) Reassemble in reverse order of removal.
4-21. Ring Gear (fig. 4-6
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The ring gear is an integral part of the truck frame and
can not be replaced. Inspect the ring gear for broken or
worn teeth and repair by welding or filing.
4-22. Track Idlers and Brackets
Replacement and Repair
a. Takeup Idler.
(1) Disassembly[(fig._4-6).
(a) Part track, and fold back to expose idler.
(b) Remove takeup shaft bolts.
(¢) Roll idler forward and pull off the two
dust shields, and shatft.
(2) Inspection and repair.
procedures.
(3) Reassembly.
(@) Pack bearing with general purpose

(b) Install shaft and two dust shields.

(c) Rollidler into place.

(d) Install shaft bolts.

(e) Connect track.

(4) Track adjustment. Adjust track tension
after idler assembly has been completed (TM 5-3810-
289-12).

b. Drive Tumbler.

(1) Disassembly.

(@) Part track at drive tumbler end, and fold
back upper threads.

(b) Remove four bolts in tumbler shaft

(c) Part the drive chain at an link.

(d) Remove the two adjusting screw pins
and roll tumbler out.

(e) Remove chain sprocket by bending back
lock bar and removing capscrews.

(f) Take outer and inner bearings off shaft.

(g) Press idler off shaft (30-50 ton press).

(2) Inspection and repair. Clean all parts
thoroughly and inspect for damage or excessive wear.
See [paragraph 2-8| for bushing inspection and repair
procedures. Rebuild by welding any broken or worn
sprocket teeth. Replace damaged or worn hardward.

(3) Reassembly.

() Press tumbler on shaft (3050 ton press).

(b) Pack bearings with general purpose

(c) Install inner and outer bearings.

(d) Slide chain sprocket on splined shaft
and lock in place with two capscrews and lock bar.

(e) Roll tumbler into position and insert two
adjusting screw pins.

(f) Replace drive chain.

(9) Replace four tumbler shaft bolts.

(h) Connect track belt.

(4) Adjustment.  Adjust track tension
according to procedure in TM 5810-289-12.

See lower roller

grease.

bearings.

grease.



4-23. Track Drive Sprockets
a. Disassembly[(fig. 4-21).
(1) Part track belt at drive tumbler end, and
fold back upper links.
(2) Remove four bolts in tumbler shaft

(3) Part the drive chain at any link.

(4) Remove the two adjusting screw pins
and roll tumbler out.

(5) Remove chain sprocket by bending back
lock bar and removing capscrews.

(6) Take outer and inner bearings off shaft.

(7) Press tumbler off shaft (30-50 ton
press).

b. Inspection and Repair. Clean all parts
thoroughly and inspect for damage or excessive wear.
Seelﬁ%mgrﬁg] for bushing inspection and repair
procedures. Rebuild by welding any broken or worn
sprocket teeth. Replace damaged or worn hardware.

c. Reassembly.
(1) Press tumbler on shaft (30-50 ton

)

(3) Install inner and outer bearings.

(4) Slide chain sprocket on splined shaft
and lock in place with two capscrews and lock bar.

(5) Roll tumbler into position and insert two
adjusting screw pins.

(6) Replace drive chain.

(7) Replace four idler shaft bolts.

(8) Connect track belt.

d. Adjustment. Adjust track tension according to

procedure in TM 5-3810-289-12.

bearings.

press).
Pack bearings with general purpose
grease.

BaE Elidegem
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Figure 4-21. Track drive sprocket replacement.

4-24. Track Assembly Replacement
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Note. The maximum allowable pitch on track wear
is 3/16 inches.

a. Track-link [fig._4-22).

(1) Propel machine so link to be removed is
in contact with takeup idler in vertical position.

(2) Loosen track by backing up the two
take-up screws on this idler.

(3) Drive block along the ground against the
link just below the link you want to remove to relieve load
on pins.

(4) Remove link-pin locks from the four pins
attaching the link to be removed.

(5) Remove four link-pins and lift out link
(weighs about: 30 pounds).

Note. If possible
reassembly.

Note. To remove an entire track, part one link as
outlined above lay track flat on ground and lift or jack
machine up so it clears the track.

b. Track-link Assembly.

(1) Put new link in place.

(2) Insert two link-pins and locks, attaching
new link to one end of track.

(3) If necessary, pull ends of track together,
(track adjustment as loose as possible).

(4) Insert remaining two pins and locks.

(5) Remove blocking or plank or bar
clamped to hold track ends in place.

(6) Readjust track tension.

Note. To replace an entire track, assemble
individual links as described below, lay track out on
ground, slide it under jacked-up machine, lower truck-
frame into place, bring track-ends up over drive-tumbler,
propel and lead track over top rollers, hold in place for
fastening end-links by blocking as above, or by clamping
end-links on a plank or bar. When installing a new track,
part track as above, attach new links to end of old, and
propel machine on to new track.

retain block position for

s § a3 Wl B LT i i s wwoa

Figure 4-22. Track belt removal and installation.
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APPENDIX A
REFERENCES

A-1.

A-2.

A-3.

A-4.

Fire Protection
TB 5-200-10
Lubrication
C91001L

LO 548810-289-12
Maintenance

TB 750-651

TM 38-750

TM 5-3810-289-12
TM 53810-28920P
TM 53810-289345P

TM 9-6140-200-15

TM 5-764
TB 385101

Radio Suppression
TM 11-483

Hand portable fire extinguisher for Army users

Fuel, lubricating, oils and waxes
Lubrication order

Use of antifreeze solution and cleaning compounds in engine cooling systems
Army equipment record procedures

Operator and organizational maintenance manual

Organizational maintenance, repair parts and special tool list

Direct support, general support and depot maintenance, repair parts and special
tool list

Operation, organizational, field and depot maintenance storage batteries, lead
acid type

Electric motor generator repair

Safety use of cranes, crane-shovel, drag line, and similar equipment near electric
power lines

Radio interference suppression

A-1
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FUel PUMP ..o 3-2 3-4
Fuel pump and accessory drive pulley 3-23 3-39
FUEI PUMP FIHEE SCIEEN ... e e e e e e e e e e e a e e e e e e e s e a b e reeaeetaaeeaeesasnaaaeeeaenan 3-11 3-25
FUET PUMPD NOUSING etttk e e st e e e e e sk et e e et e e nane e enn e e e ann e e e e nneas 3-4 3-15
=TI = g =] o - U PSSP 3-16 3-25
G
Gear and bearings ..........cccoc...... 2-8 2-3
GeArI COVEN ..uvvviieeiiiiiiiiieee e 3-39 3-64
Gear cover mounting plate 3-40 3-66
(1T T o TU] 1] o IO 3-8 3-21
GENEIAI MAINTEIMANCE .....eiiiii ittt e e e ettt e e e e e e e e taee e e e ee e e e aasateeeeaaaeaaamnsbeeeaaaeeaannsbeeeennnesneaaaeeaaannees 2-6 2-3
Governor:
T T ] PRSP PPRPR 3-10 3-24
Plunger 3-7 3-22
Spring pack 3-9 3-22
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H
Hoist assembly, iINdependeNnt DOOM .........coiiiiiiiiie e e e e e e e e e st es seaaraeeaeas 4-12 4-21
[ [T A TS EY = 0 g o =2 PRSP 4-13 4-21
Hoist Clutch ......coooiiiiiieieie, 4-9 4-17
Horizontal swing shaft 4-7 4-10
HUD @SSEMDIY, TN ..o e e e e e e e e e e e e s e et e e e e e r e e e e e aannraeeas 3-22 3-38
|
Independent bOOmM OISt @SSEMDBIY ........coiiiiiiiiii e st seaeeas 4-12 4-21
Injectors, fuel 3-13 3-26
T [=Ted (o] g [T ST RRI 3-14 3-31
L
[T S Y 10 To [=T T TSRO P PPPT PR 3-48 3-93
M
L= U W 1T (o] o1 TSP PPPT PO 4-14 4-25
Maintenance fOrMS AN FECOIUS ......coiiiiiiiiiie ettt e e e e ettt e e e e e e st et e e e e e e s ssnstaeeeeaeeesanteesannneneeaens 1-2 1-1
Maintenance, general ............cccceeeiiiiiiiiieecienins 2-6 2-3
Maintenance of gears and bearings 2-8 2-3
Maintenance repair Parts .........cccceeviiivireeneeennnns 2-3 2-1
Oil drain tube 3-63 3-62
Qil line......c........... 3-26 3-43
Ol PaN .. 3-35 3-60
Oil pump repair and replacement 3-37 3-62
Oil transfer conNection ............cccvvveiieeiiiiiiieenee. 3-25 3-43
(@01 (=T B o [V (od g T = | N 4-17 4-27
Pistons, connecting rods, piston rings 3-43 3-70
Plunger, gOVErNOr .........cooiiiiiiiieieiiiieeee e 3-7 3-20
Printer unit, lines, fittings .......ccccccceeeeiiiiiienenn. 3-17 3-35
Pulley, fuel pump and accessory drive 3-23 3-39
Pulsation damper 3-5 3-16
Pump, gar ......ccoooeeiiiiie 3-8 3-21
Uy oTo =T o] = (ot =T 1 1= o | PSSP 3-30 3-53
R
LR E= Lo 11 (o ) S PSSP PUPR 3-18 3-35
Rear cover and seal 3-42 3-69
Rear drum shaft aSSEMBIY ........ooiii i e e e et e e e e e e e s 4-8 4-11
LR E ] (=TT g Tt b= - PP 2-7 2-3
Removal:
Center Propelling SNAL.. ........eiiiiie e 4-16 4-27
(O F= ] o= T T PO UP P PPPI 4-5 4-9
[ 0o =P R PTRRPPPPR 2-10 2-22
Front drum clutch 4-11 4-21
Hoist assemblies 4-13 4-21
UPPEr StIUCTUIE @SSEMDBIY ....eiiiiiiiiiiiiii e e e s e e e e s e et e e e e e e s e saaee e snnnes 4-3 4-3
Vertical Propel SN ..........eeiie e s 4-15 4-26
Repair
(O o\ =T g = 1o = TP PPPPRPR 4-20 4-28
Cylinder head.................. 3-28 3-44
Fueltank .........ccccccoeeinie 3-16 3-35
Horizontal swing shaft 4-7 4-10
Oil pump 3-37 3-62
Radiator 3-18 3-35
Revolving frame............... 4-4 4-9
RING QAN ... 4-21 4-28
Rocker arm assembly and cylinder head cover 3-29 3-48
Springs, guides, locks and valves 3-31 358
Track assembly .........ccocveiiiiiiiiinens 4-24 4-29
Track idlers ..................... 4-22 4-28
Transmission................... 4-2 4-1
Vertical swing shaft 4-6 4-9
WIRING NAINESS ..ottt b et e et bt e e et bt e e st b e e e et e s anbe e e e nnbeeas 3-19 3-36
Replacement:
(@o] o1 a1 Tox 1o ol £o 1o U PP PP OPPPPPPPURR 3-43 3-70
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Crankshaft, Dearing @nd SEAIS ........cooiiuiiiiiiii e e e e e e 3-44 3-76
Cylinder head 3-28 3-44
Cylinder liners 3-48 3-93
Engine clutch 3-15 3-33
Front drum SNATL. ..o ettt e e e e e et e e e e e e e et r e e e e anraaeeaaeeane 4-10 4-18
Independent boom hoist 4-12 4-21
Main clutch ..o 4-14 4-25
Oil pUMP e 3-37 3-42
Outer clutch shatft............ 4-17 4-27
Piston rings ........cccceeveee 3-43 3-70
PiStons ......covevviiveeiiieenn 3-43 3-70
Primer unit. 3-17 3-35
Pushrods.......cccoceevninenn. 3-30 3-53
Radiator .........cvvvveeiiiiiiieec e 3-18 3-35
Rear drum shaft assembly .........c.ccoocviiiiieeniiene, 4-8 4-11
Rocker arm assembly and cylinder head over 3-29 3-48
Springs, guides, locks and valves......... 3-31 3-53
Track assembly ..., 4-24 4-29
Track drive sprockets..........coceeeernnenn. 4-23 4-29
Turntable center gudgeon bushing 4-18 4-28
Valve Crossheads and QUIAES ........ocuuiiiiiiiiiiiiee e et 3-47 3-91
Replacement and Repair:
(0] 0 T= T o] | 1= PP PRPR 4-19 4-28
(037, 10 o T=T g o] (oo TP PPPPRPRT 3-45 3-83
(@37 1Ta Lo (=] g g =T To O ST PP PP TR PPPPPPPPUPRT 3-28 3-44
Rocker arm assembly ......... 3-29 3-48
Track idlers and brackets..... 4-23 4-29
VaIVE SEALS NG INSEIS .....eeiiieeeiiiiie e e ettt e e e e e ettt e e e e e s e aae e e e e e e e e e e nsbeeeeaaeeaansbseeeaaeeeaanneeeeanneees 3-46 3-90
LR T=T ool gt ] g o o) H=T £ (0] £ 3O PSSP 1-3 1-1
Revolving frame 4-4 4-9
g g To e 1= T PP OPPRPRN 4-21 4-28
S
Yo7 ] o1 1-1 1-1
Shaft assembly:
FIONE AIUM Lottt ettt e sab e s b e e s e e seneenane e 4-10 4-18
== o | £ U o ISP PTPPRPR 4-8 4-11
SRULAOWN VAIVE ...ttt ekttt e sb e nb et er e an e nere e 3-3 3-13
Sleeves, iNjector ...........cccceeeen. 3-14 3-31
Special tools and equipment 2-2 2-1
Spring pack, governor ................... 3-9 3-22
Springs, guides, locks and valves
FEPIACEMENT AN FEPAIN .....ciiiiieeiti et e e s e e e bt e e s e e e s e s nnneeeans 3-31 3-53
Swing shaft:
Horizontal 4-7 4-10
WBIHICA ...ttt h e bbbt h e bbbt h e bt e s 4-6 4-9
TADUIALE AL .....eeuteeeiee ettt h e eab e s bt br e s bt e nr et et e e 1-6 1-1
Tachometer drive 3-12 3-26
Tappets and tappet guides 3-32 3-56
Tools and equipment ..................... 2-1 2-1
Track drive sprockets..................... 4-24 4-29
TrACK AFVE SPIOCKETS ......eeieieiit ettt e et e e a et e e et e e e st e e s s b e bt e e e s annneeennneeean 4-23 4-29
Track idlers and brackets repair
AN FEPIACEIMENT ...ttt et e et bt e e e et e e s b e e e e e s e e e e et e e anre e e s nnre s 4-22 4-28
B = 1] 0 1SS (o] o E PP PP P PR PPPPRPPN 4-2 4-1
Troubleshooting:
(4 0= 1 ¢ SO PT PP PUPPPTN 2-5 2-2
(1= =T - | RPN POPPPRPRR 2-4 2-2
u
UPPET STTUCLUIE @SSEMDIY ...ttt ettt e et e e e aab e e s b et e e e ann e e e s nnnes 4-3 4-3
Valve crossheads and guides replaCemMIENT .........ooiuuiiiiie ittt e s e e e e e e e e e e e 3-47 3-91
Valve seats and inserts replacement
= g0 I =T o T 1| SR STO TP 3-46 3-90
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VertiCal PropPel SNATT ... 4-15 4-36
AV =T ior= RS o To R o F= 1 PP PR USSP 4-6 4-9
Vibration damper and crankcase

DU e ettt et s 3-38 3-68

w

WALEr NEAUET PIALE ... .. ettt e oottt et e e e e e et bttt e e e e e e e ntbee e e e e e e e aeeeaeeesannnnnneeaaeeaan 3-27 3-43
RTAT = L ET g o181 ] TSP P PP PP PP PPPPPPP 3-21 3-36
A YT T To I =T 1= PR EU TP 3-19 3-36
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