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SUBJECT: LINKAGE MODIFICATION (BACKHOE ATTACHMENT)
PURPOSE: Wear reduction at the leakages
APPLICATION: H455S Hydraulic Shovel, S/N 15007
PC4000 Hydraulic Excavator, S/N 08153
PC5500 Hydraulic Excavator, S/N 15014 and 15015
FAILURE CODE: 716BCA
DESCRIPTION:
XX
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PC4000 PC5500 : ;/
k ~sition Number | Part number | Part number r

1 2 924 556 40 924 556 40

2 2 924 553 40 924 553 40 !

3 1 925 388 40 925 385 40 ; . 2

4 2 924 554 40 925 913 40 ST

5 1 925 549 40 925 551 40 5

Modification Kit: 925 387 40 925 380 40
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¢ We recommend to modify the above mentioned Excavators
immediately.
¢ Heed the indications for welding at the last page!

Modification for PC5500:

existing Linkage

N BN N~

1. Grind the surface to the dimension as shown

curface has Lo be grind to necsurenent as shown
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PC5500

2. Weld on part (1)

outside view

3iC rind smoothly to Level

q Without notches
BK 5,

3% grind snocthly to Level
without notches
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3¢ grind smoathly to Level
q Without rotches

IE]
,."3||;'{_§-~~ grind smoothly to Level
without natches
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F; \end of welding grindad

|I'.+‘ﬂI'IFE" and welding in one Lime
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3. Weld part (2) only on part (1)
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Linkage Left

not welded here

valid For pos, 2 + 4
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4. Weld part (4) on the linkage

inside view

linkage left

7
/
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(e - weided here
valid for pos. 2 + 4
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5. Weld parts (3) and (5) only on part (4) and part (2)

PC5500

Attention !
not welded on Linkage plate.
only pos. 3 ond pos. 4 welded together.

|
3 — left side \— 130
5 —right side
Detail 7
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Attention !

rot welded on Linkoge plate.
only pos. 2 and pes. 3 welded together.

N
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Modification for PC4000

existing Linkage

1. Grind the surface to the ‘(ir.nsion as shown

|5urFﬂce has to be grind to megsurement as shown
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PC4000

2. Weld on part (1)

putside view

Linkage left

3¢ grind smoothly to Level
q Without notches
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3%; grird smoothly to Level L
without rotehes H1:2,5
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3&{ grind smoothly to Level

% without rotches
,.-"'5

/ 3% grind smoothly to Level
.-"' Without notches
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Ier-d of welding grinded

(I‘mnFer‘ and welding in one Line
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3. Weld part (2) only on part (1)
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outside view
611 linkage left side

not welded here
valid for pos. 2 + 4
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4. Weld part (4) on the linkage

inside view
Linkage left

611 4B

1

!

liwc welded here
valid for pos. 2 + 4
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5. Weld parts (3) and (5) only on part (4) and part (2)
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Attention !

not welded on Linkage plate.

i r.a — i _— i _— i rai

only pes. 3 and pos. 4 welded together,

3 — left side /I:
5 _ right side 140 -
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Attention !

not welded on Linkege plate.
only pos. 2 ond pos. 3 welded together.
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Indications for welding
1. The repair area has to be preheated up to 150 °C.
2. The max. working temperature has not to be higher than 220 °C.
3. Use the following welding electrodes:
- Welding seams “A”:  AWS E 8018-G

- Welding seams “B”: AWS E 7016 StE690
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Hardox/Xar400
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