COMPONENT CODE

PARTS & SERVICE [rerno| ATosiss
DATE Jan. 6, 2000
NEWS an. 6, 2001

SUBJECT: REPAIR OF POWER TILT BUSHING ON GD825A-2

PURPOSE: To introduce modification procedures for bushings in the power tilting
mechanism on GD825A-2 motor graders (undergone the work equipment
minor change)

APPLICATION: GD825A-2 Motor Graders, Serial Nos. 12053 thru 12087
Serial Nos. 12091 thru 12094
(39 units in total: Refer to page 7 for details by countries.)
% The modification for the two units in Australia of Zeric! 12051 and
12052 which experienced actual failures, has alr.au ' L2en requested
separately.

FAILURE CODE: 7C8N40
DESCRIPTION:

1-1. Introduction
With the GD825A-2 motor graders of the type \ ith w~hich the minor change of the work
equipment has been made, the bushings beir g *.sec at the supporting points of the power
tilting mechanism may wear or be deform:d .~ an earlier stage to impede smooth power
tilting movement.
To prevent such failures, make the mad’ication being introduced in this Service News fol-
lowing the modification procedure. out ined herein.

Deformed or broken bushings
may impede smooth power
tilting movement.

(Fig. 1)
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1.2 Determined modification method
1) We have temporarily shipped the parts necessary for the modification of 1) Chang-

2)

ing the DU bushings to steel bushings and @ Changing the 75-mm-dia. shaft to 65-
mme-dia. shaft to your location. When replacing the current parts with the improved
parts, check the dimensions at the ends of the bushing insertion hole (Refer to the
diagram below) to make sure they are within the determination criterion, before
starting the replacing work.
% According to our preliminary survey, the modification will be completed on all the
applicable vehicles by replacing the parts with those we have forwarded.
When deformation or wear of the hole exceeding the determination criterion has
been found to be present, follow the procedures designated on Page 9 and after to
implement the modification of cutting the bushing support section and rep'acing it
before drilling the bushing support section, then replacing the bushinpgs w'th the
over-sized ones.
Nonetheless, since the parts necessary for this modification have not et been for-
warded, temporarily replace the existing parts with the new pzrts we have for-
warded before contacting our factory. Then, the necessary parts w )\ ~".ace the bush-
ings with the over-size bushings will be forwarded.

Inspection methods for the bushing insertion hole and determirati~n criterion
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2. List of parts

@ Changing the DU bushings — Steel bushings L Necessary parts of these

® Modifying the shaft diameter ($65 — $75)

] modifications

Part No. Part Name Purpose of part | Q'ty Remarks
235-70-43141 | Shaft O 2
(235-70-43140) | (Shaft) E 2)
235-70-31411 | Nut O 2
(235-70-31410) | (Nut) E (2)
235-70-43360 Washer 0 4
(235-70-13220) | (Washer) E (4)
01590-34548 Nut U 2
(01590-35254) | (Nut) E 2)
04050-18080 Pin 0 2
(04050-18090) | (Pin) O 2
JReplacement
235-70-43151 Washer 0 6
(235-70-43150) | (Washer) O ‘6)
O
235-70-43161 Shim (] 6
(235-70-43160) | (Shim) O (6)
O
235-70-43181 Shim O 6
(235-70-43180) | (Shim) B (6)
0
235-70-43310 Bushing [ 2
(235-70-13430) | (Bushing) 7 (6)
[0
235-70-43320 Bushina 0 2
(235-70-13440) | (Bushir.g 0 (4)
235-70-43340 Shim 0 6
JAddition
235-70-43350 Shim U 6
417-09-111"u Seal, dust 8
(235-70-134Cy)  (Seal) Replacement (8)
070, 1-LOR™5 Fitting Addition 4

AT99198



Page 4 of 15

3. Contents of the modification (The schematic decagrams indicated below are for the R.H

side of the chassis.)
(1) Changing the DU bushings to steel bushings

(2) Modifying the shaft diameter (465 — #75)
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% Install the grease fitting in the section toward rear of the chassis.
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(3) Reworking with the circle support
Rework to supplement holes to install the grease fitting in the circle support (on the

L.H and R.H sides).

2-PS1/48
{ {Roughing
5-O| | should be
— I a 8.8 through
_5,1 /.1m)
Section "P" ‘
\ Section"Q" BL.S
Make similar reworking at the section "Q"
in plane-symmetry to the reworking at the section "P".
-1
% When doing the above, inspect the bushinr, -
insertion hole dimensions following the proce 10
: : P L. =~ Uso)
dures outlined on page 2. <
Section "P"
Reworking to supplement grease fict ns to the circle support (Fig. 5)

(4) Inserting the bushings
Insert the blade rail mountiig Lracket bushing and the circle support bushing accord-

ing to the designations (i er in Fig. 6 and Fig. 7.
Since the bushiry:~ ar. being provided with greasing hole, align the hole with the
grease fitting t.nle or. the blade rail mounting bracket side and on the circle support

side.
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%  The grease fitting holes should face the rear of chassis.
Blade rail mounting bracket section (Fig. 6) Circle support section (Fig. 7)
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(5) Installation and adjustments
Install the shaft and bushings according to the designations given in Fig. 8 and
Fig. 9 and adjust the clearance using shims.
!

||

Circle support

-y e
A9 d+ 7T & & t® @] S o

Blade rail mounting bracket \—P—

Rear view of the work equipmeny “ri j. 8)

The schematic decagram given below is for the Kk H side of the chassis. Make similar
installation and adjustment on the L.H side 'r a sit.metrical manner.
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% Install the grease fitting in the section toward rear of the chassis.
Dust seal dimensions and clearance adjustment dimensions using shims (Fig. 9)
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Clearance adjustment at the end of the circle support

The schematic decagram given helow is of the R.H side

of the chassis. Make similar installation and adjustment
on the L.H side in plane-symmetry to the installation and
adjustment procedures on the R.H side.

1t/ o5
235-20 Y 2350

i

h
-

-

(Fig. 10)

Supplementing shims 235-70-43340 and 235-7J-- 3.0, adjust the clearance "A" to

0.5 mm or less.

e <Reference>

Country by country listing of the :eric | numbers and quantities of the applicable vehicles

\

UZUBEKISTAN | 10 | 17069, 70, 71, 72, 73, 74, 75, 76, 77, 78
CHINA ¢ | 12057, 58, 65, 66, 79, 80, 81, 82
SOUTHAFRICA | « | 12053, 54,63, 64
MOROCCO | 4 | 12091,92, 93, 94
USAKMS) | 3 | 12059, 60, 83
TURKY 3 | 120855, 56, 61
TAMZANIA > | 12084, 87
F”r.;_l._u’lNE 2 12062, 85
SUMEGAL 1 12067
" NoNGOLIA 1 | 12068
MAURITANIA 1 | 12086
Total 39
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4. List of parts
The modification procedures described hereafter are for the case when deformation or
wear of the bushing insertion hole has been found to exceed the criterion and when it
becomes necessary to replace the bushings with over-size bushings, cutting the bushing
support section and replacing it.

Part No. Part Name Purpose of part | Q'ty Remarks
235-70-43141 | Shaft 0 2 | U
(235-70-43140) | (Shaft) 0 2) E
[l

235-70-31411 Nut 0 2 0
(235-70-31410) | (Nut) 0 ) | O
0 0
235-70-43360 Washer 0 4 | [0
(235-70-13220) | (Washer) 1 @) | O
0
01590-34548 Nut S 2 |10
(01590-35254) | (Nut) 0 @ | O

) B I3 The:e parts are already

04050-18080 Pin 2 ' 7 jisted on pages 3 and 4 and

(04050-18090) | (Pin) BReplacement (2* | 7 ney are in duplications.
235-70-43151 | Washer 0 3 H
(235-70-43150) | (Washer) B € | g
235-70-43161 | Shim O 6 | o
(235-70-43160) | (Shim) S | (6) a
235-70-43181 | Shim O 6 | U
(235-70-43180) | (Shim) O (6) B
235-70-43310 | Bushing 0 2 | O
(235-70-13430) | (Bushing) L (6) | O

(235-70-13440) | (Bushing) Disused (4)

701 i\ - Parts exclusively neces-
235-70-43370 BURNY Addition 2 sary for this modification
235-70-43340 Stim O 6 | U

LJAddition
235-70-43350 | Shim 0 6 | O These parts are already
[ listed on page 3 and they
417-09-11720 | Seal, dust 4 | Qareinduplications.
(235-70-_ 4™ | (Seal) Replacement | (g) B
417 .15-12310 Seal, dust 0 4 Parts exclusively necessary
0 for this modification
—_— O These parts are already listed
07020-00675 | Fitting 0 4 | onpags 3 and they are'in
OAddition duplications.
235-99-11910 Bracket, L.H E 1 5
0 Part exclusively necessary
235-99-11920 Bracket, R.H 0 1 |0 for this modification
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5. Contents of the modification (The schematic decagrams indicated below are for the R.H

side of the chassis.)
(1) Changing the DU bushings to steel bushings

(2) Modifying the shaft diameter (465 — #75) Steel
ee
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(Fig. 3)
% Install the grease fitting in the section toward rear of the chassis.
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6. Modification procedures
(1) Precautions before starting the modification work

Before making the modification of the bushings of the power tilting mechanism, land
the blade on a level surface. After that, do the following.
(2) Removing the power tilting shaft and bushings

1. Referring to Fig. 4, remove the pin (D, loosen the nut @ to pull out the shaft 3.

OSince the nut @ is of the loosening proof structure internally, loosen theg
Enut ®. u

2. Remove the bushings ® and ®.

»Lower tilting shaft and bushings (Fig. 4)
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(3) Reworking with the blade rail mounting bracket
In case the bushing insertion hole is found deformed by partial and excessive contact,

rework to the dimensions according to Fig. 5 below.

L : . 3 25
Shear fracture is occurring with NEEE
the bushing insertion hole % @ E :

@ 3

S EL
-3 gy
SRS

Reworking dimensions for the blade rail mounti.'c L. acket (Fig. 5)

= To cut off the deformed section of the hole, er'arge the hole by drilling to $90H7

+0.030/0.
e The hole dimension should be according te ~ig b oelow.
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Blade rail mounting bracket hole dimensions (Fig. 6)

AT99198



Page 12 of 15

(4) Reworking with the circle support
Since shear fracture may be occurring with the bushing insertion hole, cut off to re-
move the hatched sections according to the designations given in Fig. 7 and weld the
brackets 235-99-11910 and 235-99-11920.

1. Cutting off the bushing insertion section of the circle support
Cut off to remove the bushing insertion section of the circle support, namely, the
hatched section, according to the designations given in Fig. 7.

After cutting this section off,
finish the cut surface flatly
using a grinder in preparation
for welding of the new bracket.

Z-view

Reworking with the circle support (Cutting) (Fig. 7)
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2. Welding the bushing insertion section to the circle support
The schematic decagrams given below are of the L.H side of the chassis. Make simi-
lar welding on the R.H side in a symmetrical manner.

Reworking surface

(100)

!
|
!

(16086 )

ALG0)

\ < Providing the welding groove according to

& the above diagram, weld the bracket 235-
Eo"o 99-11910 and bracket 235-99-11920 to the
53 0 circle support body.
2 places | e When the welding work has been done,
| finish the welded surfaces not to allow any
23 0 dent using a grinder.
50°

Cross-section "A-A" (on the LH side of the circle support)
Reworking with the circle support (Welding) (Fig. 8)
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3. Dimensions after finishing the welding work for the circle support
Shown in Fig. 9 below are the dimensions after finishing the welding work for the

circle support according to "Section 2" on the preceding page.

a— 1
-E3E

!
b
lvgo

1los TA] (L] 05 |A

Dimensions after finishing the v.2lal»7, work (Fig. 9)

(5) Inserting the bushings (The schematic de *agiams given below are of the R.H side of
the chassis. Insertion on the L.H side (s .~ Le done in the manner mirrored to the R.H

side.)

Since the bushings are being r-v ‘iu>d with greasing hole, align the hole with the
grease fitting hole on the tia7.e 1 ail mounting bracket side and on the circle support

side.
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% The grease fitting holes should face the rear of chassis.

Blade rail mounting bracket section (Fig. 10)  Circle support section (Fig. 11)
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(6) Installation and adjustments (The schematic decagram given below is of the R.H side
of the chassis. Make similar installation and adjustment on the L.H side in the man-
ner mirrored to the R.H side.)

Install the shaft and bushings according to the designations given in Fig. 12 below
and adjust the clearance using shims.
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% Install the grease fitting in1>e s "ction toward rear of the chassis.
Dust seal dimensiuns and clearance adjustment dimensions using shims (Fig. 12)

Clearar.. adiv=_ment at the end of the circle support

1.2 scl ematic decagram given below is of the R.H side of the chassis.

» lake =imilar installation and adiustment on the L.H side in the
manner mirrored to the R.H side.}

2 £0.5
4P @@
=
| &’F! I (Fig. 13)

(2 o0 Supplementing shims 235-70-43340
' e A and 235-70-43350, adjust the clearance
"A" to 0.5 mm or less.
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