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For Category l Action: 

Rear Axle Retaininz Bolts .  
Rear Brakes - h u e 1  wear Linkwe. 

It has been decided t o  f i t  3/8" diameter b o l t s  as shuwn on Pig.1, i n  
p lace  of the  ex i s t ing  5/16" diameter b o l t s  (5) which r e t a i n  the  r e a r  axle shaf t  
bearing housing (2)  and the  brake c a r r i e r  p l a t e  (1 )  t o  t h e  ax le  tube. It has 
a l s o  been decided t h a t  opportunity shoula be taken t o  reverse the  equal waar 
brake linkage of t h e  r e a r  brakes and f i t  t h e  s t i f f e n e d  l inkage which collsists of 
a new push rod and jaw. 

Although some c a r s  w i l l  a lready have t h e  unst i f fened l inksge r ~ v e r s e d  
and others  w i l l  have the  s t i f fened  l inkage,  i t  i s  desired t h a t  a l l  ca r s  should 
be  brought t o  the  f u l l  modlfied standard as soon as  poss ible .  The decision t o  
reverse t h e  brake linkage and f i t  the  s t i f f e n e d  type is i n  order t o  eliminate 
t h e  p o s s i b i l i t y  of t h e  r e a r  brakes developing a jambinc; a c t i o n  (sI.ragging), due 
t o  the t r a i l i n g  shoes pivot ing about the  i n t e r  shoes eaual wear linkage irlstead 
of about t h e  adjus t  er end 01' t h e  shoe. A modir'ica1;ion has been introduced, 
moving t h e  point  of attachment of t h e  l h k a g e  t o  t h e  t r a i l i n g  shoe nearer t h e  
ad jus te r .  This i s  done by simply revers ing t h e  linkage and t h e  c e n t r a l  pivot of 
t h e  l inkage,  so  tha t  the  shor te r  of the  two l i n k s  i s  now attached t o  t h e  leauing 
shoe ins tead  of t o  t h e  t r a i l i n g  shoe as  was previously the  c a s e . ( ~ e e  Fig.2). 

l . Brake c a r r i e r  p l a t e  (spigot 
p l a t e )  . 

2. Bearing housing. 

3. Dietanae piece.  

4. Axle tube. 

5. Bolt (5 off) .  

6. Wheel s tud.  

7. Axle shaft. 
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MATERlAL REQUIRED: 

Par t  No. Description 

RG .6045 J a w  - Push Rod 

RG .6046 Push Rod 

KB .l 1067/2 Bolt - Axle shaft  t o  tube 

No. Off 

2 

Grover Washer 

Nut 1 2  (Two 
of these nuts 
w i l l  be required 
f o r  the jaw of 
each of the two 
new push rods). 

dia. three f l u t e  twist d r i l l  1 off 

1. TO FfT 2'' DIAMETER BOLTS TO THE REAR AXLE SHAFT BFARING HOUSING, THE 
B W  CARRIER PLATE AND THE AXLE TUBE. 

( I  ) Chock the f ront  ;heels of the car and release the hand brake and 
r a i se  both r ea r  wheels c lear  of the ground by jacking under the 
Centre casing of the rear  axle. Place a block of wood or t r e s t l e  
under the  centre of each of the r ea r  springs, care being taken 
not t o  damage the spring gai ters .  

( ii ) Remove one rear  wheel and then unscrew the three countersunk 
headed retaining screws from the face of the brake d r u m  and 
withdraw by hand the wheel hub and then the brake drum. 

( i i i )  Unscrew the f i v e  5/16" B.S.F. nuts from the b o l t s  (5 Fig.1) 
lying inside the recess in the dust cover a t  the rear  of the 
brake c a r r i e r  plate  and gently draw out all the bol t s  which 
r e t a in  the axle sWt bearing housing ( 2 )  and the brake ca r r i e r  
p l a t e  (1) t o  the axle tube (4). 

( i v   oldin in^ the brake ca r r i e r  plate  in position, carefully withdraw 
the axle shaft  dsembly by hand u n t i l  the & a f t  i s  c lear  of the 
leather  o i l  s ea l  f i t t e d  to tk centre casing of the axle and 
then fu l ly  withdraw the assembly. Immediately replace four c,? 
the f i v e  b o l t s  removed to  secure the brake ca r r i e r  p l a t e  to the 
axle tube, l i n e  up (central ise)  the f ive  holes i n  the brake 
ca r r i e r  p la te  with those of the axle tube and f u l l y  t ighten up 
the nuts of the bol ts .  Washers w i l l  have t o  be included in order 
t o  be able t o  t ighten up the four nuts. Plug up the end of the 
axle tube with clean rag. Using the three f l u t e  twist  d r i l l ,  
open up together the uncovered hole i n  the brake ca r r i e r  plate  
and axle tube t o  0.375" + 0.005 and temporarily f i t  one of the 
new diameter bo l t s ,  KE.11067/~ t o  the car r ie r  p la te  and 
tube and t ighten up the nut. 
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Remove each of the  remaining 5/16" diameter bo l t s  ,in turn and 
follow the same procedulc i.e. a f t e r  opening up a hole, f i t  
one of the new bo l t s  and t i&ten  up. Remove tile f ive  new bol t s  
and l i g h t l y  chamfer t he  holes on the outer face of thc carrier 
pla te  and the rear f ace  of the  axle tube t c  remove keen edges. 
A 2" ( l 9  q/m) diameter spilerical headed rotary f i l e  is 
rcconrrended for  t h i s  purpose. 
NOTE: The use of a three f l u t e  twist d r i l l  is qui te  - 
sa t i s fac tory  mitltout reaming. 

(v ) Plug up the bearing housing ( 2  Fig.? ) of the ax le  shaft assembly 
nith clean rap s o  as t o  prevent the ent ly of d r i l l i n g  smarf and 
then open up 'the holes i n  the flange of the bearing housing to 
the some dimension i .e.  t o  0.375" + 0.005" and 1igIltl.y chamfer 
the inner  face t o  remove keen edges. Using a small mund file, 
ewer tlle holes on the outer face of t h e  bearing housing t o  
a l l &  f o r  6 e  radius under the heads of the bolts.  
Blow out with compressed a i r  t h e  brake mechanism and the bearing 
housing t o  remove all traces of swarf and tilen remove the rag  
plugs the bearing housing nnd axle  tube. 

( v i  ) Lightly smear the axle  shaft the whole of its length w i t h  
engine o i l  but do not add any additional grease t o  t he  bearing 
aszcmbly. With t h e  distance piece (3) i n  position in the 
b e e g  housing, carefully enter  the M t  i n t o  the axle, at 
snmc t i n e  fee l ing  fo r  the  centre of the o i l  s e a l  f i t t e d  t o  the 
centre c ~ s i n g  of the r e a r  axle.  h he t i p  of the lea ther  seal 
points tom ;rds the centre of the axle. ), then cartfully enter  the 
spl ines  of the shaft i n t o  the correspondingqlines of the  bevel 
wheel and securc w i t h  h e  new bcl ts ,  Gmver washers and nuts. 

. 

The nuts must be lv t i ~ t e ~ r d  m, using a g (B.s.F.) bax 
spanner 14" (38 4% long. The d s J a e  fmm the en t rc  of thc 
hole f o r  h e  tommy bar t o  the spamering end of the spanner, must 
be l $" ()l .7 m/m ) . The end of the spanner to be ground away as 
necessary so  tha t  it clears  the  recess i n  the dust cover oJLd 
f i t s  snuEly on the  nuts. Tlfis information is important as n 
ring or jaw spanner must not be used f o r  fhis purpose. 

2. 'i'o REVERSE TIE E L A L  W LDJKA(23 m ZlF: REAR BRAKES FIT T& 
STIFFEND TYK: PUS1 R 0  AND JAW, 

(i ) Caref'ully draw away the rubber dust cover ftwp the  rear brake 
expander ani. s U d e  it along the brake rPd 8nd then s l i d e  the 
rubber scal ing r i n g  along ,the outer end o f  t h e  exihander. 
Renove the fcur 5/16" B.S.F. nuts holding the dust cover to the 
bnke d e r  p l a t e  and s l i d e  the mver  along the axle tube 
out of the way* 

-- 

JECTION L 
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FIG.  2. 

( i i  ) Unscrew the two se tscrs rs  retaining the locking plates  (1 & 6 f ig .2)  
on the i n t e r  shoe linkage nearest each shoe and p u l l  out t h e  pins 
holding the  U s  t o  the shoes and withdraw the c o ~ l e t e  linkage 
away from i t s  pivot (j). Do not disturb the se t t i ng  of the push 
rod by turrung the  jaw re la t ive  t o  the  rod. It is advisable before 
removing the  linkage, t o  check the  locknut (2) on the push rod 
f o r  t ightneas . 

( i i i )  With a 7/16" (B .S .F.) cranked r ing spanner, ranove the  locknut, 
the Gmver and p la in  rasher  from the back of the pivot (5) a d  
t ransfer  the pivot from its position just  above the lower or  
. t ra i l ing shoe t o  t he  exis t ing hole in a s imilar  position just  
below the upper o r  leading shoe. (see "Ibdified" Drawing hg .2 ) .  

SB/VA.I/SF. 20.6.49. 
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NOTE: Should i t  be found t h a t  f u r t h e r  clearance i s  required 
f c r  spannering purposes between the  r e a r  dust  cover and the 
locknut at the  back of t h e  p ivo t ,  unscrew the locknut on the 
handwheel and then unscrew the handwheel from the  ad jus te r  
screw and move the  dust  cover f u r t h e r  towards the  centre of 
the  axle .  

( i v  ) S t i l l  without d is turbing the  s e t t i n g ,  remove t h e  push rod 
complete from the  pivot  l e v e r  (4). Place one of the g" 
nuts  K.4010/~ on t o  the new jaw and f i t  the new push rod 
and jaw t o  the  pivot  l ever  and ad jus t  the length  u n t i l  i t  
is the  same from p i n  hole t o  p i n  hole as the origir.al rod 
and t igh ten  up the locknut. Since the  f i n e s t  adjustment 
is  half a tu rn ,  any e r r o r  should be such that  t h e  nevi push 
rod i s  shor ter  than the o l d ,  r a t h e r  than longer. 

( v  ) Ref i t  the l inkage complete t o  the p ivo t  i n  its nevi pos i t ion  
which w i l l  r e s u l t  i n  the shor t  link ( 7  Pig.2.) now being attached 
t c  the  leading shoe and the  push rod t o  the t r a i l i n g  shoe. 
The necessary holes already e x i s t  i n  the  shoe r i b ,  sir-ce a l l  
shoes a re  common t o  any posi t ion.  

T@ CHECK THE ADJUSTMENT (CONCENTRICITY) OF THE BRAKE SHOES: 

(1 ) The revers ing of the brake linkage m a y  i n  some cases  r e s u l t  
in unequal adjustment between the leading and t r a i l i n g  shoes 
and prevent proper contact  of the  l i n e r s  with the  drum. It i s  
therefore  recommended t h a t  the brake shoes a r e  checked f o r  
concentr ic i ty  in r e l a t i o n  t o  the  a x i s  of the  ax le  shaf t .  TO 
carry  OUT this check, a simple trammel (with s u f f i c i e n t  r i g i d i t y )  
with a p , i n t e r ,  ad justable f o r  preference , w i l l  be required. 
The trammel could be attached t o  two of the road wheel s tuds  on 
the  f lsnge of axle shaf +, . If upon checking wi th  the  trammel, i t  
is found t h a t  the  adjustment of t h e  shoes needs correct ing,  then 
proceed as follows :- 

a )  With a 3/8" (B.s.F.) off-set  r i n g  spanner, slacken back 
from three  quarters t o  a f u l l  tu rn ,  the  tv~o hexagon 
headed setscrews which r e t a i n  the  a d j u s t e r  u n i t  t o  the 
brake c a r r i e r  p l a t e  which w i l l  allow the a d j u s t e r  u n i t  
t o  r o t a t e  s l i g h t l y  on i t s  spigot.  

b) F i t  the  brake drum, ensure t h a t  it  i s  fully home and 
then f i t  t h e  three  cour~tersunk headed re ta in ing  screws 
t o  the  drum and t igh ten  up. 
Should any d i f f i c u l t y  be experienced in f i t t i n g  the 
drum, then slacken back the hand adjustment wheel of 
the  ad jus ter .  
NOTE: Should the  handwheel have been removed, then r e f i t  
i t  ensuring t h a t  i t  i s  screwed up f u l l y  home and secure 
i t  with t h e  locknut. 
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c) Screw up the handwheel by hen4 as  t igh t ly  as possible 
whi ch w i l l  lock the dnm ar.d cent ra l i se  the adjuster 
and then apply the handbrake and tighten up the two 
hexagon headed setscrews which r e t a i n  t h e  adjuster 
unit  t o  the ca r r i e r  p la te .  .Re3ease the handbrake. 

d) Slacken bask the  handwheel 7 . t S  1 the drum is f ree  
and remove the dnlrn. 

e)  Check the shoes with the trammel. If it i s  f o d  that 
oae of the shoes i S nearer t o  the pointer ot' the 
+ m e 1  than the  other, then i t  v5 l1 be necessaly t o  
lengthen or short,en the push rod of the i n t e r  l i n i t e ~ e  
t ~ .  equalise the shoes, i .e .  i f  f o r  example, the 
lea;l?ng (upper) shoe j S closer t o  t he  trammel than the 
t r a i l j n g  (lower) shoe, then ~t w i l l  be necessary t o  
lengthen the push rod kalf a turn a t  a time u n t i l  
Loth shoes a re  centralised, but i f  the t r a i l i n g  shoe 
(lower) i s  found t o  be nearer t o  the trammel, then the 
rod shculd be shortened. 

(il ) liispect that a l l  p ins ,  Iockjng p la tes  of t h e  in te r  linkage 
hh7.e been f i t t e d  and that  the three locking plates  have been 
secured with the spring washers and setscrews. 

(12 i )  Re-assemble the dust cover and replace i n  position the 
n k b e r  sealing r ing  and the r&ber dust cover. Refit  the 
brake drum and wheel hub. 

(.::: ) Spin the drum t o  ensure the brake s e t t i n g  has not been 
accidental .1~ disturbed, then f i t  the wheel and disc.  

(v  ) Repeat for  the opposite s lde .  

(vi ) Finally check the external adjusr.ment of the brakes. 

SB/VA. I/SF. 20.6.49. 
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For Catenorp 1 Action: 

Rear Axle Retaining Bolts. Addendum. 
Rear Brakes - Equal 'dear Linkage 

In addition t o  oarqying out the modifications as detai led i n  
Bentley Se rvhe  Bulletin No: BB-73 (section L), it has also been decided t o  
reduce the nip on the outer raoe of the b a l l  bearing on the  axle shaf't t o  eero 
by reducing the width of the distance (adjusting) piece, (3 Yig.1 of 
Bullet in  BB-73) firm 0.002w t o  0.003" (0.Oj0 m/m t o  0.076 m/m) whatever the 
width of the distance piece may be found t o  be. 
Nm: It is w e n t i a l  tha t  each individual distance piece i s  r e f i t t e d  t o  the - 
axle shaft assembly from which it was removed. 
Fig. l (below) is  a seotion through the  distance piece f i t t e d  t o  the b a l l  
bearing assembly of the ax le  shafts  f o r  chassis ser ies  ' E ' ,  'M1, 'BH' a d  
'BG' and f ig .  2 i s  a cross sect ion through the distance piece I ' i t ted t o  the 
b a l l  bearing a s s e d l y  of the  axle shafts fo r  se r ies  'Cil , '3)' nnd onwards. 

Procedure : 

(i ) Af'ter the removal of an axle  shaft  as 
described in. Bulletiri No: BB-73, remove 
the distanoe piece from the b a l l  bearing 
housing which is a f r e e  f i t .  

( i i  ) Carefully measure the width of the 
distance piece and reduce the width 
by machining 0.002" t o  0.303". The 
d i s t m e  piece is  made of mild s tee l .  
In  the unlikely event of mchining 
f a c i l i t i e s  not being. available,  then 
it w i l l  have t o  be care i ' i l j r  reduced 

FIG. l. FIG. 2. by hand, keeping the faces para l le l .  

( i i i )  Repeat f o r  the opposite side. 

NCIIIE: The recommended tomqy ba r  length f o r  the box spanner described i n  - 
sub-paragraph v i  on page 3 of Bulletin No: BB-73 is 6" ( l  32 dm). 
Nrn: - 
(a) 9" dia. rear u l e  retaining b o l t s  a r e  f i t t e d  on production t o  

Cha.sis No: B-273-W. and a l l  subsequent &ass ia . 
(b) Reversed and strengthened equal w e a r  linkage is incorfioratsd on 

prodwtion on Chassis No : B-49 3-Da and onwards. 

All ohassis n d e m  between B-493-D2 and B-273-L'J w i l l  therefore 
require the f i t t i n g  of 6' rear axle retaining bol t s  only. 
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INSTRUCTIONS FDR ETTING NIX' CBOWN WHEEL A N D  PINION 

ASSEMBIX E3NTL;FY MARK VI. 

For the purpose of t h i s  ins t ruc t ion ,  i t  is  assumed tha t  the Rear 
Axle is already dismantled, a l s o  tha t  the Bevel Pinion has been assembled. 

The p in ion  measurement w i l l  be found etched on the radiue of the 
bevel p inion nose. G. When taking any measurements in th i s  operation, g rea t  
care  is necessary as the s l i g h t e s t  discrepancy w i l l  r e s u l t  i n  noisy gears. 

1. Remwe bevel p inion nase bearing fran housing i n  the  axle casing. 

2. Remove off-side th rus t  bear-. 

3. Remwe the t h r u s t  bearing f ran  the  n e a r s i d e  (LH. ) s i d e  p l a t e ,  and r e f i t  
the s i d e  p l a t e  t o  the axle  casing, using a l l  the  clamping bolto.  A 
d is tance p iece  w i l l  be required f o r  the clamping bo l t s ,  as the (RH. ) s i d e  
p l a t e  is removed. 

4. Set up the p in ion  adjusting too l  as shown i n  the  sketch wi th  the two s i d e  
locat ion p ieces  f i t t e d  i n t o  the bearing housings and t h e  cen t re  p iece  
facing the pinion nose. 

SB/PC. I/*. 5.4.50. 
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5. Set the measuring piece as follows:- 
Subtraot 1 .OOn (the distanoe X in the sketch) fran the measurement etched 
on the pinion nose, and s e t  the overall  length of the d o r a n e t e r  nose 
pieoe to  th i s  difference. 

NOTE: The figure on the pinion nose w i l l  be about 2.900" - 
6 .  Place the micraneter nose piece on the pinion nose and r e f i t  the bevel 

pinion to the axle casing. Press the bevel pinion on t o  the centre bar so 
that the micrometer nose piece jut turn when the pinion is  l i gh t ly  
turned by hand. (NO excessive pressure is required.) 

7. Measure the gap between the bevel pinion housing and the face of the axle 
case. I f  i t  is found that  the existing washer is too thick, i t  can be 
reduced. I f  i t  is too small, a new washer of the correct thickness is 
required. 

8. Having obtained and f i t t e d  the correct distance washer, secure the bevel 
pinion to the centre axle wing, using the nine securing nuts. It may be 
found, a f t e r  having tightened the nuts around the bevel pinion, t h a t  a 
s l i g h t  a l te ra t ion  is necessary t o  the distance washer. 

9. Remove the bevel pinion assembly and the (L H. ) side plate ,  canplete with 
locating piece. 

10. Bemow the locating piece in the (R& ) s ide  of the axle case, and the 
centre bar and measuring piece. 

l l. Refi t  the bevel pinion nose bearing t o  the axle casing. 

12. Inser t  the bevel pinion assembly in the axle case and tighten the nine nuts 
with the oorrect distanoe washer i n  position; 

l .  Refi t  the r o l l e r  bearing t o  the off-side of the axle case; 

ADJUST 
T O  FIG. 
ON C l 0  

AR)USTING 
WASHER. 

ADJUST DACKLASH 
DY v A m m  T~ICKNESS 
W ADJUSTING WASMLR. 

RmAINING 
NUT. 

DISTANCE FROM CENTRE 
TO P-QYT OF CONTACT 
- 7 3 1  - S  
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14. Refi t  the off-side s ide plate ,  bearing spring and thrust washer, 
o i l  sea l  and housing, and side shaft  tube. 

15. Refit  the d i f ferent ia l  assembly t o  the axle centre case. 

16. Replace the (L.H.) s ide plate  and r o l l e r  bearing outer race and tighten 
the nuts. 

17. Inser t  the bearing adjusting washer t o  the near-side and tighten the 
retaining nut securely. 

1 8. Check f o r  correct backlash using Gauge NO. 1649/~1001: - 
The required backlash w i l l  be etched upon the crown whecl, ranging 
from .006If t o  .008". The method of obtaining this, i s  a s  follows:- 

The adaptor nut of the gauge is  screwed on t o  the thread of the 
bevel pinion flange securing nut. (One cp two threads are l e f t  exposed 
a f t e r  the securing nut has been tightened) A small lever i s  attached 
t o  the screw device and can be a l te red  by adjusting the clamping nut 
(see Pig. 2.) 

Secure an indicator clock t o  the axle casing W +het the reaister ing 
member s t r ikes  the lever  a t  a radius of .731" 5 f r o m  the centm of 
the bevel pinion, (i.e. the registering member should contact the 
.125" dia. b a l l )  Measure the backlash on the indicator and take 
h e l v e  different readings by m w i n g  the crown wheel t o  twelve positions. 
The &"erage of these readings should coincide with that etched upon 
the crown wheel. 

I f  the backlash reading obtained i s  too larqe, then the distance piece 
behind the thrust bearing in the near-side side plate  i s  too small and 
needs to  be increased. Conversely, if the reading is too small, then 
distance piece must be reduced. 

N.B. It i s  very important that when carrying out pinion measurements - 
RIld backlash operations, nuts must be t ight .  

=/E. ~ / S F  5.4.50. 
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FOR INFC)F&IATIQN: 

RECOhDITICFJING C)F REAR AXI;E SHAFT ASSIIvfELIES. 

Hi ther to  when it has been necessary t o  renew an axle  s h a f t  b a l l  
bearing, it has been the  p rac t i ce  t o  replace the complete axle  shaf t  ascembly 
and re tu rn  the o r ig ina l  assercbly t o  the London Service S t a t i m  fo r  re- 
c o n d i t i ~ n i n g .  This i s  because the  bearing re ta ining c o l l a r  was shrunk on the  
ax le  s h a f t  and required e laborate  tackle. It has now been decided t o  press  the 
c o l l a r  on cold, and providing Re ta i l e r s  have the f a c i l i t i e s  of a su i t ab le  p ress ,  
they should be able  t o  remwe and replace a bearing as described i n  t h i s  
Service h l l e t i n .  The load required to  p ress  the c o l l a r  in to  pos i t ion  is from 
6 t o  10 tons. 

The above cancels the  ins t ruct ions  contained i n  the s e c ~ n d  
paragraph under ''NOI'E" on page 2 of Sub-Sect i~n &l of the Workshop Kanual. 

( i  ) With the spigot  p l e t e  (6 Fig.1) remmed from the  bearing housing, 
mount the assembly i n  a la the ,  turn the c o l l a r  (4) u n t i l  i t  i s  very 
t h i n  and then s p l i t  it. This w i l l  avoid the turning t ~ o l  damaging 
the shaf t .  

( i i  ) Bolt the ex t rac to r ,  733/~1002 t o  the flange of the  housing and with- 
draw the bearing and housing from the shaf t .  

NOTE: I f  it is fmnd a f t e r  the remwal of the  bearing t h a t  the 
journal of the shaf t  is  worn (diameter new 1.7726" - .C)333" = 
45.023 m/m) due t o  the inner  race  of the  bearing having revolved on 
the s h a f t ,  a complete new assembly should be f i t t e d  and the original 
one returned t o  the  London Service S ta t ion  f o r  reconditioning by a 
spec ia l  salvage scheme. 

I f  the o i l  s e a l  ( f i t t e d  t o  the r e a r  ax le )  has worn a small groove on 
the ax le  s h a f t  where t h e  l e a t h e r  s e a l  makes contact ,  t h i s  can be 
@roved by l i g h t l y  blending t h e  groove providing i t  is not too deep. 

For p a r t s  required, See Para. 3. 

( i  ) With a micrometer, measure the  width of the outer  race of the ~ l d  and 
new bearing. The var ia t ion  i n  outer race width should not exceed 
.002" = -05 m/m) (maker 'S figure). I f  the new bearing is  wider, a 
s imi lz r  am~unt  should be pound off  the adjus t ing piece ( 2  Fig. l ) , 
but i f  i t  i a  narrower or  of iden t ica l  width, the adjusting piece can 
be r e f i t t e d  withcut a l t e ra t ion .  k .W2" end f l o a t  of the adjus t ing 
piece,  between the outer race of the bearing and the spi,r3t p la te ,  
could a r i s e  from t h i s  procedure whic!~ is permissible. 

SB/VA.~/SF.~I .10.51. 
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( i i  ) If for  any reason the bearing housing or the q i g o t  p la te  is t o  be 
replaced, then prooeed a s  follows:- 

a) Press the new bearing FOLLY HOME into i ts housing and bolt the 
housing to  the spigot p l a t e  with no adjusting piece f i t ted.  

b) Place the sub-assembly on a surface plate  with the spigot plate  
uppermost and clock the t face of the spigot plate  (see Fig.2). 
F i t  a new adjusting pieceyRG-318A), bolt  up as before, and 
again clock the face of the spigot plate. An amount equal t o  the 
difference in clock readings should then be ground off the ad- 
justing piece. The aim is to obtain zem nip on the bearing, 
but a nip NOT EXCEEDING .002" (.05 m/m) is permissible. 

( i i i )  Next place the distance piece (8) on t o  the axle shaft followed by 
the housing complete with bearing and press the bearing Pully home. 
F i t  the spring plate  (3), making sure it is positioned the correct 
way round (see Fig01 ). 

( iv ) Squarely press on the col lar  (b) u n t i l  i t  is also f'tilly home which 
will automatically f l a t t en  out the spring plate. (DO not lubricate 
bore of col lar  prior  to  pressing it on). 

(v ) Place the adjusting piece (2) in position and attach the spigot 
plate  (6) to the housing by mans of two bolts  t o  keep the adjusting 
piece and spigot plate  to  its correct assembly. 

HE* OF SPRING RAT- -- 
FIG. 1. SECTION - REAR m SHAFT AS-Y. 

NOPE: It is  suggested that %ressingoslU tackle (not supplied) should be made - 
in  accodanoe with de ta i l s  given on Figs. 3 o r  4. The best method of 
pressing on a bearing and col lar  is ( roviding a suitable hollow press is 
available) t o  place the sleeve (Fig.3y on the bed of the press with the 
axle shaft  pointing downwards. If a hollow press is not available, then 
the de ta i l s  as shown on Fig.4 should be made up. The s t e e l  tuba is of 
suff icient  length t o  cover a Si lver  Wraith R.H. aide axle ~ a ~ b l y , t h i s  
being the longest. 
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FIG. 2. CLOCKD?G TOP FACE OF 
SPIGOT PLATE. 

A c i r d a r  block 46" diameter by 
1 2  thicdr(approxirrately) should be plaoed 
beneath the flange of the axle shaft to 
protect the wheel studs when using the steel 
tube . 

MATERIAL 

DIA. AXLE SHAFT S. 
2.125 DIA 
sa.97,WY l 

M A .  fO SUIT PRESS 
- 

FIG. 3. m AND ADAPTOR. 

ENDS O F  TUBE AND ADAPTOR T O  BE 
SOUARE WITH AXIS. 

FIG. 4. STEEL TUBE & ADAPT3R. (AI~APTOR FOR USE 't'v'ITH DIAMETER 
AXLE SHAFTS). 
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3- PARTS REWIRED: 

Part No. Title. No. off per 
axle shaft  may. I l lus  t r a t i m  No. 

R 5 5 3 6 5  Ball Bearing. l 
or 

RG-6986 

GB-4955 Spring mate. 1 
GB-4956 Collar. 1 

l Fig. l. 

W: ' C '  and l a t e r  ser ies  assemblies are quite suitable for replacements 
on 'A' and 'B' series chassis. 

b e  SPECIAL PROCEDURE M BE AIY)FTH) FOR 'A' & 'B' SERIES CHASSIS AM;F gIAFT 
(AssEMBtIEs. 

Smaller diameter axle shafts  and bearings were f i t t e d  to 'A' and 
'B' ser ies aasemblies although oertain oars may have had the axle shaft 
aasemblies of 'C'  ser ies type f i t t e d  a s  rsplacanents. The small bearing 
type aan be identified by the external shape of the housin.g(~ee 'A' ~i~.6). 

PRINTED IN ENGLAND 

. 3 1 2 * R ~ D .  
7-94 "/M 

U- 
dimension shown on Fig.5, and 
a special bearing of large 
track diameter f i t ted.  This 
w i l l  neoessitate a 'C' ser ies  
housing and other deta i l s  

FIG. 5. SZTIm-REAR AXLF: W T  SHOlyING itemised i n  Para. 5. 
GRINDING DIIdwSICN. 

After grinding the shaft,  
proceed to oarry out the instructions described fn Sub-paras. ii, iii, i v  and 
v of Tars. 2. 

- Unless f a o i l i t i e s  
exis t  for regrinding the bsaring 
journal of the shaft ,  there i a  

I 

THIS DIA.TO BLEND 
SMOOTHLY INTO RAD. 
WITHOUT STEP. 

- no point in dismantling the 
assembly for bearing renewal 
and i f  Overseas, it  should be 
disaarded in favour of a 
oomplete new assembly. How 
Retailers should return the 
old assembly to the Londan 
Servioe Station fo r  
modification. Where grinding 
f a c i l i t i e s  exist,  the bearing 
should be removed in the 
usual manner, the shaf t  re- 
ground on i ts journal to the 
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- 5 -  

FIG* 6.  m S B O m G  -CE IN BXTEIU?AL SBAPg (IF -G 
HCKJSmGS 'A' SMALL W C  'B' LARGE E&uruNG. 

5 PARTS REQUI-: ('A' & 'B' SWIES gXLg m A S ~ ~ E S )  

Rjrt No. Title. No. off per 
axle ahait aasy. Illustration No 

.X. a 9 8 1  B a l l  Bearing. 
or 

.X. acd974 

l l Fig.  1.  

-7021 Housing - ball bearing. 1 
RG-6982 Distanae pieoe. l 

.X. -3373 Spring plate. l 
.X. EG-697'5 Collar. 1 

BC-3181 A d j ~ s t i n g p i e c e ~  1 

.X. Thase parts only required if the aassmbly haa been previously modified. 
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REZQNDITIa?D4G OF REM AXLE SHAFT ASSEMBLIES. 

The following is additional information t o  tha t  contained in 
Paragraph 4 of Service Bullet in  No.BB-134 (section L). 

( i  ) A-ior t o  grinding the  journal, mount the axle shaf t  between the centres 
of a lathe, and with a d i a l  indichtor (clock), check the shaf t  for  true 
running a t  approximately the centre  of it. I f  the shaf t  i s  found t o  be 
bowed more than .OC)2" (-05 d m ) ,  it should be straightened (co1d)uder a 
sui table  press. The required load to s t raighten w i l l  be about 4 tons 
(4064 ~ i l o s ) .  

( i i  ) Depending upan the type of grinding equipment available, it may be 
found necessary t o  remove the f i v e  wheel studs before the journal of the 
shaf t  can be ground in which oase, the following new par t s  w i l l  be 
required. 

Rinht-Hand Side Axle Shaft: 

Par t  No. Title.  

GE-3832 Wheel stud. 
K-J+.322/2 Nut. 

5 The threaded portion of these studs m t o  
5 which the wheel retaining nuts a r e  f i t t e d ,  

have a RIGHT-HAND thread. 

Left-Hand Side Axle Shaft: 

Par t  No. Ti t le .  No.Off. 

GB4468 Wheel stud. 5 The threaded portion of these studs on to 
~ + 3 2 2 / ~  Nut. 5 which the wheel retaining nuts a r e  f i t t e d ,  

have a LEFT-HAND thread. 

NUl'E: A right-hand side ax le  shaf't is 3.950" (100.3 m/m) longer than a l e f t -  
hand s ide axle  shaft .  

( i i i )  I f  the journal of the shaft  can be ground with the studs in position, 
the studs should hmever be checked ( in p o s i t i m )  for  correct a l i p e n t .  
A bent stud should be replaced. After f i t t i n g  a new stud and FULLY 
tightening up the nut ,  the l a t t e r  rmst be locked t o  the stud by centre 
punching the metal in four convenient positions. 
NOTE: It has now been decided tha t  the bore of the ba l l  bearing and the 
co l la r  should be lubricated with a s t ra ight  S.A.E.30 engine o i l  p r ior  to  
pressing them on t o  t he  axle shaft .  

After pressing on the co l la r ,  apply a f i n a l  load of 15 tons(15240 ~ i l o s )  
t o  ensure tha t  the distance piece,bearing,spring plate  and the co l la r  a r e  
in firm contact ~ i t h  one another. 
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DATA. - 
'A' & 'B' SERIES CHASSIS AXLE SWLFT ASSEMBLIES: 

a) Axle shaft  bearing bore diameter- 

b) M e  shaft diameter a t  bearing journal. 

Interference f i t  between axle shaft  bearing & shaft. 

c) Diameter of bore of axle shaft collar. 

Interference f i t  between collar  & axle shaft. 

'C' SERIES CHASSIS AXLE SHAFT ASSEMBLIES: 

a) Axle shaft bearing bore diameter. 

b) Axle shaft  diameter a t  bearing journal. 

Interference f i t  between axle shaft bearing & shaft. 

c )  Diameter of bore of axle shaft collar. 

Interference f i t  between oollar and axle shaft. 

New - 
Ins. m/m. - 
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