Figure 3-26

Step (28) Place pinion height block on top of the
button end of the pinion gear and against arbor as
shown,

TOOL: D-116-1 Pinion Height Block
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Figure 3-27

Step (29) FPlace scooter gage on pinion height block,
Apply pressure with fingers, making sure the gageis
flat on the pinion block. While pressure is applied, set
indicator at zero "0,

TOOL: [»115 Scooter Gage

Figure 3-28
Step (30) Slide scooter gage over arbor, As gageslides

3-8

over top of arbor, it will travel in a clockwise
direction. When indicator is on center of arbor {(on
top) it will stop traveling in a clockwise direction. If
indicator starts to travel in a counter<clockwise
direction, this means vou have passed the center
{top) of the arbor. Record only the reading when the
indicator is at the highest point.

This reading indicates the amount of shims
necessary to obtain the shim pack plus (+) or minus (-}
the etching on the button end of the pinion.

If the etching is zero (0), the shim pack will remain
unchanged,

For example: If the pinion is etched +3 {(m+8), this
pinion would require 005" (08 mm) less shims than a
pinion etched zero (0).

If the pinion is etched -3 (m-8), this would require.
(03" (.08 mm) more shims than a pinion etched zero
{0},

Figure 3-29

Step (31) Measure each shim separately with a
micrometer and add together to get total shim pack
thickness. If baffle is required it is to be included in
the shim pack. If slinger 15 used between the inner
bearing cone and thrust face of pinion, the slinger is
also to be measured and included as part of the total
shim pack,




Figure 3-30

Step (32 Place the required amount of shims (and
baffle if used) in the inner bearing bore. Drive the
inner bearing cup into the carrier. Make sure cup is
seated,

TOOLS: C-4204 Cup Installer
C-4171 Universal Handle

Figure 3-31

Step (33) Assemble inner bearing cone (and slingerif
used) on pinion. Drive bearing on shaft until it is
completely seated.

TOOL: D-389 Bearing Installer
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Figure 3-32

Step (34) Assemble pinion into carrier. Assemble
outer pinion bearing cone, thrust washer, and end
voke onto pinion spline.

NOTE
Do not assemble preload shims or pinion oil
seal at this time,

Use yoke installer as shown to assemble end
yoke onto spline of pinion.
TOOLS: [)-191 End Yoke Installer
[)-189 End Yoke Holder

Figure 3-33

Step (35) Assemble washer and pinion nut. Torque
nut until it requires 10 Lbs.in. 1.13 N-m of torque to
rotate the pinion. Rotate pinion several times before
checking pinion position. This is to seat the bearings
and assure a more accurate reading when checking
the pinion depth setting.

TOOL: C-193 Lbs. in. Torque Wrench
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Figure 3-34

Step (36/ Place arbor and dises (large diameter end)
into cross bore of carrier. Place pinion height block
on button end of pinion. Set dial indicator on height
block (high step of block). Set dial indicator at zero
{0). Slide scooter gage across or over arbaor,

Indicator will read a plus (+) or minus {-) at its
highest point, depending on the etching of the
pinion,

NOTE
Indicator reading within .002 (05 mm) of
etching is considered acceptable. If pinion
position i8 found to be within specification,
continue with buildup, If pinion position is
not within specification, change shim pack
thickness under inner bearing cup.

Remove pinion nut, washer, end yoke, and
pinion. Assemble preload shims onto pinion.
NOTE: If old shims are available, measure shim
pack and build up new shim pack using new shims
of the same thickness. If old shim pack is not
available for reference, build shim pack up to .060
(1.52 mm) thick. This will provide a starting point
and may require adjustment.

Figure 3-35
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Step (37) Apply a light coat of hypoid lubricant on the
lip of pinion seal and assemble into carrier.

TOOLS: 1>-187-A Pinion Seal Installer
C-4171 Universal Handle

Figure 3-36
Step (38) Assemble pinion, end voke, washer, and
new pinicn nut, Torgue nut to specification,
TOOLS: D-189 End Yoke Holder

Torque Wrench

NOTE: Torque wrench must be capable of 500 1bs. .,
(677.9 Nem) torque.

Figure 3-37

Step (39 Using an in, Lbs. torque wrench as shown,
rotate pinion. Torque to rotate pinion should be
within specification. To increase preload, remove
shims, to decrease preload add shims.
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Figure 3-38

The ustration in fgure 338 shows the arrow in
the piminn pointing in two directions. The direction
poimbimg towards the end yoke indicstes thial by
Temving pinion position shimes, the distenes from
the cemterling of the nxle to the pidon bution =
incrensed giving w plus mading. The predoad ghim
pock does not offect the pinion depth setting. Arrows
o the fing gewe losteate the method 1o increrse or
decrease backinsh and differentinl bearing prelsad,

ASSEMBLY OF DIFFERENTIAL

Flgure 3-30

Hhop (4] Aszemlle master differential brarnge onto
case, Hemows all nicks, bures, ditt wic, from hobs to
mllow mastey hearings to retate freely

TCHILS: TG EidE Master [nfferential Bearings

Fhgure 3-40

Step () Asgernble the differential besring oomiboard
apacery intothe caveier housing, ns removed inostep S,
Fgre 34,

Adgemble. differential conee nto carmer (lese ning
gvnrh Moont dial indicator with a magnete bass s
ahown. Locate tp of indicator an fiat socface of cass,
Foree differentinl assembliy as for as possible in the
direction townrds the indicator, With fores still
apphed, et indicator &t zeen (0],

TEMOLS: D128 Thal Indicator Set

NOTE
Mhal indieptor ehould have o minimom towsel
capahility af .20 (508 mm),

Foree the differential assembly gs far as it will go
i thie oppogite direction. Bepest these stops unbil you
have obiained the same reading, Record the rending
ef the mdicninr on the workshest, page 3135 This
resding will be measurement “ A", After making sure
the readings are correcl, remove indicemtor ond
differential assembly from housing. Bemove masiar
bearmgs from hubs and set saide

Figure 3-41
Brop idl) Place caae sagembly in g vise, Besure flange
31




face of the case is free of nicks or burrs. Assemble
ring gear to case. Line up holes of the ring gear with
those of the case. Use new ring gear screws. Draw up
screws alternately and evenly., Torque ring gear
screws to specification.

TOOL: Torque Wrench

Figure 3-42

Step (43) Assemble master differential bearings onto
case hubs. Place differential assembly into housing.
Set up dial indicator as shown. Locate tip of indicator
on flat surface of one of the ring gear screws. Force
the differential case assembly (ring gear) away from
the pinion gear. With force still applied to the
differential case, set indicator at zero “07.

TOOLS: D-128 Mal Indicator Set

Figure 3-43

Step {44) Force the differential case assembly and
ring gear into mesh with the pinion gear. Rock ring
gear to allow the teeth of the gear to mesh. Repeat
until the same reading is obtained each time. Record
this reading on the worksheet, page 313. This
reading will be measurement “B". Remove indicator
and differential case assembly from the carrier.
Remove master differential bearings from the
differential case. Refer to the worksheet for

calculating ring gear backlash and differential
bearing preload shims, page 313.

Figure 3-44

Step (45) Assemble the required amount of shims
onto hub (ring gear side) and opposite side as
determined using the worksheet. Place bearing cone
on hub of case. Use bearing installer to seat bearing
cone as shown.

TOOLS: C-4190 Installer

C-4171 Universal Handle
DD-914-42 Button

NOTE

Button is used to raise case from bench to
protect bearing cone cage from being damaged
when installing opposite bearing cone.

Figure 3-45

Step (46) Install spreader and indicator as shown.
DO NOT SPREAD CARRIER OVER .015(.38 mm}.
Remove indicator,

TOOLS: [)-167 Spreader
[)-128 hal Indicator Set



