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NOTES:

1, APPLICABLE STANDARD3/SPECIFICATIONS:
A MIL-STO-100E

2. ALL BEARINGS MUST BE LUBRICATED AND BE FREE FROM DIRT AND
FOREIGN MATERIAL BEFORE ASSEMBLY.

3. ALL THREADS MUST BE LUBRICATED BEFORE ASSEMBLY,

{2) BEFORE ASSEMBLY OF OIL SEAL. SOAK SEALING ELEMENT N ENGINE
PRESERVATWE QIL SPEC MIL-PRF—ZTZGO M21260-1-SAE 10W
FOR ONE HOUR MINIMUM AT 250° F. COAT OD OF OIL SEALS WiTH
SEAUNG COMPOUND TYPE lIt SFEC MIL-S-45180 BEFORE ASSEMBLING
INTO COUNTERBORE.

{5y THESE BEARINGS MUST BE ASSEMBLED IN MANNLR SHOWN.

(E) IN ACCORDANCE WITH ASME B18.2,1.

(7) APPLY SEALANT IN ACCORDANCE WITH MIL-5-45180, TYPE It OR
TYPE Il TO ALL GASKETS AND MATING SURFACES.
OPTIONAL SEALANT: PERMATEX FORMAGASKET 2 OR 3.

ASSEMBLY OF ROLLER BEARING MS19073-37 AND SPUR GEAR 10898041 1:

A. CLEAN BEARING ID AND SPUR GEAR JOURNAL WITH INDUSTRY
SOLVENT CLEANER OR LOCQUIC PRIMER T.

B. INDUCTION HEAT THE BEARING TO 235 DEGREES F MAXIMUM FOR
SUPFITTING ONTO JOURNAL DIAMETER OF SPUR GEAR (REFERENCE
SKF INDUCTION HEATER, MODEL TIHO30 OR EQUIVALENT).

C. APPLY LOCTITE RC803 TQ MATING SURFACE QOF JOURNAL OIANMETER OfF
SPUR GEAR JUST BEFORE SUP FITTING THE BEARING.

D. ASSEMBLE BEARING BY FITTING ONTO JOURNAL DIAMETER OFf THE GEAR
AND SHRINK FITTING THEM. LOCTITE REQUIRES 24 HOURS TO FULLY
CURE. HOWEVER, THIS DOES NOT PREVENT ASSEMBLY OF THE FINAL
DRIVE.

@ TORQUE REQUIREMENTS FOR NUT 10898039-1:
A APPLY QIL TG THREADS OF NUT.
B. INSTALL NUT AND TORQUE TO 450425 LB—FT.
. BACK OFF NUT AND RETORUULE TO 450+25 LB-F1. REMOVE TORQUE
WRENCH AND CONTINUE 7O TIGHTEN NUT UNTIL NEXT AVAILABLE SLOT
QF NUT IS UNED UP WITH THE COTTER PIN HOLE ON QUIPUT SHAFT.

INSTALL. NEW COTTER PIN NASM24665-689. PIN MUST BE INSTALLED
WIIW HEAD INSERTED IN NUT SLOT. HOLD HEAD TIGHTLY IN PLACE
WITH BUCKING BAR WHEN BENDING COTTER PN LEGS. LONG LEG TQ
BE BENT AS SHOWN. SHORT LEG TO BE BENT AS SHOWN, BUT WOT
PROTRUDE BETOND END OF SMAFT.

11. OVER~ALL BACKLASH TO BE CHECKED AFTER ASSEMBLY AT PITCH
LINE (1.125R) OF SPLINE ON INPUT SHAFT. WITH ZERQO TORQUE,
INDICATOR READING AT THIS POINT TO BE .005 TO .0t2,

{2) TORQUE SCREWS TO 35-40 LB-FT.
{3) TORQUE SCREWS TO 75~80 LB~FT.

14, RUN-itI REQUIREMENTS:

A. MOUNT FINAL DRIVE IN SAME POSITION AS iN VEHICLE (UNE CONNECTING
INPUT AND OUTPUT SHAFT CENTERLINES AT 35 ~-4C° FROM VERTICAL). FILL
\g!THG LUEBRE\‘EIANT SPEC. MIL—PRF-21260, M21260-1-SAL 10 TO INSPECTION

LUG LEVEL.

B. OPERATE AT 600-800 RPM ON INPUT SHAFT FOR 6 TO 8 MINUTES. REVERSE
ROTA%OSN AND OPERATE AT 600-800 RPM ON INPUT SHAFT FOR & T
MINL

C. INCREASE INPUT SHAFT SPEED TO 1400-1600 RPM ANG QPERATE FOR 3 TO &
MINUTES. REVERSE ROTATION AND OPERATE AT 1400-1600 RPM ON INPUT
SHAFT FOR 3 TO 5 MINUTES

D. INCREASE INPUT SHAFT SPEED TO 2800-3000 RPM AND OPERATE FOR 1 10 3
MINUTES, - REVERSE ROTATION AND OPERATE AT 280Q-3000 RPM ON INPUT
SHAFT FOR 1 TO 3 MINUTES.

E. DURING RUN—IN CHECK FOR IRREGULARITIES IN NOlSE LEVEL, LOCAL
HEATING, AND LEAKAGE. DRAIN OiL AFTER TEST.

{5 ITEM IDENTIFICATION:
METAL STAMP DATE (MONTH/YEAR) AND
SERIAL NUMBER IN ACCORDANCE WITH
MIL-STO-130 IN .12+ .02 HIGH CHARACTERS
ON PLATE, IDENTIFICATION 124863167,

16.  FiLL WITH LUBRICANT TO INSPECTION PLUG LEVEL WHEN INSTALLED.

ANGE ABOVE 32°F 40" 10 1077 0 10 -B5F

gRAEE QE(HE?—‘!? QE[HE%—1% QEA-&%
. Wit~ = 4 ML~ - MiL— —4%61%6

17. QUALITY ASSURANCE PROVISIONS (QAR) 12483162 APPLY TO THIS ITEM.

SERIAL NUMBER SHALL BE COMPRISED OF THE
MANUFACTURER'S CAGE CODE FOLLOWED BY
A UASH, FOLLOWED BY SEQUENTIAL NUMBERS
{E.G., 0101, 0102, 0103..). FOR A MANUFACTURER'S
TIRST CONTRACT FOR THIS PART (12463162), THE FIRST
SEQUENTIAL NUMBER SHALL BE "0001". FOR SUBSEQUENT
CONTRACTS, THE SEQUENCE SHALL START WITH THE NEXT
UNUSED NUMBER FROM THE MANUFACTURER'S LAST CONTRACT.

IN ACCORDANCE WITH NASM21318.
METAL STAMP SERIAL NUMBER IN ACCORDANCE WITH

MIL—=STD=-130 [N .25% .02 HIGH CHARACTERS
ON COVER 10898035 AND HOUSING 10898043,

8@

CLEAN BONDING SURFACE QOF COVER AND PLATE
IN ACCORDANCE WITH PARA 4.3 OF MWL-STD~171
PRIOR TO APPLYING ADHESIVE.

BOND PLATE TO COVER WITH ADHESIVE IN ACCORDANCE
WITH DRAWING 12383636.
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(D GASKET- 10898036

@GASKET—10898038—\
1 2-PLUG—444698
® 2—BEARING—7527970-\ / /—SEAL—12389694 ®

COVER—10898037
\ \D:___—_ 7

4—SCREW-B1821BHO38F075N
4—WASHER-MS35338-65

(@) GASKET-7718488 —7—%}3»——-—-———-——-——--—--——Hf———
BEARING-MS17133-15

CAP-7962168 I
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D————] [ GASKET-10898034 (D
SEAL-7962191 SPACER-10898042 BEARING=-MS19073-37 &
—t- COVER—-10898033
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OPTIONAL FOR HAMMER
LOCK COTTER PIN
N\ 12-SCREW-B1821BHO3BF 100N
8-SCREW—B18218HO38F 100N 12 -WASHER-MS35338-65
8-WASHER-MS35338~65
SPUR GEARY-10898041-1 REF
_{
T GEAR SET-12463171®)
HOUSING~ 10898043 REF
HOUSING & COVER ASSY-10903132 = Bs_covm-magsoss REF
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