


6. Conclusion

7. Recommendation

8. Implementation
9. Circulation

V.

To verify the theoretical estimation, an exercise of measuring
basket flange joint during assembly at DLW has been done as per
procedure mentioned above. The observed values are as under:

Flange joint gap of con rod fork baskets ( in inches)

#1 #2 #3 #4 #5 #6 #7 #8

G4-1422 | 0.010 | 0.013 | 0.007 | 0.008 | 0.010 | 0.008 | 0.016 | 0.014
G4-1430 | 0.012 | 0.014 | 0.012 | 0.014 | 0.014 | 0.014 | 0.014 | 0.014
G4-1431 | 0.013 | 0.014 | 0.007 | 0.005 | 0.006 | 0.005 | 0.014 | 0.014
G4-1432 | 0.008 | 0.007 | 0.010 | 0.011 | 0.012 | 0.010 | 0.010 | 0.010
G4-1433 | 0.006 | 0.008 | 0.012 | 0.006 | 0.010 | 0.010 | 0.010 | 0.010
G4-1434 | 0.005 | 0.005 | 0.006 | 0.008 | 0.008 | 0.008 | 0.006 | 0.009
G4-1435 | 0.012 | 0.010 | 0.010 | 0.012 | 0.010 | 0.008 | 0.010 | 0.010
G4-1436 | 0.014 | 0.012 | 0.012 | 0.014 | 0.016 | 0.014 | 0.014 | 0.016
G4-1269 | 0.011 | 0.012 | 0.012 | 0.011 | 0.013 | 0.012 | 0.013 | 0.012
G4-1437 | 0.010 | 0.011 | 0.012 | 0.014 | 0.013 | 0.012 | 0.012 | 0.013
G4-1438 | 0.014 | 0.014 | 0.012 | 0.014 | 0.012 | 0.014 | 0.012 | 0.012
G4-1439 | 0.014 | 0.012 | 0.014 | 0.016 | 0.014 | 0.014 | 0.012 | 0.014
G4-1240 | 0.012 | 0.014 | 0.016 | 0.016 | 0.012 | 0.016 | 0.014 | 0.012

Engine no.

Further, it was also observed that there was no change in gap when
upper basket bolt was torqued to 190 ft-1bs keeping lower bolt at 10
ft-Ibs.

For physical verification of the crush height of con rod bearing
during assembly, con rod basket flange joint gap shall be checked
as per procedure mentioned in para 5 (iii) above. A filler gauge of
0.007” shall be used as go-gauge to measure minimum gap of
0.008”. If 0.007” filler gauge does not insert in the gap, then the
bearing shells shall be replaced with new one and replaced bearing
shells shall be tried out with other con rod fork asm.

. Production shop shall verify crush height of con rod bearing by

measuring flange joint gap as mentioned above. It is recommended
to ensure minimum gap of 0.008” by using a filler gauge of 0.007”
as go-gauge after initial torquing of upper basket bolts to 35 ft-lbs
and lower basket bolts to 10 ft-1bs. If 0.007” filler gauge does not
insert in the gap, then the bearing shell shall be replaced with new
one and replaced bearing shells shall be tried out in other con rod
fork asm.

. During 3 yearly schedule, diesel sheds shall follow above fitment

procedure while changing upper con rod bearing.

. During 6 yearly schedule, above fitment procedure shall be

followed while changing con rod bearing shells and requalifying
con rod fork assembly.
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