WEAR PROTECTION

LIP SHROUDS

Protecting the leading edge of the bucket from being exposed
to constant abrasive wear prolongs bucket life and protects your
investment. Hensley has a wide range of universal lip shrouds
available in weld-on and J-bolt styles for virtually any machine.

+ Extra material in high wear areas
* Sharp contour for better penetration

» Versatility to fit several different bucket widths

VERTICAL SHROUDS

Hensley vertical shrouds protect the cutting sides of the bucket
with highly wear-resistant material. Available in six different
sizes, they’re simple to install and quick and easy to replace.

SIDECUTTERS

Hensley sidecutters are designed to protect buckets and improve
productivity. Standard bolt-on sidecutters cut clearance for

the bucket and expand bucket capacity. Strike-off sidecutters
protect the bucket cheek plates without cutting additional
clearance. Beyond Hensley’s proprietary products, direct
replacements are available for Caterpillar and Esco-style buckets
including extension plates.

SEGMENTS AND TOP COVERS

Hensley has a full line available, which consists of both rolled

and cast steel versions of loaders lip protection for the major
loader manufacturers. The combination of bottom and top lip
protections is provided by both segments and top covers.
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WELD-ON LIP SHROUDS
Specialized Wear Protection

E Type 3A Type 38 ~E-
Type1 Type 2 Center (RH/LH) Type 4 Type 5 Type &
WELD-ON LIP SHROUDS FOR EXCAVATORS AND LOADERS
Lip Thick- Dimensions -
ness Part Number Type A B C D E F Welght
“ mm “ mm “ mm « mm “ mm “ mm b kg
1.5 35 TOWSHX 1 10.0 | 254 7.0 178 7.4 187 1.5 38 - - 30° | 226 | 103
1.75 45 13WSHX 1 13.0 | 330 | 10.0 | 254 |10.25| 260 | 175 44 - - 23° | 53.4 | 24.2
175 45 14WS2HX 1 15.0 381 120 | 305 [1025] 260 | 175 44 - - 23° | 65.0 | 295
1.75 45 CD-9100-B-HX 2 5.4 136 4.5 14 4.3 109 1.5 38 1.75 44 25° 93 4.2
1.75 45 WSs-25 5 2.5 63 25 63 4.75 121 1.75 44 - - 30° 4.4 2.0
2.0 50 14WS-3230HX 1 320 | 813 | 320 | 813 |10.25| 260 21 54 - - 30° |146.0 | 66.3
2.0 50 14WS-32HX 1 32.0 813 32.0 813 |10.25 | 260 1.8 46 - - 23° 151.0 | 68.5
2.0 50 14WSHX 1 15.0 381 12.0 305 | 10.25 | 260 21 52 - - 30° 65.0 | 295
2.0 50 WS-45 4 4.5 n4 4.5 n4 7.25 184 2.0 51 - - 30° 15.5 7.0
2.0 50 WS-60 4 6.0 152 6.0 152 7.2 184 2.0 51 - - 30° 18.4 8.3
2.75 70 WS-80 4 8.0 203 7.0 178 8.6 217 2.75 70 B - 30° | 348 | 158
3.0 75 3000901-HX 3 10.25 | 260 8.2 208 8.0 203 35 89 3.6 92 30° | 504 | 229
3.0 75 3000902-HX (RH) 3 1.1 283 | 875 | 222 7.7 195 3.0 76 39 98 30° | 52.3 | 237
3.0 75 3000903-HX (LH) 3 11 283 | 875 | 222 7.7 195 3.0 76 39 98 30° | 52.3 | 237
3.0 75 3000904HX 3 9.0 229 81 206 8.0 203 31 80 4.3 10 30° | 46.8 | 21.3
3.0 75 3000905HX 3 5.9 150 | 4.75 121 8.0 203 3.2 82 3.6 92 30° | 31.0 | 141
3.0 75 3000906HX 3 81 206 6.9 176 8.0 | 203 3.2 82 36 92 30° | 456 | 20.7
3.0 75 3000906LHX (LH) 3 81 206 6.9 176 8.0 203 3.2 82 3.6 92 30° | 440 | 20.0
3.0 75 3000906RHX (RH) 3 8.1 206 6.9 176 8.0 203 3.2 82 3.6 92 30° 44.0 | 20.0
3.0 75 B70HX 5 9.8 249 9.8 249 8.75 222 2.5 63 - - 30° 46 | 20.9
3.5 90 T8WSHX 1 18.0 457 13.9 352 |13.25 | 336 3.3 84 - - 28° 123.5 | 56.1
3.5 90 350LS15 6 15.0 381 15.0 381 10.9 276 3.5 89 6.5 165 30° |122.0 | 55.4
475 120 WS100L 3B 10.0 258 6.7 170 9.25 234 4.9 123 5.5 140 30° 69.0 31.3
4,75 120 WSI00R 3B 10.0 258 6.7 170 9.25 234 4.9 123 5.5 140 30° 69.0 31.3
4.75 120 WS140 3 14.2 | 360 7.0 180 | 9.25 | 235 4.9 123 5.5 140 30° | 835 | 379
4.75 120 WS90 3 9.0 229 6.7 170 | 9.25 | 235 4.9 123 5.5 140 30° | 635 | 288
4.75 120 WS130L 3B 132 | 335 | 975 | 248 9.2 234 4.9 124 5.5 140 30° | 97.0 | 44.0
4.75 120 WS130R 3B 132 | 335 | 975 | 248 9.2 234 4.9 124 5.5 140 30° | 970 | 44.0
4.75 120 WS141LL 3 140 | 356 | 10.0 | 254 | 129 | 327 4.9 124 | 6.25 | 159 30° | 191.0 | 86.6
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WELD-ON LIP SHROUDS
Specialized Wear Protection

LIP SHROUD

WS120-1950 (universal left or right)
for use on 4.75” (120) lips
203.01b /922 kg

Note: Can replace j-bolt lip shroud
LS475-1950JR + JL

Mote: Measurements are in inches.
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J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS 2” - 4” LIPS

Lip Dimensions
Thickness Part No. A B C D E
6 mm [ mm (1] mm 6 mm [ mm (1] mm
20 51 LS200-1350J* 135 | 343 | 50 127 21 54 1.4 35 | 825 | 210

25 | 64 LS250-1500J° 15.0 | 381 5.0 127 2.6 67 1.6 1 9.75 | 248
25 | 64 | LS250-1500J2L** | 15.0 | 381 5.0 127 2.4 61 2.6 66 52 132
275)| 70 L5275-1675J** 16.75| 425 | 6.5 165 29 73 1.9 48 1.0 | 279
3.0 | 80 LS300-1000J** 10.0 | 254 | 6.5 165 3.2 81 2.0 51 nz | 284
3.0 | 80 |LS300-1000J2B** | 10.0 | 254 | 6.5 165 3.1 79 2.0 51 121 | 308
30 | 80 LS300-1600J** 16.4 | 416 | 6.4 | 162 3.2 82 | 325 | 83 13.0 | 331
35 | 90 LS350-1250J** 125 | 317 6.5 165 3.7 1 275 70 | 185 | 470
35 | 90 LS350-1750J** 175 | 445 | 6.5 165 36 91 3.5 89 121 | 308
35 | 90 LS350-M275J** 108 | 276 | 6.5 165 36 91 275 | 70 | 575 | 146
4.0 | 100 LS400-900J** 9.0 | 229 | 65 165 42 | 106 | 275 | 70 | 575 | 146
4.0 | 100 LS400-1175J** n75| 298 | 6.5 165 4. 103 1.3 33 10.7 | 271
4.0 | 100 L5400-1200J** 120 | 305 | 6.5 165 42 | 106 | 275 | 70 121 | 308

40 | 100 | LS400-1600J** 160 | 406 | 65 | 165 | 42 | 106 | 275 | 70 | 126 | 321
4.0 | 100 | LS400-1600JCS**| 16.0 | 406 | 65 | 165 | 4.2 | 106 | 1.75 | 44 n8 | 299
4.0 | 100 LS400-1750J** 175 | 445 | 65 | 165 | 42 | 106 | 3.25 | 83 |[12.25] 3N

4.0 | 100 | LS400-2450J** | 245 | 622 | 65 | 165 | 42 | 106 | 3.25 | 83 | 575 | 146
- - LS425-14750*** |14.75| 375 | 6.5 165 | 425 ] 108 | 3.0 76 5.0 127

*Optional Shroud Cap: J-Bolt SFA34J2 and Cap LSCAP3
**Optional Shroud Cap: J-Bolt SFA1J2 and Cap MACAP
*** Berkeley Saber Lip System
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J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
Specialized Wear Protection

Dimensions .
Part No. F G H | Weight ‘gf;: J-Bolt
“ mm “ mm “ mm Ib kg
LS200-1350J* 35 89 136 | 346 | 0.75 19 30° 64.0 29.0 LSWB3 | SFA34J4
L5250-1500J* 4.5 n4 15.0 381 11 27 30° 82.0 372 LSWB3 | SFA3Z4.)4
LS250-1500J2L* 4.6 n7z 15.0 381 11 28 30° 125.0 57.0 LSWEB3 SFA3Z4)4
LS275-1675)** 6.4 162 |18.75 | 476 1.6 41 35° 160.0 726 LSWES SFA1J4
LS300-1000J** 7.8 198 17.7 449 3.2 81 Blunt | 125.0 56.7 LSWB8 SFAl1J4
LS300-1000J2B** 6.4 162 | 20.7 | 525 0.9 23 30° 143.0 64.9 LSWB8 SFAl1J4
LS300-1600J** 7.2 184 | 245 | 622 1.6 41 30° 277.0 | 125.6 LSWB8 SFA1J4

LS350-1250J*" 6.4 162 | 20.7 | 525 1.0 25 30° | 180.0 | 817 LSWBS8 SFA1J4
LS350-1750J** 6.4 162 | 20.7 | 525 1.0 26 30° | 285.5 | 129.5 | LSWBS8 SFA1J4

LS350-M275J** 6.4 | 162 | 20.7 | 526 | 14 37 30° | 162.0 | 73.5 | LSWBS SFA1J4
L5400-900J** 64 | 162 | 21.8 | 553 | 12 30 30° | 160.0 | 726 | LSWBS SFA1J4
LS400-1175J** 48 | 122 [ 204 ] 519 | 125 | 32 30° | 10.0 | 500 | LSWBS8 SFA1J4

LS400-1200J** 64 | 162 | 218 | 553 | 1.25 | 32 30° | 1870 | 848 | LSWBS8 SFA1J4
L5400-1600J** 6.4 | 162 | 21.75| 552 1.0 25 30° | 1940 | 88.0 | LSWBS8 SFA1J4
L5400-1600JCS** | 60 | 153 | 21.8 | 553 | 13 32 30° | 1820 | 826 | LSWBS SFA1J4
LS400-1750J** 7.5 191 | 21.7 | 551 1.5 38 30° | 290.0| 1316 | LSWBS8 SFA1J4
LS400-2450J** 7.5 191 | 21.7 | 551 1.7 43 30° | 385.0 | 174.6 | LSWBS8 SFA1J4
LS425-1475J*** 105 | 267 | 204 | 518 | 425 | 76 nfa | 282.0| 1279 | LSWBS8 SFA1J4

*Optional Shroud Cap: J-Bolt SFA34J2 and Cap LSCAP3
**Optional Shroud Cap: J-Bolt SFA1J2 and Cap MACAP
*** Berkeley Saber Lip System
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J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
2"- 4" LIPS

Lip Dimensions
Thickness Part No. A B [of D E
o mm o mm {3 mm [ mm o mm {3 mm
20 | s | LS20071850JR" g | 24z | 50 | 127 | 21 | sa | 14 | 35 | 136 | 346

LS200-1350JL*

L5250-1500JR*
2.5 64 LS250-1500JL* 15.0 381 5.0 127 2.6 67 1.6 41 15.0 381

LS250-1500JR2L**

25 | 64 | L32301000R2T 150 [ 381 | 50 [ 127 [ 26 | 67 | 26 | 67 | 155 [ 394
LS275-1675JR"*

275 | 70 | LRATRNOTSRT 1675 | 425 | 65 | 165 | 29 | 73 | 19 | 48 | 1875 | 476

30 | so | LS300-1000JR™ | 406 | 254 [ 65 | 165 | 32 | &1 | 20 | 51 | 178 | 452

LS300-1000JL*

LS300-1000JR2B**
3.0 80 LS300-1000JL2B** 10.0 | 254 6.5 165 3.1 79 2.0 51 219 | 556

LS300-1700JR
3.0 80 LS300-1700JL 170 | 432 6.4 162 3.2 82 3.25 83 258 | 657

LS350-925JR
LS350-925JL
LS350-1250JR**

35 20 LS350-1250JL** 125 | 317 6.5 165 3.7 91 275 70 221 | 562

LS350-1750JL**
3.5 90 LS350-1750JR** 175 | 445 | 6.5 165 36 91 3.5 89 | 205 | 521

LS350-M295JR
LS350-M295JL
LS400-900JR**

4.0 100 LS400-900JL** 2.0 229 | 625 | 159 4.2 106 | 275 70 222 | 564

LS400-1200JL**
4.0 100 LS400-1200JR** 120 | 305 | 6.25 | 159 4.2 106 | 275 70 219 | 558

LS400-1600JR**

3.5 90 9.25 | 235 6.5 165 36 91 25 64 21.2 538

4.0 | 100 10.2 | 259 6.5 165 36 91 275 70 | 204 | 519

40 | 100 | [25907000IRT | 160 | 406 | 65 | 165 | 42 | 106 | 275 | 70 | 2175 | 552
LS400-1600JRS"

40 | 100 | [359910009RST | 160 | 406 | 625 | 159 | 42 [ 106 | 175 | 44 | 226 | 573

40 | 100 | L340017500R™ | 155 | 445 | 65 | 165 | 42 | 106 | 325 | 83 | 217 | s51

LS400-1750JL**

*Optional Shroud Cap: J-Bolt SFA34J2 and Cap LSCAP3
**Optional Shroud Cap: J-Bolt SFA1J2 and Cap MACAP
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J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND EXCAVATORS
2'"- 4" LIPS CONTINUED

Dimensions .
Part No. F G Welght Weld
H | Base

“ mm “ mm Ib kg

J-Bolt

LS200-1350JR"
LS200-1350JL*

LS250-1500JR*

0.75 19 825 | 210 30° 10° 59.0 | 26.8 | LSWB3 | SFA34J4

LS250-1500JL* 1.1 27 9.75 248 30° 15° 82.0 372 LSWB3 SFA34)4
LS250-1500JR2L"* | e
LS250-1500JL2L** 1.1 27 1.3 287 30 15 125.0 57.0 LSWB3 SFA3Z4JA
LS275-1675JR™ | 46 | 47 | 0 | 279 | 35° | 15° | 1600 | 726 | Lswes | sFal4

LS275-1675JL"

LS300-1000JR**
LS300-1000JL*

LS300-1000JR2B**
LS300-1000JL2B""

LS300-1700JR
LS300-1700JL

LS350-925JR
LS350-925JL

LS350-1250JR**
LS350-1250JL*

LS350-1750JL**
LS350-1750JR*"

LS350-M295JR
LS350-M295JL

LS400-900JR**
LS400-900J4L*"

LS400-1200JL**
LS400-1200JR**

L5400-1600JR**
L5400-1600JL"*

LS400-1600JRS**
LS400-1600JLS**

LS400-1750JR**
LS400-1750JL*

3.8 81 N2 | 284 | Blunt | 15° | 127.0 | 576 | LSWB8 | SFAlJ4

0.9 23 143 | 363 | 29.° | 15° | 146.0 | 66.2 | LSWBS8 SFAlJ4

1.6 41 128 | 324 | 30° 157 | 294.0 | 133.4 | LSWBS8 SFAlJ4

1.0 26 13.5 | 344 | 29.0° | 15° | 132.0 | 59.9 | LSWBS8 SFA1J4

1.0 25 149 | 379 | 30° | 15° [ 180.0 | 81.7 | LSWB8 | SFAlJ4

1.0 26 121 | 308 | 30° | 10° | 2870 | 130.2 | LSWB8 | SFAlJ4

1.4 37 n9 | 303 | 30° 15° | 149.0 | 676 | LSWBS8 SFA1J4

1.25 32 1211 308 | 30° 15° | 162.0 | 735 | LSWBS8 SFA1J4

1.25 32 14.1 358 | 30° 15° | 176.0 | 79.8 | LSWBS SFA1J4

1.0 25 12.6 321 30° 15° | 207.0 | 93.9 | LSwBS SFA1J4

125 | 32 N7 | 296 | 30° | 15° | 182.0 | 826 | LSWB8 | SFAlJ4

1.5 38 |11225| 3n 30° | 14° | 300.0 | 1361 | LSWB8 | SFA1J4

*Optional Shroud Cap: J-Bolt SFA34J2 and Cap LSCAP3
“*Optional Shroud Cap: J-Bolt SFA1J2 and Cap MACAP
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J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS 4.75” - 6.25” LIPS

Lip Dimensions

Thickness Part No. A B c D E

L mm L mm L3 mm L mm L mm 3 mm
4.75 | 121 LS475-1300J 130 | 330 | 84 | 213 | 49 | 125 | 225 | 57 | 725 | 184
4.75 | 121 LS475-1400J 140 | 356 | 84 | 213 | 49 | 125 | 225 | 57 | 146 | 372
475 | 121 L5475-1700J 170 | 432 | 8.4 213 4.9 125 | 2.25 57 14.6 | 372
4.75 | 121 L5475-1950J 195 [ 495 | 84 | 213 | 49 | 123 | 225 | 57 | 725 | 184
55 | 140 LS550-1750J 175 | 444 | 8.4 213 5.7 144 | 2.25 57 |15.75| 400
55 | 140 LS550-2200J 220 ]| 559 | 84 213 5.7 144 | 2.25 57 | 1575 | 400
6.25| 159 LS625-1400J 14.0 | 356 | 8.4 213 6.5 165 | 2.25 57 | 1775 | 45]
6.25| 159 LS625-1800J 18.0 | 457 | 8.4 213 6.4 164 2.6 67 9.75 | 248
6.25| 159 LS625-2000J 20.0 | 508 | 8.4 213 6.4 164 2.6 67 9.75 | 248

Note: Optional Shroud Cap: J-Bolt SFA125J2 and Cap 255CAP
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J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS 4.75” - 6.25” LIPS CONTINUED

Dimensions Weight weld
Part No. F G H | Base J-Bolt
“ mm “ mm “ mm Ib kg
LS475-13004 7.4 187 26.9 | 683 1.75 44 30° | 280.0 | 127.0 LSWB6& SFA125J6
LS475-1400J 7.4 187 | 26.9 | 683 | 175 44 30° | 262.0 | M8.9 | LSWB6E SFA125.4
LS475-1700J 7.4 187 26.9 | 683 1.75 44 30° 354.0 | 160.7 | LSWB6& SFA125J4
LS475-1950J 7.4 187 26.8 | 679 1.75 44 30° 374.0 | 169.6 | LSWB6 SFA125.)4
LS550-1750J 7.4 187 | 27.75| 705 2.0 51 30° 396.0 | 179.8 LSWB& SFA125J4
LS550-22004 7.4 187 | 27.75| 705 2.0 51 30° 388.0 | 1776.0 | LSWB6 SFA125J4
LS625-1400J 8.0 203 | 298 | 757 2.0 51 30° 330.0 | 149.8 | LSWB6 SFA125J4
LS625-1800J 8.0 203 | 291 740 3.0 76 30° 467.5 2121 LSWB6& SFAI125J6
LS625-2000J 8.0 203 291 740 2.3 59 30° | 496.0 | 255.0 | LSWB6 SFA125J6

Note: Optional Shroud Cap: J-Bolt SFA125J2 and Cap 255CAP
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J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS
Specialized Wear Protection

Lip Dimensions
Thickness Part No. A B Cc D E

M M i T M i
mm mm mm mm mm mm

LS475-1300JR"
LS475-1300JL*

LS475-1400JR
475 | 120 LS475-1400JL 140 | 356 8.4 213 4.9 123 | 2.25 57 27.2 691

LS475-1700JR
475 | 120 LS475-1700JL 17.0 | 432 8.4 213 4.9 125 | 2.25 57 275 | 699

LS475-1950JR
475 | 120 LS475-1950L 19.5 | 432 8.4 213 4.9 125 | 2.25 57 275 | 699

LS550-1750JR
5.5 140 LS550-1750L 17.5 | 445 8.4 213 57 144 | 2.25 57 28.0 | 712

LS550-2200JR
5.5 140 LS550-2200JL 220 | 559 8.4 213 5.7 144 | 2.25 57 286 | 727

LS625-1800JR
6.25 | 160 LS625-1800JL 18.0 | 457 8.4 213 6.4 164 2.7 68 315 | 799

L5625-2000JR
6.25 | 160 LS625-2000JL 20.0 | 508 8.4 213 6.5 165 | 2.25 57 30.2 | 767

L5625-2200JR
6.25 | 160 LS625-2200JL 2225| 565 | 84 213 6.4 164 27 68 31.7 | 804

LS625-2400JR
6.25 | 160 LS625-2400L 240 | 610 8.4 213 6.4 164 27 68 31.9 811

*Under Development
Note: Optional Shroud Cap: J-Bolt SFA125J2 and Cap 255CAP
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J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS
Specialized Wear Protection

J-BOLT SHROUDS FOR LOADERS AND FACE SHOVELS 4.75” - 6.25” LIPS CONTINUED

Part No. F Dlmegswns a1 Welght weld J-Bolt
“ mm “ mm Ib kg
tgﬂg:gggjf; 175 | 44 | 146 | 371 | 30° | 14° | 2800|1270 | Lswes SFA125J6
oo 175 | 44 | 146 | 371 | 30° | 14° | 3150 | 1429 | Lswee | sFai2sse
oot 175 | 44 1475 | 375 | 30° | 14° 3050|1383 | Lswee | sFai2s)4
pihaenet) 175 | 44 1475 | 375 | 30° | 14° [4000| 1820 | Lswee | sFa125)4
Rty 20 | 51 [1575 [ 400 | 30° | 14° | 4000 1816 | Lswes | sFa125J4
Loao 220008 20 | 51 | 139 | 352 | 30° | 14° |4050| 1837 | Lswse | sFA12504
Pty 30 | 76 | 203 | 516 | 30° | 14° | 5042|2287 | Lswee | sFai2sU6
R 20 | 51 | 1775 | 451 | 30° | 14° | 4200|1905 | Lswee | sFai2sua
Rt 27 | 67 | 206 | 523 | 30° | 14° | 6350|2883 | Lswee | SsFa125)4
Ryt 30 | 76 30° | 140 |690.a:f 1310 | Lswis | SFA12s06

*Under Development
Note: Optional Shroud Cap: J-Bolt SFA125J2 and Cap 255CAP
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J-BOLT SHROUDS FOR LOADER
Specialized Wear Protection

J-BOLT SHROUDS FOR L1850 LOADERS - CENTER

Lip Dimensions
Thickness Part No. A B [ D E
. mm “ mm “ mm “ mm “ mm . mm
425 | 108 | LS425-14750* [14.75| 375 | 65 | 165 | 425|108 | 30 | 76 | 155 | 394

J-BOLT SHROUDS FOR L1850 LOADERS - CENTER

Weight
Part No. F G 9 Wald J-Bolt
Base
- mm & mm Ib kg
[S425-1475J° | 105 | 267 | 20.4 | 518 | 2820 | 1279 | LswB-8 | SFA1J4

*Berkeley Saber Lip System
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J-BOLT LIP SHROUDS FOR HENSLEY CAST LIPS
Specialized Wear Protection

e e E |
J-BOLT LIP SHROUDS FOR HENSLEY CAST LIPS

Dimensions
Part No. A B [ D E F

= mm e mm o mm = mm e mm o mm

LS130-1700J* 17.0 432 10.5 267 9.25 235 4.5 n4 24.0 610 1.0 279
LS130-1700JSTD 170 | 432 | 105 | 267 | 925 | 235 3.0 76 240 | 609 | 1.0 279
LS130-2350J 235 | 597 | 105 | 267 | 925 | 235 3.0 76 236 | 600 | .75 | 298
LS130-2350JHD 235 | 597 | 105 | 267 | 925 | 235 4.5 N4 236 | 600 | .75 | 298
LS640-1950J 195 | 495 | 105 | 267 | 975 | 248 | 3.75 95 196 | 498 | 1.6 295
LS800-2200J 220 559 10.5 267 9.75 248 375 95 24.2 614 n.75 | 298

J-BOLT LIP SHROUDS FOR HENSLEY CAST LIPS CONTINUED

Dimensions

Part No. G H Weight Weld J-Bolt Lip Size
I Base
0 mm I mm b kg — oy
LS130-1700J* 306 | 778 | 36 90 | 30° | 840.0 | 381.0 | LSWB9 SFA150J6
163.0 4140

LS130-1700JSTD | 30.6 | 777 | 3.6 | 90 | 30° | 731.0 | 3316
LS130-2350J 314 | 797 | 3.6 91 | 30° | 895.0 | 406.0

LS130-2350JHD | 314 | 797 | 3.6 91 | 30° |1035.0 | 469.5 | LSWB9 | SFA150J6 16907 %258
LS640-1950J 3225|819 | 44 | 1M | 30° | 838.0 | 3801 185.0 | 4699
LS800-2200J 324 | 822 | 41 | 105 | 30° | 962.0 | 436.4 201.0 5105

*Optional heavy duty shroud

MNote: Measurements are in inches.
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J-BOLT LIP SHROUDS FOR HENSLEY CAST LIPS

Specialized Wear Protection

WS135L (LH Shown)
WS135R (RH Opposite)
Lower Wing Shroud*
304.0 Ib /137.9 kg

WSI185L (LH Shown)
WSI185R (RH Opposite)
Lower Wing Shroud*
317.01b / 143.8 kg

*Uses Weld base LSWB10 and J-Bolt assembly SFA150J6 Note: Measurements are in inches.
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ESCO LOADMASTER" CAST LIP INFORMATION

Specialized Wear Protection

Toplok® boss

——P0silok®
@ pin
NG 3K ilok®

S-Posilok® INDN Vo= Posto

Sidewinder® pin "~ N B =

\ = @ Q =— Toplok® k

pin insert Posilok®

point

Toplok®
lip shroud

$130 SERIES ESCO LOADMASTER® CASTLIP

Weight " B —
Toot Adapter Lip Shrou .

Part No. b ke Tooth Pin Adapter Pin Shroud Fastener Machine
LCS1485130-1 [10,938] 8,961 | 112KH (5) | PN112KC (5) |S130HT12K (5)| S130PNA (5) | TCCR130-21C (4)| TCP (4) Hitachi EX5500
LCS1635130-1 |122,322]110,134 | M2KH (5) | PNT12KC (5) [S130HN2K (5)| S130PNA (5) |TCCF130-16A (4)| TCP (4) |Komatsu PC5500 (H455S)

Terex RH200, Komatsu
LCS1695130-5 |22,959]10,423| N2KH (6) | PNNZKC (6) |S130HN2K (6)|S130PNA (6) | TCCF130-21B (5)| TCP (5) PC5500 (H4555), EX5500
Komatsu PC5500 (H4555),
LCS2015130-1 [28,862[13,103 | 112KH (6) | PN112KC (6) |S130H112K (6)| S130PNA (6) |[TCCF130-25B (5)| TCP (5) PC8000 (HB55S)

$145 SERIES ESCO LOADMASTER® CASTLIP

Weight . Adapter Lip Shroud ]
Part No. b kg Tooth Tooth Pin Adapter Pin Shroud Fastener Machine
LCS1695145-1 28,161 | 12,785 | 122KH (6) | PN122KC (8) | S145H122K (6) | S145PNA (6) | TCCF145-1B (5) | TCP (5) Lie?})z%rggggﬁ
HRH400, R996,
LCS2015145-1 33171 |15,060| 122KH (6) | PN122KC (8) | S145H122K (6) | S145PNA (6) | TCCF145-2B (5) | TCP (5) PC8000, Hitachi
EX8000
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ESCO LOADMASTER"™ CAST LIP INFORMATION
Specialized Wear Protection

Toplok® boss

«—Posilok®

o pin
) .. ilok®
S-Posilok® NN 3 Pﬂsp'iﬁ
Sidewinder® pin N N N 3
" Toplok® pin ,. pin insert Po::imk!
\/ point

$130 SERIES ESCO LOADMASTER® CAST LIP W/HENSLEY PRODUCT

Toplok®
lip shroud

Weight §
Part No. Tooth Tooth Pin Adapter Ada_p e Lip Shioud Machine
Ib | kg Pin Shroud Fastener
i Hensley does not | TST22H | TSNI22PEL | 644TS1122 | XS644P LSWBI13 (4), . .
LCS148S1301 | " tter this lip size |  (5) (5 (5) 5y | LS1BOMASSI ) | oppais0y6 (4) | Hitechi EXS500
TSN22H | TSTI22PEL | 644TS1122 | XS644P LSWEBI13 (4), Komatsu PC5500
LCS1635130-1 5) ) ) 5) LS130MB600JBH(4) SFAIS0J6 (4) (H4558)
Terex RH200,
LCS1695130-5 TSH;ZH TS”(zsz)pEL 644(25;”22 Xsfs“)4p LS130M435J (5) SLFS:fSBC}fG(fg') Komatsu PC5500
(H4555), EX5500
Hensley does not Komatsu PC5500
LCS2015130-1 |offer this lip size w/ TSHSZ)zH TS”(zsz)pEL 644(253”22 Xsfs“)“P LS130M600JBH(S) SLFSQ']"’SB(;?G(?%') (H455S), PC8000
this nose size (HB555)

S145 SERIES ESCO LOADMASTER® CAST LIP W/HENSLEY PRODUCT

Weight .
Part No. Tooth Tooth Pin Adapter Ada_p il Lip Shroud Machine
b kg Pin Shroud Fastener

} TS1222MA | TS1222PEL | 804TS1222 LS1451600J | LSWB13 (5), | Liebherr R996,

LCS1695145-1 © ®) ©  |*SBO4P® T (g SFAI50J6 (5) | PC8000
HRH400, R996
g TS1222MA | TS1222PEL | 804TS1222 LS1452200J | LSWBI13 (5), s |
LCS2015145-1 6) ) 6) XS804P (6) ) SFA150J6 (5) Pcsgggéggachl
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J-BOLT LIP SHROUDS FOR ESCO CAST LIPS
Specialized Wear Protection

J-BOLT LIP SHROUDS FOR ESCO LOADMASTER"” CAST LIPS

Dimensions
Part No. A B Cc D E
B mm “ mm B mm i mm B mm
LS130-M4354 171 435 10.5 267 9.25 235 4.5 n4 23.0 584
LS130-M435J5TD 171 435 10.5 267 9.25 235 3.0 76 230 584
LS130-M600JEH 235 597 10.6 268 9.25 235 3.0 76 20.75 527
LS145-1600J 16.0 406 10.5 267 9.75 248 3.75 95 19.75 502
LS145-2200J 220 559 10.5 267 9.75 248 3.75 95 19.75 502
J-BOLT LIP SHROUDS FOR ESCO LOADMASTER"” CAST LIPS CONTINUED
Dimensions .
Part No. F G H | Weight ‘::;: J-Bolt
“ mm “ mm “ mm Ib kg
LS130-M435J 1.0 279 28.6 727 3.6 90 30° 856.0 | 388.3
LS130-M435JSTD 1.0 279 28.6 727 3.6 90 30° 7340 | 3329
LS130-M600JBH 11.75 298 29.4 746 36 90 30° | 940.0 | 426.4 | LSWB-13 | SFA150J6
LS145-1600J 1n.75 298 28.6 727 4] 105 30° 683.0 | 310.0
LS145-2200J Nn.75 298 28.6 727 4] 105 30° 880.0 | 399.0

Mote: Measurements are in inches.
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J-BOLT LIP SHROUDS FOR ESCO CAST LIPS
Specialized Wear Protection

J-BOLT LOWER WING SHROUD FOR ESCO LOADMASTER" CAST LIPS

WS135L (LH Shown)
WS135R (RH Opposite)
Lower Wing Shroud
304.0 Ib /137.9 kg

Uses Weld base LSWBI10 and J-Bolt assembly SFA150J6

WS165L (LH Shown)
WS165R (RH Opposite)
Lower Wing Shroud
415.0 Ib /188.2 kg

Uses Weld base LSWBI10 and J-Bolt assembly SFA150J6 for ESCO
Loadmaster® 204" Lip

MNote: Measurements are in inches.
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J-BOLT WING (VERTICAL) SHROUDS
Specialized Wear Protection

—-—

J-BOLT WING (VERTICAL) SHROUDS FOR LOADERS, EXCAVATORS & FACE SHOVELS

Dimensions

Weight
Part No. A B [ D E F
« mm “ mm “ mm « mm “ mm “ mm Ib kg
WS200-2000J 19.0 483 5.0 127 n.s 292 2.4 60 21 52 3.0 76 65.0 29.5

WS5275-3100J 315 | 800 | 84 213 170 | 432 4.1 103 2.8 72 4.0 102 | 2620 | 118.8
WS300-2100J 21.0 | 533 6.5 165 | 13.0 | 330 31 79 3.25 83 3.5 89 138.0 | 62.6
W5300-2150J 215 | 546 6.5 165 13.5 | 343 31 79 32 81 4.0 102 | 140.0 | 635
WS300-2200J 22.0 | 559 8.4 213 17.0 | 432 4.1 103 32 82 4.0 102 | 203.0 | 921

WS5350-3350J 335 | 851 8.4 213 | 18.0 | 457 4.1 103 3.6 92 5.0 127 | 307.0 | 139.3
WS400-2400J 240 | 610 8.4 213 [ 19.75 | 502 4.1 103 4.2 106 | 6.75 171 | 340.0 | 154.2
WS5475-3000J 305 | 775 | 105 | 267 | 19.0 | 483 4.5 14 4.9 123 7.0 178 | 418.0 | 189.6
WS550-3200J 325 ] 826 | 105 | 267 | 19.0 | 483 4.5 14 5.7 144 7.0 178 | 520.0 | 2359

J-BOLT STYLE WING SHROUDS

Cheek " " " " " " " face shovel face shovel
Thickness =0 elS S0 5 &0 TS S-S50 135mm 165mm
WS200- WS275- WS300- WS350- WS400- WS475- WS550-
2000J 3100J 2150J 3350J 2400J 3000J 32004 | WSTSSR WIESkK
J-bolt WS300-
Shroud - - 2100 - - - - WS135L WSI165R
B _ WS300- ) ) i} _ ) _
2200J
LSWBS8 LSWEB9 LSWB9
Weld-on LSWB3 LSWB6 (STD) LSWB6& LSWB6& (STD) (STD) LSWB10 LSWB10
B
ase - - LSWB6G* - - LSWB13** | LSWB13** - -
J-bolt SFA34J4 SFA125J6 SFAlJ4 SFA125J6 | SFA125J6 | SFA1I50J6 | SFA1I50J6 | SFA1S0J6 SFA150J6
2o
A bl
Ssemby - - SFA125J6 - - - - - -
Note:
WS300-2150J uses LSWBS8 & SFA1J4 Note:
WS300-2100J uses LSWBS8 & SFA1J4 WS135R & WS135L and

*WS300-2200J uses LSWB6 & SFA125J6 WSI165R & 165L are used on cast lips.
for PC3000 F/S and PC4000 B/H

**Optional base when used on ESCO cast lips

Mote: Measurements are in inches.
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HAMMERLESS J-BOLT LIP SHROUDS FOR DIPPERS
Specialized Wear Protection

F
J-BOLT LIP SHROUDS FOR DIPPERS
Dimensions .
Lip Part No. A B c D E F Weight Base J-Bolt
System (type)
“ mm “« mm “ mm “ mm “ mm “ mm Ib kg
WH-8 Lseso) | 65 | 165 | 65 | 165 | 250 [635| 35 | 89 | 51 | 128 | 6.0 | 152 | 150 | 52.2 (:Segf;:) SFATIEJ
WH-8 Ls950J | 95 | 241 | 65 | 165 | 250 [ 635 [375| 95 | 51 | 129 | 6.0 | 152 | 1500 | 681 (;Segi_;) SFATIBJ
WH-10 | Ls800J | 80 | 203 | 80 | 203 [2675( 679 | 40 [ 102 | 52 [ 132 | 775 | 170 | 2100 | 953 | SMES | sramiey
WH-10 | Ls975) | 975 | 248 [ 975 | 248 (2675 [ 679 | 375 | 95 | 52 [ 132 | 775 | 170 | 2550 | M58 | oMP2 | sramies
wH-10 | LS1590J- 155 | 381 | 975 | 248 | 2675 | 679 | 35 | 89 | 5.2 | 132 | 775 | 170 | 300.0 | 1362 | FSWB2 | sramey
KUCC (weld-on)
BI495 (SB-1
o Ls1075) |1075 | 273 | 80 [ 203 | 201 | 738 | 4.0 | 102 | 63 | 160 | 725 | 184 | 3440 | 1562 | Pl | SFALIS
BI495 (5B
s Lsi2504 | 125 | 318 | 80 | 203 [ 320 | 813 | 40 | 102 | 64 [ 162 | 725 | 184 | 3590 | 1628 | (Pl | SFALUS
[SB950J oo
Berkeley | (for Berkeley | 10.0 | 254 | 6.5 | 165 | 25.25 | 641 | 3.75| 95 | 6.4 | 162 | 7.25 | 184 | 196.8 | 893 o SFA1JS
Lips) (weldless)
P&H ( L?gl'z ) SFATI8J
2800 LS100J | 1m0 | 279 | 80 | 203 | 29.4 | 748 [375| 95 [ 52 | 132 | 6.5 | 165 | 250.0 | M35 | YV'e\vme
WH-10 SFATI8J5
(weld-on)
(woldlossy | SFAIJS
Ls1400J | 14.0 | 356 | 8.0 | 203 | 230 [ 584 | 375| 95 | 63 | 160 | 65 | 165 | 410.0 | 1861
P&H LSWB-3 | o Aigys
4100 (weld-on)
WH-12
LsooJ12* | 10 | 279 | 95 | 241 | 260 | 660|375 | 95 | 6.3 | 160 | 6.5 | 165 | 3280 | 1488 | Lse-4 | sFaus

* Used on oil sands dippers only.
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J-BOLT SHROUDS FOR LHDS
Specialized Wear Protection

- Cc -
LHD CORNER LIP SHROUDS
Lip Dimensions .
. Weight
Thickness | Part No. A B C D E F e ‘::;: J-Bolt
- mm “ mm L mm £ mm o mm £ mm & mm Ib kg
1.0 25 LS1400JLC 18.9 479 | 155 | 394 | 189 | 479 | 5.0 | 127 2.4 60 11 29 99.0 | 449 LSWB3 | SFA34J2
' LS1400JRC ' ' ’ ' ’ ' ’ '
LS1800JLC
1.5 38 LSIB00JRC 26.25| 667 | 19.5 | 495 | 25.75 | 654 | 6.5 165 3.5 89 1.7 43 | 235.0|106.7 | LSWBI1 SFA1J3
LS1900JLC
1.5 38 LS1900JRC 265 | 673 |205| 521 | 265 | 673 | 65 | 165 | 3.5 | 89 1.7 43 | 2450 M.2 LSWBI1 SFA1J3

SHROUD CAP J-BOLT ASSEMBLIES

LSCAP3 SFA13
381b/51kg 38Ib /17 kg

4 10N2 LB58
- 1 1Jw3 Barrel Nut Lock Bolt
T J- Boll Washers  (uses 15/167) (uses 15/16")
—Lt—  (24mm sockel] {Edmm socket)
re 39

1 'ISJS LN1 LWSS
Spring Nyloc Nut Lock Washer
(uses 1-1/27)
’_/' . * (38mm socket)
1.2
af@|o| j

J-BOLT LHD LIP SHROUDS

Lip Dimensions Weight
Thickness | Part No. A B Cc D E F 9 ::s':' J-Bolt
o mm « mm “ mm “ mm o mm o mm o mm Ib kg
[S1000JL
10 | 25 184 | 467 | 100 | 254 | 16.0 | 406 | 50 | 127 | 24 | 60 | 11 | 29 | 600 | 272 | Lswe3 | sFAz4u2
LS1000JR
LS12000L
10 | 25 | oo000s | 185 | 471 | 120 | 305 [1575| 400 | 50 | 127 | 24 | 60 | 11 | 20 | 680 | 309 | LSWB3 |sFA34s2
[S1400JL
10 | 25 | [otaooin | 189 | 479 | 140 | 356 | 155 | 304 | 5.0 | 127 | 24 | 60 | 11| 20 | 80.0 | 363 | LswB3 [SFA34L2
[S15000L
15 | 38 | [Sea0yg | 261 | 662 | 150 | 381 | 224 | 570 | 65 | 165 | 35 | 89 [ 17 | 43 [ 1750 [ 79.4 | Lswer | sFAw3
[S18000L
15 | 38 | [omo0os | 264 | 671 | 180 | 457 | 221 | s62 | 65 | 165 | 35 | 89 [ 17 | 43 [2000 908 | Lswel | sFAW3
15 | 28 tg’gggjﬁ 266 | 675 | 190 | 483 | 220|559 | 65 | 165 [ 35| 89 | 17 | 43 | 2100 | 953 | Lswer | sFau3

Mote: Measurements are in inches.
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J-BOLT BASES FOR SHROUDS
Specialized Wear Protection

C________ - T
————— -
( ) A
ettt l
-
B
— c 11
' =3
Dimensions .

Part No. A B c Weight

“ mm “ mm o mm Ib kg
LSWB-1 51 1320 6.0 152 21 54 8.5 39
LSwWB-2 8.4 213 6.0 152 2.4 62 19.0| 86
LSWB-3 39 98 4.5 n4a 1.4 36 32 1.5
LSWB-4 4.4 m 6.0 152 2.4 62 9.0 4]
LSWB-5 6.6 168 6.0 152 2.4 62 15.0 | 6.8
LSWB-6 6.6 168 6.75 171 275 70 13.5 6.1
LSWB-7 4.4 m 4.5 14 1.9 48 5.0 2.3
LSWB-8 51 130 5.25 133 19 48 6.5 2.9
LSWB-9 8.5 216 9.0 229 3.0 76 2751125
LSWB-10 56 143 9.0 229 3.0 76 150 | 6.8

=T

(kA

=

Type 1 Type 2
WELDLESS J-BOLT BASES
Dimensions .
Part No. Type A B [& Wieigie

= mm & mm - mm Ib kg
LSB-1 1 6.6 168 55 168 2.0 51 25 Nn.3
LSB-2 1 6.6 168 56 143 2.3 59 24 10.9
LSB-3 2 6.6 168 6.0 152 2.5 63 35 15.9
LSB-4 1 6.6 168 6.2 157 2.2 55 3 14.1
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J-BOLT ASSEMBLIES

Specialized Wear Protection

J-BOLT ASSEMBLIES

SFA34) SFA34J2 SFA34J)4
1.4 1b /0.6 kg 221b /1.0 kg 221b /1.0 kg
34)B 34w 34JN2 LB12 34JB AW .
-Bol h Barrel Nut Lock Bolt 34JW (see detail)
o I_Iﬁ‘ﬂ'as o ¢ dﬁln?t Ws‘a:#grs (uses A (s ) v Bm METE W oy
| (19mm socket) :lgmm socket) S34JW detail
T mm olg wﬂwﬂlﬁza wlwﬂ"
]
| 34.]5 IZLW 34.]5 LNG‘I
Spring Nﬁg‘.fﬂu. Lock Washer Spring Nyloc Nut
34J5 LN34 (uses 1-1/8") (uses 1-1/87)
Spring Nyloc Nut (29mm socket) (29mm socket)
SFANEJ SFAN8BJS SFA125J2
3.71b /1.7 kg 471b/21kg 951b/ 4.3 kg
125JCN
116 118JW i 11/4-7 UNCA3,
J-Ball J-Bolt j~Enll Back plate end towards 125, 1350w (32’53‘1“9;?5’--‘1 Hex Balt
‘ ce— ﬁ | /ear of rhot shruu.d J- BU“ "’"35“‘3'5 |4Ernm sucicﬂl qfilf%s;i:s;giaell
‘f"Nmﬂllfl””"m |l Md] H o @] ]RM] DL_Q SAT18J5 detail %D:— ﬂmﬂ”‘ ' @ % _ﬁ
10JLN
| (S SATIBSS o?;‘Jnm é3¢l_.JS LN125 me
11845 118N (uses 1-5/87) pring Nylog Nut Lock Washer
Spring Grade 8 Nut (@1mm socket {i%ﬁ%liéﬁei:
SFA125J6 SFA150J6 SFAL)
8.01Ib /3.6 kg N.91b /5.4 kg 321b /1.5 kg
125J) 150J
J-Bolt J-Bolt
FW10  S1JW (see detail)

Back plate end towards
rear of j-baolt shroud.

fjjz—ﬂ[[ﬂ@@

SA1 25J6 LN125
Spring  Nyloc Nuts
Assembly

assembly detail

w66

I
SAi50M6  LW150
Spring  Nyloc Nuts S1JW detail
Assembly T 185 NIO
’ " Spring  Standard Nut
(uses 1-1/27)
l" ‘I (38mm socket)
— 1

assembly detail
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J-BOLT ASSEMBLIES
Specialized Wear Protection

J-BOLT ASSEMBLIES

SFA1J2 SFA1J4 SFA1JS
3.71b /1.7 kg 341b/1.5kg 331b/15kg
el LBSBao FW10  S1JW (see detail 1
1J FW10 Barrel Nut Lock Bolt 1J see detail) J-Balt Back plate end towards
-Bol Washers (uses 15/16") (uses 15/16") J-Bolt Washer 'Washer i -
i —— (24mm socket) (24mm socket) | | @ | / rear of j-bolt shroud.___
B 7y e e dete T 0>
O|mwa BB BB
w ﬂ iI'm:B [| M;ﬂ II SA1J5 detail
L 1
%1 ?Ifls el Lacky\vh?aiher 118J5 LN1 SRS Nyllar: Nut
? g[umof-}#g“] Spring [ "5'"9“3 l:l;g} (uses 1-1/27)
. uses 1-
(38mm sockef) (38mm socke) (38mm socket)

MNote: Measurements are in inches.
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WEAR PROTECTORS FOR LOADERS
Specialized Wear Protection

WEAR PROTECTORS FOR BERKELEY TLC LOADER LIPS

B397WRR (RH shown) B5461RHX (RH shown)
B397WRL (LH opposite) B5461LHX (LH opposite)
132.01b / 59.9 kg 308.0 Ib /139.7 kg
LSWB8 weld base LSWB9 weld base
SFA1J4 j-bolt assembly SFA150J6 j-bolt assembly
Also required: Lower Base Plates also required on new installation:
1 ea. per side FL397WR front locator B54561RLP (LH)

B54561RRP (RH)

1 e :,jo.s

+-‘ = 0.3

Mote: Measurements are in inches.
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WEAR PROTECTORS
Specialized Wear Protection

STOO1 STO02
- 1. 18
|1___A___ 1 3 [ ->-| |-<-10 | 1.8 |
3
" — —
Al [ I
(< _L ¥l

)
1]{14

STOO2AT STO03

L3
v
P

LOADERS AND LHD SCOOP TRAM BUCKETS

Dimensions .
Wear Edge* Type A Weight
“ mm Ib kg
STOO1 Straight 3.0 76 35.0 15.9
ST002 Curved 3.0 76 30.0 13.6
STOO2AT Curved 6.1 154 331 15.0
STOO3 Curved 1.5 38 21.5 97

*Wear Edges can be trimmed to fit.

Ll

EXCAVATOR AND FACE SHOVELS

Dimensions R
Machine Size Part No. A B c D E F Weight
“ mm “ mm “« mm “ mm “ mm “« mm Ib kg
20 - 40 ton ESB6697-4HX 4.0 100 7.0 175 75 188 7.0 178 5.5 135 1.25 32 22.0 10.0
40 - 80 ton ES6697-3HX 4.0 100 8.0 200 75 188 7.0 178 6.0 150 1.5 38 30.0 13.0
80 - 180 ton 1386551MHX 6.75 17 8.75 | 222 8.0 203 5.0 127 7.0 178 1.75 44 37.0 16.8
80 -180 ton ES6697-2HX 6.0 150 | 10.0 | 250 75 188 6.5 166 8.0 200 2.0 50 45.0 20.0
180 - 400 ton ES6697-5HX 8.0 200 | 120 | 300 | 10.0 | 250 | 875 | 220 | 9.25 | 235 2.0 50 85.0 38.0
400 ton + ES6697-7HX 9.9 252 | 140 | 357 9.9 252 8.4 214 9.3 237 3.9 100 187.0 | 84.8

MNote: Measurements are in inches.
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VERTICAL CHEEK PLATE
Specialized Wear Protection

VERTICAL WEAR SHROUDS FOR EXCAVATORS, LOADERS AND FRONT SHOVELS

Machine Wrap Around Fastener Internal or Flush
Vertical Weldment (Rubber Plug & Pin) | Mount Weldments
Shroud Exc./F. Shovel Weight Loader Upper Upper Upper
Ib kg Cu. Yd. Lower Lower Lower
EMI-004, EMP-003 VSMIOOINT*
No
VS385 | up to 60,000 up to 27,216 up to 6 VSMI00W VSP2-SLVSR3SL VSMIOOINT®
70,000 - EMI-004, EMP-003 VSMI00INT*
VS450 . 1,751 - 68,039 -8 VSMIOOWN*
> 150,000 | 317316803 6 o0 VSP2-SLVSR3-SL_|__ VSMIOOINT"
175,000 - VSR3, VSP3 VSMISOINT®
VS500 . 79,739 - 158,757 9-15 VSMISOWN*
350,000 VSP2-SLVSR3-SL VSMISOINT®
200,000 - VSR3, VSP3 VSM200INT
VS550 . 90,718 - 181,437 15-25 VSM200WN*
400,000 VSP2-SLVSR3-SL VSM200INT

*OPTIONAL WELDMENTS

Cheek Plate Thickness
— Wrap-around Internal
mm
0.75 20 VSM75WN N/A
1.0 25 VSMIOOWN VSMI00INT
1.5 40 VSMIS0WN VSMISOINT
2.0 50 VSM200WN VSM200INT
2.5 60 VSM250WN N/A
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VERTICAL SHROUDS AND WELDMENTS
Specialized Wear Protection

}— — e = bl N e ey |
— i T T T
? e e T A Tt el I
B_
:: i ~ I 1 “lm/ G
/,-‘.H“ 1 ~o i |
1 -~ i > [ 4
D E
- c -
VERTICAL SHROUDS
Dimensions .
Part No. A B c D E F G Weight
“ mm “ mm “ mm “ mm “ mm “ mm “ mm Ib kg
VS385 1.6 a 2.4 73 271 689 101 257 | 10.7 271 3.75 95 4.2 107 | 32.8 (149
VS410 1.6 a 29 73 | 2725 | 692 2.0 229 - - 25 64 425 | 108 |29.0]13.2

VS450 1.7 43 26 67 303 | 7N 101 257 | 135 | 343 | 3.75 95 4.6 N7 |425]19.3
VS500 25 64 3.4 87 329 | 835 10.1 257 | 16.0 | 406 3.7 93 4.6 1n7 |66.0|30.0
VS550 25 64 4.0 102 | 35.75| 908 | 10.75 | 273 17.1 435 4.0 102 5.0 127 | 86.0|39.0

d - \ | ]
Q |

UPPER AND LOWER WRAP-AROUND WELDMENTS FOR VS385,
VS450, VS500, AND VS550
Dimensions .
Part No. A B c D Welght

“ mm “ mm " mm “ mm Ib kg

VSM75WN 5.8 147 6.0 152 275 70 0.8 20 10.7 4.9
VSMI100WN 575 | 146 6.0 152 | 2.75 70 11 27 10.9 4.9
VSMI50WN 575 | 146 6.0 152 34 87 1.6 40 123 5.6
VSMI75WN 575 146 6.0 152 3.4 87 1.8 a7 125 57
VSM200WN 5.75 146 6.0 152 3.4 87 21 52 ne 5.4
VSM250WN 5.75 146 6.25 159 3.9 100 2.6 65 n.e 5.3
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UPPER AND LOWER WELDMENTS
Specialized Wear Protection

@ 1.469
A
E
l B
Dimensions .
Part No. A B C D E Welght
“ mm o mm L mm o mm “ mm Ib kg
VSMIOOINT 5.75 146 6.0 152 2.0 51 1.0 25 4.0 102 85 39
VSMIS0INT 5.75 146 6.0 152 25 63 1.5 38 4.0 102 10.3 4.7
VSMZ00INT 5.75 146 6.0 152 3.0 76 2.0 51 4.0 102 n.s 52
1.469 DIA.
— 17_
A
1 J
B
UPPER AND LOWER FLUSH MOUNT WELDMENT
FOR VS385, VS450, VS500 AND VS550
Dimensions .
Part No. A B Welght
o mm “ mm Ib kg
VSMWN 4.5 n4 30 76 6.0 4.9
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UPPER AND LOWER FLUSH MOUNT WELDMENTS
Specialized Wear Protection

0.688 DIA.

N

UPPER FLUSH MOUNT WELDMENTS FOR VS410

Part No.

Dimensions

A

Weight

mm

mm

Ib

kg

VS410WNB

5.3

135

21

54

29

1.3

LOWER FLUSH MOUNT WELDMENTS FOR VS410

Dimensions

Part No.

A

(o

Weight

mm

mm

mm

Ib

kg

VSATOWNA

3.0

76

2.4

61

2.0

51

3.0

1.4
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FASTENERS & EXTENSION

Specialized Wear Protection

\STENERS

VSP3
VsppiiSL VSP3SL Pin
0.31b/01kg o4 /chr_‘z ‘g 0.41b /0.2 kg
-

36

0.740 DIA.
i 08 08 @
& -8 &
' e 40 -]

- 3.1 —h-‘

Used with: VS410, VS181 upper, VS385 upper/lower, VS450 upper/lower
VSR3SL

Rubber Bushing
0.31b/0.1kg

.

Used with: V5500 upper/lower, VS550 upper/lower

VERTICAL SHROUD EXTENSION

VS450EXT
24.31b /N0 kg

2%3 [:_<——:__: e
1 = i | ———

/078DA
’ f
I
! &l ) 3.75
7T 1 N ! ’
175 g L I ¢
1025
15.0
20.75

Mote: The VS450EXT can be used to extend the Y5385, V5480 and VS500
shrouds. Multiple extensions can be “stacked” in order to offer additional
protection.

Mote: Measurements are in inches.
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VERTICAL EDGE PROTECTORS

Esco Style Miscellaneous Wear Parts

VERTICAL EDGE PROTECTORS

ES4410HX ES5280HX ESB553HX
103.5 b / 46.9 kg 44.51b /20.2 kg 146.0 Ib / 66.2 kg
Fastener: (2) PDB31M83#2HX (pin) Fastener: (2) PDB3183#2HX (pin) Fastener: (2) PDB31183#2HX (pin)
(2) 120KLKSRR (snap ring) (2) 120KLKSRR (snap ring) (2) 120KLKSRR (snap ring)

3125 | 235 *|

o
it

PDE437232HX PDE437233HX PDE43723HX
440.0 b /199.6 kg 505.0 Ib / 2291 kg 338.01b /1533 kg
Fastener: (2) PDB3N83#2HX (pin) Fastener: (2) PDB31M83#2HX (pin) Fastener: (2) PDB31183#2HX (pin)
Optional Pin: (2) PDB3N83#2LXH (pin, Long) Optional Pin: (2) PDB3183#2LXH (pin, Long) Optional Pin: (2) PDB3N83#2LXH (pin, Long)

(2) 120KLKSRR (snap ring) (2) 120KLKSRR (snap ring) (2) 120KLKSRR (snap ring)

PDES2445HX
2400 b /108.9 kg
Fastener: (2) PDB3N83#3HX (pin)
(2) 120KLKSRR (snap ring)

2.25 —w-| |-

PDE34295HX
217.0 1b / 98.5 kg
Fastener: (2) PDB31183#2HX (pin)
(2) 120KLKSRR (snap ring

— T~
— T\

MNote: Measurements are in inches.
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MISCELLANEOUS VERTICAL SHROUDS

Specialized Wear Protection

CATERPILLAR STYLE VERTICAL SHROUDS

135-8246HX N2-2494HX B8E3814HX
22.4 Ibs /10.2 kg 83.01lb/ 37.7 kg 145..0 b/ 65.8 kg )
used on Cat 966 - 980 loaders used on Cat 375 excavator Fastens with (2) 8E4708P (pin)
fasteners 1359292P (2), 6Y9459W (2) fasteners 132-1008P (2), 132-0999W (2) & (2) AT4707W (washer)
- N -2.8

?1.4 h

— 1 [ il
23.6

5.4

1
 mm—
1
—
¥

4
4

jﬁi.ﬁ

KOMATSU STYLE
125-0800HX 135-9794HX VERTICAL SHROUDS

N7.01b /531kg 103.0 b/ 46.8 kg
base for 125-00800HX K3814 (PC1800)
Fastener: (2) 8E4708P (pin) 149.0 Ib / 67.6 kg
(2) 4T4707W (washer) Fastener: (2) 8E4708P (pin)
(2) 4T4707W (washer)
-4 ‘-—2_8
236 45 = AT
2.2 Hi
| B
L 17T s W 7. O | E' E
5.9 N S — 7 A ] Ai
Y < Ni {1 -5 4
013 7 J il
(2 PLACES) 25 Hintd
330 il
i
2l
N

Mote: Measurements are in inches.
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MISCELLANEOUS VERTICAL SHROUDS
Specialized Wear Protection

HENSLEY WEAR SHROUDS

447 AHX
53.21b/241kg
Vertical Wear Shroud
uses shroud base 446447
uses P447A pin & 447 AR bushing

RVS SHROUDS

Lower Dimensions
Part Blade Weight
No. | Thickness A B c D E F G H Plow Bolt ¥
“ lmm| “ [mm| “ [mm| “ |mm| “ [mm| “ |mm| “ |mm| “ |mm| “ |mm Assembly b kg
VS25 1 25 11 25 | 275 69 | 135342 15 37 55139 | 38| 98 |575| 146 | 2.4 61 AC10312 250 n.3

VS30 [125| 30 | 125 33 | 3.0 | 76 (135|342 15 | 38 | 55 | 139 | 3.8 | 98 |575|146 | 24 | 61 | ACI0400 | 25.0 | 1.3
VS40 | 15 | 40 | 16 | 42 | 36 | 92 | 18 [457| 20 | 50 | 73 | 185 | 49 | 124 | 71 | 180 | 3.3 | 84 | ACIO412 | 49.7 | 225
VS45 [1.75| 45 |1.75| 46 | 39| 98 |180| 457 | 20 | 50 | 73 | 185 | 48 [ 122 | 71 [180 [3.25| 82 ACI0412 | 55.0 | 24.9
VS50 | 20 [ 50 | 21 | 50 | 41 1104 [225] 571 | 25 [ 63 | 91 | 231 | 6.0 | 152 | 89 | 225 | 41 | 103 | ACIO500 | 90.0 | 40.8
WS65 | 25| 65 | 25| 65 |46 | N9 |225]| 571 | 25 | 63 | 91 | 231 | 6.0 | 152 | 89 | 225 | 41 | 103 | ACI0512 | 98.0 | 44.5

MNote: Measurements are in inches.
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LIP SHROUDS FOR LHD SCOOP TRAM BUCKETS
Specialized Wear Protection

CAST ALLOY LIP SHROUDS FOR LHD SCOOP TRAM BUCKETS

18-5370AHX
18-7252HX 18-5380AHX
Center Shroud Intermediate Shroud
370.0 Ib /168.0 kg 143.0 b / 64.9 kg

20.3

ET10015LHX (LH Shown)
ETI10015RHX (RH Opposite)
Corner Shroud
150.0 Ib / 681 kg
149 —=| 3.0 16
T N

Mote: Measurements are in inches.
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LIP SHROUDS FOR LHD SCOOP TRAM BUCKETS
Specialized Wear Protection

CAST ALLOY LIP SHROUDS FOR LHD SCOOP TRAM BUCKETS - WELDING

NOTE: Read all instructions carefully before welding.

The material of the cast lip assembly is Hensley alloy #3, which has been
heat-treated to a hardness of approximately 477 Brinell. The alloy is a
chrome/moly steel with approximately 0.28% carbon. The material is
weldable if the proper precautions are followed.

Recommendations:

* Use E7018 low hydrogen rod or E70 wire. Be sure the welding materials
are free of moisture.

* Preheat to 350° - 500° F (175° - 257° Q).

* Interpass temperature should not exceed 5000 F (260° C).

» Start at the center of the blade and weld toward the edges of the
bucket.

* Use 2” (5Imm) minimum tack welds on both sides.

* Weld both sides alternately between passes.

* Remove all slag subsequent to weld passes.

* Post-heat the entire assembly uniformly to 350° - 400° F (176" -
204°C) and cover with a thermal blanket. This serves as stress relief
and to temper any martensite that may have formed during cooling
from the weld. This is important as the steel contains a significant
amount of alloy.
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CAT STYLE REPLACEMENT LIP SHROUDS FOR DIPPERS
Specialized Wear Protection

CATERPILLAR®STYLE LIP SHROUDS

E01400606HX

450.0 Ib / 2041 kg

Used on models 7395 and 7495
Fasteners: C1059202HX (C-Clamp)
C11059102HX (Wedge)

EQ0840504HX
303.01b /1374 kg
Used on models 7395 and 7495
Fasteners: C11059202HX (C-Clamp)
C1059102HX (Wedge)

36.25
— 2.25
f f
= 1 ———
[ ht e I ! 2{3 ( Frszsl 1] )
8.50 + 9 1 {gde—— I cp——— m —_—
L - S :.:,_____ | 1075 1.9 L 1 = -} T T 2.'5 10.0
i T 11 ! 1
| L
3_9_ S — 3.2R
f T | < 50
515 Ef k J 136 ‘
| 1
\ 29 R 1.25
5.25 ? 18.75 le— 2,125
E01400606MHX

406.0 Ib /184.2 kg

Used on models 7395 and 7495

Fasteners: C11059202HX (C-Clamp)
CNO59102HX (Wedge)

e i\
6.4 P — : — 8.1
e
18
b
Iy s ﬂ
| 1
[
46 5.4 -
18.0
20.25

MNote: Measurements are in inches.
CAT® and CATERPILLAR® are reistered trademarks of Caterpillar, Inc.
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ESCO STYLE REPLACEMENT LIP SHROUDS FOR DIPPERS
Specialized Wear Protection

ESCO STYLE LIP SHROUDS

CE251824HX
(WH-8 Size)

264.4 b /199 kg
Fastener: 419CLTS (C-Clamp)
419WTW (Wedge)
Optional Fastener: R419SP (Spool)

R419EL (Wedge)
—
i !
3 ——
=" —d
1 J—'*r—r—'—\ A
2.25 129 —y 14.0
— r“__ﬂ 14.4
| L%__]
i !
! o | R
| 28.25
‘v 1_0-6 je— 9.0 —f
21y P —
1

11 —f — 1.0
—= 45 |j=— —| 31 |—
195
CE25183HHX CE25183HX
(HD WH-8 Size) (WH-8 Size)
203.0 b / 921 kg 173.0 Ib / 78.47 kg
Fastener: 419CLTS (C-Clamp) Fastener: 419CLTS (C-Clamp)
A9WTW (Wedge) A9WTW (Wedge)
Optional Fastener: R4195P (Spool) Optional Fastener: R4195P (Spool)

R419EL (Wedge) R419EL (Wedge)

_ —H———
T . \‘T T LI i R T
101 50 - —J+ 86 99 99 86 225 s 85 106
| N S e __},E ’J Y L — h__ A
ﬁ ﬁ - l }_ L__. oo l
i H———
13
+ — 28.25
51 10 /%;;:,.l == — J 06 —
—

|

(1 : %

+ —t

N T ) 74
i ¢ = (P

1.0

A |-

6.0 232

19.5

MNote: Measurements are in inches.
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ESCO STYLE REPLACEMENT LIP SHROUDS FOR DIPPERS
Specialized Wear Protection

ESCO STYLE LIP SHROUDS CONTINUED

CE257592AHX CE257594 AHX
(WH-10 Size) (WH-10 Size)
157.0 Ib / 71.2 kg 2425 |b / 10.0 kg
Fastener: 419CLTS (C-Clamp) Fastener: 419CLTS (C-Clamp)
419WTW (Wedge) ANIWTW (Wedge)
Optional Fastener: R419SP (Spool) Optional Fastener: R419SP (Spool)
R419EL (Wedge) R419EL (Wedge)
‘u__r ........... [ .........
S == T P s |
o —— -1 HH . G—t—— e e
l P S - ¥ W ettt | J‘
P — I 23
375

- 43 |=
—u— O\ no g

) J:]—{ § 1 19
9.0 ///; 16.75 54 /{ t ~ 4.3 :] |

2,

- 61 ?

318 — 6.1 —=i 16.75
CE25759AHX CE25759ASHX
(WH-10 Size) (WH-10 Size)

2930 1b /132.9 kg 327.01b /1483 kg
Fastener: 419CLTS (C-Clamp) Fastener: 419CLTS (C-Clamp)
419WTW (Wedge) 419WTW (Wedge)
Optional Fastener: R4195P (Spool) Optional Fastener: R419SP (Spool)
R419EL (Wedge) R419EL (Wedge)

I
H

-9
| _ r-r—
y 110 100 —{ gI=F - :L - B 107
| T O
e —
2.1

_/
211
. N\
I 4 g_* _
L 10.7 D_g_f_ _GC 5@2 I 543 10.0
\_| 2.75
- 61 e {

MNote: Measurements are in inches.
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ESCO STYLE REPLACEMENT LIP SHROUDS FOR DIPPERS
Specialized Wear Protection

ESCO STYLE LIP SHROUDS CONTINUED

CE25759MHX CE25760MHX
(WH-10 Size) (WH-10 Size)
197.0 1b / 89.4 kg 107.0 Ib / 48.5 kg
Fastener: 419CLTS (C-Clamp) Fastener: 419CLTS (C-Clamp)
419WTW (Wedge) 419WTW (Wedge)
Optional Fastener: R4195P (Spool) Optional Fastener: R4195P (Spool)
R419EL (Wedge) R419EL (Wedge)
l _
S - | )
i S S S ——
VS e |
| i
o {—pE T
| i -
\_II ,,,,, :,__ql____' = e T
e ‘
[ ), _J 1
24.1
= 10 1 P 22
0.9
Y/ ;
+ J
9.2 T \éﬂﬁ siz T s \ .
43 A R 15 18
1.8
. I - 4.0 == 4,[]1-| bt - 4.8 =
|-<- 4.0 = 4.0 > 216

CE25742HX
(WH-12 Size)
502.0 b/ 2277 kg
Fastener: R4100SP (Spool)
R4100EL (Wedge)
Hammerless Fastener: H41005P (Spool)
AH4100W (Wedge)

L—?.O -~ 16.5 -

MNote: Measurements are in inches.
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WING SHROUDS FOR DIPPERS
Specialized Wear Protection

AMSCO STYLE REPLACEMENT WING SHROUDS FOR DIPPERS

290237LHX (LH Shown)

47846HX 290238RHX (RH Opposite)
Upper Wing Shroud Lower Wing Shroud
127.0 Ib / 57.6 kg (WH-8/10 Size)
(WH-8/10 Size) 458.0 Ib / 207.8 kg
Fastener: 2895725P (Spool) 4865PTS (Spool)
289574W (Wedge) 485WTW (Wedge)
2, -—
1 22 ::' | 1.6 —] 59 | 26.6 |
= —— 775
f_ P
8.8 1
4.7

MNote: Measurements are in inches.
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WING SHROUDS FOR DIPPERS

Specialized Wear Protection

BERKELEY STYLE REPLACEMENT WING SHROUDS FOR DIPPERS

DO4958HX DOSIMAHX
Upper Wing Shroud Wing Shroud
105.0 Ib / 47.6 kg 18.0 Ib / 53.5 kg
Fastener: DO5124P Fastener: DO5124P
oo [ ] / ] .~ U
1. i el
- 88 : ( 10.0
@ -- =xs
16.0
f— 80 5.7
05 =
}_ R203 1025
i 6.6 'r % ____'-._
L— 106 ——= }—
DOSMHDHX B-06167HX
Center HD Lip Shroud Mid & Upper Corner
153.0 Ib / 69.4 kg 210.0 Ib / 95.3 kg
Fastener: DO5124P Fastener: DO5124P
qéé;:::: I

:0 OO 109

B-06165LHX (LH Shown)

B-06165RHX (RH Opposite) D06_183H>(
Corner Shroud Quter Lip Shroud
193.0 b / 875 kg 122.0 Ib / 55.3 kg
Fastener: DO5124P Fastener: DO5124P
e
t —
89 44 - = --- )¢
' ;
=

Mote: Measurements are in inches.
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WING SHROUDS FOR DIPPERS

Specialized Wear Protection

CATERPILLAR® STYLE REPLACEMENT WING SHROUDS FOR DIPPERS
Used on models 7395 & 7495

EO1200710RHX (RH Shown) E01401704LHX (LH Shown)
EO01200810LHX (LH Opposite) E01401604RHX (RH Opposite)
Upper Wing Shroud Lower Wing Shroud
420.0 Ib /190.5 kg 334.0 b /1515 kg
Hammer Type Fastener:C11053102HX (Spool) Hammer Type Fastener:C11053102HX (Spool)
C1NO53002HX (Wedge) CNOS53002HX (Wedge)
Hammerless Fastener: AH531SP (Spool) Hammerless Fastener: AH531SP (Spool)
H530W (Wedge) H530W (Wedge)
16.5——>
L &\ 1.25—»f 23.25
i .
~— _{_1-8 )
-1k_£__*
306
=1 89

Used on models 7495HR

E02169501HX (LH Shown)

E02169601HX (RH Opposite) E02169401HX (RH Opposite)
E0216970THX (LH Shown) Heavy Lower Wing Shroud

Upper Wing Shroud 310.0 Ib / 140.6 kg
309.0 Ib /140.2 kg Hammer Type Fastener: C11053102HX (Spool)
Hammer Type Fastener: C11053102HX (Spool) C11053002HX (Wedge)
C11053002HX (Wedge) Hammerless Fastener: AHS531SP (Spool)
Hammerless Fastener: AH531SP (Spool) H530W (Wedge)

H530W (Wedge)

22.75 - —" ’“‘-2 249 1
/(3\ -‘ ‘-ﬂ— 15

Mote: Measurements are in inches.
CAT® and CATERPILLAR® are reistered trademarks of Caterpillar, Inc.
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WING SHROUDS FOR DIPPERS

Specialized Wear Protection

CATERPILLAR® STYLE REPLACEMENT WING SHROUDS FOR DIPPERS
Used on models 7495HR

E02169401SHX (RH Opposite)

E02169501SHX (LH Shown)

Heavy Lower Wing Shroud
419.0 Ib /1901 kg

Hammer Type Fastener: C11053102HX (Spool)
C1053002HX (Wedge)
Hammerless Fastener: AH531SP (Spool)

H530W (Wedge)

MNote: Measurements are in inches.
CAT® and CATERPILLAR® are reistered trademarks of Caterpillar, Inc.
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WING SHROUDS FOR DIPPERS

Specialized Wear Protection

ESCO STYLE REPLACEMENT WING SHROUDS FOR DIPPERS

PDE30318HX
Upper Wing Shroud
(WH-8 Size)
16.0 Ib / 52.6 kg
Hammer Type Fastener: 4885SPTS (Spool)
487WTW (Wedge)
Hammerless Fastener: AH4885P (Spool)
H487W (Wedge)

U1

[ISE

=
~
(3

@

—-—

11.75

PDE32721LHX (LH Shown)
PDE32721RHX (RH Opposite)
Lower Wing Shroud
(WH-8 Size)

143.0 1b / 64.9 kg
Hammer Type Fastener: 4885SPTS (Spool)
487WTW (Wedge)
Hammerless Fastener: AH4885P (Spool)
H487W (Wedge)

PDE30318SHX
Upper Wing Shroud
(WH-8 Size, Heavy Duty)
164.0 Ib / 74.4 kg
Hammer Type Fastener: 488SPTS (Spool)
487WTW (Wedge)
Hammerless Fastener: AH488SP (Spool)
H487W (Wedge)

..—L—————————_I-..

F-s
~
o

e

11.75

PDE32721LSHX (LH Shown)
PDE32721RSHX (RH Opposite)
Lower Wing Shroud
(WH-8 Size, Heavy Duty)

193.0 Ib / 87.5 kg
Hammer Type Fastener: 488SPTS (Spool)
487WTW (Wedge)
Hammerless Fastener: AH4885P (Spool)
H487W (Wedge)

124

[}

\4
o
—
(4]
I
\

Mote: Measurements are in inches.
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WING SHROUDS FOR DIPPERS

Specialized Wear Protection

ESCO STYLE REPLACEMENT WING SHROUDS FOR DIPPERS

PDD27246HX
Upper Wing Shroud
(WH-10 Size)
2827 b /128.2 kg
Hammer Type Fastener: 486 SPTS (Spool)
485WTW (Wedge)
Hammerless Fastener: AH4865P (Spool)
H485W (Wedge)

—| 275 |-— 190 )

i

e *_4.3 L_ L— 9.5 ——l

=

E: 15° 45" v G | é@h
y N

l— 825

PDE32716R1HX (RH Shown)
PDE32716L1HX (LH Opposite)
Lower Wing Shroud
(WH-10 Size)

312.0 b /1415 kg
Hammer Type Fastener: 486SPTS (Spool)
485WTW (Wedge)
Hammerless Fastener: AH486SP (Spool)
H485W (Wedge)

26

23.4

L < 15.7

49 ler
8.25 —»|

PDE32716RHX (RH Shown)
PDE32716LHX (LH Shown)
Lower Wing Shroud
(WH-10 Size)
287.01b /130.2 kg
Hammer Type Fastener: 486SPTS (Spool)
485WTW (Wedge)
Hammerless Fastener: AH4865P (Spool)
H485W (Wedge)

—O—I |-4— 3.25

M

8.6

PDE32716LSHX (LH Shown)
PDE32716RSHX (RH Opposite)
Lower Wing Shroud
(WH-10 Size, Heavy Duty)

3940 1b /178.7 kg
Hammer Type Fastener: 486SPTS (Spool)
485WTW (Wedge)
Hammerless Fastener: AH486 (Spool)
H485W (Wedge)

2872 @—m

| 17.75

16.4 {

-— 1.4

MNote: Measurements are in inches.
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WING SHROUDS FOR DIPPERS
Specialized Wear Protection

ESCO STYLE REPLACEMENT WING SHROUDS FOR DIPPERS

PDD27241HX
Upper Wing Shroud
(WH-12 Size)
335.01b /152.0 kg
Hammer Type B Fastener: R4100SP (Spool)
R4100EL (Wedge)
Hammerless Fastener: AH41005P (Spool)
A4100W (Wedge)

HE
L1
.

je— 9.25 —

- 7.0 11.75

PDE32741RHX
PDE32741LHX
Lower Wing Shroud
(WH-12 Size)
550.0 Ib / 249.5 kg
Hammer Type B Fastener: R4100SP (Spool)
R4100EL (Wedge)
Hammerless Fastener: AH41005P (Spool)
A4100W (Wedge)

Mote: Measurements are in inches.
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Loaders, Excavators & Face Shovels

J-bolt Assemblies

SN2 LB12 Weld Bases
}“EJ?I 340w Barrel Nut Lock Bolt
-Bo Washer (uses 3/4") (uses 3/4") -
‘ (19mm socket)  (19mm socket) U — 2 T
— | =
—mm WIE 2 mmrum:@' 24 A
] P ——— l
SFA34J2 | a4 | B
34J5  Nyloc Nut 12LW le—— B —
Spring  (uses 1-1/8"/  Lock Washer
29mm socket) [_[:LJFH
v C

348 34JW

J-Bolt Washer  S34JW (see detail @
‘ | | Washer
% _L_[ﬂﬂﬂﬂlﬂlﬂﬂﬂﬂﬂl ﬂ R J-BOLT BASES

W
Dimensions
A Weight
SFA34J4 | 1 Part No. A B C
S:M_Js I'_Nad & mm “ mm # mm | Ib | kg
P8 e 1118 LSWB3 | 39 | 98 | 45 | 74 | 14 | 36 | 32 ] 15
29mm sockel) LSWB6 | 66 | 168 | 675 | 171 | 275 | 70 | 135 | 61
LSWB-8 51 | 130 | 525 | 133 | 19 | 48 | 65 | 29
1JN2 LB58
1J FW10 Barrel Nut Lock Bolt
J-Bolt Washers (uses 15/16") (uses 15/167)
(24mm socket) (24mm socket)
|
T o | | B -
o] |5 il!j (I
mlaJs Ui Lws8
SFat2 Spring {ugéof% Lock Washer
38mm socket)

1J FW10 51JW (see detail)
J-Bolt Washers Washer

O 1ot o N
o | fff | B 5 ™

SFALI | [ .c 1

118J5 LN1
Spring Nylot Nut
(uses 1-1/27/ 3Bmm socket)

125JCN R
“} 3235 ,,‘::;[5 Coupling J,'g“:, 1 IMHe?xUBhEI'ﬁ x35
1254 (uses 1-7/8", -7/8"
e —L agmm socke) e ep
| URIREUERITIRD | = | :
.-Hh.‘l'||'!||-.'|'I|I'h||||'.'| | =] |
)
I 1
SFA125J2 I LN125 w114
13405 Nyloc Nut Lock Washers
Washers (uses 1-7/8"/
48mm socket)
125J
J-Bolt Back plate end towards

‘ / rear of j-bolt shroud.

o [ 50

|
SA125J)6 LN125
Spring Nyloc Nut
Assembly  (uses 1-7/8"/
48mm socket)

assembly detail
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Loaders, Excavators & Face Shovels

Washer ap Washer
| (see detail oy

II w‘ B8 Washer detail

Spring  Nyloc
nut
Typical Shroud Assembly With Hardware
(Loader lip shroud shown for illustrative purposes only.
Not all assemblies use all hardware shown.)

IMPORTANT NOTE: READ ALL OF THE INSTRUCTIONS
COMPLETELY PRIOR TO ASSEMBLY

STEP 1- NEW INSTALLATION STEP 1- REPLACEMENT INSTALLATION

fig. 11 fig. 1.1
Position the shroud on the lip making sure Grind the top surface of the lip material that will
that the blunt throat surface of the shroud be affected by weld. Insure all carbon slag or
“X" contacts the blunt front surface of the lip other impurites from the removal of the old base
“Y". There should be no contact between the are ground out. The use of non-destructive
bevel of the lip and area "Z" of the shroud (fig. testing at this point will help determine if there
1.D. are any cracks present in the base material.
NOTE: This contact must be maintained Repair base material as needed. (Now proceed
throughout the assembly process to insure the as with new installation.)

proper location of the weld base. Position the shroud on the lip making sure

that the blunt throat surface of the shroud

“X" contacts the blunt front surface of the lip
“Y". There should be no contact between the
bevel of the lip and area "Z" of the shroud (fig.
1.1). NOTE: This contact must be maintained
throughout the assembly process to insure the
proper location of the weld base.
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STEP 2

weld base

fig. 2.1

Slide the weld base from the rear into the receiving slots of the shroud (fig. 2.1)

STEP 3
r_ 2.25" (57mm)

WELD PREP

|_— SURFACE ‘A

Z

fig. 3.1

Position the weld base according to the chart below
(a deviation of 33/32" (2.5 mm) is allowable).

WELD BASE PLACEMENT
(33/32" (2.5mm) allowable)
BASE INCHES MM
LSWB3 2-1/4” (57)
LSWB6 3-1/2” (89)
LSWBS 2-1/4" (57)

After placement has been confirmed, preheat the
base material to 300°F/147°C and tack weld the base
at the rear along weld prep surface “A" (fig.3.1).

STEP 4

E ==
. & Z

fig. 41

Remove the shroud and prepare to weld-out the base by re-establishing the preheat
temperature of 300°F/147°C for the base material (fig4.1). Maintain this temperature
throughout the welding process.
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Loaders, Excavators & Face Shovels

SPECIAL NOTES

Recommended filler material: AWS specification A5.1, class E7018, stick electrode. Stick electrodes should
be kept in a heated rod oven at 250°/120°C prior to use.

NOTE: See manufacturers recommended procedures for storage and preservation
of low hydrogen electrodes.

Recommended weld types: Stringer beads are recommended for higher strength and less distortion.
The use of weave or wash beads is NOT recommended and should not be
used. Arc strikes should be avoided or ground down.

STEP S5
S S S Weld-out for the base should begin with the slot
f‘*-——;WS’““W weld. A 1/2"(13mm) fillet weld should be deposited
I et 1.]2”“_.\_' in this area (fig. 5.1).
= 5; = |RVisakd BE SURE THAT THE ENTIRE BOTTOM SURFACE OF
| SO L-;’.’ el THE WELD BASE MAINTAINS CONTACT WITH THE
3 | fig. 51 LIP DURING ENTIRE WELD-OUT PROCESS.
STEP 6
SMAW SMAW g4 AL /
SMaw
2 ol 2pl
7\&-"""""'"""""/_N<5'“’“*‘W
[7 : /
fig. 6.1 fig. 6.2

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1/2"(13mm) weld groove on
the base completely (fig. 6.1 & fig. 6.2). Care must be taken at this point not to add too much weld. If
joint is over welded, the weld material can interfere with the lip shroud. The idea is to add as much
weld as possible to the base without causing interference with the lip shroud (fig. 6.3 & fig. 6.4)

When the welding process has been completed, allow a slow cool down period to ambient
temperature. A cool down rate of no greater than 35°F/2°C per hour is recommended.

fig. 6.4 N Weld in this area will
<] interfere with the from
/ ‘washer of the J-Balt

o oy e g assambly which must
/] ; 4 (
e O maintan base
. cantact with bp
j
Weld in the no weld area Lo

e flush against the rear
can interfece with the ip shroud

of the well base

Ensure contact with kp
on entite length of weld
base bottorn surface as
indicated,
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STEP 7

Area of detail for
figures 7.1- 7.3

ATt Wl 1111111

Before repositioning the shroud on the lip, insert the J-bolt into the shroud through
the top hole (fig. 7.1). Rotate the bolt 90°so that the threaded end is facing the
rear of the shroud (figs. 7.2 - 7.3).

Xy fig. 81

ST E p 8 IIIIIII Il

Reposition the shroud on the lip by sliding it onto the weld base as far as it
will go, once again, making sure surface “X"contacts surface “Y"(fig. 8.1).

STEP 9 (J4 J-bolt assemblies )

Washer

(see detail)
| | o>
—) Washer detail
W (BB
)

Spring  Nyloc Nuts

Washer

=5

_— (TN
2

o

fig. 9.JA
Attach the washers, the spring and the nuts in the order indicated for J-bolt
assembly type J4. (fig. 9.1A),

[NOTE: the locking nut cannot be hand-threaded onto the J-bolt]
then torque to specifications listed. (fig. 9.2).
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J -BOLT INSTALLATION AND WELDING
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STEP 9 (J6 J-bolt assemblies)

back plate end towards
rear of j-bolt shroud.

back

fig. 9.1B NOTE: Above assembly is show for illustrative purposes only.
Not all assembilies utlilize all parts shown.

Attach the washers, the spring and the nuts in the order indicated for J-bolt assembly
type J6. (fig. 9.1B), then torque to specifications listed. (fig. 9.2).

STEP 9 (J2 J-bolt assemblies used with optional cap)

Washers Shroud cap
Nyloc (sold Separately)

nut
| Lock washer

A
[W[E B8 o

Hex
Spring Bm{el bolt

NOTE: Above assembly is show for illustrative purposes only.
Not all assemblies utlilize all parts shown.
Attach the washers, the spring and the nuts in the order indicated for J-bolt assembly type
J2. (fig. 9.1C), then torque to specifications listed. (fig. 9.2). Finish assembly by installing cap
(if part of assembly) with lock washer and cap bolt.

J-Bolt Assembly Torque Recommendations

fig. 91C

J-BOLT | LOCKING NUT | GRADE 8 BOLT
ASSEMBLY MAX TORQUE MAX TORQUE
ft-lbs Nm ft-lbs Nm
SFA34J2 175 237 NA NA
SFA34J4 175 237 NA NA
SFA1J2 200 271 NA NA
SFA1J4 200 271 NA NA
SFA125J2 225 305 NA NA
SFA125J6 225 305 NA NA fig. 9.2

SPECIAL NOTE

For best results, it may be necessary to re-torque all fastener
components periodically depending on the application. Usually,
re-torquing components after a few hours of machine operation will
insure component security.
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J-bolt Assembly Weld Base

SFA150J6 Lq% .-J
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Hensley Cast Lips for Face Shovels

BEFORE STARTING INSTALLATION, BE SURE TO READ
ALL INSTRUCTIONS THOROUGHLY!

SPRING/WASHER ASSEMBLY

fig. 1-1 Y X fig. 1-1 Y X

1 a) Slide weld base into back of lip shroud. Grind the top surface of the lip material that

1 b) Position the shroud on the cast lip making will be affected by weld. Insure all carbon slag
sure that the blunt throat surface of the shroud or other impurities from the removal of the old
“X" contacts the blunt front surface of the lip base are ground out. The use of non-destructive
“Y". There should be no contact between the testing at this point will help determine if there
bevel of the shroud and area "Z" of the cast lip are any cracks present in the base material.

(fig. 1-1). Repair base material as needed. (Now proceed

as with new installation.)

NOTE: This contact must be maintained

throughout the assembly process to insure the 1 a) Slide weld base into back of lip shroud.

proper location of the weld base. 1 b) Position the shroud on the cast lip making
sure that the blunt throat surface of the shroud
“X" contacts the blunt front surface of the lip “Y".
There should be no contact between the bevel of
the shroud and area "Z" of the cast lip (fig. 1-1).

NOTE: This contact must be maintained
throughout the assembly process to insure the
proper location of the weld base.

J-Bolt Installation and Welding | SPECIALIZED WEAR PROTECTION 443



J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Hensley Cast Lips for Face Shovels
STEP 2

Align the back of the Weld base so that it is
flush with the back of shroud (fig. 2-1),

FLUSH WITH BACK
OF LIP SHROUD

fig. 2-1

STEP 3

After placement of weld base has been
confirmed, establish a preheat temperature of
300°F /150°C to 450°F / 230°C for the base
material. Tack weld the base at the rear along
weld prep surface “A" (fig.3-1).

WELD PREP SURFACE 'A' fig. 3-1

SPECIAL NOTES

Recommended filler material: AWS specification A5.1, class E7018 stick electrode. Stick
electrodes should be kept in a heated rod oven at 250°F /
120°C prior to use.

NOTE: See manufacturer’'s recommended procedures for storage
and preservation of low hydrodgen electrodes.

Stringer beads are recommended for higher strength and
less distortion.The use of weave or wash beads in NOT
recommended and should not be used. Arc strikes should
be avoided or ground down.

Recommended weld types:
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Hensley Cast Lips for Face Shovels

STEP 4

Remove the shroud and prepare to weld-

out the base by re-establishing the preheat
temperature of 300°F /150°C to 450°F /
230°C for the base material (fig. 4-1). Maintain
this temperature throughout the welding
process.

fig. 4-1
STEP S5

Weld-out for the base should begin with the
inner legs of base. A 1/2" (13mm) fillet weld
should be deposited in this area (fig. 5-1).

BE SURE THAT THE ENTIRE BOTTOM
SURFACE OF THE WELD BASE
MAINTAINS CONTACT WITH THE

LIP DURING ENTIRE WELD-OUT
PROCESS.

fig. 5-1
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J -BOLT INSTALLATION AND WELDING
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STEP 6

Apply weld to the base perimeter next.
Utilizing groove welds, fill the 1.0" (25mm)
weld groove on the base completely (fig.
6-1 & fig. 6-2). Care must be taken at this
point not to add too much weld. If joint is
over welded, the weld material can interfere
with the lip shroud. The idea is to add as
much weld as possible to the base without
causing interference with the lip shroud (fig.
6-3). When the welding process has been
completed, allow a slow cool down period to
ambient temperature. A cool down rate of
no greater than 450°F / 250°C per hour is
recommended.

fig. 6-1

fig. 6-2
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Hensley Cast Lips for Face Shovels

STEP 7

Before repositioning the shroud on the lip,
insert the J-bolt into the shroud through
the top hole

(fig. 7-1). Rotate the bolt 900 so that

the threaded end is facing the rear of the
shroud.

STEP 8

Reposition the shroud on the lip by sliding
it onto the weld base as far as it will

go, once again, making sure surface “X"
contacts surface "Y" (fig. 8-1).
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Hensley Cast Lips for Face Shovels

STEP 9

Install the washer, spring collar assembly
and the nuts in the order indicated for J-bolt
assembly type J6 (fig. 9-1), Torque locking
nuts to 300 ft. Ibs / 407 Nm.

[NOTE: the locking nut cannot be
hand-threaded onto the J-bolt]

fig. 9-1

SPECIAL NOTE: For best results, it may be necessary to re-torque all fastener components
periodically depending on the application. Usually, re-torquing components after a few hours
of machine operation will insure component security

J-BOLT SHROUD SEATING AND MAINTENANCE INSTRUCTIONS

SEATING FOR NEW INSTALLATION

It is normal that the shrouds migrate back slightly with the force of the machine. Therefore,
it is recommended that the following procedure be followed to ensure proper seating of the
shrouds.

Instructions:

1. Run machine for 10 non-production cycles.

2. Remove 2nd locking nut from shroud installation.
3. Re-tighten the 1st locking nut for any movement.
4. Re-install 2nd locking nut

5. Release machine for production.

Note: if the first nut on any installation is excessively loose, then repeat this procedure.

RETIGHTENING AND MAINTENANCE

Check and retighten the nuts after 6 hours of service, then after 24 hrs. Generally, nuts should
be periodically checked after 750 to 1000 hrs. in extreme conditions, and 1500 to 2000 hrs. in
moderate conditions, or by the frequency dictated by your specific application.
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster to Hensley J-bolt Lip Shrouds

Removing Esco Toplok® Weld Base

STEP 1

To start the conversion, the Toplok® weld base (fig. 1-1) must first be removed.
The weld base is welded to a riser that is part of the cast lip (fig. 1-2).

fig. 1-2

STEP 2

Before gouging the weld base, be sure to
preheat (fig. 2-1) to 180° F (820° Q).

STEP 3

Gouge weld-on portion of base (fig. 3-1).

fig. 3-1
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J -BOLT INSTALLATION AND WELDING
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STEP 4

Gouge off the cast riser

{if cast riser is present and

or creates an issue with the
lip shroud template} (fig. 4-1).

fig. 4-1

STEP 5

Grind the gouged area clean
and smooth (fig. 5-1).
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster’ to Hensley J-bolt Lip Shrouds

Check Lip Shroud Area for Proper Fit

It may be necessary at this point in the coversion to rebuild worn blunt fit pads in the lip shroud
area to Hensley specifications. The rebuilding of blunt fit pads back to within specifications
helps insure an acceptable fit. This will help prevent premature failure of the lip shrouds and
possibe damage to the cast lip in the lip shroud area.

For gauging and determining if the blunt fit pads need rebuilding, you will need the following
tools:

* Grinder

* Templates supplied by Hensley Industries, Inc.

* Feeler gauges (shims)

* Non-Destructive Testing "NDT" Inspection tools

* Welding equipment

* Torch

*« Temperature indicating crayon or infrared thermometer

LIP SHROUD AREA REBUILD TEMPLATES
LIP TEMPLATE HX LIP SHROUDS
LS130M435J
LS130MLT
LS130ME00JBH
x
LS1451600J =
LS145LT
LS1452200. g
LS1301700LT LS1301700J
LS8002200LT LS8002200J

LSI45LT-XX

AREAS TO BE BLUNT FIT PAD REBUILD SHOULD
BUILT UP ONLY OCCUR IN THESE AREAS.
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J -BOLT INSTALLATION AND WELDING
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Lip Shroud Area Gauging

BEFORE STARTING GAUGING, BE SURE TO READ
ALL INSTRUCTIONS THOROUGHLY!

STEP 1

Prepare the lip shroud area for gauging by:

* Thoroughly clean excess material from the lip shroud area (top & bottom).
* Check top surface area for flatness within 1/16" (1.6mm) and build-up if necessary.

STEP 2

Centering the template on the LIP SHROUD
FIT PAD AREA (fig. 2-1), slide it onto the

lip. Be sure to maintain contact with the top
surface of the cast lip (fig. 2-2)

fig. 2-1

MAINTAIN
CONTACT
WITH TOP,

LIP SHROUD
AREA FIT PAD
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster’' to Hensley J-bolt Lip Shrouds

STEP 3

Maintaining contact with the top surface of
' \ the cast lip slide the template onto the lip
I until there is a 1/16" (1.6mm) gap between
the bevel area of the template and the
bevel area of the cast lip. There should
also be a gap between the bottom of the
template and the bottom of the cast lip
(fig. 3-1).
Once the 1/16" (1.6mm) gap between the
bevel of the lip and template is reached,
GAP NOT GREATER THAN 1/8" (3.2mm) check to see if the blunt of the template is
fig. 3-1 contacting the blunt fit pad. If the template
does not contact the fit pad, measure
the gap. This measurement indicates the
amount of the blunt that needs to be built
up.

‘]
r adrra
\
B

FOR MAXIMUM GAP TOLERANCES
REFER TO GAP TOLERANCE CHART
(fig. 3-2).

GAP TOLERANCES
FIT AREA MAXIMUM GAP
blunt contact 2 points minimum
bevel 1/16" (1.6mm)
top contact 2 points minimum
bottom 1/8" (3.2mm)

fig. 3-2
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster to Hensley J-bolt Lip Shrouds

Blunt Fit Pad Build-Up
BEFORE STARTING BLUNT FIT PAD BUILD-UP, BE SURE TO READ
ALL INSTRUCTIONS THOROUGHLY!

NOTE: FILLER MATERIALS RECOMMENDED FOR THE BUILD-UP OF FIT PADS ARE HIGH
TENSILE STRENGTH FILLER MATERIALS. THEY ARE RECOMMENDED DUE TO THEIR
SURFACE HARDNESS PROPERTIES. THEY SHOULD NOT BE USED TO WELD OTHER
HENSLEY G.E.T. PRODUCTS.

NOSE BUILD-UP FILLER MATERIAL
PROCESS AWS JIS SHI(E;IAE;ING
s | o | 5EE |
o | it | i, | el

*Minimum tensile requirement. Higher tensile strength filler materials may be
used, such as SMAW E12018 or FCAW EN0T5-K4.

Preheat the fit pad to be built-up. Preheat the fit pad to between 300°F / 150°C to 450°F / 230°C
and maintain this temperature throughout the welding process. Temperature may be checked with an
infrared thermometer or a temperature indicating crayon.

Build up the fit pad with weld to close the gap between the fit pad and template. Stringer beads are
recommended. The use of weave or wash beads should not be used, however weaving is permitted as
long as bead widths are no greater than 0.50" [12.7mm].

Clean each pass of deposited weld metal before depositing the next weld pass. Manual slag hammers,
pneumatic needle gun, wire brushes or any combination of these tools may be used to accomplish
cleaning. Deposit slightly more weld than what is required. This will allow the fit areas to be ground
smooth without any weld under fill.

Before dressing / grinding the we;lds. allow the fit pad to cool to ambient temperature. A cool down
rate of no greater than 45°F / 25°C per hour is recommended.

Using the template appropriate for your lip, re-check for proper fit. Remember that the template should
contact the top of the lip surface and have a 1/16” (1.6mm) gap at the bevel (fig. A-1). If this gap is
achieved with the template contacting the blunt fit pad, you are ready to finish dressing / grinding the
welds. Dress / grind the blunt fit pad surfaces so that they are flat and parallel to the pin hole in the
nose (fig. A-2).

Grind the weld beads so that there is a smooth transition between adjoining beads and a smooth
transition into the original fit pad material.

CHECK THAT RE-BUILT BLUNT FIT PAD SURFACES
ARE FLAT AND PARALLEL TO PIN HOLE IN NOSE

GAP NOT GREATER THAN 1/8" (3.2mm)

fig. A-1 fig. A-2
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster’ to Hensley J-bolt Lip Shrouds

Installation of Hensley Weld Base

REPLACEMENT INSTALLATION

STEP 1

After having ground the top surface of the lip
material that will be affected by weld, insure all
carbon slag or other impurities from the removal
of the old base are ground out. The use of
non-destructive testing at this point will help
determine if there are any cracks present in the
base material. Repair base material as needed.
(Now proceed as with the installation.)

1 a) Slide weld base into back of lip shroud.

1 b) Position the shroud on the cast lip making
sure that the blunt throat surface of the shroud
“X" contacts the blunt front surface of the lip
“Y". There should be no contact between the
bevel of the shroud and area "Z" of the cast lip
(fig. 1-D.

NOTE: This contact must be maintained
throughout the assembly process to insure the
proper location of the weld base.

STEP 2
Align the back of the Weld base so that it
is flush with the back of shroud (fig. 2-1).

FLUSH WITH BACK
OF LIP SHROUD

fig. 2-1
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J -BOLT INSTALLATION AND WELDING
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STEP 3

After weld-base placement has been
confirmed, establish a preheat temperature
of 300°F / 150°C to 450°F / 230°C for the
base material. Then tack weld the base at
the rear along weld prep surface “A" (fig.3-1).

WELD PREP SURFACE ‘A’ fig. 3-1

SPECIAL NOTES

Recommended filler material: AWS specification A5.1, class E7018 stick electrode. Stick
electrodes should be kept in a heated rod oven at 250°F /
120°C prior to use.

NOTE: See manufacturer’'s recommended procedures for storage
and preservation of low hydrodgen electrodes.

Stringer beads are recommended for higher strength and
less distortion.The use of weave or wash beads in NOT
recommended and should not be used. Arc strikes should
be avoided or ground down.

Recommended weld types:

STEP 4

Remove the shroud and prepare to weld-
out the base by re-establishing a preheat
temperature of 300°F / 150°C to 450°F /
230°C for the base

material (fig. 4-1). Maintain this
temperature throughout the welding
process.

fig. 4-1
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J -BOLT INSTALLATION AND WELDING
Convert Esco Loadmaster’ to Hensley J-bolt Lip Shrouds

STEP 5

Weld-out for the base should begin with the
inner legs of base. A 1/2" (13mm) fillet weld
should be deposited in this area (fig. 5-1).

BE SURE THAT THE ENTIRE BOTTOM
SURFACE OF THE WELD BASE MAINTAINS
CONTACT WITH THE LIP DURING ENTIRE

BOTH - WELD-OUT PROCESS.
SIDES ) 12V \ ' -

(13MM)

NO WELD
ON THIS
SURFACE

SMAW. SMAW

STEP 6

Apply weld to the base perimeter next. Utilizing
groove welds, fill the 1.0" (25mm) weld groove
on the base completely (fig. 6-1 & fig. 6-2).

fig. 5-1 Care must be taken at this point not to add too
much weld. If joint is over welded, the weld
material can interfere with the lip shroud. The
idea is to add as much weld as possible to the
base without causing interference with the lip
shroud (fig. 6-3). When the welding process
has been completed, allow a slow cool down
period to ambient temperature. A cool down
rate of no greater than 45°F / 25°C per hour is
recommended.

fig. 6-2
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J -BOLT INSTALLATION AND WELDING

Lower Wing Shrouds for Loadmaster” & Cast Lips

BEFORE STARTING INSTALLATION, BE SURE TO READ
ALL INSTRUCTIONS THOROUGHLY!

STEP 1

Approx. 1*
{25mm)
Qap

NEW INSTALLATION
Position the wing shroud on cheek plate
portion of the cast lip making sure that the
blunt throat surface of the shroud "X" contacts
the blunt front surface of the cheek plate "Y".
The shroud should be positioned so that there
is approximately a 1" (25mm) gap between the
bottom of the shroud and the intermediate
adapter.
(fig. 1-1).

NOTE: This contact and gap must be
maintained throughout the assembly process to
insure the proper location of the weld base.

FOR 201" LIP - The angle of the blunt front
surface of the cheek plate "Y" differs from

the 163" & 169" lips.The shroud should still be
positioned so that there is approximately a 1"
(25mm) gap between the bottom of the shroud
and the intermediate adapter (fig. 1-1).

fig. 1-1

WASHER NUTS
ASSEMBLY

REPLACEMENT INSTALLATION
Grind the outside portion of the cheek plate
area of the cast lip that will be affected by weld.
Insure all carbon slag or other impurities from the
removal of the old base are ground out. The use
of non-destructive testing at this point will help
determine if there are any cracks present in the
base material. Repair base material as needed.
(Now proceed as with new installation.)

Position the wing shroud on cheek plate portion
of the cast lip making sure that the blunt throat
surface of the shroud “X" contacts the blunt front
surface of the cheek plate “Y". The shroud should
be positioned so that there is approximately a 1"
(25mm) gap between the bottom of the shroud
and the intermediate adapter. (fig. 1-1).

NOTE: This contact and gap must be maintained
throughout the assembly process to insure the
proper location of the weld base.
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J -BOLT INSTALLATION AND WELDING
Lower Wing Shrouds for Loadmaster & Cast Lips

STEP 2

FOR 163" & 169" LIPS FOR 201" LIPS
Insert the weld base as shown into the rear of Due to the difference in the angle of the cheek
the wing shroud until it is flush with the rear of plate for 201" lips, following proper placement
the wing shround (fig. 2-1 - fig. 2-2) (STEP 1) procedures will result in the wing

shroud being rotated 5° off horizontal (fig.
2-1-201). This is by design. All remaining
installation instructions can now be
implemented.

Insert the weld base as shown into the rear of
the wing shroud until it is flush with the rear of
the wing shround (fig. 2-1-201 - fig. 2-2-201).

fig. 2-1

fig. 2-1-201

o -

Fu“:‘:“ﬂm-m ; g— o

" OF WING SHROUD
FLUSH WITH BAGK
\ OF WING SHROUD
fig. 2-2-201
fig. 2-2

STEP 3
After placement of weld base has been
confirmed, Pre-heat the base material to 300°F /
150°C to 450°F / 230°C and tack weld the base ~_
at the rear along weld prep surface “A" (fig.3-1). T IEUReARE &

fig. 31
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J -BOLT INSTALLATION AND WELDING
Lower Wing Shrouds for Loadmaster” & Cast Lips

SPECIAL NOTES

Recommended filler material: AWS specification A5.], class E7018 stick electrode. Stick
electrodes should be kept in a heated rod oven at 250°F /
120°C prior to use.

NOTE: See manufacturer’s recommended procedures for storage and
preservation of low hydrodgen electrodes.

Stringer beads are recommended for higher strength and
less distortion. The use of weave or wash beads in NOT
recommended and should not be used. Arc strikes should be
avoided or ground down.

Recommended weld types:

STEP 4

Remove the shroud and prepare to weld-

out the base by re-establishing the preheat
temperature of 300°F / 150°C to 450°F /
230°C for the base material (fig. 4-1). Maintain
this temperature throughout the welding
process.

Weld-out for the base should begin with the
inner legs of base. A 1/2" (13mm) fillet weld
should be deposited in this area (fig. 5-1).

BE SURE THAT THE ENTIRE BOTTOM
SURFACE OF THE WELD BASE MAINTAINS
CONTACT WITH THE CHEEK PLATE DURING
ENTIRE WELD-OUT PROCESS
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STEP 6

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1.0" (25mm) weld
groove on the base completely (fig. 6-1 & fig. 6-2). Care must be taken at this point not
to add too much weld. If joint is over welded, the weld material can interfere with the

lip shroud. The idea is to add as much weld as possible to the base without causing
interference with the lip shroud (fig. 6-3). When the welding process has been completed,
allow a slow cool down period to ambient temperature. A cool down rate of no greater
than 45°F / 25°C per hour is recommended.

SMAW

V34

(19MM)

SMAW

fig. 6-1 fig. 6-3
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Before repositioning the shroud on the cheek

plate, insert the J-bolt into the shroud through
the top hole (fig. 7-1). Rotate the bolt 90" so

that the threaded end is facing the rear of the
shroud.

Reposition the shroud on the cheek plate by
sliding it onto the weld base as far as it will go,
once again, making sure surface “X" contacts
surface “Y"

(fig. 8-1).

fig. 8-1

Install the washer, spring, collar assembly

and the nuts in the order indicated for J-bolt
assembly type J6 (fig. 9-1), Torque locking nuts
to 300 ft. Ibs /

407 Nm,

[NOTE: the locking nut cannot be hand-
threaded onto the J-bolt]

fig. 9-1

SPECIAL NOTE:For best results, it may be necessary to re-torque all fastener
components periodically depending on the application. Usually, re-torquing
components after a few hours of machine operation will insure component security
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J-BOLT SHROUD SEATING AND MAINTENANCE INSTRUCTIONS
SEATING FOR NEW INSTALLATION

It is normal that the shrouds migrate back slightly with the force of the machine.
Therefore, it is recommended that the following procedure be followed to ensure proper seating of
the shrouds.

Instructions:

1. Run machine for 10 non-production cycles.

2. Remove 2nd locking nut from shroud installation.
3. Re-tighten the 1st locking nut for any movement.
4. Re-install 2nd locking nut

5. Release machine for production.

Note: if the first nut on any installation is excessively loose, then repeat this procedure.

RETIGHTENING AND MAINTENANCE

Check and retighten the nuts after 6 hours of service, then after 24 hrs. Generally, nuts should
be periodically checked after 750 to 1000 hrs. In extreme conditions, and 1500 to 2000 hrs. In
moderate conditions, or by the frequency dictated by your specific application.
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J -BOLT INSTALLATION AND WELDING
Vertical Wing Shrouds -Loaders, Excavators & Face Shovels

J-bolt Assemblies Weld Base
34JN2 LB12
e 34JW Barrel Nut Lock Bolt
-00! Washer (uses 3/4") (uses 3/4”) — 3
‘ ,_|_| (19mm socket)  (19mm socket) -
|
) | C ) A
W B EZD temg o=
| | —
SFA34J2 a4
34J5 Nyloc Nut 12LW B
Spring (uses 1-1/8"/ Lock Washer
29mm socket) ——— ¢ [—l:ﬂ FH
1 1 [
34J8 34JW .
-Bolt S34JW (see detail) I
J-Bol Wz:sher Washe @
‘ H = S344W detall J-BOLT BASES
a[ ﬂ] Dimensions .
" | )] | E weight
—_— | Part No. A B C
345 N34 mm mm mm Ib kg
Spring Nylo1c T}g"r LSWB-3 39 aB 4.5 114 1.4 36 Z24 15
585 1-
é;mm socket) LSWB-6 6.6 168 | 675 | 17 2.75 70 | 135 ] 61
LSWB-8 51 130 5.25 133 1.9 48 6.5 2.9
1JN2 LB58
1J FW10 Barrel Nut Lock Bolt
J-Bolt Washers (uses 15/167) (uses 15/167)
| (24mm ?ncken {2-1mm|5ncket]
.
L L0000
i Mﬂ 5 23
1 LW58
SFA1J2 118J5 Nyloc Nut
SOrNg (usen 115"/ Lock Washer
38mm socket)
1J FW10  S1JW (see detail)
J-Bolt Washers Washer O
I I |
E % M @] @ S1JW detail
BFAT4 f =T
11848 LN1
Spring Nyloc Mut
(uses 1-1/2"/ 38mm socket)
125JCN N
54'8255:::5 Coupling ;gu} 1 l.lrﬂHe?xUthl.ﬁza.ﬁ
125J (uses 1-7/8" 1-7/87/ 4
J-Bolt — 48mm socket) fhess so:EetJ o
| — _ I
Ty | W} 5 ) | )
]
I 1
SFA125J2 I LN125 w114
134J5  Nyloc Nut Lock Washers
Washers (uses 1-7/8"/
48mm socket)
125J
J-Bolt Back plate end towards

/ rear of j-bolt shroud.

T [0

back plate
SA125J6 LN125 assembly detail
Spring Nyloc Nut
Assembly  (uses 1-7/8"/
48mm socket)

464 SPECIALIZED WEAR PROTECTION | J-Bolt Installation and Welding
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Washer  Washer
| (see ldetail}

|W BB
|

Spring  Nyloc Nuts

washer detail

—

Typical Shroud Assembly With Hardware
(Shown for illustrative purposes only. Not all assemblies use all hardware shown.)}

IMPORTANT NOTE: READ ALL OF THE INSTRUCTIONS
COMPLETELY PRIOR TO ASSEMBLY

STEP 1- NEW & REPLACEMENT INSTALLATION

fig. 11 fig. 1.2

_—

2%

NEW INSTALLATION
Position the shroud on the bucket side plate making sure that the blunt throat surface of the shroud
"X" contacts the blunt front surface of the lip "Y" (fig. 1.1).

NOTE: This contact must be maintained throughout the assembly process to insure the proper
location of the weld base.

Position the shroud so it is approximately 1/4"” above the corner adapter (fig. 1.2).

REPLACEMENT INSTALLATION

Grind the top surface of the lip material that will be affected by weld. Insure all carbon slag or other
impurites from the removal of the old base are ground out. The use of non-destructive testing

at this point will help determine if there are any cracks present in the base material. Repair base
material as needed. (Now proceed as with new installation.)
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STEP 2

Slide the weld base from the rear into the receiving slots of the shroud (fig. 2.1)

STEP 3

|-— See Chart Below

------ Weld Prep

 — _’_ Af‘:‘:f Surface “A”

77

Position the weld base according to the chart below WELD BASE PLACEMENT
(a deviation of 33/32" (2.5 mm) is allowable). After (33/32" (2.5mm) allowable)
placement has been confirmed, preheat the base

material to 300°F/147°C and tack weld the base at BASE INCHES MM
the rear along weld prep surface "A" (fig.3.1).

fig. 3.1

LSWB3 2-1/4" (57)
LSWB6 3-1/2” 87
LsSwBs 2-1/4” (57)

STEP 4

/)

fig. 4.1

Remove the shroud and prepare to weld-out the base by re-establishing the preheat temperature
of 300°F/147°C for the base material (fig4.1). Maintain this temperature throughout the welding
process.
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J -BOLT INSTALLATION AND WELDING
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SPECIAL NOTES

Recommended filler material: AWS specification A5.1, class E7018, stick electrode.
Stick electrodes should be kept in a heated rod oven at

250°/120°C prior to use.

NOTE: See manufacturers recommended procedures for storage and
preservation of low hydrogen electrodes.

Stringer beads are recommended for higher strength and
less distortion. The use of weave or wash beads is NOT
recommended and should not be used. Arc strikes should be
avoided or ground down.

Recommended weld types:

; Weld-out for the base should begin with the slot weld. A
e SMAW 1/2"(13mm) fillet weld should be deposited in this area

| - (fig. 5.1).

/ “';mm' BE SURE THAT THE ENTIRE BOTTOM SURFACE OF

— THE WELD BASE MAINTAINS CONTACT WITH THE LIP

DURING ENTIRE WELD-OUT PROCESS.

” .

STEP 6

SV.r\‘.’J Sf'l.'.' AW AR f
SMAW /
2ol 2pl
__________ B - ’:;\‘.'Tl.'\'l.ﬂ"
Y f V . S

fig. 6.1

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1/2"(13mm) weld groove on the
base completely (fig. 6.1 & fig. 6.2). Care must be taken at this point not to add too much weld. If joint
is over welded, the weld material can interfere with the lip shroud. The idea is to add as much weld as
possible to the base without causing interference with the lip shroud (fig. 6.3 & fig. 6.4)

When the welding process has been completed, allow a slow cool down period to ambient temperature.
A cool down rate of no greater than 350F/20C per hour is recommended.

\\ Weld = this area will
interfere with the frore
washer of the J-Balt
assembly which must
it flush agains! the rear
of the weld base

Ensure contact with kp
i PrairtaIrn ba::e on entire length of weld
) WELI cantact with kp 2 . as
Weld i the no weld area Lig :"‘_’ t:::c'm sufice as
can interfere with the &p shroud, e
fig. 6.4

fig, 6.3
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STEP 7

-« Area of details for
figures 7.1 - 7.3

e

fig. 7.1

Before repositioning the shroud on the lip, insert the J-bolt into the shroud through
the top hole (fig. 7.1). Rotate the bolt 90° so that the threaded end is facing the rear
of the shroud (figs. 7.2 - 7.3).

STEP 8

Reposition the shroud on the lip by sliding it onto the weld base as far as it will go,
once again, making sure surface “X"contacts surface “Y"(fig. 8.1).

STEP 9 (J4 J-bolt assemblies )

Washer Washer

e |\ |BB
Wiy

fig. 9.1A

Attach the washers, the spring and the nuts in the order indicated for J-bolt assembly
type J4. (fig. 9.1A), [NOTE: the locking nut cannot be hand-threaded onto the J-bolt]
then torque to specifications listed. (fig. 9.2).
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STEP 9 (J6 J-bolt assemblies ) Back plate end towards

rear of j-bolt shroud.

fig. 91B

NOTE: Above assembly is show for illustrative purposes only.
Not all assemblies utlilize all parts shown.

Attach the washers, the spring and the nuts in the order indicated for J-bolt assembly
type J6. (fig. 9.1B), then torque to specifications listed. (fig. 9.2).

STEP 9 (J2 J-bolt assemblies used with optional cap )

Washers Barrel Nut Lock Bolt

Cap
(sold separately)

&-ﬁ

v/ L

fig. 9.1C NOTE: Above assembly is show for illustrative purposes only.
Not all assemblies utlilize all parts shown.

Attach the washers, the spring and the nuts in the order indicated for J-bolt assembly type J2.
(fig. 9.1C), then torque to specifications listed. (fig. 9.2). Finish assembly by installing cap
(if part of assembly) with lock washer and cap bolt.

J-Bolt Assembly Torque Recommendations

J-BOLT | LOCKING NUT ‘ GRADE 8 BOLT

ASSEMBLY MAX TORQUE MAX TORQUE
ft-lbs Nm ft-lbs Nm
SFA34J2 175 237 MNA NA
SFA34J4 175 237 NA NA
SFA1J2 200 27 NA NA
SFA1J4 200 27 NA NA
SFA125J2 225 305 NA NA
SFA125J6 225 305 NA NA

fig. 9.2

SPECIAL NOTE

For best results, it may be necessary to re-torque all fastener components
periodically depending on the application. Usually, re-torquing components after
a few hours of machine operation will insure component security.
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J-bolt Assemblies e -
S
" | A
J-Bolt Back plate end towards ____ 12 l
/rear of j-bolt shroud.____ R — =

% WI g 5O7 ~—B—
SA1J5 detail
SFA1J5 snle 'ﬂT Jo deta gjg (o f_%

Nyloc Nut 1 1 1
{uses 1-1/2") [}
(38mm socket)

J-BOLT BASES
Dimensions R
Part No. A B c Weight
“ mm “ mm “ mm Ib kg
A b LSWB-1 51 | 130 | 60 | 152 | 21 | 54 | 85 | 3.9
. —— LSWB-2 B4 | 213 | 60 | 152 | 24 62 |19.0| 86
—( | LSWE-3 3.9 98 4.5 n4 1.4 36 | 32 |18
Eﬂﬂmﬂm“wﬂ@] LSWB-5 66 | 68 | 60 | 152 | 24 | 62 |150] 6.8
L]
SFATIS] | el
11845 118N
Spring Grads B Nut
118J
J-Bolt Back plate end towards

/rear of j-bolt shroud,___

i 55 5O

S | T.J  SAT18J5 detai
SA118J5  T0JLN
Locknut
(uses 1-5/87)
(41mm socket) Type 1

WELDLESS J-BOLT BASES

Dimensions
Part No. Type A B Cc

Weight

LSB-1 1 6.6 168 5.5 168 2.0 51 25 1n.3
LSB-2 1 6.6 168 5.6 143 2.3 59 24 10.9
LSB-3 2 6.6 168 6.0 152 2.5 63 35 15.9
LSB-4 1 6.6 168 6.2 157 2.2 55 31 14.1
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J-BOLT INSTALLATION USING WELDLESS BASE

IMPORTANT NOTE: READ ALL OF THE INSTRUCTIONS

COMPLETELY PRIOR TO ASSEMBLY

Spring Assembly
with lock plate

|
spring assembly
W B 0 detal

N |
T
L
—

Typical Shroud Assembly With Hardware
(Not all assemblies use all hardware shown.)

STEP 1

-« Area of details for
figures 1.1 - 1.3

fig. 11 fig. 1.2 fig. 1.3

Before placing the shroud on the lip, insert the J-bolt into the
shroud through the top hole (fig. 1.1). Rotate the bolt 90° so that the
threaded end is facing the rear of the shroud (figs. 1.2 - 1.3).
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STEP 2

Insert the base (LSB1) into the lip (fig. 2.1)

fig. 3.1

Slide shroud (with J-bolt installed)
onto lip and the base (fig. 3.1).

STEP 4 (J J-bolt assemblies)

Washers

Spring Grade:
8 Nut

fig. 41A

Attach the washers, the spring and the nuts in the order indicated
for J-bolt assembly type J. (fig. 4.1A),

[NOTE: the locking nut cannot be hand-threaded onto the J-bolt]
then torque to specifications listed. (fig. 4.2).
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Lip Shrouds for Dippers

STEP 4 (J5 J-bolt assemblies)

Back plate end towaras
rear of |-bolt shroud
!

1 back
I

n e AT plate
Wﬂ g g I‘_’} ‘I\I‘\ O'E’I _]
o .
Sp{ing Lock Spring Assambly
assembly nuls Clowu

fig. 418

Attach the washers, the spring and the nuts in the order
indicated for J-bolt assembly type J. (fig. 4.1A),

[NOTE: the locking nut cannot be hand-threaded onto the
J-bolt]then torque to specifications listed. (fig. 4.2).

J-Bolt Assembly Torque Recommendations

LOCKING NUT GRADE 8 BOLT
J-BOLT MAX TORQUE MAX TORQUE
ASSEMBLY

[Foibs [ Nm | Foibs
SFA1JS 200 271 NA NA,
SFATBJ NA NA 200 271

SPECIAL NOTE

For best results, it may be necessary to re-torque all fastener
components periodically depending on the application. Usually,

re-torquing components after a few hours of machine operation will
insure component security.
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Dippers

J-BOLT INSTALLATION USING WELD-ON BASE

IMPORTANT NOTE: READ ALL OF THE INSTRUCTIONS
COMPLETELY PRIOR TO ASSEMBLY

Washer Sang Cap Washer

Typical Shroud Assembly With Hardware
(Not all assemblies use all hardware shown.)

IMPORTANT NOTE: BEFORE starting any welding, it must be determined if the cast
lip is CARBON ALLOY or MANGANESE due to different preheat and filler material
requirements. A CARBON ALLOY lip is magnetic; a MANGANESE lip is not. Use a
magnet to determine your lip type and follow the appropriate welding procedures as
laid out in the following steps.

STEP 1- NEW INSTALLATION STEP 1- REPLACEMENT INSTALLATION

gty SN SPS.

fig. 1. fig. 1.1

Position the shroud on the lip making sure Grind the top surface of the lip material that
that the throat surface of the shroud “X" will be affected by weld. Insure all carbon

contacts the front surface of the lip “Y". (fig. slag or other impurites from the removal
1. of the old base are ground out. The use of

non-destructive testing at this point will help
determine if there are any cracks present in the
base material. Repair base material as needed.
(Now proceed as with new installation.)
Position the shroud on the lip making sure that
the throat surface of the shroud “X" contacts
the front surface of the lip “Y" (fig. 1.1).

NOTE: This contact must be maintained
throughout the assembly process to insure the
proper location of the weld base.

NOTE: This contact must be maintained
throughout the assembly process to insure
the proper location of the weld base.
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STEP 2 Weld Base
T
fig. 21
Slide the weld base from the rear into the receiving
slots of the shroud (fig. 2.1)
STEP 3 |-=—— See chart below
. WELD PREP SURFACE ‘A
_|/
fig. 31
MANGANESE ALLOY CAST STEEL LIP CARBON ALLOY CAST STEEL LIP
Position the weld base according to the chart Position the weld base according
below (a deviation of 33/32" (2.5 mm) is allowable). to the chart below (a deviation of
After placement has been confirmed, determine if 33/32" (2.5 mm) is allowable). After
preheating of the base material is necessary. If the placement has been confirmed,
base metal temperature is above 40°F(4.4°C) preheat the base material to
NO preheat is required. If the base metal 300°F/147°C and tack weld the base
temperature is below 40°F(4.4°C), the base metal at the rear along weld prep surface
MUST BE preheated to a minimum of 70°F(21°C). “A" (fig. 3.1).
Once preheat requirements are determined and WELD BASE PLACEMENT
met, tack weld the base at the rear along weld prep (33/32" (2.5mm) allowable)
surface “A" (fig. 3.1). BASE | INCHES MM
LSWB1| 2-1/4" (57)
LSWB2| 2-1/4" (57)
STEP 4 LswB3| 2-1/4" (57)
LSWB5| 2-1/4" (57)
fig. 4.1
MANGANESE ALLOY CAST STEEL LIP CARBON ALLOY STEEL LIP
Remove the shroud and prepare to weld-out the Remove the shroud and prepare to
base by determining if reheating of the base material =~ weld-out the base by re-establishing the
(fig. 4.1) is necessary. If the base metal temperature preheat temperature of 30°°F/_147f’c for
is above 40°F(4.4°C) reheating is NOT required. If the base material (fig. 4.1). Maintain this
the base metal temperature is below 40°F(4.4°C), temperature throughout the welding
the base metal MUST BE reheated to a minimum of process.

70°F(21°C). Maintain this temperature throughout the
welding process.
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SPECIAL NOTES

Recommended filler material: Carbon Alloy Cast Steel Lip
AWS specification A5.1, class E7018, stick electrode.

Manganese Alloy Cast Steel Lip

AWS specification A5.4, class E308L-16, stick electrode.
NOTE: Stick electrodes should be kept in a heated rod oven at

250°/120°C prior to use. See manufacturers recommended

procedures for storage and preservation of low hydrogen

and stainless steel electrodes.

Recommended weld types: Recommended weld types:Stringer beads are

recommended for higher strength and less distortion.
The use of weave or wash beads is NOT recommended
and should not be used. Arc strikes should be avoided or
ground down.

STEP S
L Weld-out for the base should begin with the slot weld. A
F"‘-;—;/Q;V‘(SMAW 1/2"(13mm) fillet weld should be deposited in this area
| e——— ] |t e (fig. 5.1).
L =/ | (13mm)

BE SURE THAT THE ENTIRE BOTTOM SURFACE OF

: - THE WELD BASE MAINTAINS CONTACT WITH THE LIP
enmnnaenee 4 £ 57 DURING ENTIRE WELD-OUT PROCESS.

/“N< SM
fig. 6.2

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1/2"(13mm) weld groove

on the base completely (fig. 6.1 & fig. 6.2). Care must be taken at this point not to add too much
weld. If joint is over welded, the weld material can interfere with the lip shroud. The idea is to add
as much weld as possible to the base without causing interference with the lip shroud (fig. 6.3 &
fig. 6.4) When the welding process has been completed, allow a slow cool down period to ambient
temperature. A cool down rate of no greater than 350F/20C per hour is recommended.

fig. 6.4 N Wald »n this area will
» itestere with the frart
= \ washar of the J-Balt

azsembly which must
it flush against the rear
of the weld base

Enmure contact with kp

4 ' maintain base on enlire length of weld

Weid in the no weld area camact with kp base bottom surface az
can interfere with the kp shroud Lo indicated
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Dippers

STEP 7

- Area of details for
figures 1.1-1.3

Before repositioning the shroud on the lip, insert the J-bolt into the shroud
through the top hole (fig. 7.1). Rotate the bolt 90° so that the threaded end
is facing the rear of the shroud (figs. 7.2 - 7.3).

STEP 8

fig. 8.1

Reposition the shroud on the lip by sliding it onto the weld base as far as it
will go, once again, making sure surface “X" contacts surface “Y"(fig. 8.1).
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for Dippers

STEP 9A

Washer ( Washer

see deta||]
2 | W\ ﬂ a]g]

s )., ..

Spring Nyloc Nuts

Attach the round washer, spring, cap washer and the nuts in the order indicated for
J-bolt assembly (SFA1J5) (fig. 9.1A), [NOTE: the locking nut cannot be
hand-threaded onto the J-bolt] then torque to specifications listed. (fig. 9.2)

ST E P 9 B Back plate end towards

rear of j- hDIt shroud.

ﬂDﬂ 90 <5

. Assembly Lock Nuts
fig. 918 "

Attach the washers, the spring and the nuts in the order indicated for J-bolt

assembly (SFAT18J) (fig. 9.1B) [NOTE: the Grade 8 nuts cannot be hand-threaded
onto the J-bolt] then torque to specifications listed. (fig. 9.2).

J-Bolt Assembly Torque Recommendations

J-BOLT
ASSEMBLY LOCKING NUT | GRADE 8 BOLT
Part No. ft-lbs Nm ft-lbs Nm
SFA1JS 271 NA NA NA
SFANSJ NA NA 200 271
fig. 9.2

SPECIAL NOTE
For best results, it may be necessary to re-torque all fastener
components periodically depending on the application. Usually,

re-torquing components after a few hours of machine operation
will insure component security.
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for LHD Scoop Trams

J-bolt Assemblies Weld Base
3408 34JN2 LB12 e
e s o T
| (19mm socket)  (19mm socket) ! ( ) i A
N | ] | B2 ¢ wcs =
il
| L34 |

SFA34J2

34J5  Nyloc Nut 12lW
Spring  (uses 1-1/8"/  Lock Washer c 74 B AN
29mm socket) ———————— l

1JN2 LB58
1J 1JW3 Barrel Nut Lock Bolt

—— (24mm socket)  (24mm socket) J-BOLT BASES

‘ | Dimensions .
Y feeeemy | - Part No. A B I Weight
O] [ 4 -

mm - mm “ mm Ib kg
SFA1J3 | | LSWB-1 51 130 6.0 152 21 54 85| 39
118J5 LN1 Lw58 LSWB-3 3.9 98 4.5 n4 1.4 36 3.2 1.5
Spring Nyloc Nut Lock Washer
(uses 1-1/2"/
38mm socket)

IMPORTANT NOTE: READ ALL OF THE INSTRUCTIONS
COMPLETELY PRIOR TO ASSEMBLY

Washers Nyloc Shroud cap

M0 58 2 s

Hex
Barrel bolt
nut

Typical Shroud Assembly With Hardware
(Not all assemblies use all hardware shown.)
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for LHD Scoop Trams

STEP 1- NEW INSTALLATION STEP 1- REPLACEMENT INSTALLATION

/4 i A
fig. 11
Position the shroud on the lip making sure Grind the top surface of the lip material that will be
that the blunt throat surface of the shroud affected by weld. Insure all carbon slag or other
“X" contacts the blunt front surface of the impurites from the removal of the old base are
lip “Y" (fig. 1.1). ground out. The use of non-destructive testing at
this point will help determine if there are any cracks

NOTE: This contact must be maintained present in the base material. Repair base material as
throughout the assembly process to insure needed. (Now proceed as with new installation.)

the proper location of the weld base.
Position the shroud on the lip making sure that the
blunt throat surface of the shroud “X" contacts the
blunt front surface of the lip “Y" (fig. 1.1).

NOTE: This contact must be maintained throughout
the assembly process to insure the proper location
of the weld base.

weld
base

| Slide the weld base from the

STEP 2 rear into the receiving slots of
7 the shroud (fig. 2.1)
fig. 2.1
STEP 3 —=| |=— 225"(57mm) After placement has been
— confirmed, preheat the base
= | SURFACE A material to 30°F/147°C and
Z 2 ; tack weld the base at the rear
| | V////////{/% along weld prep surface "A"
'g. 31 (fig.3.1).
STEP 4 Remove the shroud and

prepare to weld-out the base

by re-establishing the preheat

Z) temperature of 300°F/147°C
for the base material (fig4.1).
Maintain this temperature
throughout the welding process.
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for LHD Scoop Trams

SPECIAL NOTES

Recommended filler material: AWS specification A5.1, class E7018, stick electrode.
Stick electrodes should be kept in a heated rod ovenat
250°/120°C prior to use

NOTE: See manufacturers recommended procedures for storage and
preservation of low hydrogen electrodes.

Stringer beads are recommended for higher strength and
less distortion. The use of weave or wash beads is NOT
recommended and should not be used. Arc strikes should be
avoided or ground down.

Recommended weld types:

Weld-out for the base should begin with the slot weld. A

[F - ,)/ O—T—7<SMAW 1/2'(13mm) fillet weld should be deposited in this area (fig.
S - — T B 5.

e Tivami) BE SURE THAT THE ENTIRE BOTTOM SURFACE OF
/ THE WELD BASE MAINTAINS CONTACT WITH THE LIP
DURINGENTIRE WELD-OUT PROCESS.

fig. 5.1

STEP 6

SMAW SMAW SAMAW /
2 ol 2 pl - ( : = a
\ .‘ """""" —_— /—N< SMAW
— V '

fig. 6.1 fig. 6.2

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1/2"(13mm) weld groove on the
base completely (fig. 6.1 & fig. 6.2). Care must be taken at this point not to add too much weld. If
joint is over welded, the weld material can interfere with the lip shroud. The idea is to add as much
weld as possible to the base without causing interference with the lip shroud (fig. 6.3 & fig. 6.4)

When the welding process has been completed, allow a slow cool down period to ambient
temperature. A cool down rate of no greater than 35°F/2°C per hour is recommended,

Viderkd = e area witl
interfare with the ford
washer of the J-Bolt
assembly which must
fit fiush against the rear
of the weld hass

Ensure contact with kp

y WELL maintan base on enlire length of weld

Weid n the no wekl area contact with ip base bottom surface az
can intertare with the &g shvoud. ndieated
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for LHD Scoop Trams

STEP 7

Before repositioning the shroud on the lip, insert the J-bolt
into the shroud through the top hole (fig. 7.1). Rotate the bolt
90° so that the threaded end is facing the rear of the shroud
(figs. 7.2 - 7.3).

STEP 8

Reposition the shroud on the lip by sliding it onto the weld base as far as it
will go, once again, making sure surface “X"contacts surface "“Y"(fig. 8.1).
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J -BOLT INSTALLATION AND WELDING
Lip Shrouds for LHD Scoop Trams

STEP 9 (J2 & J3 J-bolt Assemblies)

Shroud cap
(sold separately)

Lock Washer

-

Hex
bolt

==

Barrel
nut

fig. 9.1

Attach the washers, the spring and the nuts in the order indicated

for J-bolt assembly type J4. (fig. 9.1),
[NOTE: the locking nut cannot be hand-threaded onto the J-bolt]

then torque to specifications listed. (fig. 9.2).

J-Bolt Assembly Torque Recommendations

SPECIAL NOTE

J-BOLT LOCKING NUT | GRADE 8 BOLT
ASSEMBLY
ft-lbs Nm ft-lbs Nm
SFA34J2 175 237 NA NA
SFA1J3 271 NA NA NA fig. 9.2

For best results, it may be necessary to re-torque all fastener components
periodically depending on the application. Usually, re-torquing components
after a few hours of machine operation will insure component security.
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5.2

SPECIALIZED WEAR PROTECTION
SIDECUTTERS



HENSLEY PROPRIETARY SIDECUTTERS
Specialized Wear Protection

BOLT PATTERN A

Strike - Off
SCB220-50
2191b /9.9 kg
Uses (3) 1" diameter plow bolts

B312RH (RH Shown)
B311LH (LH Opposite)
29.81b /135 kg
Uses (4) 1" diameter plow bolts
Additional cutting width
1.5” per side, 3" overall

45

Strike - Off
SCB330-50
33.01b/15.0 kg
Uses (3) 1" diameter plow bolts

-U.ﬁ;‘l.l 075

1

R = ———

B330RH (RH Shown)
B331LH (LH Opposite)
452 1b / 20.5 kg
Uses (4) 1" diameter plow bolts
Additional cutting width
1.5" per side, 3" overall

—= 25 |-
L] -

=3 25~1~3.25+
_._.__“_x

o
,..|...__.__ ] B1
IS Y 22 .

15.4 20

MNote: Measurements are in inches.
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HENSLEY PROPRIETARY SIDECUTTERS
Specialized Wear Protection

BOLT PATTERN B

B102RH (RH Shown)

Strike - Off B103LH (LH Opposite)
SCB410-S0O 59.21b / 26.9 kg
41.81b /19.0 kg Uses (4) 1" diameter plow bolts
Uses (3) 1" diameter plow bolts Additional cutting width

1.5” per side, 3” overall

= 3.3
1 45 0.6 -
29y §0.9 g%r’—g: 3 fM _'_Gg
) [0_4 0.25 L k
8.8 —

os ¥

13

@

i
f

!

74

44
—
Y
—

o

44

¢\(_-jﬁ“
AN

I
N
: S
I

BOLT PATTERN C

Strike - Off
SCB500-S0
75.51b/ 34.2 kg
Uses (4) 1" diameter plow bolts

®1.2

220 83 4.4 67

i}

e~

l-— 1275 —»

0-5} 2.3--—-—[ 4.0]4 11
37 r‘%ﬁtf—" 5

Voso_ [0 [g_a

- 5.8 =

[

-l

MNote: Measurements are in inches.
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CATERPILLAR SIDECUTTERS

Specialized Wear Protection

CATERPILLAR SIDECUTTERS

8J9825HXR (RH Shown) 8J9615HXR (RH Shown)
8J9826HXL (LH Opposite) 8J9614HXL (LH Opposite)
68.01b /30.8 kg 49.01b /222 kg
Uses (5) 1" diameter plow bolts Uses (3) 1" diameter plow bolts
Additional cutting Additional cutting width
width 3" per side, 6” overall. 2" per side, 4" overall.
(4.5” per side and 9” overall with (4" per side and 8" overall with
combination plate 4T6664PHX) combination plate 4T2886BHX)
11 2.0 20 -2.0 F‘Lp
201 Nra0 }—r”
_\( y I 20
T 40 20
éﬂg_\ TEN ¥ 20 '
AN
N L/
15.9

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc. Mote: Measurements are in inches.
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ESCO SIDECUTTERS

Specialized Wear Protection

ESCO SIDECUTTERS

PDE34687HX

PDE31329HX CE17748R3HX (RH Shown)
157 Ib / 71 kg 30.7 b /16.8 kg CE17748L3HX (LH Opposite)
Uses (3) 7/8” diameter plow bolts. Uses (6) 7/8" diameter plow bolts. 38.21b /173 kg
15 04 075
2'3 _::l-:lz_
=11 == 04 T |2.250=wl=g. 0 % [
87
19.8
9.5 5
L] l
f 2.0 19.1 .
'}
-— 5.0 —» > |15

16.75

T2144AHX (RH Shown)
T2143AHX (LH Opposite)
44.4 |b /201 kg
Uses (6) 7/8" diameter plow bolts
Additional cutting width
1” per side, 2" overall.

TN57AHX (RH Shown)
TN56AHX (LH Opposite)
59.51b /270 kg
Uses (6) 7/8" diameter plow bolts
Additional cutting width
3” per side, 68” overall.

0.4
= =S
2,25 -] L.g obs ¥
<> ' [}
, 5. 33 4gs
_—2.25
26
23 1.0 Dia.

MNote: Measurements are in inches.
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VERTICAL SHROUDS AND KOMATSU SIDECUTTERS

Specialized Wear Protection

VERTICAL SHROUDS

ES5280HX
445|b /20.2 kg

KOMATSU SIDECUTTERS

E72958RHX (RH Shown)
E72959HX E72958LHX (LH Opposite)
N1lb/5.0kg 214 1b /9.7 kg

ﬁ i a

il i

MNote: Measurements are in inches.
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PLOW BOLTS

PLOW BOLTS

Specialized Wear Protection

Plow Bolt Assemblies* Dimensions
w/Hex Nut Stock No. C‘:r'l/::lt t Stock No. Di:n‘:i.'tter ;2:?32: Bolt Length
MEB-212 75-1110 - - 5/8" n 21/2"
A58-234 75-120 - - 5/8" n 23/4"
A58-300 75-M30 - - 5/8" n 3"
A58-312 75-1140 - - 5/8" n 312
A34-212 75-1200 - - 3/4" 10 21/2"
A34-234 75-1210 - - 3/4" 10 2 3/4"
A34-300 75-1220 - - 3/4" 10 3"
A34-314 75-1230 - - 3/4" 10 31/4
A34-312 75-1240 - - 3/4” 10 312
A34-334 75-1250 - - 3/4” 10 33/4”
A34-400 75-1260 - - 3/4" 10 4"
A78-300 75-1300 - - 7/8" 9 3"
AT78-314 75-1310 - - 7/8" 9 31/4”
ATB-312 75-1320 - - 7/8" 9 31/2
A78-334 75-1330 - - 7/8" 9 3 3/4"
A78-400 75-1340 - - 7/8" 9 4"
AT8-412 75-1350 - - 7/8” 9 41/2"
A10-212J** 75-1490 - - 1.0” 8 21/2"
A10-300 75-1400 AC10-300 72-2400 1.0” 8 3"
Al10-314 75-1410 - - 1.0” 8 31/4
Al0-312 75-1420 AC10-312 75-2420 1.0” 8 31/2"
Al0-334 75-1430 - - 1.0” 8 33/4”
Al0-400 75-1440 ACI0-400 75-2440 1.0" 8 4"
A10-412 75-1450 - - 1.0" 8 41/2"
A10-500 75-1460 - - 1.0" 8 5”

*Plow Bolt Assembly consists of Plow Bolt with Nut.
**Comes w/Hex Jam nut
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9.5

SPECIALIZED WEAR PROTECTION
Wear Runners



BOLT-ON WEAR RUNNERS
Miscellaneous Wear Parts

t = _iP O Dl B e W
C| sk T TL’( i EE R el [
? Flat [F Tapered T
Dimensions .
Part Number Type A B Cc D E F Winighit Base Fastener
Assembly
" mm " mm " mm " mm " mm " mm Ib kg
BBXBWRI75 Flat | 80 | 203 | 80 203|175 | a4 |05 19 | - | - ~ | - [200] 91 | 8x8B | 58125BCRN
BIOX8WRI75 Flat | 100|254 | 80 | 203|175 | 44 [075| 1@ | - - — | - | 255]| 16 | 10x88 | 58125BCRN
BIOX7WRS Flat |100|254 | 70 |78 | 29 | 75 125 | 32 | - - | - | 355/ 161 | 10Xx7B | 58125BCRN
BIOXIOWR275 | Flat | 100 | 254 | 100 | 254 | 275]| 70 | 10 | 25 | - | - — | - 400/ 181 | 10xi0B | T5BLN
BIZX9WR Flat |120|305| 90 229 30| 76 |125| 32 | - | - | - 490|222 12xeB 115BLN
BI2ZXOWR4 Flat | 120 | 305| 90 [229 | 40 102 [225| 57 | - | - | - | 730/ 331 12xeB 115BLN
BI2X12WR Flat | 120 | 305|120 30529 | 75 | 1 | 29 | - | - — | - | 718 | 326 12x128 | T5BLN
BIAXOWR275T | Tapered | 14.0 | 356 | 9.0 | 229 [275| 70 | 1.0 | 25 | 30 | 76 | 125 | 32 | 525 | 238 | 12x9B TI5BLN
BIAXOWRAT | Tapered | 14.0 | 356 | 9.0 | 229 | 39 | 100 | 19 | 49 |275| 70 | 125 | 32 | 943 | 428 | 12x9B 1I5BLN
BI4XIOWR275T | Tapered | 14.0 | 356 | 100 | 254 | 275 70 | 10 | 25 | 30 | 76 | 125 | 32 | 580 | 263 | 12X10B | 15BLN
B14X10WR4T Tapered | 14.0 | 356 | 10.0 | 254 39 100 1.9 49 275 70 1.25 32 978 | 44.4 | 12X10B N5BLN
BIGXIOWR3T | Tapered | 16.0 | 406 | 100 | 254 | 20 | 75 | 12 | 30 | 48 | 121 |075| 19 | 745 | 33.8 | 12X10B | 15BLN
ABIBXIOWRSTL | 1o red | 16.0 | 406 | 100 [ 254 | 29 | 75 | 12 | 20 | 48 | 121 |075| 19 | 745 | 338 | 12x108 | 1sBLN
(w / laminite)

*Note: Two bolts and nuts required for each wear runner.

BOLT-ON WEAR RUNNER AND ASSEMBLIES

ABIEXTIOWR3TL

Tapered with Laminite Bolt-on assembly recommended

torque spec. of 300 ft Ibs
NSBLN 58125BCRN
Fine Thread Coarse Thread
1.0

10.0 - §3
50 10 pu B 1.25 63 .53
g 1 t_L, 88 By *} r f
[} 150= § [} o 11 e [}
— 29
0.25
ALL CHOCKY BARS CB40N
ﬁ 0.25

Mote: Measurements are in inches.
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BOLT-ON WEAR RUNNERS
Miscellaneous Wear Parts

Dimensions .
Part Number A B Cc Winighit

" mm " mm " mm Ib kg

8X8B 6.9 175.0 6.9 175 0.9 23 6.4 2.9
10X7B 8.4 213 54 137 1.8 46 1.0 5.0
10X8B 8.9 225.0 6.9 175 0.9 23 10.2 4.6
10X10B 10.0 254.0 10.0 254 1.75 44 24.0 10.9
12X9B 12.0 305.0 2.0 229 1.75 44 22.0 9.9
12X10B 12.0 305.0 10.0 254 1.75 44 28.0 12.7
12X12B 10.4 263.0 10.4 263 1.8 46 36.4 16.5

STANDARD FLAT HEAD BOLT/NUT ASSEMBLIES

Assembly Number Description
5/8" X 1-1/4" flat head bolt w/ crimp nut
(coarse thread)
1" X 1-1/2" flat head bolt w/ crimp nut
(fine thread)

58125BCRN

NSBLN

OPTIONAL PARTS & ASSEMBLIES

Pt
1X12FB 1" x 1-1/2" flat head bolt coarse thread
1FN Cone nut, coarse thread
TFLN Cone lock nut, fine thread used w/ part number 1N15BLN
1X2FFB 1" x 2" flat head bolt w/ fine thread

Note: all bolts are grade 8
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5.4

SPECIALIZED WEAR PROTECTION
Top Covers



TOP COVERS
Caterpillar Style

CATERPILLAR STYLE TOP COVERS

. Cast Bolt-on Segments Cast Top Cover Plates
Machine Conter No. of Conter Plow Bolt
Model (Straight) Right-hand Left-hand Holes (traight) Right-hand Left-hand Assemblies
980B 4T3015NRHX 4T7139NRHX 4T7140NRHX 2 4T3015TC 4T7139TC 4T7140TC ACN4600TC
NM6-7460CHX N6-7461RHX N6-7462LHX 3 ACN4600TC
F 2 195-7181 71
SE0RG OW5734NRHX OWSE737NRHX OW5730NRHX 3 1SS TIS0RX S3/I81ER 195712k ACN4600TC
99%%(; N6-7460CHX 1N6-7461RHX 1M6-7462LHX 3 195-7180HX 195-7181HX 195-7182HX ACN4600TC
9988888 NM6-7460CHX N6-7461RHX N6-7462LHX 3 195-7180HX 195-7181HX 195-7182HX ACN4600TC
IWS734NRHX IWSE73I7NRHX GW5730NRHX 3 ACN4600TC
988F 109-9080NRHX | 109-908INRHX 109-9082NRHX 3 195-7180HX 195-7181HX 195-7182HX ACN4600TC
N6-7460CHX 1M6-7461RHX 1M6-7462LHX 3 ACN4600TC
988H 257-1782HX 257-1783HX 257-1784HX 4 257-1778HX 257-1779HX 257-1780HX ACN4-700TC
264-2090HX 264-2091HX 264-2092HX 4 264-2096HX | 264-2097HX | 264-2098HX | ACN4-700TC
988G, 4TE760NRHX ATB76INRHX 4TB762NRHX
990 ATE760NRHHX ATE76INRHHX AT6762NRHHX 4 195-7096HX | 195-7097HX | 195-7098HX ACN4700TC
992 4TE760NRHX ATB76INRHX 4TB762NRHX
9928, 4TE6760NRHHX A4T676INRHHX 4T6762NRHHX 4 195-7096HX 195-7097HX 195-7098HX ACN4700TC
C,DG 109-2675NRHX 109-2676NRHX 109-2677NRHX

Cat” and Caterpillar® are registered trademarks of Caterpillar, Inc.
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TOP COVERS

Caterpillar Style

CENTER (STRAIGHT) TOP COVERS

4T3015TC 195-7180HX
1751b / 7.9 kg 27.81b /12.6 kg

|—2 1.4

(OO

7.4
257-1778HX 195-7096HX
36.81b. /16.7 kg 4951b /225 kg
/r'_¢1.4 /{;%
O
(A
; oo G
160 33 100 35 10
A i @) i
©)
(AN ()

——tl —-— T
25 6.1 —=

Cat” and Caterpillar® are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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TOP COVERS
Caterpillar Style

CORNER TOP COVERS

4T7139TC (RH Shown) 195-7181HX (RH Shown)
4T7140TC (LH Opposite) 195-7182HX (LH Opposite)
21.31b / 9.7 kg 29.51b /13.4 kg
46 —= 09 ——/
o T 214
1 = =H) 1T Q(
e &
R 1 N/
] I : /'()‘\ 6.75
’/‘\ 139 sS4
1.6 %?\
53 5.1 7/
12.0 /)_ y_—
|| | 15.0 0.9
g r (s e '
15 225 |l 475
T e—— T4 ——] e 775 — o
257-1779HX (RH Shown) 195-7097HX (RH Shown)
257-1780HX (LH Opposite) 195-7098HX (LH Opposite)
38.41b /174 kg 5351b/24.3 kg
..-—’/‘-'
©
\k;’y |~ 1.4
A
ﬁ 3'.9 18
an
17.4 w
A |
T 1.1
31 o =i
A-I.’- l.-_ *
f 295 (i p—
9.9
Cat” and Caterpillar® are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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TOP COVERS
Komatsu Style

KOMATSU STYLE TOP COVERS

B Cast Bolt-on Segments Cast Top Cover Plates

Machine No. of P Plow Bolt

Model | Center (Straight) Right-hand Left-hand Holes (stf:i g"':t) Right-hand | Left-hand | Assemblies
WAS00 425-838-A10NR | 425-838-A10RNR | 425-838-A10LNR 2 WAS0O0TPC WASOOTPR WASOOTPL ACI0-500

MSE00CNRH MSE00RNRH MSE00LNRH

WABOO (1.87™) (1.87") (.87 )

@2.5" lip) WABOOCNR WABOORNR WAGOOLNR 3 WABOOTCC WAB00TCR WABOOTCL | ACN4-600TC
(2.3") (2.3") (2.3

(\;g?ﬁr?) WATJOOCNR WATJOORNR WATZOOLNL 4 WATOOTCC WATJOOTCR WATJOOTCL | ACN4-600TC
‘?;A?I?J? WABOOCNR WABO0OTCR WABO0OTCL 4 WABOOTCC WABOOTCR WABOOTCL | ACN4-812TC
WAS00 WABO0OCNR WABOOTCR WABO0OTCL 4 WABOOTCC WABOOTCR WABOOTCL | ACN4-812TC

CENTER (STRAIGHT) TOP COVERS

WAS00TPC WAB00TCC
22.4 b /10.2 kg 33.51b /15.2 kg

] 12.25
1.2 3.9 e 36 r— @ 14 7
o ; :
©©
1 : 8.8
30.0"\ n {
j_/ .;.\EE(.J_‘ { 1.25 ‘

13.0 -

Mote: Measurements are in inches.
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TOP COVERS

Komatsu Style

WA700TCC
36.7 b /16.6 kg

/—@1.4

CENTER (STRAIGHT) TOP COVERS

WAB00TCC

43.01b /195 kg

-

) —~

36—

| @ 151 16.4
@@|@ 00 . @29 —‘
+ io5 ’ 1.1 b ¥ 4 Places ’._
_’_i 4w L / 72
! P | 1.94
150 ‘ -1 25 |“ 30.0° 51) Pzié?:es}
86 —=| / 21 @14 —
. (4 Places)
CORNER TOP COVERS

WASOOTPR (RH Shown)
WAS0O0TPL (LH Oppposite)

14.0°

\°[

23.01b /10.4 kg

| U
- 214

T

1n.2

__{g
meeE==—-1 *
i __{

30.00 N |
P awn 128

{].B}

[
- 3.6 tﬂ-g
- 65 09
8.0

WABOOTCR (RH Shown)
WAGOOTCL (LH Oppposite)
36.51b /16.6 kg

12.25

1.25 REF.
6 =T )
61//2 ? t I
2

30.0° 0.9

7

MNote: Measurements are in inches.
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TOP COVERS
Komatsu Style

CORNER TOP COVERS

WATYOOTCR (RH Shown) WABOOTCR (RH Shown)
WA7Z00TCL (LH Oppposite) WABOOTCL (LH Oppposite)
37.21b /16.9 kg 46.51b / 211 kg

15.0

r///hﬂ'_)z_cr[md

Mote: Measurements are in inches.
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9.5

SPECIALIZED WEAR PROTECTION
Segments



BOLT-ON EDGES FOR LOADERS
Caterpillar Style

HALF ARROW BOLT-ON EDGES FOR CAT LOADERS

Model Part No. Qty
TUO593NRHX 3

. 3G6395RNRHX 1

966 D, E, F, 970, 970F (119.5") ZGE395LNRHX ]
All4-412 12

100-6668NRHX 3

. 3G6395RNRHX 1

970, 970F (126°) 3G6395LNRHX 1
Al4-412 12

TUO762NRHX 3

980 F, C (130.75") TUO7BINRHX 2
Al4-412 12

TUO762NRLT 3

980 F, C (light version) TUO7BINRHX 2
All4-412 12

109-9212NRHX 3

980F, G (134™) TUO76INRHX 2
All4-412 10

109-9212NRLT 3

980F, G (light version) TUO76INRHX 2
Al4-412 10

1045841WR3HX 3

988F, G (145.2") TUO7BINR2ZHX 2
Al4-412 12

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc.
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BOLT-ON SEGMENTS FOR LOADERS
Caterpillar Style

== m =
N
,.l«‘r-
U
mn

Type 1 Type 2
(Center) (RH Shown, LH Opposite)
Dimensions
Part No. Type A B Cc D
" mm b mm = mm = mm
100-6666NRHX 1 12.25 3N 1.6 294 8.0 203 39 98
109-9019NRHX 1 131 333 12.5 318 7.25 184 4.1 103
132-1037NRHX 1 9.9 252 10.4 263 7.7 195 3.2 80
135-9544HX* 1 15.75 400 1.8 300 475 121 5.0 127
135-9545HX*
& 2 15.75 400 120 305 76 194 5.0 127
135-9546HX*
4T3015NRHX 1 12.6 319 101 257 53 135 4.75 121
4TEE92NRHX 1 10.25 261 7.75 197 4.9 125 3.2 81
4TBE93NRHX 1 10.25 261 8.5 216 55 140 3.2 81
4T6694NRHX 1 10.25 261 9.0 229 6.1 156 3.2 81
4TB6696NRHX 1 12.6 319 7.6 192 3.6 90 39 100
4T6697NRHX 1 12.6 319 8.4 213 475 121 4.75 121
4T6698NRHX 1 12.25 n 9.5 241 55 140 39 98
4TB699INRHX 1 12.25 m 10.6 270 71 179 39 98
4T6700NRHX 1 12.3 313 1.4 289 6.3 289 39 98
4T7139NRHX
& 2 12.6 319 120 305 53 135 4.75 121
AT7140NRHX
ATO123NRHX
& 2 12.6 319 10.6 268 5.75 146 4.75 121
4T9124NRHX

*These segments have rounded noses rather than pointed as shown in the illustrations.

Cat” and Caterpillar” are registered trademarks of Caterpillar, Inc.
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BOLT-ON SEGMENTS FOR LOADERS
Caterpillar Style

—! Y b

o

Type 1
(Center) (RH Shown, LH Opposite)
Dimensions . Plow Bolts
Part No. E F Wisight Size R
- o - o ™ ko - ssy. No. | Qty.

100-6666NRHX 25 64 1.6 41 44.0 19.9 11/4 x41/2| AN4-412 2

109-9019NRHX 26 67 1.6 41 58.0 26.3 11/4 x41/2| AN4-412 2

132-1037NRHX 2.0 25 11 29 25.0 Nn.3 Tx 3 Al10-300 2

135-9544HX 2.8 7 1.75 44 76.6 347 |11/4x31/4 n/a 2
135-9545HX

& 28 71 1.75 44 786 357 11/4 x 31/4 n/a 2
135-9546HX

4T3015NRHX 2.5 64 1.6 41 40.0 181 11/4 x 4 Al4-400 2

4TBE92NRHX 21 54 1.5 38 23.5 10.7 Tx 3 Al10-300 2

4TBE93NRHX 21 54 1.5 38 26.0 nse Tx 3 Al10-300 2

ATB694NRHX 21 54 1.5 38 271 12.3 Tx3 A10-300 2

4T6696NRHX 2.5 63 1.6 41 30.3 13.8 11/4 x 3 A114-300 2

4TBE697NRHX 25 64 1.6 4 33.9 15.4 11/4x 4 Al14-400 2

4T6698NRHX 25 64 1.6 4 355 16.1 1/4x 4 AT14-400 2

4T6699NRHX 25 64 1.6 41 42.5 19.3 11/4x 4 Al14-400 2

4T6700NRHX 25 64 1.6 41 46.0 20.9 11/4x 4 Al14-400 2
4T7139NRHX

& 2.5 64 1.6 41 46.1ea. | 209 ea. 11/4 x 4 Al4-400 2
AT7140NRHX
AT9123NRHX

& 2.5 64 16 41 45.2 ea. | 20.5 ea. 11/4x 4 Al4-400 2
A4T9124NRHX

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc.
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BOLT-ON SEGMENTS FOR LOADERS

Caterpillar Style

BOLT-ON HALF ARROW SEGMENT DETAILS

4T6762NRHX (LH Shown)
4T676INRHX (RH Opposite)
175.0 b / 79.3 kg ea.
Requires (4) 11/4 x 4 Plow Bolts”

4T6760NRHHX (Center)
179.0 b / 81,2 kg
Requires (4)11/4 x 4 Plow Bolts*

4T6762NRHHX (LH Shown)
4T676INRHHX (RH Opposite)
1950 |b / 885 kg
Requires (4) 11/4 » 4 Plow Bolts®

Zf, Tl jme

P .

\&L
:
\

b Ly
==

RN
-

v

109-2677NRHX (LH Shown)
109-2676NRHX (RH Opposite)
268.0 Ib / 121.7 kg
Requires (4) 11/4 x 4 1/2 Plow Bolts**

109-2675NRHX (Center)
246.0Ib /1M.6 kg

Cat” and Caterpillar” are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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BOLT-ON SEGMENTS FOR LOADERS
Caterpillar Style

]
e ——
~ D~ | J ._p A —
A //\
—"
- \ T J
! s o
__'_J: 5 J C B
Jl C fisaim i)
T e B et C3
_J inad |
@ ) =
) 1
Type 1 Type 2
(Center) (RH Shown, LH Opposite)
BOLT-ON HALF ARROW SEGMENT DETAILS
Dimensions . Plow Bolts
Part No Type A B Cc D E F icignt Size
) Assy. No. | Qty.
ol mm = mm " mm " mm " mm " mm Ib kg = ssy. No N
1099080NRHX 1 156 | 397 | 135 | 343 | 3.4 86 54 1136 | 275 70 175 | 44 | 83.0] 376 [11/4 x 4| AN4-400 3
109908INRHX
& 2 156 | 397 | 135 | 343 | 3.4 86 54 | 136 | 275 | 70 175 | 44 [ 86.0 | 39.0|11/4 x 4| A4-400 3
1099082NRHX
OW5S734NRHX 1 156 | 397 |1225| 3N 34 86 5.4 137 | 275 | 70 175 | 44 |64.0]29.0[11/4 x4 | AN4-400 3
9WSE730NRHX
& 2 156 | 397 | 127 | 322 34 86 5.4 137 | 275 70 175 44 | 68.0 (308 |11/4x 4| A14-400 3
OWS737NRHX
BOLT-ON HALF ARROW SEGMENT DETAILS
N6-7462LHX (LH Shown)
116-7460CHX (Center) 116-7461RHX (RH Opposite) 4T6760NRHX (Center)
7551b / 34.2 kg 75.51b / 34.2 kg ea. 168.0 b / 76.2 kg
Requires (3) 11/4 x 4 Plow Bolts* Requires (3) 11/4 x 4 Plow Bolts* Requires (4) 11/4 x 4 Plow Bolts*
. — )2.9 +—1
0 Li 5 375 gt
T 34 E 32 4 | Lo
1225 (& H=——H H—T t Tl ‘-5.4--213.?5 —
:: 34 me==]
£ ' 12.25 & 2
—— L Lunj i T e
I = ’HWI il
~ 55 S o I
A e £ Pl e
: 3 215 __ 7 [ | il
i

T
I i [1.75
—— 110 :j —11.0 —
-— 16.6 16.7

*Plow bolt assembly Part No. A114-100.
Cat” and Caterpillar” are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.

Segments | SPECIALIZED WEAR PROTECTION 511



BOLT-ON SEGMENTS FOR LOADERS

Caterpillar Style

BOLT-ON HALF ARROW SEGMENT DETAILS

109-9080HCG 109-9081HCG
101.0 Ib / 45.8 kg 106.0 Ib / 481 kg
- 14 1.4
T | I Tl
F% i - r I I,
| _ - - 6.7
135 : 4 7 BI? 33 *
M| i
i —

109-9019NRH-HX 132-4715NRHX
870 1b / 39.5 kg 4291b /19.5 kg

14 —-'-l I-—‘I.‘I

— Bk

Cat” and Caterpillar® are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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BOLT-ON SEGMENTS FOR LOADERS

Caterpillar Style

BOLT-ON SEGMENTS FOR CATERPILLAR 994 LOADER

103-1833NRHX*

Center 103-1835MNRHX* (LH Shown) 109-9033NRSHX*
294.01b /1335 kg 103-1834NRHX* (RH Opposite) Center
294.01b /1335 kg 37201b /1689 k
24 I | ] it )
[ £3.25 19 i
— je, ,5‘1:, ’ ‘_3_25 HHH:IHHHHHJ*
~| 59 - 106 ] 355 . o
- 17.0 i
_3;3
- - - 3;3 17 17.4
HnH 5 3 -
_3;3
109-9033NRHX" 117-6806NRHX* (LH Shown) 17-6806NRSHX* (LH Shown)
Center N7-6805NRHX* (RH Opposite) 117-6805NRSHX* (RH Shown)
4430 b / 2011 kg 312.0 Ib /1416 kg 379.01b /1721 kg
_1
75 19y 16 25 193
t Wi 3.0 {_.ﬁ A — 30
i I T 1
25——I .I 55 ﬂ}ﬁ—;l_.
i
/\ 135qu.
I
17.4 ||
75 l
il
|
|
I

*Each Segment Requires (5) 11/4" x 4" Plow Bolts.
Plow Bolt Assembly No. A114-400

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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MODULOK PARTS FOR LOADERS
Caterpillar Style

1) &

[S
L c-p hc-pl °F
Type 1 Type 2
(Center) (RH Shown, LH Opposite)

MODULOK EDGE SEGMENTS

Dimensions .
Part No. Type A B [ o D E F Weight
" mm " mm " mm " mm " mm " mm Ib kg
9J4429HX 1 9.0 229 1.5 292 3.7 94 2.6 65 3.4 86 0.7 17 29.6 13.4
8J8222HX(RH)
& 2 10.2 | 259 | 13.0 | 330 35 89 275 70 3.25 83 0.7 17 35ea.|15.9 ea.
8J8223HX(LH)
9U9332CHX 1 9.0 229 1.5 292 4.9 124 31 78 3.0 76 1.5 38 39 17.7
9U9333LHX 407
& 2 105 | 267 | 13.0 | 330 4.0 102 | 3.25 83 3. 79 1.5 38 ea. 18.4 ea.
QUI334RHX
9U9664CHX 1 1.5 292 | 14.0 | 356 4.7 19 31 78 27 68 1.5 38 46.5 211
1U0869HX 1 159 | 403 | 185 | 470 34 87 3.8 97 3.6 90 0.75 19 63.3 28.7
102-9681LHX
& 2 16.0 | 406 | 186 473 6.0 152 3.0 76 31 79 1.25 32 72 327
102-9680RHX
8J3962HX 1 131 333 | 155 | 394 4.8 122 31 78 3.0 76 1.5 38 57.3 259
9J9973HX (RH) 53.2
& 2 143 | 364 171 433 4.6 16 2.3 135 31 79 0.9 22 . 24] ea.
9J9974HX (LH)
8E9514HX 1 1575 | 400 | 184 | 467 5.5 140 2.6 65 3.4 86 1.75 44 83 376
8E9516HXL
& 2 14.25 | 362 171 433 5.0 127 26 67 31 79 1.75 44 |69 ea.| 31.3 ea.
8E9515HXR A

Cat” and Caterpillar” are registered trademarks of Caterpillar, Inc.
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MODULOK STYLE WEAR PARTS FOR LOADERS
Caterpillar Style

EDGE SEGMENTS

109-3141HX 109-3138HX
313.01b /1420 kg 281.01b /1275 kg

Lo
k [

525 |~
Zg‘l_ 14140
& |
i [ o' 39
Pl g9 75
109-3140HX (LH Shown)
109-3139HX (RH Opposite) 13-031HX
29301b /1329 k -
/ ° . 459.0 Ib / 208.2 kg

[0

E'| H
i
N

i

s
22° 30

26.25

= 4 las
rl
[1.2 | ] 4.0

|—— 99 —la7.4 -]

Cat” and Caterpillar” are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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BOLT-ON EDGES FOR LOADERS
Komatsu Style

Model Part No. Qty
421-815-1211CNR 1
421-815-1211RCNR 1

WA 450-3 & WA 470 421-815-1211LCNR 1
421-815-1221INR 2

A10-312 18

WA SOO'LSF{N 20001- 425-815-1320NRHX 2
A10-400 XX

425-815-1510CNRHX 1

425-815-1510RLNRHX 2

WA 500-3

425-815-1520NRHX 2

A10-400 16

426-815-1130NRHX 2
WA 600-1, WAG00-3 ATE-400 >
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BOLT-ON SEGMENTS FOR LOADERS
Komatsu Style

CAST HALF ARROW BOLT-ON SEGMENTS

425-838-A1T0RNR (WAS500) (RH Shown)

425-838-A10NR (WAS500) 425-838-A10LNR (WAS500) (LH Opposite)
4451b /20.2 kg 54.01b /245 kg
Requires (2) A114-400 plow bolt assemblies each Requires (2) A114-400 plow bolt assemblies each

W T s

I J
ESNED

MSE00RNR (WAB00Q) (RH Opposite)
MSB600CNR (WABQOD) MS600LNR (WAB00) (LH Shown)
86.51b / 39.0 kg 870 1b / 39.5 kg
Requires (3) A114-400 plow bolt assemblies each Requires (3) A114-400 plow bolt assemblies each
Use with RP1 teeth Use with RP1 teeth

f— 5.4 —=]

1] ~36

13.6

-
/

A

) (h
[LS) E\EE]

3.5

Bhus,
|
|
o
&

_r
) I-—‘I.O ——-l l—<—l.4

r

1 ﬂ_/ E ; j 2,75 —

Mote: Measurements are in inches.
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BOLT-ON SEGMENTS FOR LOADERS
Komatsu Style

CAST HALF ARROW BOLT-ON SEGMENTS CONTINUED

MSE600RNRH (WAB600) (RH Shown)

MS600CNRH (WAB00) MS600LNRH (WAB00) (LH Opposite)
N751b / 53.3 kg 122.5Ib / 55.6 kg
Requires (3) A114-400 plow bolt assemblies each Requires (3) A114-400 plow bolt assemblies each
Use with RP2 teeth Use with RP2 teeth
t— .4 —=] 3.0 |
sl
* ;‘,“ [2 Places]
17.1 E“; |
Section B-B
|
N =
13.0

14

[square—-[ r'— _+_

3 places] %: @

SECTION A-

WAZOORNR (WA700) (RH Shown)

WA700CNR (WA700) WA7Z00LNR (WA700) (LH Opposite)
163.0 Ib / 74.0 kg 167.0 Ib / 75.8 kg
Requires (4) AN4-412 plow bolt assemblies each Requires (4) All4-412 plow bolt assemblies each
21-5 1.4 —= "‘—1.9 1.9 —=
- [4 places] r 29
1 _ [4 places]
S SN mE )\, 7
H 81.0 A = I
A D [4 places] )
$e Eg\/ - -T 34 ST 810
i 34 R (3 Places) 1 Bl Places]
3 places) g ,
; — L 22 r
B Section B-B (4 pjaces] [Waéﬁe ,  SectonB-B
places]

L 3.25 Section A-A 3_‘25

Mote: Measurements are in inches.
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BOLT-ON SEGMENTS FOR LOADERS

Komatsu Style

CAST HALF ARROW BOLT-ON SEGMENTS CONTINUED

WA480CNR (WA480) WA480RLNR (WA480)
36.91b /18.0 kg 396 1b/ 211kg
Requires (2) A10-300 plow bolt assemblies Requires (2) A10-300 plow bolt assemblies
I e

L a -ﬁfﬂ“—{ :
o1 ST L 4 =T e

1 L 1 1 + EL L

| i P\ )

fe— §.25 —=

13.25 13.25
WAB00RNR (WAGB600) (RH Shown)
WABO00CNR (WAB00) WABO0OLNR (WAB00) (LH Opposite)
103.0 b / 46.7 kg 104.0 Ib / 47.2 kg
Uses (3) ACN4-512 plow bolt assemblies Uses (3) ACN4-512 plow bolt assemblies
13.0 L 7.25 1225
—— 110 ——=
- B4 ———I
1
33 £ 23
il !
0.25 I 16.25

Mote: Measurements are in inches.
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BOLT-ON SEGMENTS FOR LOADERS

Komatsu Style

CAST HALF ARROW BOLT-ON SEGMENTS CONTINUED

WABOQOCNR76 (WAB0O0)
142.01b / 64.5 kg

. 6.4 - ( 1.0
%EZ i

6.1 1.0

Mote: Solid segment with slight recess.

WABOOCNR
208.0 b /94.3 kg
Requires (2) A114-612TC plow bolt assemblies

215 - 1.4 —=
[4 places]

34 B—
[3 places] ,r,:

=19
i1 2/}0,
D [4 places]

15.4 ri— B

2.2
[4 places]

WAB00RNR76 (WAB00) (RH Shown)
WABOOLNR76 (WAB00) (LH Opposite)
148.0 b / 67.2 kg
Uses (3) AC114-512 plow bolt assemblies

/
3.0 @/
\
%EZ;_ P

6.1 le— 11.0 ——=

Mote: Solid segment with slight recess.

WABO0ORNR (RH Shown)
WABSBOOLNR (LH Opposite)
227.0 b /103.0 kg
Requires (2) Al14-612TC plow bolt assemblies

B
| 218 | 1.9 —] F—
22
» [4 places]
1
A
16.1 ,/\ t
- _.._T a4 = 81.0°
(3 Places) 1 <4 Places]
\/\ : 14 Section B-B
i [square 4
150° Lep places]
—4.25 75
i =
Secti !
on A-A 3.25

MNote: Measurements are in inches.
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WEAR PARTS FOR D11 DOZERS

Caterpillar Style

CAST END BITS

Machine Serial No Heavy Duty Ribbed End Bit Standard Duty End Bit
: (#) nut/bolt assy. (#) nut/bolt assy.
D11-SU. D11-U 4BB, 4KB, 9NH, 1AD, 4CA, i} 8E4545RH, 1 req'd. 8E4546LH, 1 req'd.
! 5TB, 9MH, 9ZH, 4YP (9) AN4-514 (9) AN4-514

8E4545RH (RH shown)
8E4545LH (LH opposite)
382.01b /173.3 kg

e— 26.3

VERTICAL EDGE PROTECTOR

Side Bar Protector Adapter Plate Pin Washer

125-0800HX, 2 req'd.
(M7.0 Ib / 53.0 kg)

135-9794HX, 2 req'd. 8E4708P, 4 req'd. 4T4707W, 4 req'd.

125-0800HX
N70 b/ 531kg

135-9794HX
103.0 b / 46.7 kg

236 45 =
;2.2
D D e N
59 it S/ S A
1 yi
213 < J |
(2 PLACES) 25 -
33.0

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc. Mote: Measurements are in inches.
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SPECIALIZED WEAR PROTECTION
LAMINITE



CHOCKY BARS & SKID BARS

i 94 i
‘P_
A LONONONONONO
(I
= (0.6 -=
= t
0.6 i merz mnm\f" \lf “*Ef \!f b
0.3 [MIEDSTEEL F [ |
o —f
CHOCKY BARS
At Dimensions Welght
A
Number
S [ mm Ib [ kg
CB25N Under Development
CB40ON* 1.6 40 3. 1.4
CB5ON* 2.0 50 4.5 1.9
CBB5N* 26 65 5.3 2.4
CB10ON* 39 100 9.5 4.3
CB130N* 51 130 12.3 5.6

*Note: Chocky bar with pre-notched backing plate
to make it easier to break apart, separate or bend.

4.0/\
v ~
P

Al

Type 1
Center

P A -
TN _—
— m 1.1 SB XXXR - Right Hand Shown
0.4 idSteel | " B XXXL - Left Hand

¥ typical End view. |

SKID BARS
Part Dimensions Weight

Number Type el

" mm Ib kg
SB205 1 35 16
SB403 1 8.4 212 6.3 2.9
SB404L 2 85 216 8.4 3.8
SB405R 2 8.5 216 8.4 38
SB406 1 12.0 305 9.7 4.4
SB407L 2 12.2 310 17.0 7.7
SB408R 2 12.2 310 17.0 7.7
SB409 1 6.0 152 5.0 23
SB410L 2 6.0 152 8.4 3.8
SB411R 2 6.0 152 8.4 38

Note: Measurements are in inches.
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WEAR BARS & WEAR BUTTONS
LAMINITE

T White Iron
® o
| Top View X Typleal Drawlirig I J Ed View J
Dimensions Weiaht
Nt?:"lrl:er - N Lo 2 E o
= mm = mm " mm = mm = mm Ib kg
DLP4 12.3 312 1.5 38 1.0 25 0.4 10 1.4 35 5.7 2.6
DLP125 9.0 230 20 50 1.5 38 0.5 12 2.0 50 9.0 41
DLP184 5.9 150 30 76 11 29 0.4 10 1.5 39 7.0 3.2
DLP201 17.0 432 2.0 50 11 28 0.4 10 1.5 39 15.5 7.0
DLP20O1A 17.0 432 2.0 50 1.5 38 0.5 12 2.0 50 17.8 8.
DLP270 10.0 254 2.0 50 0.4 10 0.3 8 0.7 18 4.0 1.8
DLP295 6.0 152 1.5 38 1.0 25 0.3 8 1.3 33 35 1.6
DLP352 8.0 203 8.0 203 0.9 22 1.4 36 2.25 58 39.4 17.9
DLP453 n.se 300 2.0 50 1.5 38 0.4 10 1.9 48 12.6 5.7
DLP569 8.0 203 3.0 76 1.0 25 0.4 10 1.4 35 9.3 4.2
DLP619 6.0 152 3.0 76 1.8 46 0.4 10 2.2 56 10.8 4.9
DLP995 120 | 305 5.9 150 0.7 18 0.2 24 0.9 24 19.8 9.0
DLPTI9T 1.8 | 300 1.0 25 0.6 15 0.3 8 0.9 23 3.2 1.5

~ T

T
A
l
B
t

WEAR BUTTONS

Part . Dlme;suons - Weight

Number

" mm " mm " mm Ib kg

WBE0 0.4 10 0.4 10 2.4 60 0.9 0.4

WRB75 0.6 15 0.4 10 2.75 75 2.0 0.9

WB90 0.8 21 0.4 10 35 90 2.4 11

WEBN5 0.8 20 05 12 4.5 10 57 26

WRB150 1.0 25 0.6 16 5.9 150 12.0 54
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BOLT PROTECTORS & GRIZZLY BARS
LAMINITE

Typical Drawings

BOLT PROTECTORS
Dimensions )
Part A B 3 D E b

Number

" mm " mm " mm " mm " mm Ib kg
DLP1920 3.0 75 1.0 25 0.75 19 0.25 6 1.0 25 1.5 07
DLP1921 4.0 100 2.0 50 0.7 17 0.3 8 1.0 25 3.0 1.4
DLP1994 4.0 100 | 2.75 70 1.0 25 0.25 6 1.25 32 2.0 0.9

fe—— 120 —=y

i
A B
i 1

- 2.0
Mild
White Steel
Iron 0.5
=15

{ 96.1 - 96.1 -
DLP 2075 ‘ DLP 2076 | DLP 2077 | DLP 2078 | DLP 2079 | DLP 2080 [ DLP 2087 [DLP 2082]_  |DLP 2067 l DLP 2068 | DLP 2069 | DLP 2070 | DLP 2071 | DLP 2072 | DLP 2073 [ DLP 2074
1.0
{ 59 it { 59
GRIZZLY BARS GRIZZLY BARS
Dimensions Dimensions
Part Yy 5 Weight Part A B Weight
Number Number
" mm " mm Ib kg " mm " mm b kg

DLP2075 59 150 5.5 141 21.2 9.6

DLP2067 5.9 150 54 138 | 205 | 95

DLP2076 5.5 141 5.2 131 19.8 | 9.0

DLP2068 54 138 4.9 125 19.1 8.7

DLP2077 5.2 131 4.8 122 18.2 8.3

DLP2069 4.9 125 4.4 n3 17.2 7.8

DLP2078 4.8 122 4.4 n3 16.9 7.7

DLP2070 4.4 N3 3.9 100 | 15.2 6.9

DLP2079 4.4 n3 41 103 | 15.4 7.0

DLP20O71 39 100 3.4 88 13.4 6.1

DLP2080 41 103 3.7 94 14.0 6.4

DLP2072 3.4 88 3.0 75 1.4 52

DLP2081 3.7 94 3.3 84 12.5 5.7

DLP2073 3.0 75 2.5 63 9.5 4.3

DLP2082 3.3 84 3.0 75 1.2 5.1

DLP2074 2.5 63 20 50 7.7 3.5

MNote: Measurements are in inches.
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SPECIALTY LAMINITE PRODUCTS

LAMINITE

SIDE PROTECTORS FOR HENSLEY
HYDRAULIC SHOVEL CAST LIPS TRUCK BED LINERS

SDP1337AL (LH shown)

SDP1337BR (RH opposite) DLP 4957
2801b /127 kg 19.0 b/ 8.6 kg
0.9 0.4
| {Mild Steel
! r 1 — | 14.0

05 J
LAMINITE I 65

’_i 100

M 1.
a

-—— 50 —=i

TRAPEZOIDAL PLATE STAR PLATE

DLP1935 DLP2180
2211b /10.0 kg 63.2 b/ 28.7 kg

| 1575 | '
— 0.3
los1=] Lao

—— mild steel
15.75

fut

white iron

MNote: Measurements are in inches.
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SPECIALTY LAMINITE PRODUCTS

LAMINITE

LAMINITE® BENDING DETAILS FOR “CHOCKY” BARS

READ BENDING INSTRUCTIONS COMPLETELY

Clean the surface to which . 7
“chocky” bar will be welded. | A }

AN

FOR OUTSIDE CURVES: Tack weld one end of "chocky" bar (per welding procedures)
in at least 3 places using at least 15mm of weld in each deposit. (Fig.1) Hammer down
unwelded end of bar so that the bar bends and follows the curve. (Fig.2)

Fig. A
NOTCH

FOR INSIDE CURVES: Tack weld

one end of “chocky” bar (per welding /
procedures) in at least 3 places using

at least 15mm of weld in each deposit

(Fig.3a). Starting in the center strike 3
bar so that the bar bends and follows
the curve (Fig.3b).

Stitch weld (per welding procedures)
until bar is firmly in place.

Fig. 3b

NOTE: White iron may crack during bending. This is normal.

Hensley recommends you always use a soft-face hammer and
ANSI-approved (Z87.1) eye protection during cutting and bending procedures.
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RIPPER GUARDS

Caterpillar Style

RIPPER GUARDS
Dura Dura
D6.J8814 DOW8365
D8, D9 D10, DN
31.41b/14.2 kg 870 1b / 39.5 kg

l=— B.7 —-|

A
vl D)
j
L 22 Il N
16.6
139 Vi
@ 16 i i
_..I 4.25 |._
1321014HX 1321015HX
166.0 b / 75.3 kg 164.01b / 74.4 kg
-~ 11.0 — ~—11.0—=
| 3.75|= --5.5--' 4—6.5—-1

B

T—H

4.25 |7

b .75 = - 6.75 ==

Cat® and Caterpillar® are registered trademarks of Caterpillar, Inc. Note: Measurements are in inches.
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SHANK GUARDS FOR DOZERS & MOTOR GRADERS
Komatsu Style

SHANK GUARDS

195-78-72410HX 195-78-72410HHX
Mmolb/49.9 kg 16.01b /52.6 kg

195-78-71T0HX 195-78-21580HX
54.01b / 24.5 kg 51.7 b / 23.5 kg

t —
- lE— 31 [ 1 31 44

[ — =

b 3

SN
NN 7

Note: Measurements are in inches.
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GUARDS & PINS FOR DOZERS
Komatsu Style

SHANK GUARDS CONTINUED

195-78-21320HX 198-78-21390HHX
3361b/15.3 kg 156.0 Ib / 70.8 kg
= <39 143

39 =

17M-782-1330HX 17M-78-21330HX
38.41b /17.4 kg 38.41b /17.4 kg

Fensley Part No. A B
" mm " mm
092-44-02488P 3.6 92 1.0 25
092-44-02496P 3.8 96 1.0 25
175-78-21740P 4.6 n7 1.0 25
426-847-2310P 57 143 1.2 29
198-78-21340PL 6.0 152 1.2 30

Mote: Measurements are in inches.
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