PROPERTY DAMAGE, SEVERE | NJURY AND/ OR DEATH COULD RESULT FROM
(1) FAILING TO FOLLOW THE | NSTRUCTI ONS CONTAI NED I N THI' S MAI NTENANCE MANUAL;
R
(2) REPAIRING, MODI FYI NG OR ALTERI NG ANY BARBER/ SCT PRCODUCT I N A MANNER THAT | S NOT
I NCLUDED I N THI' S MAI NTENANCE MANUAL.

| F YOUR SPECI FI C APPLI CATI ON:
(1) REQUI RES A DEVI ATI ON FROM THE | NSTRUCTI ONS CONTAI NED I N THI S MAI NTENANCE
MANUAL,;
(2) REQUIRES A REPAIR, MODI FI CATI ON OR ALTERATI ON OF A BARBER/ SCT PRODUCT THAT IS
NOT | NCLUDED I N THI S MAI NTENANCE MANUAL;
R
(3) RAISES ANY QUESTI ON ABOUT THE | NSTRUCTI ONS SPECI FI ED I N THI S MAI NTENANCE
MANUAL,
PLEASE CONTACT YOUR BARBER/ SCT REPRESENTATI VE FOR SPECI FI C | NSTRUCTI ONS REGARDI NG
YOUR APPLI CATI ON.

TO CONTACT YOUR BARBER/ SCT REPRESENTATI VE:
PLEASE SEE THE “ STANDARD CAR TRUCK COMPANY CONTACT | NFORVATI ON' PAGE AT THE START
OF THE FULL MANUAL.



Section 4

Column Wear Plates

4-A Inspection & Restoration
e Barber Side Frame Column Inspection & Restoration Guide
4-B Parts

e Type-1 Column Wear Plates (Weld Only)
e Type-2 Column Wear Plates (Bolt Only OR Bolt and Weld)
e Type-3 Column Wear Plates (Bolt Only OR Bolt and Weld)
e Type-4 Column Wear Plates (Weld Only)

4-C  Application Procedure
e Type-1 Column Wear Plates Weld Only Application
e Type-2 & Type-3 Column Wear Plates Bolt Only Application
o Type-2 & Type-3 Column Wear Plates Bolt and Weld Application
e Type-4 Column Wear Plates Weld Only Application

If possible, please supply side frame or bolster AAR code number (9 digit) and casting pattern number, when
ordering replacement components.

glﬂﬂ[ﬂ“ Wa btec, Standard Ca r TI"UCk Always Use Original

,‘ —~ 6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A. Barber Parts
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Section 4-A

Column Wear Plates

Inspection

e Wear plates missing, broken, or worn to less than %4” thick should be replaced.

Restoration

¢ Shims behind wear plates, or thicker wear plates may be required if the
distance between column wear plates is 4" greater than the nominal dimension.

Rev. 9/23

%Aﬂﬂ["g Wabtec, Standard Car TI"UCk Always Use Original
,‘ = 6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.
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Barber Side Frame Column Inspection & Restoration Guide

INS.

o

NS

SECTION C-C
(STANDARD

=\

IF 3/8 SHIM FITS BETWEEN END
OF THE GAGE AND WEAR PLATE,
REPLACE WEAR PLATES AND REBUILD
SIDE FRAME COLUMN IF NECESSARY. _  _

B

RES. THE FINISHED DISTANCE BETWEEN
THE END OF THE GAGE AND WEAR
PLATE SHALL BE 1/8 OR LESS.

—

% SK-2265
“

§-2-E

GO GAGE

§922-)S

3-2-$

INS. REBUILD GUIDE WITH WELD

PER RULE 48 OF THE FIELD
MANUAL IF A 3/8 SHIM FITS

BETWEEN GAGE AND SIDE

FRAME GUIDE.

. AFTER REBUILDING GAGE
SHALL FIT OVER GUIDE

WITH A GAP OF 1/8 OR LESS.

: Gage
Truck Type Capacit
yp P y Number
50 Ton 12 15/16 6 1/8
50 Ton Wide Land 12 15/16 75/8
SK-1503-1
70 Ton Low Conveyance 147/16 75/8
S-2-A
S-2-B 70 Ton
SoC 100 Ton 16 15/16 6 5/8
70 Ton Wide Land SK-1503-4
100 Ton Wide Land 16 15/16 81/8
100 Ton Combination 16 15/16 8 5/8
125 Ton 20 3/16 10 3/8 SK-1560-1
S-2-D
S.2.HD-0C 100 Ton 17 7/16 10 1/16 SK-1503-7
100 Ton 16 15/16 10 1/16 SK-1432
S-2-HD
125 Ton 19 3/16 11 1/8 SK-1560-2
SoE 70 Ton 16 15/16 10 11/16 SK-2265
100 Ton 17 7/16 11 3/16 SK-2524

(COMB INATION)

TW

B

)

.

| RN

SECTION C-C

SECTION C-C
(WIDE LAND)

Rev. 9/23

Wabtec, Standard Car Truck

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.

Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com

Always Use Original
Barber Parts
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Section 4-B

Column Wear Plates

Parts

Type-1 Column Wear Plates (Weld Only)

Type-2 Column Wear Plates (Bolt Only OR Bolt and Weld)
Type-3 Column Wear Plates (Bolt Only OR Bolt and Weld)
Type-4 Column Wear Plates (Weld Only)

Rev. 9/23
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Type-1 Column Wear Plates (Weld Only)

For application, see section 4-C.

Wear Plate Part Number By Thickness Dimensions
3/8 7116 1/2 9/16 A 2]
5706-101 41/2 81/2
5706-102 5708-113 5 81/2
5706-121 5708-101 5 8 3/4
5706-103 5708-107 5 9
5706-104 5708-102 51/2 81/2
5706-105 5707-101 5708-103 5709-101 51/2 8 3/4
5706-119 5708-109 51/2 9
5706-118 6 8
5706-110 6 8 15/16
5706-112 6 9
5706-108 5707-103 5708-105 61/2 91/4
5706-111 7 7
5706-113 7112 7102
5706-120 5707-104 5708-114 712 73/4
5706-115 71/2 8
5706-114 5708-106 71/2 81/16
5706-117 5707-105 5708-108 5709-103 71/2 8 5/16
5706-109 5708-111 712 81/2
5706-116 5708-112 71/2 89/16
5706-107 5708-110 71/2 8 15/16
5706-123 712 93/16
5706-106 5707-102 5708-104 5709-102 71/2 97/16
5706-122 10 1/2 8 1/4

Material: Hot wrought carbon steel bar,

quenched and tempered to 365-415 BHN.

Finish: 85% scale free.

All wear plates flat within .025” TIR.

Rev. 9/23

Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com

Wabtec, Standard Car Truck

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.

Always Use Original
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Type-2 Column Wear Plates (Bolt Only or Bolt and Weld)

Wear Plate Part Number By Thickness

3/8 7/16

1/2

9/16 B

Dimensions

C

5706-201 41/2 81/2 15/8 51/4
5706-202 5 81/2 15/8 51/4
5706-203 5708-202 5 83/4 13/4 51/4
5706-218 5 83/4 161/64 343/64
5706-204 5707-201 5708-203 5709-201 51/2 81/2 15/8 51/4
5706-205 5708-204 51/2 8 3/4 13/4 51/4
5706-213 6 734 11/4 51/4
5706-210 5708-209 6 811/16 123/32 51/4
5706-211 6 8 15/16 127/32 51/4
5706-208 5708-207 61/2 91/4 2 51/4
5706-212 5708-210 71/2 71/2 11/8 51/4
5706-215 71/2 734 11/4 51/4
5706-216 71/2 81/16 113/32 51/4
5706-209 5708-208 71/2 8 5/16 117/32 51/4
5706-217 71/2 8 9/16 121/32 51/4
5706-207 5708-206 71/2 8 15/16 127/32 51/4
5706-206 5708-205 71/2 9 7/16 2 3/32 51/4
5706-214 5708-201 71/2 97/16 211/32 43/4
5708-212 71/2 9 15/16 211/32 51/4
5708-213 10 10 25/8 43/4

For application, see section 4-C

C

N

Material: Hot wrought carbon steel bar,
guenched and tempered to 365-415 BHN.

Finish: 85% scale free.

All wear plates flat within .025” TIR.

3/4 Flat Washer, Hardened
Required For Some Designs

Part No. 2275

3/4-10 Hex Flange Nut
} Part No. 6

Wear Plate Bolt
Part No. 2273

Typical Column Wear Plate
Mounting Hardware

Rev. 9/23

Wabtec, Standard Car Truck

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.

Always Use Original
Barber Parts

Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com
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Type-3 Column Wear Plates (Bolt Only or Bolt and Weld)

Wear Plate Part Number By Thickness Dimensions
3/8 7/16 1/2 9/16 B

5706-301 41/2 8 1/2 15/8 5 1/4
5706-327 5 73/4 11/4 51/4
5706-302 5707-310 5708-302 5709-301 5 8 1/2 15/8 5 1/4
5706-328 5707-314 5708-303 5 8 3/4 13/4 5 1/4
5706-322 5 9 17/8 5 1/4
5707-303 51/2 8 13/8 5 1/4
5706-303 5707-307 5708-304 5709-302 51/2 8 1/2 15/8 5 1/4
5706-304 5707-305 5708-305 5709-309 51/2 8 3/4 13/4 5 1/4
5706-315 51/2 9 17/8 5 1/4
5709-311 51/2 10 2 1/4 51/2
5706-320 51/2 10 3/8 29/16 5 1/4
5706-324 6 7 3/4 11/4 5 1/4
5706-334 6 8 13/8 5 1/4
5706-318 5707-308 5708-309 5709-306 6 8 7/16 119/32 5 1/4
5706-310 5708-308 6 8 11/16 123/32 5 1/4
5706-311 6 8 15/16 127/32 5 1/4
5706-323 5707-312 6 9 17/8 5 1/4
5706-307 5707-316 5708-318 5709-310 61/2 9 1/4 2 5 1/4
5706-330 71/2 71/4 1 51/4
5706-314 5707-306 5708-311 7112 7112 11/8 5 1/4
5706-312 5708-313 7112 7 3/4 11/4 5 1/4
5707-301 7112 8 13/8 5 1/4
5706-317 5707-309 5708-310 5709-303 7112 8 1/16 113/32 5 1/4
5706-309 5707-302 5708-307 5709-308 7112 8 5/16 117/32 51/4
5706-319 5707-315 5708-312 7112 8 1/2 15/8 5 1/4
5706-313 5708-317 71/2 8 9/16 121/32 51/4
5706-306 5707-311 5708-314 5709-307 7112 8 15/16 127/32 5 1/4
5706-329 71/2 9 3/16 131/32 5 1/4
5706-305 5707-304 5708-306 5709-304 7112 97/16 23/32 5 1/4
5706-326 5707-313 5708-301 5709-305 71/2 97/16 211/32 43/4
5708-316 7112 9 15/16 211/32 5 1/4
5706-308 8 97/16 23/32 5 1/4
5706-325 8 9 15/16 211/32 51/4
5706-332 5708-319 8 1/2 97/16 23/32 5 1/4
5708-325 81/2 10 25/8 43/4
5708-324 81/2 10 7/16 227/32 43/4
5706-333 8 15/16 97/16 23/32 5 1/4
5706-331 9 91/8 115/16 5 1/4
5706-335 5707-318 5708-322 5709-313 10 778 111/16 41/2
5706-316 5707-317 5708-321 5709-312 10 81/2 15/8 5 1/4
5706-338 10 9 17/8 51/4
5706-336 5707-319 5708-323 5709-314 10 91/2 21/8 5 1/4
5708-320 10 10 25/8 43/4

For application, see section 4-C

C

It

Material: Hot wrought carbon steel bar,
guenched and tempered to 365-415 BHN.

Finish: 85% scale free.

All wear plates flat within .025” TIR.

3/4 Flat Washer, Hardened
Required For Some Designs

3/4-10 Hex Flange Nut
Part No. 2275

Part No. 6325

Breakoff Head Bolt

Part No. 6120

Typical Column Wear Plate
Mounting Hardware

Rev. 9/23

Wabtec, Standard Car Truck

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.

Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com

Always Use Original

Barber Parts
4-B-3



Type-4 Column Wear Plates (Weld Only - Slotted)

Wear Plate Part Number

. Dimensions
By Thickness
3/8 1/2 B
5706-402 5708-402 5 81/2 21/4
5706-403 5708-403 51/2 81/2 21/4
5706-404 5708-404 51/2 8 3/4 23/8
5706-406 5708-414 7112 8 15/16 215/32
5706-405 5708-406 7112 97/16 2 23/32

For application, see section 4-C.

4

Material: Hot wrought carbon steel bar,

guenched and tempered to 365-415 BHN.

Finish: 85% scale free.
All wear plates flat within .025” TIR.

Rev. 9/23

Wabtec, Standard Car Truck

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A.
Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com

Always Use Original
Barber Parts
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Section 4-C

Column Wear Plates

Application Procedures

Type-1 Column Wear Plates Weld Only Application

Type-2 & Type-3 Column Wear Plates Bolt Only Application
Type-2 & Type-3 Column Wear Plates Bolt and Weld Application
Type-4 Column Wear Plates Weld Only Application

Rev. 9/23
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Type-1 Column Wear Plates Weld Only Application

T T

= % .
L §L§

1/4" 1/4" 1/4
4 REQ. ! !
1/4

— A 1/32" [0.8mm] THICK x 1/2" [13mm] /—A 1/32" [0.8mm] THICK x 1/2" [13mm]
FEELER MUST NOT BE INSERTED MORE THAN FEELER MUST NOT BE INSERTED MORE THAN
! | 1/2" [13mm] DEEP WHERE ACCESSIBLE. | 1/2" [13mm] DEEP WHERE ACCESSIBLE.

WIDE | LAND
r ) C J
| )/ N
Notes:
1. No preheat is necessary to either the side frame or wear plates. However, the 8. Welding to be done in a workmanlike manner, be homogenous, free of gas or foreign
surfaces to be welded must be dry and above 50°F. inclusions.

9. Apply a 1/32" [0.8mm] feeler between the column surface and the wear plate per
instructions in view above.

10. All wear plates must be free of paint, mill scale, oil, and other contaminates before and
after application.

2. Force wear plate tightly against column during the welding operation.
3. Position side frame for downhand welding.

4. Use AWS electrode E-7018 for “B” grade material, E-8018 for “B+” grade material,
and E-9018 for “C” grade material or higher tensile rod of a size consistent with good
practice.

5. Use as low a current as possible.
6. Welds shall be built from the middle of plate and worked toward the ends.
7. Weld must not project beyond wear plate face.

%Aﬂﬂ["w Wabtec, Standard Car TI"UCk Always Use Original

p— = 6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A. Barber Part
( "W) ) . - arper rParts
Rev. 9/23 @ % @ Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com 4-C-1



Type-2 & Type-3 Column Wear Plates Bolt Only Application

FOR BREAKOFF HEAD BOLT
USE #TX-7120 SOCKET

SIDE FRAME BOLT HEAD MUST BE
BOLT HEAD MUST BE #2273 WEAR PLATE BOLT FLUSH OR BELOW #6120 BOLT. BREAKOFF FLAT HEAD
WEAR PLATE FLUSH OR BELOW (3/4"-10 UNC X 2 3/8" LG)  SURFACE OF WEAR g (3/4"-10 UNC X 2 5/8" LG)
SURFACE OF WEAR PLATE
PLATE
#6325 FLANGE LOCKNUT  goo75 FLAT WASHER #5325 FLANGE LOCKNUT
172" [13mm] IMAGINARY = #2275 FLAT WASHER (3/4"-10 UNC) (IF REQUIRED) B B (3/4"-10 UNC)
BOUNDARY INSIDE EACH —--lf \ 1 (IF REQUIRED) B! QB
EDGE OF THE WEAR PLATE || ) . -- L--
. . 142" [13mm] TYP SECTION A-A SECTION A-A
IF THE FEELER CAN PENETRATE | A | A TYPE 2 PLATES TYPE 3 PLATES

BEYOND THIS BOUNDARY WHERE 4{\9!/; BREAKOFF BOLTS
ACESSIBLE THE SIDE FRAVE ¢ ] .

A 1/732" [0.8mm] THICK x 1/2" [13mm]
H REWORK
SHELILE 55 GEHESIHE FEELER MUST NOT BE INSERTED MORE THAN

[
iTEs TT Hih AR FORGIALE - — T 1/2" [13mm] DEEP WHERE ACCESSIBLE.

TO INSERT THE FEELER MORE
THAN 1/2" [13mm] IF ALONG
ONE EDGE THIS CONDITION

IS NOT REJECTABLE

g 7 |
|
|

SECTION AT CENTER

Notes: 7.
1. Verify that the column bolt holes are open and that the application bolts will pass freely
through the holes. If the bolt does not fit, the hole must be opened. 8
2. Visually examine each wear plate and column surface to ensure there are no obvious
defects. Column surfaces must be true, smooth, free of foreign material, and flat to 9
approximately 1/32" [0.8mm] concave. Wear plates must be free of paint before and after '
application.

10.

3. Place the wear plate into position on the column and insert two bolts through the wear plate
and column holes. Place a washer onto the bolt if applicable. Thread a nut onto each bolt

and hand tighten. 11.

4. Position the wear plate such that the bolts appear to be perpendicular to the column face.
5. Type 3 Plates: While holding one of the nuts with a socket wrench, apply a pneumatic

12.

impact wrench (capable of 250 ft-Ib torque) to the corresponding bolt. Tighten first bolt and 13.
nut until snug (do not break off drive stud). Tighten second bolt and nut until break off drive 14.

head has sheared off. Go back to first bolt and nut and continue tightening until break off
drive head has sheared off.

6. Type 2 Plates: Set a pneumatic impact wrench (capable of 250 ft-Ib torque) to 180 ft-Ib and
apply to one of the nuts, tighten until snug. Tighten second nut to torque setting and repeat
on first nut.

A @ 2" [5tmm] AREA ON CASTING
MUST BE SMOCTH AND FREE FROM
IRREGULARITIES (4 PLCS)

A 1/64" [0.4mm] x 1/2" [13mm]
FEELER MUST NOT PASS BETWEEN
NUT FLANGE (OR WASHER) FOR A
TOTAL OF 240° AROUND VIEW B-B
CIRCUMFERENCE

A torque/check with torque wrench should result in a 180 ft-lb or minimum value of 160 ft-Ib.
Fasteners less than 160 ft-Ib shall be torqued to 180 ft-Ib.

If a bolt assembly spins and will not tighten, the plate must be removed for inspection and re-
application.

Bolt heads must be flush or below surface of wear plate, and a minimum of two full threads
must extend beyond the nut.

Apply a 1/64" [0.4mm] feeler between the column back surface and the nut flange (or washer)
per instructions in view B-B.

Apply a 1/32" [0.8mm] feeler between the column surface and the wear plate per instructions
in Section at Center.

AAR recommends 28,000 Ib. min. clamping load for breakoff head bolts per standard S-3003.
Do not use lubricant on the bolts.

All wear plates must be free of paint, mill scale, oil, and other contaminates before and after
application.

%Aﬂﬂ["g Wabtec, Standard Ca r TI"UCk Always Use Original

6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A. Barber Parts

Rev. 9/23 W.%W Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com 4-C-2



Type-2 & Type-3 Column Wear Plates Bolt and Weld Application

FOR BREAKOFF HEAD BOLT
USE #TX-7120 SOCKET
2" 1511 MINIMUM
WELD TOP & BOTTOM

BOLT HEAD MUST BE
FLUSH OR BELOW
SURFACE OF WEAR

BOLT HEAD MUST BE
FLUSH OR BELOW

#2273 WEAR PLATE BOLT
(3/4"-10 UNC X 2 3/8" LG)

#6120 BOLT. BREAKOFF FLAT HEAD
(3/4"-10 UNC X 2 5/8" LG)

,//AA*SIDE FRAME

|
e g
g [ ] Y] —wear pLaTE  SURFACE OF HEAR PLATE

: < #6325 FLANGE LOCKNUT #6325 FLANGE LOCKNUT
1/2" [13mm] IMAGI NARY ==yd | #2275 FLAT WASHER (3/4"-10 UNC) e T 5 (3/4"-10 UNC)
B0UNDARY INSIDE EACH —nf=— | ] f o OF ReQUIRED) el b
EDGE OF THE WEAR PLATE |[! ! = L

‘ ‘ 172" [13mm] TYP SECTION A-A SECTION A-A
IF THE FEELER CAN PENETRATE‘\ | ‘ A TYPE 2 PLATES TYPE 3 PLATES

BEYOND THIS BOUNDARY WHERE BREAKOFF BOLTS
ACESSIBLE THE SIDE FRAME

SHOULD BE REWORKED

— A 1/32" [0 .8mm] THICK x /2" [13mm]
FEELER MUST NOT BE INSERTED MORE THAN
1/2" [13mm] DEEP WHERE ACCESSIBLE.

NOTE: IT MAY BE POSSIBLE /! ol
TO INSERT THE FEELER MORE

THAN 172" [13mm] |F ALONG [:I) -
ONE EDGE THIS CONDITION [ITAL///

|
IS NOT REJECTABLE L v 1

WELDS MUST NOT
NOTCH PLATE

A @ 2" [51mm] AREA ON CASTING
MJUST BE SMOOTH AND FREE FROM
IRREGULARITIES (4 PLCS)

WELDS MUST NOT EXTEND
BEYOND WEAR PLATE FACE.
TOP AND BOTTOM LUGS

A 1764" [0 4mm] x 1/2" [13mm]
FEELER MUST NOT PASS BETWEEN

NUT FLANGE (OR WASHER) FOR A
= S el SEE NOTE 15

TOTAL OF 240° AROUND VIEW B-B )
SECTION AT CENTER C | RCUMFERENCE . SECTION C-C
Notes: 8. If a bolt assembly spins and will not tighten, the plate must be removed for inspection and re-
1. Verify that the column bolt holes are open and that the application bolts will pass freely application. .
through the holes. If the bolt does not fit, the hole must be opened. 9. Bolt heads must be flush or below surface of wear plate, and a minimum of two full threads
2. Visually examine each wear plate and column surface to ensure there are no obvious defects. must extend"beyond the nut.
Column surfaces must be true, smooth, free of foreign material, and flat to approximately 10. Apply a 1/64" [0.4mm] feeler between the column back surface and the nut flange (or washer)
1/32" [0.8mm] concave. Wear plates must be free of paint before and after application. per 'nStrUCtlouns in view B-B. ] ]
3. Place the wear plate into position on the column and insert two bolts through the wear plate 11. Apply a 1/32" [0.8mm] feeler between the column surface and the wear plate per instructions
and column holes. Place a washer onto the bolt if applicable. Thread a nut onto each bolt in Section at Center. ) )
and hand tighten. 12. AAR recommends 28,000 Ib. min. clamping load for breakoff head bolts per standard S-320.
4. Position the wear plate such that the bolts appear to be perpendicular to the column face. 13. Do not use lubricant on the bolts. )
5 Tvoe 3 Plates: While holdi  the nuts with ket h | tici ¢ 14. Position side frame for down hand welding.
: ype ates: ié nolding one or thé nuts with a Socket wrench, apply a pnéumatic Impac 15. Use AWS electrode E-7018 or higher tensile rod of a size consistent with good practice and a
wrench (capable of 250 ft-lb torque) to the corresponding bolt. Tighten first bolt and nut until current as low as possible
sRug (ddo nf?t gre%k OIEftd”f‘.’etslt)u?t)' 'I;ghutan saacon? boltt:_:mr(]jt nut untllgrgak Eﬁ ]Eifran_a hehad Eas 16. Apply weld between plate and lugs at top and bottom to fill in the clearances. Fusion to plate
f] earﬁ 0 d h? ack to first bolt and nut and continue tightening until bréak oft drive hea and lug required over 2" minimum weld length. Fusion to vertical surface of column is not
as sheared oft. necessary and is not desired. Welds must not extend beyond the wear plate surface.
6. Type 2 Plates: Set a pneumatic impact wrench (capable of 250 ft-Ib torque) to 180 ft-Ib and 17. Weld is not intended for securement, rather as a compression-filler weld between wear plate
apply to one of the nuts, tighten until snug. Tighten second nut to torque setting and repeat and lugs.
on first nut. 18. Weld undercut limit of 1/16” per AWS D15.1 Class 3.
7. A torque/check with torque wrench should result in a 180 ft-Ib or minimum value of 160 ft-Ib. 19. All wear plates must be free of paint, mill scale, oil, and other contaminates before and after
Fasteners less than 160 ft-Ib shall be torqued to 180 ft-Ib. application.
%ARH[H Wabtec, Standard Car TI"UCk Always Use Original
= = 6400 Shafer Court — Ste 450, Rosemont, lllinois 60018, U.S.A. Barber Part
Q"M; ) 4 : arber Parts
Rev. 9/23 @ % @ Phone (847) 692-6050 Email: SCTTechCustomerService@Wabtec.com 4-C-3



Type-4 Column Wear Plates Weld Only Application

2" [51] MINIMUM
WELD TOP & BOTTOM
SEE NOTE B

L L0l 27 7
SIDE FRAME 7a T4 WEAR PLATE FACE OF SIDE FRAME COLUMN MUST BE
27 Z7 2 72 /_ TRUE, SMOOTH AND FREE OF FOREIGN
‘ MATERIAL. IT MUST ALSO BE FLAT
172" [13mm] IMAGINARY BOUNDARY INSIDE 1 f TO APPROXIMATELY 1/32" CONCAVE.
EACH EDGE OF THE WEAR PLATE 172" [13mm] TYP SIDE FRAME COLUMN
I|F THE FEELER CAN PENETRATE BEYOND THIS : <
BOUNDARY WHERE ACESSIBLE THE SIDE FRAME A 17320 [0.8mm) THICK x 1/2% [13mm]
SHOULD BE REWORKED ( . FEELER MUST NOT BE INSERTED MORE THAN COLUMN WEAR PLATE
0 |- — 1/2" [13mm] DEEP WHERE ACCESSIBLE.
KA
NOTE: IT MAY BE POSSIBLE TO INSERT THE / WELDS MUST NOT EXTEND
FEELER MORE THAN 1/2" [13mm] IF ALONG ONE BEYOND WEAR PLATE FACE.
EDGE THIS CONDITION IS NOT REJECTABLE TOP AND BOTTOM LUGS SECTION A-A
I sl
V/I//I/////I//I//I//I//I//I/////I/A
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SECTION AT CENTER
Notes:
1. Nobprehelgt (ijs necef)saéy to e(;th?)r the nge frame or wear plates. However, the surfaces 9.  Welds between plate and lugs at top and bottom are not intended for securement, rather
to be welded must be dry and above 50°F. as a compression-filler weld between the wear plate and lugs.
2. Force wear plate tightly against column during the welding operation. 10. Apply a 1/32" [0.8mm] feeler between the column surface and the wear plate per
3. Position side frame for down hand welding. instructions in view above.
4. Use AWS electrode E-7018 for “B” grade material, E-8018 for “B+” grade material, and 11. Allwear plates must be free of paint, mill scale, oil, and other contaminates before and
E-9018 for “C” grade material or higher tensile rod of a size consistent with good after application.
practice.
5. Use as low a current as possible.
6. Welds shall be built from the middle of plate and worked toward the ends.
7. Weld must not project beyond wear plate face.
8. Welding to be done in a workmanlike manner, be homogenous, free of gas or foreign

inclusions.
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