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Instructions for fitting and removing side and extension-members
on PV 444 and 544 '

As a result of thorough method studies we have arrived at the. procedure gwen below for

carrying out the.above work,
The instructions are listed as follows:

- Removing of side member only.

.

Fitting of side member only. &

Removmg of both side and extension members

~Fitting of both side and extension members.,

Removing of both the side members with tubular members

o O bW N~

. Fitting both the side members with tubular members - -

Removing of side member only

1. Burn off with a cutting torch the side member 1 = 2 mm { 1/32 = 5/64").from the
fianges and the welds between the extension and side members and between the side

and tubular members.

2. Roll up the remaining flanges on the bulkheads with rolling tool SVO:2330, see
fig. 3

3. Chlsel off with a pneumatic chisel any points on the bulkhead, the side member
' contact with the extension member and any remnants on the bulkhead remforcmg

~ member and tubular member.
4. Grind the welds with @ portable grinder.

Fitting side members only

1. Attach fixture SVO 2328 to the gear box suspension-and the undamaged side member; - N
Then secure the new side member in the fixture. Use ratchet handle and 14 mm (0.55")

sleeve See fig. 1.



2.

Locate fixturc SV 2331 in the hole for the pedal position = extension meinber

(Only on lcﬁ-nund sndc ) cmd ﬂxturo SV 2627 1o suc!a. mer. mer - bulkhcad
3.4 Clidek with a stecl tape measure the measurement 975 min ( 39 33" ) frora the nole
for tho cowl insulation button in the bulkiicad to the front edge of the side member,
scc Fig. 2.  Adjust in the side cimiber against the bulkincad and extension ineinber
B[} fm floor with tae help of two wrenches and hainmer and by turning the adjusting
. acrews on the ﬂxtums SVQ 2327 :andl- SMEC=2323 in relation to. aach otHer.-_ Recheck
measurcinent 975 mim ( 38. 58" ). o
4, Spot-weld ( TR.2 ara-= 5/64" electrodes ) the side weiiber flanges torfhe bultkhead.
Electric weld (clectrodes TP 2 min = 5/64" ) the side mcmber.and bulkhead reinforeing
wmamber and weld on the extension member to the side member ( electrodes TP 2,5 mm
5. Adjust the side incmber to the tubular's munoer wni'n f"xfurf,'EVC 237° ( sce Fig. 1.)
Then weld these fogci‘ner ( elcci‘roda,s TP 2 5 nm"-— 0 10“ ) )
S.  Check the measurainent 9]5“mm :( 39?.1%'f>:'). dnd-then r&inove the fixtures,
Rewmoving side and e)v(j‘on;iroﬁ_ s“.ﬁ;egnbgr s e
1. Varm up the floor with cutting torch and reinove the floor insulation with a pufty
knifc, . RN R A SRR L
_Burn-off (with' @ euftihg torch 1 = 2-mm ( 1/3? - 5/54" ) from the Hcmges and the weld
ti-between, the side and:tubular membari:-c. =0 St R
2. Drill out the points in the extension member from above cmd tho wold in i’hﬁ rear edge
of theestonsion 'meimber { 5.5 mm = 7/32" dritl ). TLLndesar et B
3. Remove the side and extension members ( usi’ng pneumaﬁc chisel if necesscry ).
4. “\oll up tnc romcnnmg ﬂungos on ‘rm bulknead wnth rong t'\pl QVQ 2330 see Flg 3
5. Chiscl off any points on the bulkhead, on the bulkheodrcmforcmgmember and any
remrants on the tubular member.  ( Usc pneumatic, chisel ).~ -
G. Grind the welds with a pertable grinder.

Fifting sid.‘e and e_xte_psion membe(

Y Plads fixfurs VO 2523 on'the georbox susponsnon cnd it & new snde member in the

fixture., Use a rachet handle and 14 mm (0.55" ) sleeve. See Flg 1.
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B ark ouf cnd drtll hulps in fhe new. “,xfensmn | ..e.- er (u M = 15/64" drlli )

Fit fixture SVC 2331 at the holc for the pedal position = extension feinber

. (only on lafi’-hcma sndo ), taen spotsweld the extension meinber fo the floor

| ‘ (blLCfl"Od"S TP 2 m —5/64“)

; 'F:f fixture SVQ 23?/ to side neu'abu.r - bulkncod Check with a steel tape iweasure,
‘.mmuumenf 075" mm K¢ 3. ag" ) from the holc fu the ccwl msduhan buﬁon in the

h ‘:bulkheud t3 the front odge of the side mc ‘mbt,r, see Flg. 2. Adgusf th\, snde member

to the bulkhead and extension miember to tac floor with the help 'of twb Wrenches and
hammer ;and | by. turning the ad|ushng screws an the fixtures SY(0,2327 and, SVC 2323

- .in relahon to Qcch ogn‘,r. _ chcck tne measurement 975 mm ( 38. 33")

Spot weld ( clectrode TP 2 fm = 5764 ) th side. mcimbor flanges fo the bulkhead.

[Iec}rlc weld tho sudp member cnc! bulkhecd remforcmg member ( \,lectrode TP 2 mm

= 5/04" ), extension me: wbér to side mc.mber ( elg,ctrocles TP 2 mn = 5/64" ), extension

member to the floor from underneath ( elecfrodes TP 2 mim = 5/64“)

a Ad|ust ‘the side’ member fo fhe fubuldr member ‘with Fuxturc VO 2329 sec. Flg. , and

weld these together ( clectrodes TP 2.5 mm =0.10").

Check the measurement 975 am ( 383.38" ) with a steel tape measure and remove the

fixtures.

Reinoving both side meinbers with tubular member

L

4,

Burn off with a cutting torch 1=2 mm ( 1/32 - 5/¢64" ) from the side member flanges,
the welds between the extension and side member, and the welds between the side

and tubular member,
Roll up tie reinaining flanges on the bulkhzad with rolling tool SVO 2330, sece Fig.3.

Chisel off with a pneumatic chisel any points on the bulkhcad, side member joint wi th
the extension member and any reminants on the bulkhead reinforcing member and

tubular member.

Zrind the welds with a pertable grinder.

Fitting both side members and tubular member

LS

Attach fixture SVC 2323 at the gearbox suspension, then place the new side members
in the fixture, Usc ratchet handle and 14 mm (3.55" ) sleeve. Sece Fig. 1.



Attach fixture SVC 2331 at the hole for the pedcsl pesmon - extension member on
left=hand snd‘,.' Then fit fixture SVO 2327 to side rember - bulkhead on both sides.
Sce Figa] e T Tt PSR SIS

Cneck with g sfecl tape measure thf> measuremenf 975 mm ( 38.39" ) from the hol\.

for the cowl insulation button in tae bulkhead to front edge of the side member, see

+ - Fig. 2, Adjustin the side member to the bulkhead and extension member with the

S..

‘help of two wrenches and hammer and by turning the adjusting screws on the fixture

SVC 2327 and. SVC 2323 iin relation to gach other., Recheck the measurement. 975

i, (38 @") i

| vpor weld ( elecfrodes ™2 mm = 5/64“ ) the snde member flanges to the bulkhead.

Weld the side member and bulkhead remforcmg members ( clectrodes TP 2 mm = 5/64")

and the extension.ynember to the side member. ( electrodes 2.5 m.n =0.10"),

Fit the tubular member to the side members with the help of fixtures SVC 2329 and

-~ .adjust the:welding joint on both sides, then weld the tubular imembers to the side

G,

members (electrode 2.5 i =0,10" ).,

.Check the measurament 975 :mm (.38, 38" ), with a steel tape mcasure and then remove

the fixtures, LRI NI L
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SVO 2327

SVO_2329

SVO 2328

) SVO 2331

Fig. 1.
1. Tubular member
2. Side member
3. Bulkhead reinforcing member

4, Extension member



Fig. 2.

Bild 2

SVO 2330

Bild 3
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