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INTRODUCTION

The purpose of this manual isfeomiliarize yourself with an EVELEYaxle.
Topics included will cover:

- Installation

- Adjustments

- Maintenance

- Inspections

This manual also contains information in chronological order to get your axle working as soon as possible.
Tables, diagrams, and charts for a common sense approach are included to make thispackagiete as
possible.Your serial #will help identify Your invoice number will also help to identify your axle.

This manual is intended to retain the safety, dependability, and performance engimeeegery EVELEY
axle. Study this manual carefylbefore you perform any installation or maintenance procedures.

Before any repair or maintenance work that requires raising a vehicle, secure it with lift stands that are prope
rated. Also make sure wheel chocks are accurately ins&@®&OT DEPEND ON WHEEL JACKS
Without proper training, safety equipment, and tools, serious if not fatal accidents can occur.

Read and understand procedures in this manual before attempting any work.

DO NOT sand, chisel, hammer, or alter linings in any way.

DO NOT blow brake assemblies with high pressure air lines. Dust from linings should not be inhaled.
DO NOT weld on wheel or heat wheel nuts wiite on.

DO NOT use a chisel to remove/install spindle nuts.

ALWAYS use the right socket size and torque wrendigiang torque procedures.
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AXLE SERIAL NUMBERS

Serial numbers can be found on Eveley axles in 2 places. You can find the first serial number stamped into tf
axle in the center of the tube.

12912 A4719 00l

The serial number is also stamped intoghd of the spindle and can be seen through the clear window in the
oil cap.

SERIAL NUMBER BREAKDOWN

12912 A819 001

JULIAN CALANDER DATE PART # Axle # of total Qty Ordered

Eveleyinternational can be contacted for a parts breakdown for each axle. Please provide the part number.
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Axle installation must be done properly to endinesafe operation of atbmponents. When installed properly
the operator will obtain maximum life a@bmponents such as tires and brake linings.

WHEEL ROTATION

CAM ROTATION

(

It is our recommendation the cam and wheel rotation be installed so both rotate in the same direction as shov
in the above example.

Failure to install the axle in this manner could cause wheelthar , wh e el Ahopd and n

NOTE: Due to the many variations in suspension design, proper suspension installation is the responsibility c
the trailer or suspension manufacturer.

1 Position the suspension components on the axle. Check to émestuteey fit the axle properly. Refer to
the guidelines on welding contained within this Recommended Practice.

1 Locate the axle tepenter and follow guidelines regarding allowable axle rotation as previstaséd in
this ecommended Practice.

T Weld the suspension components to tghidelinemande ac
recommended Practige

1 Position the axle in place under the suspension while ensuring that the proper spacing and alignment
requirements are met.

1 Snug the tbdlts with an impact tool. Torquethelo | t s t o manuf acturer ds
using a calibrated torque wrench. Tighten thbdlis in a crisscross pattern. Be careful not to
overtighten the tbolts since this may damage the axle at the point wthigtJ-bolts contact the axle.

1 Following axle installation and alignment, inspect the assembly to ensure the following:

8§ All suspension springs are properly located on the wear pad.

8§ Adequate clearance exists between the axle and the trailer frame andisaspens
components, both when the axle is loaded and unloaded.

8 All bolts have been tightened to properque values
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SPRING SUSPENSION AXLE SEAT
WELDING SPECIFICATIONS

Brackets which wrap around the axl| e s3hWiththidtypeofuc h
fit, loads on the bracket are transferred directly to the axle. If a gap exists between the axle andeth@sbrack
shown i n vi etheseidoBds are transferred to thie weld. This may overstress and crack the weld.

VIEW A VIEW B

AXIE

—
.
»

\ NOT THIS
BRACKET

Figure3  Axle clearances

The weld arc should not be started at the end of the bead. Instead, the electrode should be started away fron
end of the bedand moved as shown in figure Any craters which remain should be filled during this

movement. In both cases, timention of this guidance is to insure that the stress risers which occur when eithe
start or stopping a weld are located away from the ends of the weld.

FILLER PASS
[76mm MIN.]
30N, min,

( NO WELDw
y

NOTE: 5/16" = 8mm Figure 5 Weld bead track
Figure4:! Ef S aSlI G 2y pé
axle.

When welding axle seat in position mig welding is preferreddifig wire should be 7018 or equleat and

should be performed so that welding is done in goftaition. If this is not possibleelding shoudl be
performed using the stiakethod
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AIRRIDE UNDERSLUNG AXLE SEAT
WELDING SPECIFICATIONS

1 When an axle seat is attached to an axle witholis and a weld, tighten thebwlts to the specified
torque 900 ft/lbs (12281/m) before welding. This ensures that the load on the seat is not transferred int
the weld.

1 Before welding, remove all epaint and dirt from the surface to be welded. Check that the beam centres
are correct, and that the axle fits tight into the arlat, and that the-bolts are torqued to the required
specification

1 Never weld when the axle is cold. The axle and brackets to be welded should bestanaght in a
heated room and be at a temperature of at least 60°F prior to welding. Theslw# the chance of
forming an area of brittle material adjacent to the wiékkmperature requirements are not met,
moderatelyprdheat t he wel d area to a maximum temper a
concentrate heat in one area. Rather, slowly heat a wide area around the joint to be welded. Verify axl
temperature usma temperatursensitive crayon or other appropriate means.

1 The weld arc should not be started at the end of the bead. Instead, the electrode should be started aw
from the end of the bdaand moved as shown in figure 5

1 The weld arc should not be finisth at the end of the bead. Instead, the electrode should be finished
away from the end of the bead as shown. Any craters which remain should be filled during this
movement

Figure5

1 After welding, the Ubolts should be checked to ensure that the tospeeification has not changed. Do
not weld on the bottom of the axle
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AIRRIDE TOPMOUNTAXLE SEAT
WELDING SPECIFICATIONS

=

Any approved’018 Welding Rodr the equivalent, can be used.

1 When welding the axle to the trailing beam saddle there must beptisses on each side, alternating,
side to side and front to back. The finished weld size must be a minimum 1/2"(13mm) fillet weld.
Ensure that each pass is done in different directions and starting points.

1 Before welding, remove all epaint and dirt fronthe surface to be welded. Check that the beam centres
are correct, and that the axle fits tight into the axle seat, and thatlibkslare torqued to the required
specification

1 Never weld when the axle is cold. The axle and brackets to be welded bhattdedvernight in a
heated room and be at a temperature of at least 60°F prior to welding. Thesluck the chance of
forming an area of brittle material adgat to the weldlf temperature requirements are not met,
moderatelyprdn e at t he wel d area to a maximum temper a
concentrate heat in one area. Rather, slowly heat a wide area around the joint to be welded. Verify axl
temperature using a temperataeasitive crayon or other appropriate means.

1 The axle must be clamped to the axle saddle to ensure axle is seated securely in saddle. Axle must si
saddle as shown in Figure 3.

T Tack wel d t he ax| elongtackidtheemiddle of thehsaddlafromt and baék is1l 0
sufficient

1 The weld arc should not be started at the end of the bead. Instead, the electrode should be started aw
from the end of the bdaand moved as shown in figure 6

1 The weld arc should not bmished at the end of the bead. Instead, the electrode should be finished

away from the end of the bead as shown. Any craters which remain should be filled during this

movement

. /s

FILLER PASS

Figure ¢
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ITEM ITEM ITEM
TITLE TITLE TITLE
NUMBER NUMBER NUMBER
1 $1.50 BEARING 15 OUTER ROLLER BEARING 29 RETRACT SPRING PIN
2 SPIDER SEAL 16 CAM BRACKET BOLT 30 OIL CAP BOLT
3 BRAKE CAM 37 5/8-11 UNC LOCK NUT 31 HUB SEAL
4 CAM SPACER 18 CLEVIS KIT 32 DRUM
5 CAM WASHER 19 BRAKE CHAMBER 33 WHEEL NUT
6 SNAP RING 20 HUB SEAL 34 GASKET
7 BRAKE CAM BUSHING BRACKET 21 RETRACT SPRING PIN 35 STUD
8 SLACK ADJUSTER 22 1/8" COTTER PIN 36 HUB CAP
9 BRAKE ANCHOR SLEEVE 23 CLEVIS PIN 37 OIL CAP PLUG
10 BRAKE PIVOT PIN 24 @5" AXLE 38 BEARING NUT
11 BRAKE SHOE 25 BRAKE SPIDER 39 TAB WASHER
12 BRAKE CAM FOLLOWER 26 CAM BRACKET 40 STAR WASHER
13 ROLLER RETAINER 27 BRAKE CHAMBER BRACKET 41 OUTER JAM NUT
14 INNER ROLLER BEARING 28 RETAINER SPRING 42 CAM BRACKET NUT
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