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Disler arasindaki temasin (basmanin) ayarlanmasi: Resim 1

Ayna mahruti dislilerin calisma boslugu ve temaslari asagidaki
siralamaya gore ayarlanmalidir. Temaslarin yanlis olmasi, calisma
boslugunun az veya cok olmasi dislinin kisa stirede bozulmasina
ve ses yapmasina sebep olacaktir.

Disler arasindaki temas izini gérebilmek i¢in ayna dislinin bir-
kac disini Resim 1'de gdsterildigi gibi boya fircasi kullanarak sari
veya acik renk boya ile boyayiniz. Ayna disliyi frenleyerek mahruti
her iki yone dogru déndurilerek dislerin temas etmesi saglanma-
lidir.

Ayna dislinin dis capini Resim 2'de gésterildigi gibi kumpas ile élcin. Olciilen dege-
re gore Tablo 1'den verilmesi gereken calisma boslugunu tespit edebilirsiniz.

Resim 3 ve Resim 4 Dogru Temas :

Disli montaj edildikten sonra ayna dislideki temaslarin dogru oldugu kontrol edil-
melidir. Temaslar Resim 3 ve Resim 4'teki gibiyse yapilan ayar dogrudur herhangi bir
midahaleye gerek yoktur.

Yanlis temasin (basmanin) ayarlanmasi :

Aynanin dislerinin temas izleri Resim 3 ve Resim 4'teki gibi dogru degilse asa-
gidaki mudahaleler yapilmalidir. Temaslari ayarlamak icin mahrutiye yapilan eksenel
muidahalelerden sonra eski ¢calisma bosluguna getirilmeli kesinlikle unutulmamalidir.

Resim 5 ve Resim 6 : Dis dibinde temas Resim 5 - Dis Yanak
Resim 7'deki gibi mahrutiyi ayna merke- A

zinde uzaklastirin (R), sonra aynay! mah- -
rutiye yaklastirip boslugu eski durumuna .
qetlrln (T). r i
Bunun icin mahrutinin sim kalinligr azal-
tilmalidir.

Resim 8 ve Resim 9 : Dis listlinde temas
Resim 10'daki gibi mahrutiyi ayna mer-
kezine dogru yaklastirin (R), sonra aynayi
mahrutiden uzaklastirip boslugu eski du- .
rumuna getirin (T). "
Bunun i¢in mahrutinin sim kalinligr arti-
rilmalidir.
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Resim 11 : Verilmesi gereken calisma boslugu ve ¢alisma boslugunun kontrold

Calisma boslugu aynanin disleri ile mahrutinin disleri arasinda birakilmasi gereken
mesafedir. Bu mesafe ayna dislinin dis yizeyine dikey olarak komparator ile 6lcil-
melidir. Komparatérin ucunu aynanin bir disine, disin topuk kismina gelecek sekilde
Resim 11'de gosterildigi gibi dik olarak yerlestirin. Mahrutiyi sabit tutup aynayi yavas-
¢a ileri geri dondirun ve komparator saatinin degisimine gore ¢alisma boslugunu tes-
pit edin. Saatte gorilen deger Tablo 1'deki deger ile ayni ise verilen ¢alisma boslugu
dogrudur herhangi bir midahaleye gerek yoktur.

Resim 12 ve Resim 13 : Yanlis calisma boslugunun ayarlanmasi
Saatte gorulen deger Tablo 1'deki deger ile ayni degil ise asagidaki mudahaleler
yapilmalidir.

AT \ AN
Resim 12 : Calisma boslugu fazlaysa Resim 13 : Calisma boslugu azsa

Resim 12'deki gibi aynayr mahrutive  Resim 13'deki gibi aynayl mahrutiden
yaklastirip boslugu azaltin (T). uzaklastirip boslugu artirin (R).

- Dislilerin en énemli ihtiyaci yaglamadir. Bu nedenle yetersiz ve dogru olmayan yaglama dislilerde ciddi
hasarlara sebep olabilir. Montaj bitirilip dogru temas ve ¢alisma boslugu saglandiktan sonra difransiyele
85W-140 veya 80W-90 numara sentetik kaydirici hypoid difransiyel yagi konulmalidir. Difransiyel yagi aracin

bakim kitapciginda belirtilen periyotlarda kontrol edilmeli ve yine kitapcikta belirtilen stirede/kilometrede CALISMA BOSLUGU TESPIT TABLOSU
degistirilmelidir. ARACIN TiPi | AYNA DiSLINiN CAPI | ONERILEN BOSLUK
Otomobil @ 140 - @ 185 mm 0,10-0,16 mm
Stoklama esnasinda olusabilecek korozyona dayanimi artirmak icin Grin (zerine Mangan Fosfat kaplama Hafif ticari @185 - @ 300 mm 0,16 - 0,27 mm
(koyu renk) ya da koruyucu yag (acik renk) uygulamasi yapilmaktadir. Stoklamadaki korozyon riskine karsi AGir vasita @300 - @ 500 mm 0,27 - 0,36 mm

yapilan islemle olusan renk farkliiginin Grinin mekanik ézelliklerine (6zellikle sese) herhangi bir etkisi yoktur.
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Adjusting the tooth contact pattern : : e Figure 2
The backlash and contacts of the crown wheel pinion must be - g :
adjusted according to the following sequence. If the contact pat-
terns are wrong and the backlash is too small or too large, it will
cause the gear to break down in a short time and make a noise.
To make the tooth contact pattern visible, paint several tooth
of the crown wheel gear with a yellow using a paint brush as
shown in Figure 1. Braking the crown wheel, turn the pinion in
both directions.

Figure 2. Find the recommended backlash from the Table 1 according to the measured
value.

Figure 3 and Figure 4 : Correct contact pattern

The adjustment is correct if the contant pattern looks like Figure 3 and Figure 4
after the installing. There is no need for any correction.

Adjusting the wrong contact pattern :

If the contact patterns of the crown wheel gear are not seen as in Figures 3 and 4,
the following corrections must be made. It must not be forgotten that after changing
the axial position of the pinion, it's necessary to restore the gear set backlash.

Figure 5 ve Figure 6 : Low contact pattern Figure 5 - Convex Side
Move the pinion away from the crown /A

wheel as shown in Figure7 (R), then re- .
store the backlash by moving the crown .
wheel towards the pinion (T). Z
For this, the thickness of the shim of the
pinion must be reduced.

Figure 8 and Figure 9 : High contact pattern
Move the pinion towards the crown wheel

as shown in Figure 10 (R), then restore
the backlash by moving the crown wheel .
away from the pinion (T). For this, the 7 ' I

thickness of the shim of the pinion must v T <R
be increased.

r'

Figure 8 - Convex Side W Figure 9 - ConcaveSide

Figure 11 : Recommended backlash and control of the backlash

The backlash is the space between the teeth of the crown wheel and the teeth of the
pinion. This distance must be measured with a comparator perpendicular to the tooth
surface of the crown wheel. To measure the backlash, position the comparator at the
a teeth of the crown, close to the base of the teeth perpendicularly, like in Figure 11.
Hold the pinion steady and slowly turn the crown wheel back and forth and determine
the backlash according to the change in the comparator clock. If the value seen in the
clock is the same as the value in Table 1, the backlash given is correct and there is no

need for any correction.

Figure 12 ve Figure 13 : Adjusting the wrong backlash
If the value seen in the clock is the different as the value in Table 1, the following correc-

tions must be made.
AT \ A
Figure 12 : Too much backlash Figure 13 : Deficient backlash

Move the crown wheel towards to pin-  Move the crown wheel away from the
ion as shown in Figure 12 and reduce  pinion as shown in Figure 13 and in-

the backlash. (T). crease the backlash. (R).

The most important requirement of the gears is lubrication. For this reason, inadequate and incorrect lubri- Table 1

cation can cause serious damage to the gears. After the assembly is finished, 85W-140 or 80W-90 numbered

synthetic hypoid oil should be pour. Differential oil should be checked at the intervals specified in the user RECOMMENDED BACKLASH

manual of the vehicle and should be changed in the period specified or km. VEHICLE TYPE OUTSIDE DIAMETER | RECOMMENDED
OF CROWN WHEEL BACKLASH

The manganese phosphate coating (dark color) or protective oil (light color) is applied on the product in order Automobile ©140-0185mm | 0,10-0,16 mm

to increase the resistance to corrosion that may occur during storage. There is no effect on the mechanical Light com. vehicle | ©@185-@300mm | 0,16 -0,27 mm

properties of the product (especially the noise) of the color difference caused by the process performed against e, vEEE @300-3500mm | 027-036mm

the corrosion risk in stock.
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