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SAMBRE ET MEUSE Y25 CAST FRAME BOGIES - EXAMINATION AND RENEWAL OF SIDE
BEARER SPRING SEATS

1. Introduction

Cracks have becni rouna in the base of pre 1986 cast side bearers on Sambre et Meuse Y25
bogies. Owners are advised to visually examine the castings for signs of cracking and to
monitor the growth of existing cracks. Severe cracking may iead to the need to replace the side
bearer seat castings with a stronger; modified version available from Sambre et Meuse.
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2. Visual Examination For Cracks

It is recommended that this examination is carried out as a minimum at the annual VIBT.

Following application of ail appropriate safety procedures, examination for cracks may be made
from beneath the bogie. Any contamination on the underside of the side bearer seat casting
should be cleaned away, any cracks may then be observed with the aid of a torch.

Cracks have been found in the following locations (See Figure 1):

i) Cracks in the weld attachment of side bearer seat to the bolster.

ii) Cracks as i) above extending into the side bearer seat casting.

iii)  Cracks in the transition radius between the weld attachment to the bolster and the spring
seat boss.

iv)  Cracks around the spring seat boss.

3. Limits To Be Applied - Action To Be Taken

Maximum permissible crack lengths are:
25mm for cracks in the weid bead (i above)
40mm for cracks in the casting (i, iii, iv above)

These limits are as recommended by Sambre et Meuse and SNCF.

If any cracks are discovered to exceed the maximum lengths stated above the vehicle must not
be ailowed to enter service.

Cracks in the weld bead should be repaired in accordance with Weld Procedure CR176
(Appendix 1).

Cracks in the spring seat side bearer can be repaired but this is not recommended. Instead the
side bearer should be repiaced with the modified version available from Sambre et Meuse, Part
number 025154-/1 (arrangement drawing 187 M 1255 0033). The work should be carried out to
Sambre et Meuse procedure PPR 00 Y25 which includes Weld Procedure CA125 (Appendix 2).

Owners are advised to contact Sambre et Meuse to ensure that the details of these procedures
remain current.

NOTE:

The welds specified in CR176 and CA125 are the equivalents of the weld spec applied during
original construction. As a *repair” these weld specifications should be supported by “Welding
Procedure Approval Records” in accordance with BS EN 288. Sambre Meuse have been
unable to supply such records, however specification CA125 is supported by an acceptance by
SNCF dated 11/05/1990.
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4, Suspension Clearance At Side Bearer (See Figure 2)

To minimise solid contact occurring on the side bearer stops, the clearances (averaged across
the bogie) shouid be correctly adjusted. The correct clearance is 12mm +2 -0. This dimension
cannot be readily measured directly, an indication of the clearance can be obtained by
measurement ‘X’

The size of ‘X’ in the standard arrangement as shown in figure 1 is 40mm + 1. However, in
some cases, packing washers have been used beneath the stop, in which case the thickness of
the washer should be added in order to calculate ‘X’. This check may also be used to identify
excessive wear at the centre pivot. Liner wear must be limited to a maximum of 3mm, as wom
pivot liners reduce the suspension clearance.

Yours faithfully,

R Townend
Regulations and Claims Manager

for A W Butler
Managing Director, The engineering link
Managing Agent for Railtrack for Private Owner Registration Agreements
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