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WORK INSTRUCTION TO ADD SPINDLE RETAINING PLATE
TO SINGLE DRUM AND 3-DRUM ABC TRAILERS

Note: This work should be carried out by suitably trained personnel. Safety equipment such as safety
glasses, leather gloves, hearing protection and shielding around the welding area must be used. A risk
assessment must be carried out prior to commencement of this work.

1. Inspect spindle assembly for straightness. If bent, replace the spindle.

2. Check the upright arms - distance apart should be 1080mm between the two RHS Members.
Check that they are square to the rear cross-member. If they are splayed out or out of alignment,
straighten them using a clamp. It may also be necessary to apply some heat to the welded

connection. (Refer to Drawing No. DD 2300 — Sheet 2 of 2).

3. Install plate No. DD2406. Refer to Drawing No. DD2300 — Sheet 1 of 2, which shows the location
of the plate reference Detail E.

4. Before welding the plate into position, using a 4” grinder, grind the galvanising coating away
from the areas where it is to be welded. Make sure that safety equipment is used including eye
protection and gloves.

5. Tack weld plate into position in accordance with the dimensions given on Drawing No. DD2300-
Sheet 2 of 2

6. Using the spindle, fit into position checking that the plate is correctly aligned and the spindle
uprights are vertical.

7. Weld using mig welder or low hydrogen rods. Ensure welding is only on the inside face as
indicated on the drawing. It is important that the plate is positioned accurately in accordance with
the drawing, otherwise the spindle will not fit.

8. Using the spindle as a gauge, check that it fits correctly.

9. Treat all unprotected surfaces, including welds, with cold gal paint.
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