[ SNOWMOBILE | owe 971/92 b 592-005 |

VX750S
EXHAUST PIPE BREAKAGE

INTRODUCTION

When used axtensively on rough trails, the
exhaust pipe may crack at the header pipe joint
area. Refer to the illustration.

PROBLEM: Excessive wear and subsequent
cracking in the header pipe 1o “Y"-pipe joint
arsa.

CAUSE: Insufficlent material thickness.

REMEDY: Repair tha axhaust pipe by cutting
off the cracked head pipe and welding a new
head pipe piece in its place. Replace the pipe
#2 (LH) securing spring with a new shorter
spring.

MOTE: The new head pipe plece is the same
as used in production on the 1993 modeal.

CEALER ACTION SUMMARY
REPAIR: All failed units PARTS REQUIRED: Yes
NOTE: On all sold units, inspect the inner con- WARRANTY: Service-Per-Bulletin

tact area of the header pipas for excessive wear
ar cracking, repairing the pipes as necessary.

| AFFECTED UNITS
I' VXT50S Al

' SERVICE PROCEDURES
1. Hemove the exhaust pipa(s).

2. Separate the head pipe (joint) from the
exhaust pipe body by cutting the pipe just
behind the weld. Use a hacksaw for this
procedura, Sae llustration A,

3. Remove the burrs from cut areas of tha pipe

body.
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SERVICE PROCEDURES (Cont'd.)

4. Mark a line mm from the base of the new
head pipe piece (pipe joint).
See lllustration B,

5. Insert the new head pipe piece into the
exhaust pipe body and align the mark to the
end of the pipe. See lllustration C.

6. Tack weld the new head pipe piece to the
exhaust pipe body to prepare for welding.
Chack the alignment again.

NOTE: Ifthe unitis available, temporarily install
the pipe. Check the alignment of the new head
pipe piece. Make sure the exhaust pipe fits
securely to prevent leaks.

7. Weld the two pieces together securaly.
NOTE: WELDING RECOMMENDATIONS:
15t Choice - Insert gas electric welding
(Tig or Mig)
2nd Choice - OxygenfAcetylens using stesl
rod.

CAUTION:

Use low heat when welding with gas. Gas

| pipe cracking around the weld area.

8. Clean the new weld with a wire brush to
prepare for painting.
See lllustration D,

8. Paint the pipe with heat resistant black
paint. This paint is available form Yamaha
Parts and Accessorles (Part Number PNT-
0000-00-75) or from any auto parts sup-
plier.

10. Install the pipe. Replace the securing spring
on pipe #2 (LH top) with the new shorter
spring for a tighter pipe fit.

ILLUSTRATION B.

6 simm

HEW HEAD PIPE PIECE

MARK A LINE

W HEAD PIPE PIECE
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PARTS INFORMATION
Part Number Description Remarks Dealer Cost
90891-50123-00 Exhaust pipe joint 1 req’d per pipe $3.60
90506-16386-00 Spring 1 req'd for LH pipe 1.10

WARRANTY INFORMATION
Dealers can perform these repairs with proper
welding equipment, or send the pipa outto an
oulside source for repair.

To receive credit for thesa rapairs, submit a
standard Service-per-bulletin warranty re-
quest. The labor allewanca for this repai is 1.5
hours per pipe. Use Problem code BOLAT for
the repair of one exhaust pipe or SOLA2 for the
repair of both pipes. (Both problem codes
(include an allowance for 1 spring).

FOR REPAW OF ONE EXHAUST PIPE

As with all warranty repairs, tag and hald the
cracked head pips piace(s) that was removed
for 90 days from the date you submit the war-
ranty request.

NOTE: If the exhaust pipe in question is dam-
aged beyond repalr, contact your Regional
Technical Advisor (RTA) to request replace-
ment authorization

FOR REPAIR OF BOTH EXHAUST PIPES.
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VX7508
CLUTCH UPDATE
High-Altitude Elevation Units (5000 to 10,000 Feet)

INTRODUCTION
This bulletin describes primary and secondary

i
altitude clutch performance on the VX7505.
PROBLEM: Poor clutch performance and paor
V-belt life.

SYMPTOM: Inconsistent shift rpm, sluggish
backshift, and poor V-balt life.

CAUSE: Bmdmg of the secondary clutch and
incorrect gea

REMEDY: Install the parts recommended in
this bulletin.

DEALER ACTION SUMMARY

MODIFY: Any affected unit exhibiting the
above symploms. Madify unsold units in your
inventory.

PARTS REQUIRED: Yes

WARRANTY: Service-Per-Bulletin. Follow the
instructions inthe Warranty Information section
of this bulletin.

NOTIFY CUSTOMER: Yes. A letter explaining
that authorized Yamaha dealers have updated
Vmax-4 specifications s being mailed to each
registered customer from Yamaha (a copy is
attached).

AFFECTED UNITS
All VX7508 (89A-000101 ~ 002710)

NOTE: This bulletin applies specifically to units
operated primarily between 5000 and 10,0001t
elevation. Refer to Technical Bulletin $92-011
mainly at elevations

SERVICE PROCEDURES

NOTE: Before proceeding with the following
steps, make sure you first watch the 1992
Vmax-4 Clutch Update video, and read Chapter
4 of your VX7508 Service Manual (LIT-12618-
01-35) or the VX750S microfiche Service Man-
ual. Keap the service manual handy as you do
this medification. Also, make sure you have all
the spacial tools required 1o perform the modi-
fications described in this bulletin. These tools.

service manual and in special tool bulletins
$91-010 and $92-007. The pi d in this.

Primary Clutch
Disassembly

1. Remove the primary clutch from the unit
according to the service manual.

2. Remove i rimary clutch cap and spring.

3. Remove the roller and weight assemblies.

Preparation for Assembly

1. Remove the busn-ngs from the roller and and
Use the new YXR Clutch

bullelin are in conjunciion with the Service Man-
ual.

Bushing Jig Kit (Technical Bulletin §92-007).
Install the new Duralon bushings with thejig.

2. Refer to the revised Service Data (dated
8/1/92) for rivet specifications for the eleva-
tion. Change the rivets if necessary,




Service Procedures (Cont'd.)

3. Remove any burrs from the pins before re-
assembly.

Reassambly
1. Install the roller and weight assemblies.

NOTE: As shown in the servica manual, install
the bolts so that they are all facing in the same
direction.

- the primary clutch
the service manual.

NOTE:

* Refer to tha revised service data for the
primary spring specification.

* Pay close attention to the procedures in
the service manual. Make sure to use
Loctite®inthe proper places and follow all
torque recommendations listed in the ser-
vice manual. Pay close attention to the “X*
‘mark and proper clutch cap alignment pro-
cedures in the service manual.

3. Clean the taper area on the primary sheave
and countershaft. Then install the primary
clutch assambly as shown in the service
manual. Make sure to properly torqua the
primary cluteh bolt twice as instructed in the
service manual.

Secondary Clutch

Study the following service proceduras belore
starting the Secondary Clutch modifications.

Disasssmbly

1. Remove the secondary clutch (secondary
sheave assembly).

2. Remove the circlip, washer, torque cam
(spring seat), and spring.
3. Remoave the secondary sliding sheave.
Preparation for Reassembly
Important! Inspect the secondary sliding
sheave small bushing to see if the originally
installed 18Bmm wide bushing has been re-
placed with the updated 32.5mm bushing as
instruction in Technical Bulletin $92-001. If the
original bushing (18mm) has not been re-
placed, follow the machining instructions in
Technical Bulletin S92-001.

BUSHING COMPARISON

—t [R——

18mm

—

32.5mm
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Service Procedures (Cont'd))

1. If the unit has not been operated, but Tech-
nical Bulletin S92-001 was performed, go to

2. If the unit has been operated, remove both
the large and small bushings from the sec-
ondary sliding sheave, then go to step 3.

NOTE: For easler removal, cut slois in the

out the bushing.

3. Using a cylinder bore gauge, measure the
small bushing bore diameter to make sure
the machining mentioned in Technical Bulle-
tin was done correctly, The maximum allow-
able bore diameter is 45.99mm (1.811 inch).
If the bora size is correct, install the new
small and large bushing as instructed in the
fallowing step 4,

Replace the secondary sliding sheave as-
sembly if the bore size was machined too
large. Otherwise, the new small bushing
may fall out during operation. A new sec-
ondary sliding sheave already has the new
bushings and ramp shoes installed, so go
1o step 6.

4. Apply Loctite® #271 to the outer circumfer-
ence of the small and large bushing and
install them into the sliding sheave using &
press. Soma heat will ease installation of the
bushings.

5. Check the material and condition of the ramp.
shoes.

BUSHING REMOVAL.

MEASURE SMALL BUSHING BORE

1D, = 45.99mm




Service Procedures (Cont'd.)

NOTE: As a production change, the material of
the ramp shoes was changed from nylon to
PEEK. The nylon ramp shoes are a translucent
wmmmlur whila tha PEEK ramp

RAMP TION

color. DONOT y
ramp shoes regardiess of their condition.

* If the ramp shoes are nylon, remove and
replace them as a set with the PEEK type.
= It the ramp shoes are of the PEEK type,
remove them and rotate 180° so the un-
used sids is against the new torque cam,

6.Clean the secondary fixed sheave post,
making sure it is free of grease, rust, andjor
dirt.

7.Remove the retainer plate from the old
torque cam. You will reuse this retainer plate
with the new torque cam,

Reassembly

1. Install the secondary sliding sheave assem-
bly onto the fixed sheave, following the in-
structions in the service manual.

2. Place the spring cover onto the short catch
end of the secondary spring, then install the
spring onto the secondary sliding sheave.
Make sure the secondary spring is installed
s0 the short spring catch is inserted in the
hole marked “C" in the sliding sheave.

3. Install the new torque cam. Refer to the
revised Service Data specifications for
proper tarque cam selection. Check the fit of
the new torque cam onto the original fixed
sheave post, then proceed.

A. Press Fitting the Torque Cam

Because of close production tolerances,
in some cases the new torgue cam may
initially fit anto the fixed sheave post
spline so tightly that a press may be
required to install the torque cam. If this
is tha case, proceed with the following:

&) After placing the siiding sheave, spring
cover, and spring, onto the fixed
sheave as instructed in Step 2, secure
the sliding sheave assembly into tha
press and place the torque cam onto
the post. Using a steel plate and
spacer (such as the spacer from
crankshaft puller YU-80059 or fork
seal installer YM-34482), press the
torque cam onto the post slightly.
Make sura that the long catch on the

RAME SHOES._

wean mmq_\ =

SECONDARY SPRING INSTALLATION

PPRESS FITTING TH IQUE CAM

PAGE 4 OF 9
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Service Procedures (Cont'd.)

secondary spring is inserted into the
hole marked “3" on the torque cam.
Before pressing the torque cam onto
the post completely, preload the sec-
ondary spring by rotating the sliding
sheave counterclockwise approxi-
mately 90°. Now, press the torque
ccam onto the post the rest of the way
until about 12mm (12 inch) of the
spline protrudas above the top of the

torque cam.
b) Install the retainer, washer and circlip. MG ARULLERON
©) If the torgue cam is not seated flush
against the retainer washer, use & PULLER
general puller to pull the torque cam RETAINER WASHER

back out against the retainer washer.
Refer to the illustration.

d) Using Loclite® #242, install the re-
tainer screws and tighten.

Slip Fitting the Torque Cam

f the torque cam will slide easily onto the
fixed sheave post, proceed with the fol-
lowing assembly instructions:

a) After placing the sliding sheave, spring
cover, and spring onto the fixed
sheave as instructed in step 2, install
the new torque cam by aligning the
splines and the spring catch to the hole
marked “3" on the torque cam. Push
the torque cam onto the post just
‘anough to engage the spring catch.

b) Before pushing the torque cam com-
pletely anto the fixed sheave post, pre-
load the sacondary spring by rotating
the sliding sheave counterciockwise
approximately 90°.

) Push the torque cam on all the way,
then install the retainer, retainer
‘washer and circlip.

d)Using Loctite® #242, Install and
tighten the retainer securing screws.

4. After assembly of the secondary clutch is
«complets, test the spring preload by turning
the sliding sheave counterclockwise to make
sure the spring catches are seated. If the
sither spring caich dislodges, remove the
torque cam and repeat Steps 2 & 3 of the
reassembly procedure.




Service Procedures (Cont'd.)

Nw!rnllawlhl sliding sh

cluich sheaves. Adjust the number of shims
to achieve the correct V-belt height. V-balt

freely. This can damage the ramp ahoes

5. Clean any dirt andjor rust off the secondary
jackshaft and apply a light coat of grease.

6. Install the secondary clutch assembly as
instructed in the service manual.

7. Following the procedures in the service
manual, check the cluich offset and center-
to-center distance. Usa tha new 16mm Off-
set Tool YS-38506-5 (Technical Bulletin
§92-007) for checking clutch offset and taol
¥S-39506-2 (Technical Bulletin §31-010)
for center-to-center.

8. Before installing the new V-Belt, check for
proper belt height in the secondary clutch
by wrapping the belt around the secondary

height adjt instructions are ex-
plainedinthe service manual and assembly
manual.

9. Install the new V-belt

10. For maximum performance, be sure to
check thase normal maintenance items:
*  Hylax (slide runner) condition
* Track tension and alignment
*  Ski runner condition
Gearing
Drain the chain case oil, then remove the chain
case cover. crmx lhs |Banng saumu for the

vice Data (dated SJIIQZ}IunEw!ntndﬂhuns

PARTS INFORMATION

The clutch performance update parts are avail-
able from Yamaha Parts and Accessories Divi-
sion. Order enough to modify any VX7508 you
have sold or may still have in your inventory.
‘The following parts will be used on all units:

Dealer
Part Number | Oty. Remarks Cost
$0380-08221-00 | Duralon Waightioller Bushings 6 § 280
B9A-17684-8A-00° | Torque Cam 1 | 3 or ft T8A
B9A-17684-8A-00* | Torque Cam (nickel plating) 1| 36° for 7000 ft. and above TBA
BAX-17674-00-00 Cover 1_| Prevents wear = B30

*Chaose the appropriata Torqua Cam for the elttuds.
The following additional parts may ba needed:

p—fart Humber Descripbon — L -

90380-36220-00 | Secondary Small Bushing (Durakon T [ Width:32.5
$0380-86207-00 | Secondary Large Bushing (Duralon) 1
B9A-17688-10-00 | PEEK Ramp Shoe 3
89A-17670-10.00 | Secondary Siding Sheave Ass'y. 1 | Replace only il original was

‘machined improperly 110.40
90261-06019-00 | Aluminum Weight Rivet 3 | 500010 80CO Tt 035
BOA-47567-70-00 1| 5000 ft. and abave 2310
94880-03068-00 | B8L Chain 1| 5000 ft and abave 47.25
B9A-17641-00.00 | V-Bait 1 recommendedon | 49.95

-

4
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Parts Information (Cont'd.)

MOTE: You should have the appropriate jets
on hand to setup any unsold units for the in-

Some g

jparts should also be in your inventory, such as
rollers, sliders, V-bels, bolts, plastic washers,
set scraws, weight and roller pins. Chack your
parts inventory and order any necessary
parts from YPAD if your stock is depleted or
low.

Both types of Loctite® required for this job are
normal shop supplies and available from
YPAD. See your YPAD Accessories Catalog
for part numbers.

NOTE: Parts on this technical bulletin are not

sligible for the Snowmobile Parts Dating Pro-
gram,

WARRANTY INFORMATION

This warranty repair Is authorized for all units
which are usually operated In high elevation
(5000 feet and above), regardiess of owner-
ship.

To receive credit for the cost of the primary
clutch Duralon bushings, the tarque cam and
the secondary spring cover, and the labor to
update the clutches, file a standard fice-per-
bulletin warranty request. The labor allowance
is 1.2 hours. Use Problem Code SO0LD2. For
more information about Service-Per-Bulletin
warranty requests, read Chapter 11, Section |
of your Warranty Handbook.

=)

NOTE: If a new, unsold unit must be rejetted or
the primary spring changed to match the latest
high-altitude service data, claim parts reimbur-
sement on the High-Altitude

form, not a warranty request.

(Warranty i )




Warranty Information (Cont'd.)

If other parts were required, such as replace-
ment of the large and small secondary bush-
ings, PEEK ramp shoes, and gearing

NOTE: SECONDARY SLIDING SHEAVE: if
the secondary sliding sheave must ba ma-
chined to complete this modification, follow the

proce-
dures, submit a second standard warranty re-
quast for parts only. Complete the request as
usual. However, be sure to insert the date of
this bulletin, 9-15-92, as the failure date. For
Reason for Delay (line 7), as well as Problem,
Defect, and Repairs (lines 13, 14, and 15), fill
in this bulletin's number, $82-010.

All of these additional-parts warranty re-
quests must be submitted by March 31, 1993.
Requests received after this date will not be
considered.

NOTE: These aﬂdmmnlpaﬂs warranty re-
quests are

n Technical Bulletin $92-001 for

callyour
Regional Technical Advisor and reguest re-
placement authorization.

V-BELTS: Installing a new V-belt is recom-
mended with the installation of these clutch
performance update paris. Because V-belts
ars considered normal wear items and, in most
cases already have a season of wear, replace-
ment cost is the customer’s responsibility.

As with all warranty repairs, tag and hold the
parts remaved for 90 days from the data you

campaign under the normal produc( ‘warranty
and are not eligible under Yamaha Extended
Sarvice (Y.E.S.).

submit th Y request.




YAMAHA MOTOR CORPORATION, US.A.

6555 KATELLA AVENUE « CYPRESS, CALIFORNIA 90630
MAIL ADDRESS: P.0. BOX 6555, CYPRESS, OALIFORNIA 90630
PHONE: (714) 761-7300

Dear Yamaha Vmax-4 Owner:

L American il the Vmax-4
as Snowmobile of the Year.

‘This year we want to be even betterl We have just supplied your Yamaha dealer with the
most up-to-date information about the Vmax-4. The latest tuning specifications. The latest
clutch information. And many other tips your dealer can use to help you get the most from
the best snowmabile around.

Your' 4 of normal mail ‘While your
dealeris iing this service for you, ppi P for you
that are covered by warranty.

Please call your dealer i for your

service. He will need ta schedule time for the update work, and for any other work you need

w have performed. He'll also want to be sure he has all the parts on hand before you come
by y coverag

whsﬂ performed before March 31, 1993,

Thank you again for choosing a Yamaha Vmax-4, the most exciting snowmobile ever
produced. Now get ready for an even more exciting ride this year!

Sincerely,
‘Yamaha Service Division

coure o: [ semvee | (oo ]
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VX750S
REAR SUSPENSION STOPPERS
INTRODUCTION

Under certain conditions, the rear suspension

shock absorber can bottom out befors the rear

rail stoppers contact suspension arm 2. Se-

wvere, abrupt bottoming of the rear suspension
tothe rear

ponents and/or frame tunnel.

REMEDY: Remove the original stoppers and

install new, taller rear frama rail stoppers. The

‘new rear frame rail stoppers are the same as
those used in production on the 1883 VX750T.
NOTE: If the original rear rail stoppers have
already been changed to the taller VK (B3R)
styla rear stoppers, which will correct the prob-
lem, this modification is not necessary.

DEALER ACTION SUMMARY

UNSOLD UNITS: Modity all unsold units in your
inventary during predelivery setup.

SOLD UNITS: Natity all customers who have
purchased affected units. Make arrangements
for these units to be brought in for repair. To
help you contact your customers, a list of all
units sold and registered by your dealership is
included with this bulletin.

PARTS REQUIRED: Yes

WARRANTY: Service-per-bulletin

NOTE: No warranty or Y.E.S. coverage will ba
considered for frame tunnel damage on units

which have not been modified according ta this
bulletin.

AFFECTED UNITS
VX7508 All

SERVICE PROCEDURES

1. Remave the original rear suspension stop-
pers by drilling out the rivets with a 3/16 inch
drill bit.

2. Using a rivet gun, install the new, taller rear
suspansion stoppers. Be sure to use the new
guide plates in each side of the slopper.

REAR SUSPENSION STOPPER

ORIGINAL STOPPER NEW STOPPER
*83 He56.5MM
'82 He28MM (28.5MM TALLER)

Auna PLATE 1
FRAME RAIL er




PARTS INFORMATION

Repair parts must be ordered from Yamah
Parts and Accessories. These parts will nat
shipped automatically.

Description Part Number aty.
Stopper BAX-47457-00-00 2
Guide Plate BAX-47458-00-00 4
Rivels 80267-48062-00 4

WARRANTY INFORMATION

‘This modification is authorized for all affected
units, regardless of ownership or warranty sta-
tus. To receive credit for the parts and labor,
submit a standard Service-Per-Bulletin war-
ranty request. The labor allowanceis 0.3 hours.
The Problem Code is 80KZ. Refer to your
Warranty Handbook, Chapter 11, Section | for
more information concerning Service-Per-Bul-
lelin warranly requests. As with all waranty

repairs, tag and hold the original parts that were
remaved for 90 days from the date you submit
the warranty request.

NOTE: If the unit has suffered frama tunnel
damage as a result of the above problem, con-
tact your RTA 10 discuss repair authorization.
Warranty

which do not have the new talier rear suspen-
sion stoppers will not be considered.

o) o)
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VX750S8
SECONDARY CLUTCH PERFORMANCE IMPROVEMENT

INTRODUCTION

This bulletin describes secondary clutch modi-
fications necessary o prevent the secondary
ciutch from binding.

PROBLEM: Inconsistent shift rpm.
SYMPTOM: Poor performance - The shift rpm
is either high o low, and clutch backshifting can
be siow. Standard shift rpm is 8000 ~ 8250.
Shiffing that occurs below 7800 rpm is too low
and shifting above BS0D rpm is too high,

CAUSE: Binding of the secondary sliding
sheave against the post and torque cam.

REMEDY: Install a new longer centar bushing
into the secondary sliding sheave. This re-
quires machining with a lathe. Also, polish the
spring seat (lorque cam).

NOTE: Owerall performance depends upon
proper jetting. Check he revised Servics Data
dated 1-6-92for the Iatest jetting recommenda-
tians.

DEALER ACTION SUMMARY

MODIFY: Anyaffected unit exhibiting the above
symptoms.

PARTS REQUIRED: Yes

WARRANTY: Normal warranty applies. Follow

AFFECTED UNITS
All VX750S  (B3A-D00101 ~ 002710)

instructions in this bulletin.

SERVICE PROCEDURES

It the unit appears to have incorrect shift rpm,
check the unit's tachometar against another
known good tachometer. If there is a shift speed
problem, proceed with the following steps.

The following procedures require accurate
If you do not d
contact a machine shop in your area.

1. Remove the secondary clutch assembly and
disassemble the clutch assembly. Refer to
the Service Manual (Part Number
LIT-12618-01-35) ff necessary.

2. Aemove the standard center duralon bush-
ing from the sliding sheave. In doing this, the
bushing will be destroyed.

@

/
REMOVE THIS BUSHING




SERVICE PROCEDURES - (Cont'd))

3. Using a lalhe, machine the center bushing
bora of the sliding sheava all the way through
as represented to the right. Actual machining
‘specifications are provided on the last page
of this bulletin. Chamfer both ends of the
bare, and lightly sand the bore with 400 grit
sandpaper to remove machining im-
perfections.

“CAUTION:

The large sliding bushing (torque cam
bushing) remains in the sliding sheave dur-
ing this machining process. Be careful to
avoid damage to this bushing. If this bush-
ing would be damaged during the machin-
ing of the center bushing bore, replacement
would be necessary.

4. Apply blue Loctite to the outer circumference
of the new center bushing. Using a press,
install the bushing into the bore of the sliding
sheave, Be sure that when you press the
bushing in that itis in line with the bore. Press
the bushing in until the bushing surface is
fiush with the aluminum surface on the out-
side of the sheave.

Do not let Loctite get on the inner surface
of the bushing. f any Loctite should get
onto the inner surface, clean it off inmedi-
ately to avoid damage to the bushing.

5. Polish the circumierence and ramp contact
surfaces of the spring seat (torque cam).

NOTE: A machine shop can do this easily. You
can also do this using 600 grit wet sandpaper.
Remove most of the machining marks. Then,
using aluminum polish, buff the surfaces until
they laok like chrome.

Remove as little material as possible and as
evenly as possible. Uneven or excessive
sanding or polishing may cause surface
cupping.

BEFORE

BUSHING MUST BE FLUSH

=

L

POLISH SHADED AREA
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SERVICE PROCEDURES -(Cont'd.)

[ oare 111092 5L $82-001

6. Inspect the ramp shoes (plastic buttons) for
waar at the point they cantact the torque cam
ramps. If the ramp shoes are worn, remove
them and rotate them 180°, then reinstall
them. This will give the polished torque cam
ramps a fresh, low-friction mating surface. If
the ramp shoes are badly wom, replace
them.

7. Reassamble the secondary clutch. Set the
preload 1o the recommended specification
forthe elevation at which the snowmabile will

CAUTION:

- Mever use lubricant on any Duralon
bushing, including the new center
bushing.

~ Be sure to install the secondary spring
into the secondary clutch with the short
spring catch © toward the sliding
sheave.

8. Install the secondary clutch assembly and
set to the proper V- height. Check the
clutch offset and center-to-center alignment.
If the V-belt has excessive wear or damage,
replace it.

CAUTION:

Scrub the V-belt in warm water with a mild

soap before installing it o prevent glazing.

RAMP SHOES.
.
@&,

WEAR POINT.
Sath

TURM 180°

THIS END INTO
SLIDING SHEAVE.

0]

THIS END INTO
TORQUE CAM

PARTS INFORMATION

(= [ Deseription |

Remarks | Dealer Cost

[ retan |

|__soseosszosxx | Conterdushing |

requied |

$12.25

s2a50_|




WARRANTY INFORMATION

‘Yamaha will reimburse your dealership under
warranty for the new bushing, and for your labor
to remove and reinstall the sheave. Yamaha
will also reimburse you for your labor or ma-
chine shop's charges you paid to bore the
sheave, press in tha new bearing and polish the
torgue cam surfaces.

Submit a standard warranty request with the
following information:

® Use Problem Code 30.

* Put the new bearing (90380-38206-XX) as
the Primary Failed Part.

® Use Job Code 7101 (Secondary Sliding
Sheave Exchange, 0.5 hours).

*® Then claim your machining labor as follows:

1. you did the work, claim your time under
exira labor on fine 10 and explain what you
did on line 11.

2. If amachine shop did some or all of the work
for you, convert their bill into hours at your
labor rate and enter the time under extra
labor. Enter the name of the machine shop
on line 11.

Example: Derrick's Machine Shop charges
you $30.00 for the work. Your labor rate is
$25. So 30.00 divided by 25 equals 1.2
hours. Put this amount under extra labor.
Write *Darrick's Machine Shop, receipt num-
ber B3211* online 11,
NOTE: Normally a sublet fabor receipt would
be required for any outside work. However,
to expedile your payment on this particular
‘warranty request, please use this “axira la-
bor* methad. Then you won'tneed to mail the
receipt. Keep the receipt on file until the
request is paid. We may ask to see it.

* On lines 13, 14, and 15, write "Per Bullatin
892001
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