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é Safety First! Hensley Industries, Inc. recommends following all safety protocols when using our products and
utilizing all PPE. PPE should comply with worksite regulations as well as any applicable local, state or federal
requirements [OSHA and MSHA] to help avoid injuries. Keep others at the safe distance to ensure safety.




Hensley J-Bolt lip shrouds offer a quick and effective solution to add wear protection to large loader and

hydraulic shovel lips. Some simple welding is required to initially attach the mounting base to the lip. The
shrouds are mechanically attached to the base making installation, removal and replacement as easy as
turning a socket. Mechanically attached shrouds are made from a hard alloy, achieving greater wear and
abrasion resistance than weld-on shrouds.

« Hensley J-Bolt lip shrouds are a mechanical system for easy assembly.
« Higher hardness than weld-on shrouds for longer wear life.

« Currently available for 2” (50 mm)] through 6-1/4” (160 mm) lips.

« Mechanical system is self-tightening to the lip, reducing wear.

« Shroud changes are quick, downtime is reduced.

o Safe installation and removal.




J-BOLT SHROUDS CENTER
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THICI;!:IESS CENTER el Bl el 5 () " |BLUNT| WEIGHT MACHINE
INCHES SHROUD TYPE
2 LS2001350) 1[3315 [1;] 2[514/53 1[335/]8 ?2']&‘ 3[81;5 1[33'55 [31/9‘; 300 [11/22] 6249/ LSWB3 | SFA34/4 FEL
LSL2501300) [313?01 i 257] 2[;,356/]8 2[61;2 1[33' j éf ?131/9? 2?5132/]16 a{; 300 [11/ 22] 13:/ LSWD3 | SFA34J4 FEL
2-1/2 LS2501500) ( 31;] a 257] 2[’ :7/]8 131/]8 ?2'22‘]' ?1’11‘/”2 [312 n 1[12/71]6 300 ( 155/ Z] 5722 LSWB3 | SFA34)4 FEL
Ls250150002L | 31:1] i '257] 2[' :1/]8 2[:’6/;3 5[';2]6 4[1;57/]8 [31:1] 1[’21 é? 300 “55/ 2] ii/ LSWB3 | SFA34/4 FEL
2-3/4 LS2751675) 1&':;? ?161{5 Z[Zéf 1['1 é? [21719] 6[1'25 1;34'73’6/;1 1{21/]8 350 1[",,592( z_]z 1762(_)6/ LSWBS | SFAl4 FEL
LS3001000) [21_24] %;g 3'[21]16 [52” 1;;8/‘:]6 7;;?]6 1{:41/91]6 3'[;]16 Blunt | N/A 15265; LSWB8| SFAl4 BH/HFS
LS3001000)28 [21_?4] %;S 3[719/]8 [521] 1[?3:3? 6[{2’;? 2([);2156 1[52/31]6 300 ;/; gf_é LswBg | SFAl4 BH/HFS

3
wssooeony | TS | 3 | s | | B | e e e | | e s | e
LS300M256) [21;)6] ?161{5 3[812/;‘ [521] S[{Z’é‘]‘ 6[1'25 [52526] 1{21/]8 300 [31/9‘; ;‘;‘Z LSWB8 | SFA14 BH/FFS
LS3501250) 1[2311;]2 %;g 3'[1911/]16 2['730/]4 1&'71(/)]2 %’2’;? 2([);215{]16 [215] 300 [72/;3] 1;?7/ LSWB8 | SFAl4 BH/HFS
LS3501750) Z’iﬁ %;S 3 ’[21]16 3[815 1[?3:;]3 6[1 2’ éf 2[?_)'255/]8 ( 215] 300 [72/ ;_3] ZEZZ/ LSWB8 | SFAl4 FEL

3-1/2
LS350M275) 1[';'775 %;g 3’[21116 2[’730/]4 5[1'22‘]1 6[1'22? 2([)5';56 1[33;]8 300 [72/; 17225/ LSWB8| SFAl4 BH/HFS
LS350925) [92';3 ?161{5 3'[34]16 2[613/]2 1[12;/22] 3['935/]4 2%2)/52 1E;Qf 300 [72/;3] ;3924 LSWB8 | SFA14 BH/HFS
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DIMENSIONS - INCHES (MM)

THICKNESS CENTER e MACHINE
INCHES SHROUD TYPE
saoosony | 3, | G | e | ae | e oo | aas vae s | L fuswes| s | wes
saoomrsy | T3l | G2 | s | v o g [z | e | s | L LW fiswe| sos |
ooy | 2 | e | e | e | e e | o | | e | s
4 LS4001600) ( 415 o) %;g 4[;3/;]6 2[’730/]4 1[23 ;/]8 6[1 é’ éf 2[15532/? ( 215] 300 ;/; 1:‘;/ LSWB8 | SFA14 FEL
Lsa001600jCS | 415 o) ?1615 4[%/61]6 1[' jﬁ 1[12 ; g]l I 23] 2[15:3/;1 1[;;_‘]1 300 [31/9‘; :fé LSWB8 | SFAl4 BH/HFS
wsaoomsoy | T2 |z | oo | s | e | e e | e s s 20 wes)| s | e
oy | 208 | on [ | s | | e | e | o 0 89 | s | v
LS4751300) ( 31330] ?2‘?’ ;8 4;: 36 2[51;]4 [71’;13 7[124? 2[2;373/]8 1[’ j ﬁ 300 1[;(/; 2182(;/ LSWB6 | SFA125/6 BH/HFS
LS4751400) [31; 6l ?;gf 4;:2}6 2[51;]4 1;;’752/]8 7[124? 2[2;373/]8 1[' jﬁ 30° 1[4:8? if;é LSWB6 | SFA125/6 BH/HFS

4-3/4
LS4751700) 0 4137 2] ?sz 4;;2}6 2[51;]4 1;;752/]8 7[1;? 2[2;:3/]8 1[' :’ ﬁ 300 L:é? 1365; é LSWB6 | SFA125/6 BH/HFS
LS4751950) 1[3'915 ?z?é? ‘[11'272? 2[;;]4 [71';2‘} 7[12433 2&'739/]4 1[':1? 300 1[4:{)? 136794_2 LSWB6 | SFAI25)6 BH/HFS
LS5501600) ( 415 o) ?2‘:’;]8 5[’1221]6 2[51;]4 Ia’g’é? 7[124? 2{;356 [;] 300 ;/; 136631./7 LSWB6 | SFA125/6 BH/HFS
5-1/2 LS5501750) 1[3115 ?;gf 5['122]6 2[51;]4 1&’%‘]‘ 7[124? 2[77035{]4 [521] 300 [31/9‘; 13799% LSWB6 | SFA125/6 BH/HFS
LS5502200) [52529] ?sz 5['122]6 2[51;]4 1[54'5’{)‘]‘ 7[1;? 2[77035/]4 [521] 300 [31/9‘; 3152/ LSWB6 | SFA125)6 BH/HFS
LS6251400) [31:6] ?z?é? %gg 2[;;]4 1[7‘;21/]4 [223] 29[;1;7/]16 [52” 300 2[51‘{;3 13:’;2 LSWB6 | SFA125)6 BH/HFS
LS6251600) ( 415 o) ?2‘:’;]8 6[;2/;]6 2[’ 657/]8 1[74;;/]4 [223] 25;;153’7/]16 [;] 300 2[511;3 41392/ LSWB6 | SFA125/6 BH/HFS

6-1/4
LS6251800) ( 41_?7] ?;gf 6[;2/;]6 2[' 657/]8 ??jg]‘ [zg 3 2[3%]8 [736] 30° 2[511? 426:;_;?/ LSWB6 | SFA125/6 BH/HFS
LS6252000) [52008] ?sz 6[;2/;]6 2['657/]8 ??:ig]‘ [2§3] 2[3:(4]8 Zigé}ﬁ 300 2[514{? ‘;9565/ LSWB6 | SFA125/6 BH/HFS




J-BOLT SHROUDS LEFT AND RIGHT HAND
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e DIMENSIONS - INCHES [MM) DEGREE
ANGLE WEIGHT MACHINE
THICKNESS
SHROUD LB/KG TYPE
INCHES
LS2001350)R 13-1/2 5 2-1/8 1-3/8 | 13-5/8 3/4 8-1/4 1/2 59/

2 300 100 LSWB3 | SFA34j4 FEL
LS2001350)L (343) (127) (54) (35) [346) [16) (210 (12) 26.8 |
LSL2501300JR 13 5 2-5/8 2-1/2 21-1/8 5/8 13-3/8 5/8 163/

300 150 LSUB3 | SFA34J4 FEL
LSL2501300JL (330) (127) (67) (63) (536) (15) (339) (15.8) 73.9 g
LS2501500)R 15 5 2-5/8 | 1-5/8 15 1-1/16 | 9-3/4 5/8 82/
2-1/2 300 150 LSWB3 | SFA34j4 FEL
/ LS2501500)L (381) (127) (67) (41) (381) (27) (248) (15.8) 372 |
LS2501500)R2L B . - g _
) 15 5 2-5/8 | 2-5/8 | 15-1/2 | 1-1/16 | M-5/16 300 150 5/8 125/ LswB3 | SFA34jA FEL
LS2501500)L2L (381) (127) (67) (67) (394) (27) (287) (15.8) 57
LS2751675)R 16-3/4 | 6-1/2 2-7/8 17/8 | 18-3/4 | 1-5/8 1 1-9/32 160/
2-3/4 350 150 LSWB8 | SFAl4 FEL
/ LS2751675)L (425) (165) (73) (48) (476) (41) [279) (32) 72.6 I
LS3001000JR 10 6-1/2 3-3/16 2 17-13/16 | 3-3/16 | 11-3/16 127/
BLUNT | 15° N/A LSWB8 | SFAlj4 BH/HFS
LS3001000JL (254) (165) (81) (51) (452) (81) (284) 57.6 I
LS300M257JR 10-1/8 | 6-1/2 3-1/4 2 22-5/8 | 1-5/8 | 12-1/8 3/4 146/
300 150 LSWB8 | SFAl4 BH/HFS
LS300M257)L (257) (165) (82) (51) (574) (41) (307) 19) 66.3 I /
3
LS3001000)JR2B 10 6-1/2 3-1/8 2 21-7/8 5/16 14-5/16 3/4 146/
29.10 150 LSWB8 | SFAlj4 BH/HFS
LS3001000)L2B | (254] (165) (79) (51) (556) (23] (363) (19 66.2 I
LS3001700)R 17 6-3/8 | 3-1/4 3-1/4 | 25-13/16 | 1-5/8 | 12-3/4 3/4 294/
300 150 LSWB8 | SFAl4 FEL
LS3001700)L (432) 162) (82) (83) (657) (41) (324) (19 133.4 I




DIMENSIONS - INCHES (MM) DEGREE

THICI;(I:ESS ANGLE WEIGHT MACHINE
INCHES SHROUD LB/KG TYPE
tzzzgzzzj: [92;/3 %;ﬁ 3'[:]16 2[61;]2 233'2761]6 1[;/;]6 1?3'221]6 2010 | 150 [72/;_3] 1522; LSWBS | SFAU4 | BH/HFS
sg | SSSOESOR | ez | euz | son | 2y | 2us | LTS | o | | 78| B0 iune | soaa | awes
SIOVSOL |z | 6V | 3one | sz | 202 | LR s | | 78| 2T iues| s | s
tziggzggi [229] ?{;g‘ 4[}%/(53]2 2[}3(,/f1 2[25;;23]2 1[’31;‘]1 1[232? 300 | 150 [215] 17225/ LSWBS | SFAU4 | BH/HFS
povedissuntll IR o/l el Rl Bl U I TSR IR VR B [EVH R TS
t | oo | o | tes | s | o | e | e | o | || p | oae [iwes| s | e
tz:gglzzzj,f: [41066] ?1_51511 4[;?)/61]6 1[_54{? 2[25_753/]8 [215] 1[12'525]‘ 300 | 150 [3;/9‘; ffé LSWBS | SFAU4 | BH/HFS
rescomson | o | 06 | oo | o | | G | ow | 3| | TGar | Ter |tswes| srame | e
STI0OR | | S | e | g | are | v | vese | e | e | V2| 2897 e | seaass | errs
iﬁ,ﬁz’: [31:6] 8[;;? ?{;g? 2[51;]4 2;;@? 1[1{? 1‘[13’;/]8 300 | 140 ug ?’1153/ LSWB6 | SFA125)6 |  BH/HFS

4-3/4
I,-_z:;zzzg]: [41372] ?;é? 4;;}6 2[51;]4 2[(75;2]2 1['43‘{;1 1;;'735/]4 300 | 140 1[;{)? 133%572 LSWB6 | SFAI25/6 |  BH/HFS
csarmoson | 032 | G | 12 | @ | @99 | wa | G | || o | Ges |Lowes| seesis | enes
oo | o | T [T | e | o | @ | e | o || | W |wswes| swess | ees
5-1/2 tzzzzzg:t }Zlﬁ 8{;;? 5[’1%1]6 2[51;]4 2?;22 [521] 1[543(/)‘]' 300 | 140 1[’1]4 4122/ LSWB6 | SFA125)6 |  BH/HFS
izizzzzj.f [52529] ?2?4? 5[_1%1]6 2[51;]4 2[’;_257/]8 [521] 1[3;57;? 300 | 140 1[‘43é]4 ;‘é’; LSWB6 | SFAI25/6 |  BH/HFS
SGIIG00L | o | 835 | 66 | 25l | nais | 28 | WS | s |y | 2845 g | seaas | e
I,-_zz?;zgl: [41587] ?;é? 6[;2/41]6 Zigé}é 3[;914]2 [736] [25?2] 300 | 140 2[514{? 5202‘5/ LSWB6 | SFAI25/6 |  BH/HFS
6-1/4 t':zzzgggj: [52&] 8[;;? %gg 2[51;]4 3?7’24;6 [52” 1[7‘;:]4 300 | 140 7’-'[5153 w29 | Lswse | sraizsie | BrH/HES
izzzzgj: 2[?6151 ?zié? 6[;;/41]6 Zizé}é 3[;221]6 2'[161;]16 2([)5';;}6 300 | 140 2[511? 26:’;2 LSWB6 | SFA125)6 |  BH/HFS
tz:zziz?: [521?3] 8[;;? 6[;2/;]6 Zigér 31{;?1/]16 [736] 2[%’237/]4 300 | 140 7’-'[5153 6193?/ LSWB6 | SFA125)6 |  BH/HFS




J-BOLT BASES

A
Yy N
-« '
WELD BASE
B R S R

LSWB1 8.5 39 5-1/8 (130) 6 (152) 2-1/8 (54)
LSWB3 3.2 1.5 3-7/8 (98] 4-1/2 (14) 1-7/16 (36)
LSWB6 13.5 6.1 6-5/8 (168) 6-3/4 (171) 2-3/4 (70)
LSWB8 6.5 2.9 5-1/8 (130) 5-1/4 (133) 1-7/8 (48)




J-BOLT ASSEMBLIES

34)B J-Bolt 34JW washer S34)W washer cap

SFA34)4
34]JS spring LN34 nyloc nut
1) J-Bolt FW10 washer  S1JW washer cap
l } }
| S T
18JS sTpring LN1 nyloc nut
125]) J-Bolt Back plate end towards rear of J-Bolt shroud
l l

t t ¢

SA125)6 collar and LN1 nyloc nut

spring assembly




J-BOLT INSTALLATION AND WELDING INSTRUCTIONS

A READ ALL OF THE INSTRUCTIONS COMPLETELY PRIOR TO ASSEMBLY.

STEP1

NEW INSTALLATION

Position the shroud on the lip making sure that the blunt throat surface of the shroud “X” contacts the
blunt front surface of the lip “Y”. There should be no contact between the bevel of the lip and area “Z” of
the shroud.

NOTE: This contact between X and Y must be maintained throughout the assembly process to insure
the proper location of the weld base.

REPLACEMENT INSTALLATION

Grind the top surface of the lip material that will be affected by weld. Insure all carbon slag or other
impurities from the removal of the old base are ground out. The use of non-destructive testing at this
point will help determine if there are any cracks present in the base material. Repair base material as
needed. [Now proceed as with new installation.)

Position the shroud on the lip making sure that the blunt throat surface of the shroud “X" contacts the
blunt front surface of the lip “Y". There should be no contact between the bevel of the lip and area "Z" of
the shroud.

NOTE: This contact between X and Y must be maintained throughout the assembly process to insure
the proper location of the weld base.




STEP 2

Slide the weld base from the rear into the receiving slots of the shroud.

STEP 3

Position the weld base according to the chart below (a deviation of £3/32" (2.5 mm) is allowable). After
placement has been confirmed, preheat the base material to 300°F (147°C] and tack weld the base at the
rear along weld prep surface “A".

<«— See chart below

Weld preparation surface 'A’

— Flush

P9

WELD BASE PLACEMENT (+3/32” (2.5 MM) ALLOWABLE)

Weld preparation surface 'A'

LSWB9 only

INCHES
LSWBI1 2-1/4 57
LSwB3 2-1/4 57
LSwB6 3-1/2 89

LSwB8 2-1/4 57




STEP 4

Remove the shroud and prepare to weld-out the base by re-establishing the preheat temperature of
300°F (147°C] for the base material. Maintain this temperature throughout the welding process.

NOTES:
Recommended filler material:

AWS specification A5.1, class E7018, stick electrode. Stick electrodes should be kept in a heated rod oven
at 250°/120°C prior to use.

See manufacturers recommended procedures for storage and preservation of low
hydrogen electrodes.

Recommended weld types:

Stringer beads are recommended for higher strength and less distortion. The use of weave or wash
beads is NOT recommended and should not be used. Arc strikes should be avoided or ground down.

STEP 5

Weld-out for the base should begin with the slot weld. A 1/2" (13 mm] fillet weld should be deposited in
this area.

NOTE: Be sure that the entire bottom surface of the weld base maintains contact with the lip during
entire weld-out process.

SMAW




STEP 6

Apply weld to the base perimeter next. Utilizing groove welds, fill the 1/2" (13 mm) weld groove on the
base completely. Care must be taken at this point not to add too much weld. If joint is over welded, the
weld material can interfere with the lip shroud.

SMAW SMAW
2pl. 2pl.

SMAW >7‘—\
/

The idea is to add as much weld as possible to the base without causing interference with the lip shroud.
When the welding process has been completed, allow a slow cool down period to ambient temperature.

v\

‘ ‘Lweld weld—*‘ ‘ weld 4| |
— e — e

no weld

A cool down rate of no greater than 35°F [2°C] per hour is recommended.

no weld no weld Maintain base

Weld in the 'no weld' area can interfere contact with lip
with the lip shroud.

Weld in this area will interfere with the front washer of the J-Bolt assembly which must fit flush against
the rear of the weld base.

Ensure contact with lip on entire length of weld base bottom surface as indicated.




STEP7

Before repositioning the shroud on the lip, insert the J-Bolt into the shroud through the top hole. Rotate
the bolt 90°so that the threaded end is facing the rear of the shroud.

STEP 8

Reposition the shroud on the lip by sliding it onto the weld base as far as it will go, once again, making
sure surface “X" contacts surface “Y".




STEP 9

Attach the washers, the spring and the nuts in the order indicated for J-Bolt assembly type ], J4, ]6
[NOTE: The locking nut can not be hand-threaded onto the J-Bolt.] then torque to specifications listed.

MYHII

Second nut

_—

J-BOLT ASSEMBLY TORQUE RECOMMENDATIONS

LOCKING NUT MAX TORQUE GRADE 8 BOLT MAX TORQUE

J-BOLT ASSEMBLY

SFA34)4 175 237 N/A N/A
SFA14 200 27 N/A N/A
SFA125) 225 305 N/A N/A

SFA125)6 225 305 N/A N/A




NOTE:

SEATING FOR NEW INSTALLATION:

It is normal that the shrouds migrate back slightly with the force of the machine. Therefore, it is

recommended that the following procedure be followed to ensure proper seating of the shrouds.

Instructions:

1. Run machine for 10 non-production digging cycles.

2. Remove 2" locking nut from shroud installation.

3. Re-tighten the 1%t locking nut to torque specification.

4. Re-install 2™ locking nut to torque specification.

5. Release machine for production.
Note: if the first nut on any installation is excessively loose, then repeat this procedure.
RETIGHTENING AND MAINTENANCE
Check and retighten the nuts after 6 hours of service, then after 24 hrs.

Generally, nuts should be periodically checked after 750 to 1000 hrs. In extreme conditions, and 1500

to 2000 hrs. In moderate conditions, or by the frequency dictated by your specific application.

J-BOLT ASSEMBLIES TOOL LIST

PART NUMBER

SFA34J4

REQUIRED TOOL

SFA1)4, SFA1)3 (LHD)

SFA118J5

SFA125)6

TOOL PART TOOL STOCK
NUMBER NUMBER
1-1/8” DEEP SOCKET 3/4” DR 118DS34D 90-0260
1-1/2" DEEP SOCKET 3/4” DR 112DS34D 90-0270
1-5/8" DEEP SOCKET 3/4” DR 158DS34D 90-0280
1-7/8” DEEP SOCKET 3/4” DR 178DS34D 90-0290




GAUGES

LIP SHROUD CHANNEL GAUGE

DESCRIPTION

STOCK NUMBER

PART NUMBER

~ -~
=

LIP SHROUD WELD BASE GAUGE

160 MM LIP TEMPLATE 90-28140 160LT
120 MM LIP TEMPLATE (BASED ON 6694TLC LIP) 90-32400 6694TLC120MLT
120 MM LIP TEMP. (BASED ON LS475-1400JL/JR) 90-31560 LS120MLT
140 MM LIP TEMPLATE [BASED ON LS550-1750)) 90-31320 LS140MLT
LS400 LIP TEMPLATE (BASED ON CAT 994 LIP) 90-30990 LS400C994LT
LS400900 LIP TEMPLATE - ALUMINUM
90-33010 LS400900LTAL
(BASED ON LS400-900])
LS4001600 LIP TEMPLATE - ALUMINUM
90-33020 LS4001600LTAL
(BASED ON LS400-1600))
6.25" LIP TEMPLATE [BASED ON LS625-2400JR/JL) 90-31140 LS625LT
LS350LT LIP TEMPLATE (BASED ON LS350-1750)) 90-33410 LS350LT

DESCRIPTION

STOCK NUMBER

PART NUMBER

LSWB3 WELD BASE GAUGE-OPEN 90-30190 LSWB3GO
LSWB5 WELD BASE GAUGE-OPEN 90-33690 LSWB5G0813
LSWB6 WELD BASE GAUGE-OPEN 90-31610 LSWBGO6
LSWB8 WELD BASE GAUGE-OPEN 90-29980 LSWBGOS8
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Since 1947, Hensley Industries, Inc. has dedicated itself to
providing superior products and service across the globe.

Hensley’s continuous commitment to safety, quality,
reliability and our customers enables us to help those in the
field every day.

HENSLEY INDUSTRIES, INC.
2108 Joe Field Road
Dallas, Texas 75229 USA

CUSTOMER SERVICE
USA/Canada (888) 406-6262
International +1(972) 406-6262

www.hensleyind.com

©2018 Hensley Industries, Inc.
This publication is protected under the
copyright laws of the United States.
Unauthorized duplication or distribution
is prohibited.




