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Date: September 1, 2025 

TECHNICAL SERVICE BULLETIN 
TSB 016 – 12 Series Updated Welding Procedure 

Serial Numbers Affected: 
All H-12 Units from Model Year 2022 to the Current Date. 

BACKGROUND 
Continental Railworks has updated its recommended welding procedure to improve the durability of the 
H-12 assembly's connection to the mounting bracket. The revised weld design aims to reduce stress on
the cam during the unit's raising and lowering.
Reports of cam cracking have been identified in a limited number of cases. This bulletin provides
instructions for inspecting the cams for cracks, applying the updated welding procedure, and, if
necessary, replacing damaged components.

INSPECTION & REPAIR PROCEDURE 
1. Repair:

o For units without cracks:
 Perform TSB 017.

o For units with cracks that Continental Railworks has stated that cannot be repaired:
 Inspect pins to ensure they are not seized, if the pins are seized it will save repair

time to replace them rather than trying to salvage them.
 Replace the damaged cam with a new cam assembly and follow the welding

procedure in the accompanying welding procedure document.
 Ensure proper alignment during replacement to prevent further stress issues.

REPLACEMENT PARTS 
To request parts, contact Continental Railworks: 

• Contact Person: Denis Blais
• Email: parts@continentalrailworks.com
• Phone: 514-506-5845

Please have the following information ready when requesting parts: 
• Serial number of the affected 

unit(s).
• Reference to this bulletin (TSB 016).

mailto:parts@continentalrailworks.com
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COVERAGE 
• Repairs can be completed with the vehicle's standard highway configuration (hi-rail

retracted).

• Call or e-mail Continental Railworks to receive a Repair Authorization. No work will be
covered without a repair authorization. If one cam needs to be replaced, Continental
Railworks will cover 4 hours of labor at $150/hour. If both the front and rear cam need to be
replaced Continental Railworks will cover 8 hours of labor at $150/hour.

IMPORTANT 
Before starting any work, call to reference TSB 016 and obtain a service authorization number. This 
ensures accurate part allocation and repair documentation. 
For further assistance, contact Denis Blais directly using the details above. 



CHECK EACH SIDE OF THE CAM TO SEE IF THE
TOP MOUNTING PLATE IS CRACKING. IF NO CRACKING

OR DEFORMATION IS VISIBLE PLEASE CONTINUE TO NEXT STEPS. 

IF THE PLATE IS CRACKED, PLEASE CONTACT OUR
PARTS DEPT 514-506-5845 TO GET A REPLACEMENT CAM - 

F102LA00



1: Start by prepping the area in red on both sides on the old the cylinder support. 
 Clean and remove any paint and rust or dirt as close to the cam as possible and 

 go out at least 2 inches. 

2: Have a certified welder weld the cam to the mounting plate with a 1/4" Fillet
welds on both sides of the cam.

3: Once the welds have cooled, repaint the area with black spray paint. 



The areas in red should have a 1/4" fillet weld on the front railgear assembly 
and the rear railgear assembly.



UNITS THAT NEED THE CAM REPLACED:

WITH THE GEAR IN THE STOWED POSITION, USE A FORKLIFT
OR JACKS TO SUPPORT THE RAILGEAR. 

MARK AND CAP THE HYDRUALIC LINES.

REMOVE THE 5- 5/8" BOLTS THAT HOLD THE RAILGEAR TO THE 
MOUNTING BRACKET. 

LOWER THE RAIL GEAR AND PULL IT OUT FROM UNDER THE CHASSIS.

REMOVE THE OLD CAM AND REPLACE IT WITH THE NEW CAM AND 
REINSTALL CYLINDER, PINS AND RUBBER STOPPERS.

PLACE THE RAIL GEAR BACK UNDER THE CHASSIS AND RAISE THE
GEAR AND ALIGN IT WITH THE MOUNTING BRACKETS. 

REINSTALL THE 5 - 5/8" BOLTS AND HARDWARE. 

NOTE: IF BOTH ENDS NEED TO BE SWAPPED, COMPLETE THE 
REPAIR ON THE OTHER END. 

THE RAIL GEAR WILL NEED TO BE ALIGNED. 

ONCE THE RAIL GEAR IS ALIGNED, USE A GRINDER TO CLEAN THE
PAINT IN THE AREAS HIGHLIGHTED IN RED. 

THEN WELD A 2" SKIP WELD IN EACH AREA.
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