PRODUCT : DYNOMAX (SURE - CRIMP) QDS85REV/A MREI 6256
PURPOSE : TO DISMANTLE AND INSPECT THE ABOVE ASSEMBLY WITH TEXT REFERENCE TO CPS, OPL, MREI AND GT SPECS. Page 1 of 7

DYNOMAX (SURE - CRIMP)

Revision Level A




Index Page
1. Main assembly Dynomax (Sure Crimp) 3 -5

Contents List

Reference Documents

Ealh i e

QDS85REV/A MREI 6256
Page 2 of 7

Tooling

TBO001 Cleaning brush

IP001 Isopropanol Alcohol

GPGO01 General purpose grease (Light)
AKO001 Allen key (3/32”)
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Dismantling/ / //

-

6256_01 6256_02

Fig 1 Fig 2
1 SCOPE These work instructions set out to define a method of dismantling and inspection for the  Note: Support the first cover plate to prevent it sliding off when screws are removed.

Dynomax (Sure Crimp).
22 Using a3/32” allen key (1) loosen and remove the dome head screws (2) that secure the

2PROCEDURES first cover plate (3). Carefully lift off and remove the first cover plate (3) (Fig 2).
21 Main Assembly Dynomax (Sure Crimp) Using a 3/32” allen key (1), loosen and remove the

dome head screws (2) that secure the top plate (3). Carefully lift up and remove the top plate (3) (Fig

1).
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6256_04
Fig 3 Fig 4
Note: The second cover plate (1) will now be free moving around the indenters. CAUTION: ENSURE THAT EACH OF THE INDENTERS ARE MARKED /IDENTIFIED WITH
THEIR SEPARATE REFERENCE NUMBERS.
23 Liftoffand remove the second cover plate (1) (Fig 1). 24 Carefully lift out and remove each indenter (1), complete with the bearing and pin assembly
(2) (Fig4).

CAUTION: ENSURE THAT THESE COMPLETE ASSEMBLIES ARE NOT PLACED AGAINST
ANY MATERIAL THAT MAY DAMAGE THE INDENTER TIP.

Note: The bearing assemblies and recessed areas may be cleaned lightly with a cleaning brush
soaked in Isopropanol Alcohol.
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Inspection

Restircted
Movement

Movement 6256_05 6256_06
Fig 5 Fig 6

25  The indenters must be free from contaminants and abrasions. Ensure that the bearings have 2.6  Inspect the indenters guides and bearing pin guides (1) for contamination ( dust, debris
no signs of wear and operate freely and smoothly. Ensure that there is no wear on the bearing pins etc. ). Inspect the pin / socket Positioner and ensure that it is free of contamination (Fig 6).

(Fig5).
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Adjustments
3A3
2
3
6256_07 6256_08
Fig7 Fig 8
2.7  Inspect the indenters (1) using a magnifying glass or microscope (Fig 7). 2.8  The pin/socket positioner (1) can be fine adjusted by loosening the lock nut (2), and by
placing a screwdriver in the slot (3). The pin socket positioner (1) can be moved in small increments
up or down. After each adjustment tighten the locknut (2) and perform a crimp test to ensure the
correct position (Fig 8).
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Assembly

6256_09

Fig 9
CAUTION: THE INDENTERS DO NOT REQUIRE LUBRICATION, A WIPE WITH A LINT FREE
CLOTH WILL BE SUFFICIENT.

29  Assembly is the reverse of dismantling, lightly smear the bearings, pins and arms with a
light general purpose grease. Ensure that all assembly/reference marks are facing upwards (Fig 9).

CAUTION: NO ITEM OTHER THAN THE CONTACT TO BE CRIMPED SHOULD BE PUT INTO
THIS APETURE FOR ANY REASON.
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