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CHAIN BREAKING/ASSY TOOL (PART #100372757)

CYLINDER

HAND PUMP

END OF PIN

RAM

END OF PIN

BE SURE THE HEAD OF THE PIN CLEARS THE RECESSED CONTACT PLATE.

RAM TO BE SQUARELY  ON END OF PIN.

1. PLACE SPACER BETWEEN SIDEBARS AS SHOWN.

INSTRUCTIONS FOR DISASSEMBLE OF CHAIN

4. REMOVE COTTER PIN, IF POSSIBLE.

OTHERWISE SHEAR THE COTTER PIN OFF, THIS WILL NOT DAMAGE THE CHAIN OR THE TOOL.

5. APPLY PRESSURE BY PUMPING HANDPUMP.

RECESSED CONTACT PLATE

FAILURE TO DO THIS COULD DAMAGE PUMP.

7. OPEN RELIEF VALVE ON CYLINDER, COMPRESS THE CYLINDER BY HAND, REMOVE FROM CHAIN.

8. REPLACE DUST COVER ON CYLINDER AFTER USE.

6. CONTINUE PUMPING THE HANDPUMP UNTIL PIN BECOMES UNSEATED FROM THE CONNECTING LINK.

3. CLOSE THE RELIEF VALVE ON THE HAND PUMP.

SAFETY PRECAUTIONS

1. ALWAYS WEAR SAFETY GLASSES.

2. DO NOT HAMMER ON THE TOOL AT ANYTIME.

3. ALWAYS USE THE HANDPUMP SUPPLIED WITH THE UNIT.
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GREASE PUMP, SUPPLIED WITH CHAIN BREAKING/ASSY TOOL

2. COMPLETELY COLLAPSE THE CHAIN BREAKING CYLINDER.

SIDEBAR SPACER

bwatson
Polygon



CHAIN BREAKING/ASSY TOOL (PART #100372757)

RAM TO BE SQUARELY  ON HEAD OF PIN.

2. PLACE SPACER BETWEEN SIDEBARS AS SHOWN.

4. APPLY PRESSURE BY PUMPING HANDPUMP.

9. REPLACE DUST COVER ON CYLINDER AFTER USE.

SIDEBAR SPACER

CYLINDER

HEAD OF PIN

RECESSED CONTACT PLATE

RAM

HEAD OF PIN

1. CLEAN PIN AND PIN HOLE, COAT EACH WITH LIGHT OIL.

3. PLACE PIN IN JOINT BY HAND, AS FAR AS POSSIBLE. TAP PIN LIGHTLY WITH HAMMER TO "SNUG UP".

IMPROPER ALIGNMENT COULD SHEAR HOLE.

BE SURE THE PIN CLEARS THE RECESSED CONTACT PLATE.

7. INSERT COTTER PIN AND BEND IT OVER WITH HAMMER, DO NOT STRIKE THE CHAIN OR THE TOOL.

8. CHECK IF CHAIN JOINT FLEXES.  IF NOT, JOINT WAS OVER TIGHTENED.

HIT PIN ON COTTER END TO DRIVE IT OUT, DUE THIS UNTIL CHAIN IS LOOSE ENOUGH TO FLEX.

DO NOT REMOVE COTTER PIN.

6. OPEN THE CYLINDER RELIEF VALVE, REMOVE SPACER AND TOOL FROM CHAIN.

5. APPLY PRESSURE UNTIL PIN HEAD IS FLUSH WITH SIDEBAR.

INSTRUCTIONS FOR ASSEMBLY OF CHAIN

SAFETY PRECAUTIONS

1. ALWAYS WEAR SAFETY GLASSES.

2. DO NOT HAMMER ON THE TOOL AT ANYTIME.

3. ALWAYS USE THE HANDPUMP SUPPLIED WITH THE UNIT.
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GREASE PUMP, SUPPLIED WITH CHAIN BREAKING/ASSY TOOL


