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POKYNY PRO MONTAZ A DEMONTAZ UPINACICH POUZDER CONFIX MAV SERIE 2005

Upinaci pouzdra CONFIX MAV 2005 se dodavaji v pfedem nastaveném stavu pro montaz. Jsou-li rozmontovana je tfeda dbat nasledujicich pokyna:
dejte pozor, aby nedoslo k zaméné Celniho (svérného) krouzku se zadnim rozpinacim krouzkem. ¢elni krouzek je opatien jen prichozimi otvory,

zatimco rozpinaci krouzek je obroben se zavity pro upeviiovaci Srouby.
- pfi kompletaci slabé natfete vSechny stycné plochy a Srouby olejem. Pamatujte na to, ze pfenos krouticiho momentu je zavisly na koeficientu treni,
ktery je pro naolejované kovové Casti y=0.12.
- UPOZORNENI: pro dany koeficient neni dovoleno pouZit jako mazivo Molybdendisulfid (jako je napF. Molykote, Never-Seeze a dalsi).
Doporuéené opracovani hfidel / otvor naboje v toleranci: h7- h11 / H7- H11

Doporu¢ena drsnost povrchu : Ra < 3.2 ym
Pro dobré spojeni je nutné naboj dobfe vystredit, protoZze upinaci pouzdro neni samostfedici (obr.1).

MONTAZ
(OBRAZEK ¢islo 1)

1. Zkontrolujte, zda Srouby, krouzky, hfidel, naboj a veskera kontaktni mista, jsou Cista a lehce natfena olejem. rovnana.

2. Po usazeni upinaciho pouzdra mezi hfidel a naboj postupné ruéné dotahujte Srouby do kFize (jako pfi upeviiovani Sroubu kol) tak, aby
upeviiovaci pouzdro se dalo stale posouvat na hfideli a to bez vymezovaci vule.

3. Po kone¢ném vystfedéni a usazeni upinaciho pouzdra na hfidel dotahnéte postupné kfizovym stylem vSechny Srouby az do upevnéni pouzdra.

4. Momentovym kli¢em dotahnéte Srouby pfiblizné o 5% vice, nez je tabulkou uréen dotahovani kroutici moment (Ma). Pfi dotahovani otacejte
postupné Srouby pouze o 1/4 otacky dokud nedosahnete cilovy moment.

5. Posledni operaci opakujte minimalné dvakrat. Tento poZzadavek pfispiva k vyrovnani tahovych vlastnosti upinacich $roub( .

6. Naposledy nastavte znovu na momentovém kli¢i tabulkovy dotahovani kroutici moment (Ma) a zkontrolujte vS8echny dotazené Srouby. V tomto
bodé se jiz nesmi zadny Sroub pootocit. V opaéném pfipadé opakujte krok 5 az 7 znovu.

POZNAMKA: aby po montézi nedoslo k extrémni korozi , drézky vsech krouzkii ( pozice 1,2) utésnéte vhodnym tésnicim tmelem nebo ekvivalentnim lakem .
DEMONTAZ
(OBRAZEK ¢islo 2)
Drive, nez zacneme s touto procedurou, zkontrolujte zda na namontované komponenty nepusobi Zadna sila, jez by mohla zpUsobit zranéni.
DULEZITE! Ujistéte se, Ze konce utahovacich $roubti pouZivané pro demonta? maji svij tvar a Ize je pouZit pro demontaz.
1. Zkontrolujte zda axialni posun — nezbytny pro uvolnéni pouzdra — neni zablokovan. V opa¢ném piipadé muzeme prikrocit k dal§imu kroku.
2. Povolte vSechny upevnovaci Srouby a zatlacte je do elniho svérného krouzku poz. [1] upevinovaciho pouzdra.

3. Vyjméte roztazny krouzek [2] zasunutim vS8emi upevnovacimi Srouby v kfizovém poradi ( jako u snimani kol automobilu ) pfiéemz nepovolujte
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INSTALLATION AND REMOVAL INSTRUCTIONS FOR
MAYV LOCKING ASSEMBLY SERIES 2005

MAV 2005 Locking Assembly is supplied ready for installation. The torque capacity of this device is based on a coefficient of friction of m=0.12 for lightly oiled screws, tapers,

shaftand hub contact areas. Therefore, itisimportantNOT touse MolybdenumDDisulfide (e.g., Molykote, Never-Seeze or similar lubricants) in any Locking Assembly installation.
Recommended shaft / hub bore tolerances: h7-h11 / H7-H11

Recommended shaft / hub bore surface roughness: Ra £ 3.2 nm
The hub must be provided with a centering face to allow good concentricity connection, as the Locking Assembly is not self -centering (fig.1).

INSTALLATION

1. Make sure that locking screws, rings, shaft and hub contact surfaces are clean and lightly oil ed.

2. After positioning Locking Assembly between shaft & hub, successively hand tighten the screws in a crosswise pattern, so that most of the play is taken up but still
leaving Locking Assembly free to move.

3. Atter confirming correct hub position, successively hand tighten the screws following a crosswise pattern, until the assembly is locked.

4. Use torque wrench and set it approximately 5% higher than specified tightening torque (Ma). Torque screws in a crosswise pattern, using only 1/4 turns for several
passes until 1/4 turns can no longer be achieved.

5. Still apply overtorque for 1-2 more passes. This is required to compensate for a system-related relaxation of locking screws since tightening of a given screw will

always relax adjacent screws. Without overt orquing an infinite number of passes would be needed to reach specified tightening torque.

6. Reset torque wrench to specified torque (Ma) and check all locking screws. No screw should turn at this point, otherwise repeat step 5 for 1 or 2 more passes. It is
not necessary to re-check tightening torque after equipment has been in operation.

NOTE: for installation subjected to extreme corrosion, the slits in inner and outer rings should be sealed with a suitable caulking compound or equivalent.

REMOVAL

Prior to initiating the following removal procedure, check to ensure that no torque or thrust loads are acting on the Locking Assembly, shaft orany mounted components.

1. Loosen all locking screws in several stages. MAV 2005 series feature self-releasing tapers, meaning thrust rings should release automatically. If for some reason the
thrust rings jam, a light tap on 3 equally spaced heads of loosened locking screws will release the connection (fig. 3a).

2. Hub and Locking Assembly are normally removed together. Removal of Locking Assembly only from deep counterbores is accomplished by inserting pull -off screws
or threaded bars (not provided) into threads located under zinc plated locking screws (fig. 3b). These threads are NOT to be used for high pulling forces .

locking screws oufer ring
=y
77:'}‘74’» — H» al light tapping %7
=] ]
front thrust ring
Inner ring
-+ — — e - ===
centering face
rear thrust ring
S| - - =
77;\?#4‘» ’H’ ;}\%,7%7 bl pull-off screws < =) —
=SS SN =
1 2x1

Fig. 2 Fig. 3





