
Service Manual 

Copyrighl ' 1982 Cessna Flu id Power Division 53 

Great Plains 
SOLID STAND 

FOLDING DRILL 

Model 51000 
Wyr-Loc Cylinder 

Inspection/ Servicing 

Effective 6-83 



Tools required for servicing the wyr-Ioc cylinder: 

Great Plains 
SOLID STAND 

FOLDING DRILL 
Effect ive 6·83 

A complete special 1001 servicing kit o r the individual specia l too ls may be purchased d irec tly from Cessna . 

Cessna Spec ial Tool ServICing KII 511 00-900 Additional EqUipme nt RCQulred : 
whic h con Sists a l o ne each 0 1 the fo llowing spec latlools 

Heavy d u l y vise 
5 11 00-90 1 
5 11 00-9 02 
5 11 00-903 

Pis ton Spanner Wrench 
9 / 16 - 18 UNF - 3 / 8 NPTF Po rt Wrenc h 
3/4 - 16 UNF - 1/ 2 NPTF Port Wrencll 

1" diamete r steel rod 8 " long or ' - 1 / 4" diame te r 100 8 " long 
3 / 4" drl .... e tor que wrenc h (700 It . lb . maximum) 
Aut omo tive type ring compressor o r smooth sUllace hose c lamp 10 l it 0 .0 . of p iston 
D-rlng hook 100 1 

DISASSEMBL Y 

1. Drain oil from cylinder and plug a ll ports . Thoro ughly 
c lean outside o f cylinder. 

2. Clamp barrel of cy linder in vise near. head end . 
No te: Sc ribe line across barrel and bearing to assure 
proper reassembly. 

3 . Remove lock ring (5) on bearing end (6) by lift ing up 
on lock ring at the slot w ith a screwdr iver while ro ta­
ting the bearing . The bear ing can be rotated by in­
stalling the proper size port wrench in work port in 
bearing . (A strap wrench or pipe wrenc h may be 
used if special port wrench is no t available). 
No te : Be su re tab on end of lock r ing is in ho le in 
bearing prior to rotating the bearing . 

4 . Pu ll out on rod assembly (2) unti l piston (1 2) touches 
bea ring (6), then pull on rod (2) until back up washer 
(7) and a-ring (S) are exposed under slot in barre l. 
Use an a-ring hook tool to pull out on a-r ing and back 
up washer th rough slot . Cut bo th items and pull out 
through slot in barrel. 

5 . Remove pislon assembly from barrel. 
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6. Clamp the appropriate size 8" long steel rod (same 
diameter as pin ho le in clevis) in a heavy duty vise in 
a vertical position and slide clevis end of cylinder rod 
over steel rod . 

7 . Rest p isto n rod on an appropriate support to keep 
rod from moving while loosening piston _ 

S. Use spanner wrench and 3 / 4 " socke t drive to 
loosen pi ston from rod . 
Note: It is only necessary to remove the pis to n from 
the rod 10 pro per ly serv ice the seals in the cylinder. 
Occasiona lly the clevis may loosen from the rod be­
fore the piston . In the event the c levis should loosen 
first , use the spanner wrench to retorque the piston 
and c levis to the rod to the proper torque as no ted in 
the torque c hart. Retorque the pis ton til l it moves o n 
the rod . Once again use the spanner wrench to re­
move the piston from the rod , the p iston will now 
loosen before the c levis loosens. 

9. Remove bearing (6) from rod (2). 

10 . Remove lock ring (5) fro m head end ( 14) of cylinder 
using the sa me procedure as described when remov­
ing the bearing from the barrel. Cut and remove back 
up washer ( 7) and a-r ing (S) then remove head end 
(1 4) from barre l. 

11 . Remove ali a-rings , slippe r ring , back up washers, 
u-cup seal and wiper seal from part s . 

INSPECTION 
The a-r ings, sl ipper ring , back up washe rs, u-c up sea l, 
wiper seal and lock rings need not be inspected as they 
are incl uded in the seal repair k it avai lable for these cy­
linders and should be replaced as new items . 

1. Remove all nick s and burrs from all parts wi th emery 
cloth . 

2. Inspect 1.0 . of barrel for scor ing and excessive wear . 

3. Inspect rod fo r dents , scra tc hes . scoring o r pitting . 

4 . Inspect 0 .0 . of piston for scoring . 


