
CONTRACT MANUFACTURING
SPECIALIZING IN MANUFACTURING, ASSEMBLY AND 

TESTING OF HIGH PRECISION COMPONENTS FOR MEDICAL DEVICES



“Committed to Quality”



Production: Gear Cluster, Sub-Assemblies, 
Plated & Laser Marked

 Medical Robotics
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PROCESS DEVELOPMENT



PLATING / COATINGS

DEBURR FINISHING

IN-PROCESS INSPECTION

FINAL INSPECTION

QUALITY CONTROLS / TESTING

“The Dynaroll Process” has been developed to ensure each individual 
process focuses on quality, producing a reliable “dock to stock” assembly.
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“Committed to Quality”
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17 Check the position of the Spiral Pin fastening to the Capstan shaft.  Both 
ends of it should be flush with or below the surface of the Capstan hub as shown 
in the photo below. 

 

 

 

 

 

 

18 There is some axial play between the Bearing, Capstan and Wave Washer. 
This is normal. 

19 Spin the gear with your finger.  It should complete 3 revolutions before 
stopping. 

20 If the Assembly does not pass all of the checks in steps 17 through 19 it is 
rejected.  Red Tag it, with the reason for rejection and record it as a rejected 
Assembly on the Work Order. 

21 Set the rejected Assemblies aside and turn them in to quality for quarantine 
until a disposition is made. 

22 Verify the Wave Washer is installed between the Bearing and Capstan. 

23 Visually check to make sure there is no burr’s or metal chips at the end of the 
Capstan or through out the assembly.  

 

 

 

 

 

 

 

 

 

200132-000 2-56 F’Hd Scr 

100297-000 Gear 

100298-000 Hub 

100385-000 Pinion Shaft 

200038-000 Roll Pin 

100384-000 Mount 
Shaft 

200133-000 Washer 

100299-000 Capstan 
Shaft 

801026-000 Bearing 

  

FLUSH w/Capstan 

Bearing  Press  Force  Data    for  Hospira  p/n  3219-­E02-­0,  Dynaroll  p/n  000372-­HOS

Work  Order  # PO  # NA

000379-­HOS 2/3/2012
0

# Result # Result # Result # Result

1 42 1 11 1 1
2 43 2 11 2 2
3 43 3 11 3 3
4 44 4 12 4 4
5 45 5 12 5 5
6 45 6 12 6 6
7 48 7 14 7 7
8 48 8 14 8 8
9 48 9 14 9 9
10 48 10 15 10 10
11 50 11 15 11 11
12 51 12 16 12 12
13 54 13 17 13 13
14 55 14 17 14 14
15 56 15 18 15 15
16 56 16 18 16 16
17 57 17 18 17 17
18 57 18 19 18 18
19 57 19 19 19 19
20 57 20 19 20 20
21 57 21 19 21 21
22 57 22 19 22 22
23 57 23 19 23 23
24 58 24 19 24 24
25 58 25 19 25 25
26 59 26 19 26 26
27 59 27 20 27 27
28 59 28 20 28 28
29 59 29 20 29 29
30 59 30 21 30 30
31 59 31 21 31 31
32 59 32 22 32 32
33 59 33 22 33 33
34 59 34 22 34 34
35 59 35 22 35 35
36 59 36 22 36 36
37 59 37 23 37 37
38 61 38 23 38 38
39 61 39 23 39 39
40 62 40 23 40 40
41 62 41 23 41 41
42 62 42 23 42 42
43 62 43 23 43 43
44 62 44 24 44 44
45 62 45 24 45 45
46 62 46 24 46 46
47 62 47 25 47 47
48 63 48 25 48 48
49 63 49 25 49 49
50 63 50 25 50 50

000374-­HOS
RC2  bearing,  10  lbs  min

000379-­HOS 000374-­HOS000379-­HOS
3219-­E02-­0 3219-­E02-­0 3226-­E01-­O

SFR2-­5    10  lbs  min

WO  K0097

Data  collection  Filename

1810  bearing,  15  lbf  min 168  bearing,    10  lbf  min

3226-­E01-­O

page1 QF  82-­04-­08

Dynaroll’s Engineering Team

Engineering, Inspection and Process Documentation



Dynaroll Custom “Lights Out” Pallet Fixturing

FIXTURING & PROCESS DEVELOPMENT

“The Dynaroll Process,”

Dock to Stock 



VERTICAL INTEGRATION: MANUFACTURING

  

Dynaroll: Turning / Milling / Deburr
Machining Centers



QUALITY PROCESS CONTROLS - Cpk, Cp, Pre-Control

Quality Systems: Statistical Process Control (SPC) at every machine operation



ASSEMBLY CLEAN ROOM ENVIRONMENT

Dynaroll is certified to ISO 9001, ISO 13485, ISO 14001 and OHSAS 18001 quality standards.

CLASS 100   |    CLASS 1,000   |    CLASS 10,000

Dynaroll: Class 1,000 Clean Room

Clean room: Class 100 Flow benches, Class 1,000 and 10,000 Clean rooms



ELECTRO-MECHANICAL ASSEMBLY PRODUCTION FEATURES: 

Electro-Mechanical Sub-Assemblies

  

  

  

  

  

  

  

  

  

  



prototypes high volume 
production

ELECTRO-MECHANICAL ASSEMBLY: CUSTOM AUTOMATION

Dynaroll's Custom Automated
Assembly Devices for Volume



PRECISION ROTATIONAL TORQUE TESTING

MicroTorque™ Testing: MRI™ M15-W-N 
utilized for testing to gm–cm, oz–in



MECHANICAL ASSEMBLY

Dynaroll’s High Precision Machined Components for Sub-Assemblies

Bill of Materials from 2 to 200 line items

Dynaroll is certified to ISO 9001, ISO 13485, ISO 14001 and OHSAS 18001 quality standards.



DYNAROLL APPLICATIONS: MEDICAL

  Medical Robotics

Dynaroll’s Class 10,000 Clean Room

“Dynaroll offers stereo lithography 
         for engineering prototype analysis.”



DYNAROLL APPLICATIONS: MEDICAL

in-process engineering enhancements

Electro-Mechanical assemblies staged for final testing



CERTIFICATIONS

COMMITTED TO QUALITY 

ISO  9001
CERT I F I E D

ISO  13485
CERT I F I E D

ISO  14001
CERT I F I E D

High Precision Mini 
Programmable CMM’s



12840 Bradley Avenue
Sylmar, CA 91342
1-800-235-1235
www.dynaroll.com

CONTRACT MANUFACTURING
PRECISION FABRICATION AND ASSEMBLY OF 
ADVANCED COMPONENTS FOR MEDICAL DEVICES


