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Snedeker, Jim

From: Danner, Dale

‘ Sent: Thursday, November 09, 2000 12:48 PM
To: Franz, Scott; Snedeker, Jim; Reesor, Phillip K.
Subject: New M/710 Trigger Pull Spec

Note attachment from Bristol making the pull change official. Spec is now 4.0 to 5.5 Ibs.

From: Bristol, 1l Ronald H.

Sent: Thursday, November 09, 2000 12:46 PM

To: Danner, Dale

Cc: Golemboski, Matt R.; Trull, John C.; Diaz, Danny; Russo, Alfred D.

all model 710 firearms acceptable trigger pull range is 4 - 5 1/2 Ibs
Ronald H. Bristol I

Chief Operating Officer

Remington Arms Company, Inc.

PO Box 700

Madison, NC 27025

336.548.8875 (p)

336 548.7875 ()
bristolrth@remington.com

Visit Remington @ www.Remington.com
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Snedeker, Jim

From: Danner, Dale

. Sent: Thursday, November 09, 2000 5:54 PM

: Snedeker, Jim
Subject: FW.: 710 T&P
Importance: High
From Danner, Dale
Sent: Thursday, November 09, 2000 2:57 PM
To: Golemboski, Matt R.
Cc: Franz, Scott; Zajk, Joseph J; Diaz, Danny; Keeney, Mike
Subject: FW: 710 T &P
importance: High

VLS

Matt L €\4{|

1) Everyone is in agreement that the headspace gauges in Etown are mcorrect Thisdt m is nqu)nge’ A

i

2) The bent trigger issue will be resolved by replacing all inserts in the remaunmg guns frgm the ﬁm} gun T&P lot. R&D

Test recommends that the old inserts be scrapped or at a minimum pr'iiiij o_usungthe oldifiserts tidt tiie trigger pivot and
overtravel screw aspects of the insert be inspected for damage E’town; jerfofm a simp experlment to determine

trigger bend sensitivity.

.a-t’- :\:3 R
3) The side-to-side trigger variation issue wﬂl_be"address d Qsm‘&f‘the 0.020.shim test method. This inspection will be
. performed on 100% of existing T&P product a&: of new pradudt built until it can be demonstrated that the
stock deformation issues have been_ﬁﬁdreése T

JT
o
u:

4) Trigger and Sear retumt,;ssugs will be add(essed as: gailows
a) The adjustment.screws will o ﬁ% manlpulate&'mh a standalone insert and only at the comparator station. Following
adjustment at the &ﬁﬁqparatqlé station the screws will be cemented.
b) The Sedtiwill begns ctetfifor "ﬂzge travel" at three different points in the process: the comparator station following
4 adjusteéent aftas: thef;nsert tgaﬁ beén married to the receiver (Diaz bracket/screw installed), and finally when the barreled
5 actlocﬁ‘s married:fo thé: stock ™
rigger w ? be ineasured for correct/repeatable re-engagement at the comparator station. it will again be
i mspmg wsuagl ?ollowmg marriage of the insert to the receiver. R&D Test continues to recommend that Mayfield
i con§¢der masﬂ“nng this re-engagement issue at the comparator on barreled actions and tracking the results for a period
u oft ae to ensure "understanding” of the issues raised during the first pass T&P.

i
*M 3{)" The Trigger Pull specification is now 4.0 to 5.5 lbs as confirmed via email from Bristol.

6) During the analysis of guns A-14 and A-26 it was determined that the receiver from gun A-14 was out of specification
relative to placement of the Diaz screw hole. Mayfield must provide adequate assurance that the remaining T&P product
has been examined/corrected toward this issue and that T&P product conforms to design print. The consensus belief is
that receivers machined on the Bridgeport (initial process) are suspect. R&D Test has agreed that culling these receivers
from the T&P sample and replacing them with product produced using the latest process will be acceptable. Mayfield
agrees that product culled from existing T&P and cther receivers processed using the Bridgeport method must be 100%
inspected relative to hole placement prior to any use. R&D Test further recommends that a sample of product produced
on the new process be evaluated for conformance to print.

7) FEA analysis of both the DAT and T&P designs of the bolt stop indicate that the new design introduced a small
increase in stress to the part -- however probably not sufficient to account for the increased breakage. Material analysis of
DAT and T&P product has shown a slight loss in properties on the T&P product but again not to a degree sufficient to
cause the increased breakage. Keeney has an alternate design which will provide increased strength to the area in
question. Mayfield and R&D Test agree to continue the T&P effort with the old design bolt stop with the understanding that
both DAT and T&P exit will be contingent on a review of performance over all T&P tested product. It may be necessary for
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Mayfield to rework product to the new bolt stop design.

Please let me know ASAP if you have issues and
Regards,

. Dale

From Danner, Dale

Sent Wednesday, November 08, 2000 1:14 PM
To: Golemboski, Matt R,

Cc: Zajk, Joseph J; Franz, Scott; Keeney, Mike
Subject: FW:710T &P

Importance: High

Matt,

Per our telecon earlier attached is the summary of issues and actions based on yesterday's visit by Franz/Keeney. I'd like
to discuss each of these issues via telecon so Etown understands the specific actions you have taken to rework remaining
product toward restarting T&P. Pls have a look and let me know what time works for you to discuss.

Thks,

Dale

From Franz, Scott

Sent Wednesday, November 08, 2000 1:06 PM
To: Danner, Dale

Subject: 70T &P

Importance: High

On Tuesday Mike Keeney and myself visited Mayﬁgjﬁ?_tﬁ%mtl)? e&hgat&{he |ssu§§ ralsed during Trial & Pilot

testing. A total of seven guns were brought back The:¢ gun and the reasoh tqt‘return are listed below.

GUN _ SERIAL NO. ISSUE‘
A2 71001425 i eadspace - Wan't close gn: Eatown s Min. Gauge

{Iz‘qre Centrol - Fellow Bgwii

Kite Cofitrol - FgHlow Down and fire on bolt closing
Tr@ger*lt?catlgm in stock

Trigger loedtion in stock

Trigger location in stock

Trigger location in stock

A-14 71001004
A-26 71001136
A5 71001267
E._71001 13%; ,

It was«ﬁotlbbd durmﬁ;‘f’ & P that the location of the trigger in the trigger guard varied considerably both side to side
front t{%bacl{ Guns A-5, A-13, A-18 and A-25 were chosen to show the extremes of this trigger location variation.

‘EJ’
iy
g Durmg; tﬁt%"; trip the following was discovered:

1. Gun A-2 was examined first. The bolt did close on Mayfield's GO gauge as it should. E-town's headspace
gauges were never updated after dimensional changes were made to the .30-06 cal. chamber. This is no longer
aT &P issue. Estown gauges will be updated.

2. Trigger location front to back was investigated next. It was determined that the trigger was bent. The cause of
this bending was isolated to the proof test fixture that remotely fires the gun. Mayfield has already made a change
to this fixture and the current setup does not bend triggers. Most of the T & P product was tested in the proof test
fixture before this change was made. As a resuit a high percentage of triggers are bent.

3. Side to side trigger variation was attributed to stock deformation. A change to the stock mold cooling system
has been made. Stocks run with this hot manifold modification exhibit less sink and distortion.

4. Gun A-14 was examined. Trigger pull was in specification when checked. [t was noticed that loosening and
retightening the support bracket screw did bind the sear. A very slight movement of the fire control was detected
when the screw was tightened. The location of the tapped hole in the receiver was checked and this was
determined to be out of specification. The insert assembly was checked on the adjustment and inspection setup
and it was determined that the trigger was not fully returning to the fully engaged position. The force required to
rotate the trigger to the fired position measured low on this sample.
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5. Gun A-26 was examined. Trigger pull on this gun was also in specification when checked. The sear was free
to move in this gun and loosening and tightening the support bracket screw did not effect sear movement. No
movement of the fire contrel could be detected when the screw was tightened. The insert was also checked on
the adjustment and inspection setup. The trigger would also not fully return to the fully engaged position on this

. sample.

6. The metal side plates on both A-14 and A-26 were removed. On both samples it appeared that the trigger
spring adjustment screw opening was distorted slightly on the bottom side of the hole. It also appeared that the
screw may not of been located central to the opening. This resulted in less space for the trigger return spring on
the bottom and it was theorized that this could result in binding of the spring during operation. This was not proven
however.

7. A discussion followed focused on the procedure followed during T & P build. It was discovered that after insert
assemblies were built and adjusted on the adjustment and inspection station that the insert assemblies were built
into guns by various assemblers. After a gun is built it is checked for trigger pull and if measured out of
specification the fire control adjustment screws are adjusted to bring trigger pull into specification. This is done by
the assembler at the bench and he is only focused on trigger pull, not whether the fire control change he just made
has effected any other parameter in the gun, like trigger return. This is the most probable cause of the fire control
related malfunctions on both A-14 and A-26, misadjusted fire controls with inadequate inspections to catch this
situation. An additional factor on gun A-14 may be the support bracket bias resulting in slight sear bing caused by
the location of the threaded hole in the receiver being out of specification. . *3;

8. Bolt stop breakage was discussed. One of E-town's metallurgists is currently analyzing fa’ied"s;_amplé'a am
destructively testing DAT and T & P samples in an attempt to understand the easen ﬁqr thesg'failus
solution can be offered at this time.

l-*".-h

During a wrap-up meeting in Mayfield all issues were listed along wnth the most"’probable}@use This was
followed by a listing of actions required by Mayfield to correct thgse ISSU&§ on exﬂgg T &P product so that a new
sample could be selected for a second T & P test. The following i d plan offered:

- Sides of the' trlgger between the trlgger and stock opening.
befoged}hls check is made.

» Mayfield will build new?msert aésemblles usmg all Aew parts. The adjustment/inspection setup will be used to

set all fire cohtrol agttmgsm(enga’gem"qnt, +GVEr travel and trigger return spring force. All assemblies will be

inspected for a\“ﬂequa@vmgger return férce to ensure that all triggers return to full engagement. In addition

sear§%h@uld bé’Lnspécted to enstire that they are free to move both in and out of the stock (with bracket

_ R -?iﬁsialléd) i 2 & P jgunsmvnll be rebuilt using these new assemblies. The assemblers will be instructed to check

1 P trigger pull anﬁ}m%n ségregate product based on whether they are below, above or in specification. It should
2 be ﬁmntfoned that Mayfield has requested a new trigger pull specification of 4 to 5.5 Ibs. Yield based on

triggér pull:will be tabulated by Mayfield and used to support their position on this issue. Any trigger pull

Sp! sification change needs to have Marketing's approval prior to T & P test start.

Mayfield will retest product in the modified shooting test booth to verify that the trigger bending has been
corrected.

+ Mayfield needs to ensure that the support bracket does not bias the fire control insert in any wayon ali T & P
product. This should include both inspection and dimensional verification that all characteristics that could
effect this, like the location and orientation of the threaded hole in the receiver are in specification.
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