
PART 1 

MINOR REPAIRS 

‘The repairs described in this Part are limited in scope because they 
have been devised with a view to avoiding, as far as possible, the 
soe. bem cena Sue Sah Te or her epuloment ae It 
is not to provide as standard Unit equipment. es 
which are beyond the scope of this Part will be described in the 
Repair Leaflets in Part 2 and Appendix 1 to Part 2 of this Volume, 

In this Part, the prohibition of repairs in certain areas or the absence 
of a suitable repair instruction for any damage sustained is not to be 
taken as meaning that the component is beyond repair. Reference 
should be made to Part 2 where a Repair Leaflet covering major 
damage may be found, 

In the absence of any instructions and when the ate technical 
officer considers that repair on site is practicable, a request for a 
repair scheme is to be submitted to the Directorate of Aircraft Engin- 

Ministry of Defence, When such a request is submitted, full 
details with sketches and/or Legge ers indicating the exact loce 
tion and extent of the damage are to be attached, 
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NOTE... 
A detailed list of contents appears at the beginning of each 
chapter. 
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AIR MINISTRY 
Volume 6, 

VULCAN AIRCRAFT - REPAIR AND RECONDITIONING INSTRUCTIONS 

ADVANCE DVPORATION LEAFLET No,1/57 

Note.- This leaflet is to be inserted in its correct mumerical order following the Marker Card for Advance Information Leaflets 
at the beginning of the book, 

BONDING OF VORTEX GENERATORS 

Introdustion 
1. This information draws particular attention to the modified method of preparing the wing surface prior to bonding. Use 
is made of a proprietry cleaning uaterial to remove the M.B.V. protective treatment from the surface of the metal, The 
following are the materials found to be most suitable for this process:- 

Araldite 121M (336/1451), Hardener 951 (330/1372), Paint renover epeoial (3358/1125), and Deoxidine 202 (330/748). 

Seope of Process 

2, The method is specifically intented to cover the “cold set" bonding of Light Alloy Vortex Generators to the Vulean 
phase 2 wing. 
General description % 

3. The Resin adhesive (Araldite 121N) is mde to cure at normal room temperature (60°F) by addition of a specific quantity 
of hardening agent (951 hardener), This temperature is regarded as an absolute minimum for bonding work, 

Process Details j 

4. Tn all etal bonding, surface cleanliness is important, Where it beooues necessary to remove paint, Paint remover 
is to be applied locally to an area slightly larger than the bonding area, Before resoving the protective treatment from the 
metal, all traces of paint and stripper mst be removed by swabbing with water,  Deomdine ie then applied to the surface 
ty means of a fitch brush and allowed to reuain in contact for 5-10 mins, after which tine the area is swabbed thoroughly 
with water and dried with clean rags, The surface will have a clean ‘whitish’ appearance. 

A similar treatment or mechanical roughening my be given to the Vortex Generator surface, 

Mixing the Adhesive 

5. It in important to remember that the pot life of the mixture is 1} hours in 60-65°P, temperature and therefore a 
limited anount of mixture is recomended, A half pound bulk of resin (ARA.121N) in a beaker like container with a 4-56 by 
weight proportion of hardener (hardener 951) should be well mixed, taking care to dislodge the resin adhering to the container 
sides, Do not whisk, as the setting of the resin will be affected by trapped air, The aixture must be used within 20 
minutes, To extend the pot life transfer frow the container and spread on an Aluuiniun sheet in a layer $" ‘or less. 
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Pot life in considered expired when the resin has thickened to a point when it cannot be easily applied or spread, 
Note. No divergence from the 4-56 by weight proportion of cold setting hardener 951 can be permitted, 

‘Application 

6 Using a knife a film of res! ‘be worked in to both surfaces, If the resin does not wet easily, the pot life is in should 
exceeded and the reain should be discarded, A larger quantity of paste is then applied to both surfaces, this ensures 

th trapped air will be swept out with the surplus paste, The excess paste should be spread over the reuaining unprotected metal dna thin film to prevent corrosion, It is not necessary to apply pressure to ensure adhesion, To do so may result in an ive Joint. 

Curing Time 

7. At 60-65°F the ure to initial hardness my take 2} hours, though during sumer months curing takes place very reliably overnight, and full strength (for cold curing) will develop within a few days, 
Note,- Should bonding not set hard after 24 hours the resin mat be suspect, 
Care in handling 

8, Frequent handling can cause Dermatitis, © Avoid unnecessary contact and keep all containers, equipwent, and seals in a clean and non-sticky state. 

Note.- The use of Acetone, cellulose, and thinners will dissolve resin if applied prior to cure, 
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April, 1957 Air Publication 4505 
Volume 6, Part 1 

44cm MINISTRY 

‘VULCAN AIRCRAPT ~ REPAIR AND RECONDITIONING INSTRUCTIONS 

ADVANCE DNPORMATION LEAFLET No, 2/57, 

Note,~ This leaflet is to be inserted in its correct mmerioal order following the Marker Card for Advance Information Leaflets 
at the beginning of the book, 

‘BONDING OF CANOPY PAIRINGS . 

General Information 

The positioning of these fairings upon a completed oanopy by mechanical means e.g, bolting or rivetting, 1s difficult 
because of the presence of the internal structure, Adhesive bonding is therefore adopted as a means of holding the fairings 
to the canopy and the procedure given below should be followed in sequence should it be necessary to replace canopy fairings. 
The following materials have been found to be most suitable for this prooeas:- 

Stripaline No,397, Aloolene No.2, and Araldite 121N, 

Preparation 

The surface of the canopy skin must be clean and free from paint, This is to be removed by Stripaline No,397 applied 
locally to the bonding area. All traces of loose paint and stripper to be removed by wishing with water, then thoroughly 
@ried with cloths, The clean alloy surface should be treated with Aloclene No.2 by brush to remove the protective treatment, 
After 5-10 min, all traces of Aloclene mist be washed off and the area thoroughly dried. 

Note,- The bottom and front edge of structure members are magnesium castings and the protective treatments on these should 
not be disturbed, The adhesive in respect of these members should be applied on top of the chromate treatment, 

Application 

The bonding of fairings to canopy is similar in procedure to leaflet instructions given for Vortex generators and further 
information in respeot of materials and curing processes can also be obtained fron this leaflet, paras.i-8 of A.I.L.1/57. 

Pinal finish 

Additional quantities of 121N should be used as a filler material to blend out irregular contours, surface blemishes and 
‘around the Joints of fairing to canopy. 

Effect of Cabin Air leaks 

In the event of a cabin leak between the canopy skin and fairing a mall "leak hole" has been provisioned, Care must be 
taken that this hole is not blocked during the bonding operation, 
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May, 1957 Air Publication 4505. 
ATR MINISTRY Volune 6, Part 1 

VULCAN ATRCRAPT - REPAIR AND RECONDITIONING INSTRUCTIONS 

ADVANCE INFORMATION LEAFLET NO. 3/57, 

Note.- This leaflet is to be inserted in its correct numerical order 
following the Marker Card for Advance Inforuation Leaflets at 
the beginning of the book. 

RIVETING OF AIR INTAKE SKINS 

‘Mhen it is necessary to renew "pop" rivets in the air intake skin, or to fit them in place of solid rivets, the following procedure should be adopted, to obviate any possibility of loose mandrels being rawn into the engine and to ensure that the rivets are sealed, 

Dip replacement rivets in cold setting Araldite 121 N before fitting, After curing time has elapeed for the Araldite (generally 12 hours, or over night) the rivets should be filled with Ryland's "pop" 
rivet filler No, 2513. 

%o14446, 2 
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