
March, IF57 AP.A505, Vol. 4, Port I 

CHAPTER | { 

INTRODUCTORY REPAIR INFORMATION 

RESTRICTED



F.S./1 

Presentation of repair information 
Strvetural classifleation sss ssn sun 
Keys to IMustrotions  ..+ 
General repairs ane one ord one oon 

Glossary ... —=— 2 os ee ee 

Con struction — oe oe eee 

Repair moterials ses sss ee ane 
Riveting — — - ee 

Use of bolts =< fe ee lee 

Repair proctices “fee ee 

Skin repairs — se Fee le 

Reproduction of structural members wa 

Heot treatment and bending... .. ss 
Mrariciing OFF ccs cas ven con cen one 
Draimege bales sc sev on ete 

aoe cord ee 

Stenderd meterial ss. ses cee tee eee 

i) a ee ee eo a eed 

Bolts, muta, BCrewe ccs ses ose tae 

Rolled ond extruded sections one ee 

Insulofion blanket repolrs .0. sos sss 

Honeycomb sandwich panel repoir =... 

Skin repoirs « normpressuri ned « holes 

wp fo 2S Im. die cee cee cee ees eee 
Shin repairs = non-preasurised + 

inaccessible holes (not ofr intake duct 

skinning} erry a ee one er] ere 

Repairs to flanged lightening holes 
Repairs to dished lightening holes ss. 
Former insertion repairs - large channel 

sections a | 

Flange and web repairs to channe! 

members ee ee ee ee 

Para. 

17 

103 

108 
107 

mT 
12 
14 
115 
116 

17 
118 

1217 

122 

Table 
m
i
e
 

Fig. 

101 

103 

104 

105 
106 

107 

Chapter 1 

LIST OF CONTENTS 

Lagging of het off ducts — ee fee 

Sproytex coating In cablm wn see ee 

Neoprene cooting - radome ond 
similar plastic components 
Limitations of repolr sss ses san cee 

Mixing of Neoprene top coat cement o.. 

Mathod of repair ss ses ons sen see 

Moteriols required — a an 

Protective value of Neoprene coatings 

Repairs to insulation blankets... 

Honeycomb sandwich panels w+ «+ 
Profective treatments 
General oe oF oe oe ae oe eee 

Weotherproofing 1: s05 sas sas ese 

Repoir motericl so. se ses can oes 

LIST OF TABLES 

Tools for 8,A., and 8.5.F. wire thread 

tg) a ee ee ee ee ee 

Tools for 8.5.P. wire threod Inserts +++ 

lnetallotion dota for 8.A, ond 8,5,F, 

wire thread inwerts from = sen see coe 

LIST OF ILLUSTRATIONS 

Patch repair ‘T" section stringer ws 

"T’-section stringers « insertion repairs 
Patch ond insertion repairs to "2" 

section stringers os ses 400 see cee 

Patch and insertion repairs = top hat 

Sectlan stringers 1. 2 see see tee 

Patch and insertion repairs to smal! 

rolled section stiffeners ws sss xe 
Porch and insertion repairs to amall 

rolled section afiffenera ss. ee sas 

Repoirs to riblets and Intercastals ... 

Repairs to skin af fop hat and "7" 
fection stringer = urpressurised 

RESTRICTED 

INTRODUCTORY REPAIR INFORMATION 

Pora. 

123 
124 

125 

127 
128 
me 

131 
133 

134 
136 
139 

Table 

Fig. 
109 
110 

111 

112 

113 

14 

115 

A.P.4505, Vol.6, Port 1, Chap. ] 
AL.26, Oct.60 

Para. 

Shin corrasion i a a ho | 

8 Ay he oe and B.5.P., wi 

- andl gente 

General eee eae oon 6 4948 Ld tal 

8.5.P, inserts, Type AS.4948 to ae aasge™ 
Cheice of length wo. ase tee one la? 

Materials... .1e sen see) cee nee 143 

Tapping holes ee ee | | 
Tools se oon ee oe one on 145 

Inatallation os sox cen santa 146 

Assembly of wire thread Inserts... 147 

Toble 

ond inclusive up to = << fs) fee | ee hi 

Installation data for B.5.P, wire 

threod ingerts from= ic: ces — ene 12 

ond inclusive Co ee ee ee ee] 

Repairs to skin of “T*-stringer - 
unpressurl sed Ce ee ee ee 

Method of repoiring crocked Manges in 

lightening ne | — et ele 

Method of repairing cracked 

diaphrogms — os ee 

Repairs to riblets - elevators, ailerons, 
rudder oon oe oon oe eee tht oe 

@ Installation dato for wire thread inserts 
Assembly of wire thread inserts ase 

s > 

Fig. 

17 

118 

mg 

120 
1217 
2 >



101. General information and standard 
repairs have been covered, as far as possible, 
in this chapter, subsequent chapters dealing 
with the respective repair schemes of the 
major component units. 

102. For easy referenci the paragraph 
numbers in each chapter are prefixed by 
number of that chapter, c.g. the first para- 
te in Chapter 2 is numbered 201 and 

pter 3 starts with 301. The figure numbers 
are prefixed in a similar manner. 

Structural classification 

103, The 3-colour system of structural 
ooo used = subsequent a 
to indicate the degree of strength restoration 

uired for each of the structure. 
denotes P RY structure, 

YELLOW denotes SECONDARY struc- 
ture. 

GREEN denotes TERTIARY structure. 
These classifications are defined in A.P.2662B, 
Sect. 1, Chap. 2. To facilitate identification 
of the structural assemblies, a thumbnail 
sketch of the aircraft is included in each 
illustration with the location of the assembly 
indicated. 

Keys to Mlustrations 

104, Keys to the structure illustrations give 
the material, gauge or standard section used 
in the manufacture of cach member, also the 
limits of negligible . The pitch 
ratio of holes governs the minimum distance 
between two negligible holes, e.g. a pitch 
ratio of 4-1 means that two h of say 
0:3 inches diameter must be at least 2 inches 
apart, measured between their centres. The 
distance between centres of negligible holes 
and the edge of the plate or the edges of 
flanged lightening must be at least 
twice the diameter of the damage. The 
distance between a negligible hole and a 
riveted or bolted joint, however, must 
conform to the limits quoted in the keys under 

ratio. Holes must be cleaned out 
fore classification. 

FS.2 

105. In the case of negligible dents, the 
depth quoted in the keys to structure illus- 
trations is the maximum allowable for dents 
of any size, The distance apart quoted in the 
keys applies only to dents up to | inch 
diameter, measured between centres. For 
dents larger than this the minimum allowable 
distance apart increases in direct i 
to the increase in diameter of the dent. 

General repairs 

106. Repairs illustrated in this chapter may 
be applied to any similar component classed 
as repairable. methods of combining 
the simple repairs to deal with damage 
involving several different kinds of component 
are also given. i cases, which 
cannot be repaired by the standard methods, 
are dealt with by = repair illustrations 
in the appropriate chapters. 

Glossary 

107. The following definitions explain the 
terms used throughout the book to describe 
repair parts :— : 

(1) Filler plate:—An inserted piece of 
sheet no load, which ensures 
continuity 

@ Geeaciieg Woe A Wel tat tas 
seating plate to facilitate handling 
and location, 

(3) Insert:—A new load-bearing portion 
a the damaged portion of a 
me mber, 

OY sles come wok Badan cage-et nivel centre t 

5) ag load-bearing ( —A ing portion of 
sheet overlapping the cleaned-out 

(6) Senting plated: load-bearing plate 
supporting the filler plate. 

CONSTRUCTION 

108. The airframe is built up of the following 
detachable nents:— 

(1) Nose fairing, the upper ion of 
Which ia of orthodox motel construc- 
tion and the lower a one-piece 
composite moulding. 
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(2) Front fuselage, constituting the crew's 
pressurised compartment. 

(3) Rear fuselage, supporting the jet pi 
detachable cad caps and the costpoeie 
tail cone, 

(4) Main . comprisi 
(a) tre section, embod the 

intakes aad gine toes intakes ys. 
(b) Outer wings, with main- complete 

wheel units, fuel tank compart- 
ments, elevators and ailerons. 

(5) Tail unit, comprising the fin and 
rudder, os 

- to ea ar = lifted into position 
rough ine door openings on the 

underside or tee ee section. “Each 
engine is mounted in the main plane at three 
attachment points, being in the 
mounting blocks on the bay ribs 
two trunnions, one on either side of ae Ht i 

power units, and a steerable, i 
wheel unit which retracts 
backward into the nose-wheel bay under the 
forward portion of the centre section, 

Hil. Unless otherwise stated, the repair 
material must be of the same gauge and 
specification as the damaged part. 
applicable, alternative materials will be gi 
in the table of repair materials or 
to structure illustrations. 

s ee
 

$ 



RIVETING 
112. Rivets of the correct type and specifi- 
cation must be used for all repairs. Normally 
solid rivets are used, these being snap-head 
for internal structure or countersunk for 
external skinning. Rivets with 120 deg., 
90 deg. or 60 deg. countersunk heads are 
used and particular care must be taken to 
ensure that the materials involved are counter- 
sie ae h. Where 
oo makes t eS solid rivets 
impossible pop rivets may used, but it 
should be noted that use of the latter is 
prohibited in pressure bulkheads — external 
skinning in the pressurised part of the aircraft. 
General information on rivets and riveting 
technique is contained in Air Publications 
1464, 3662, 1982 and 3042. A list of rivets 
used on this aireraft is given in TABLE 2, 
General Repair Materials, It should be 
noted that rivets to specification L58 must 
always be used in contact with ium 
alloy, and where rivets to specification 37 
are required, these must be heat treated before 
use. All external rivets must be sealed 
with Rylands 4 ivet Filler No, 2313 
(Stores Ref. 33C/-), 

3. Rivet is to be the same as the 
— pi ogee holes are picked up. 

spacing is detailed on each repair 
illustration. existing rivet holes have 

io Weer or deeeaer ee tec cael in. in diameter t origina 
A that sufficient material is 
availa to satisfy the original landing 
requirements. 

it will be detailed in the relevant chapter. 
Particular attention should be paid to the 

iminary examination of damage to ascer- 
tain its extent, i where this is not 
immediately apparent as in the case of buckled 
or — ror bane may indicate failure 
or distortion o or secondary struc- 
tural members. Where necessary, adequate 
Support must be given to the structure under 
repair to avoid distortion and subsequent 
malalignment. 

Skin repairs 

116, In order to preserve the high acrodyna- 
mic efficiency of the aircraft, it is essential 
Sh Sena cen nmatoanindd bo a very 

igh standard. Permanent 
to the skin must alwa be by flush canis 
and countersunk-head rivets. 

Reproduction of structural members 

ute origi wake as 
riveting must be reprod in repaired areas. 
This will sometimes necessitate ng the 
disposition of the rivets from that in 
the repair illustration in order to pick up 
existing rivet holes or for the attachment of 
stiffeners or other members. This is per- 
missible provided that the following con- 
ditions are fulfilled:-— 

ql) aly pesto Si reaps not a ieee 
t specified in the repair figure. 

Additional rivets may be used subj 
to conditions (2) and (3). 

(2) The distance between any two rivets 
must not be less than four times the 
rivet diameter. 

(3) Rivet landings must not be less than 
twice the rivet diameter, 

Heat treatment and bending 

118. Aluminium alloys L59, L72, L73 and 
DTD.687 may be bent in one plane without 
heat treatment iding the bend radii are 
not less than those given in the following 
table. The table also includes the minimum 
bend radii permitted with heat treatment. 
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Paar pal ited twa Charette “Ee Meanie 
Radian in. 

26 5/64 3/64 1/32 
24 5/64 1/16 3/64 
22 7/64 5/64 1/16 
20 1/8 3/32 5/64 
18 11/64 1/8 3/32 
16 7/32 5/32 1/8 
i4 17/64 13/64 5/32 
12 11/32 1/4 13/64 
10.27/64 5/16 1/4 
8 17/32 13/32 5/16 
6 5/8 31/64 3/8 

11%. The following table gives the recom- 
mended radii for bending Magnesium 
sheet, to specifications DTD.118, DTD.73 
and DTD,742, in the cold condition. 

HG. Radius in, iG. Radeus in. 

26 3/32 16 33/64 
4 4/16 14 41/64 
22—«15/64 12 27/32 
20 19/64 10 1-1/32 
18 25/64 

120, The following table gives the recom- 
mended radii for bending mild steel sheet 
$.510(S.3), 8.511 ($.84) and $.514 (DTD. 124), 

SVG. 5.510 6 S51) S4i4 
Audiue im. Radinga in, 

26 1/64 3/64 
24 1/64. 3/64 
22 1/64 1/16 
20 1/32 5/64 
18 1/32 7/64 
16 3/64 9/64 
14 3/64 11/64 
12 1/16 7/32 

Marking off 
121, Marking off should be done in pencil, 
the use of scribers or similar tools bei 
oe except when the markings 

removed completely when shaping the 
repair.



as ible to the itions. Refer to 
AP-4S05A, Vol. I, kT, Sect, 2, Chap. 4 

pd hole = te provided hens must i Tt a 
aeake Ohad form a moisture trap. 

Lagging of hot air ducts 
123. The hot air conditioning pipes are 
pn with oh - CE white wool to 

tion { 
with P.V.C. covered glass 1 ge 409 

. hey the side rent(s) together 
using fireproof thread (No. 2 glass tie cord 
is recommended). The repair should then 
be covered with P.V.C. covered glass cloth 
glued in position with Bostik Adhesive 1768, 

Spraytex coating in cabin 
124, When repairs have been effected to the 
pressure rasa skin clip a the flock 
adhesive sprayed covering ( ex) on the 
inner surface of the skin at Bs renewed 
in the disturbed area. The Spraytex is 
applied on top of the normal finish of onc 
coat of Cellons Universal Primer SXH41A 
or SXH44 and one coat of E.L.R. Cellulose 
finish D.L.5387. First apply one coat of 
Spraytex Black Adhesive Type B, and then 
peny on one coat of Spraytex Matt Black 

ibre Type §.R.9. The fibre must be sprayed 
on within 10 minutes of the a tion of 
the adhesive, using a Spraytex Miser fibre 
ne Should it required to remove 

waytex coating from a surface at any time, 
this may be done with acetone or cellulose 
thinners, 

viex should not be applied to front and 
bulkhead faces in the cabin. “Similarly, 

ii which are made from Magnesium 
Ilo not to be covered with Spraytex, 

be protected by one brush coat 
Primer 1752 (Stores Ref. 33C/1339) 

wed by two brush coats of a mixture of 
Primer 1752 and Bostik a 

1790 (Stores Ref. 33C/1138). In 
this category are all stringer brackets at 

pu
yu

re
ig

’ 

FSI 

front and rear pressure bulkheads and at 
Station 228°75"F, the 5 in. ground conditioning 
connection, all valves, etc. which are mounted 
on the inside wall of the pressure cabin, and 
the base plate a front frame member to 
which the canopy is attached. Where any 
doubt exists, the original protective covering 
may be taken as a guide to the treatment 
required. 

NEOPRENE COATING—RADOME AND SIMILAR PLASTIC 
COMPONENTS 

Limitations of repair 
125. Repair to the Neoprene finish alone is 
a mitted if the damage is confined to 

riate repair scheme for radomes. 
r repairs are dealt with in Chapter 2 

of this ¥ ‘ 

means of Toluol or 
Diluting Cement 1803C before attempting to 
reprime. 

Hising of Heoprene top coat cement 

127. The Mag cement for application 
a8 detailed in the following paragraph should 
be prepared as follows :— 
(1) To one pint of top coat base cement 

1801C 47-5 ccs. Accelerator Cement 
983C, and stir thoroughly. 

The accelerator is usually supplied in 
pre-measured packages, 

(2) When mixed with the accelerator the 
top coat base cement has a limited 
pot-life of § hours. Any material 
remaining after this period should be 
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Hethod of repair 

128, For ir of the Neoprene coating 
proceed as foliowa>— 
(1) Remove the Neoprene from the damaged 

and surrounding areas by careful scrap- 
ing with a sharp knife, taking care not 
to cut the resin/glasscloth laminate. 

(2) The area to be coated should then be 
smoothed by means of 2/0-100 Garnet 

r 
(3) ipe over the abraded surface with a 

lint-free rag damped with Toluol or 
diluting solvent 1803C and allow to dry 
out completely. 

(4) Apply one coat of Bostik primer 9252 
evenly by brush, avoiding the formation 
of streaks and pinholes. The primer 
may be thinned with up to two volumes 
toluene only, to ogg a smooth a 
coat to be applied. i 
overlap on to the eurcoundiag Neoprsbe 
byO-Sin. Allow to dry at a temperature 
of not less than 18 deg. C for one hour. 

(5) Srey = Scene Scat of Bowl, primer 
9252 and allow to dry at a temperature 
of not less than 18 deg. C for one hour. 

(6) After one hour drying of the primer 
9252, apply one coat of the Neoprene 
top coat base cement [801C by means 

a brush. Brushing over an area 
sop tevaiogys partially dried will result 
in 

(7) Allow ae ae a temperature of 25 +. 5 
C for one hour. 

(8) one hour and not more than |} 
hours a second coat should be applied 
and allowed to dry. 

(9) The remaining coats may be applied by 
brush or spray, each coat being allowed 
Whe for one hour and not more than 

(10) Sufficient coats should be applied in this 
manner to build up the Neoprene to its 
original thickness and present a smooth 
appearance. In the case of a complete 
re-coat the thickness should be 0-011 +- 
0-001 inches, checked by means of a 
— which is coated along with 
the radome. The guide-plate can be 
checked by means of a micrometer, 

(ALS, jon, 58)



(11) Allow to dry and cure in a dust-free 
atmosphere at a temperature of 25 + 5 
deg. C for not less than 3 days. In an 
eme the curing schedule could be 
cut to 36 ova 

Materials required 

129. The following are the materials required 
to carry out the process detailed in the 
preceding paragraph :— 

Soren Rel. Part No. Dewcrigaion 

33B/927 Stripalene 395 Stripper 
3350/1436 bene bac —— 
9350/1352 1 v7, Sita ase 

33C/ 1354 983C Accelerator Cement 
33C/1353 1803C Diluting Cement 
33C/1282 9252 Primer 
33C/1433 00/100 Garnet paper 
The Neoprene top coat base cement as 
supplied by the makers is a light tan colour, 
but the coating will develop a deep brown or 
black colour on natural ageing in approxi- 
mately 2 to 3 days. 

Protective value of Neoprene coatings 

130. The main causes which adversely affect 
the protective value of Neoprene coatings are 
as oi a jill ial ote 

1) Ose o rs, stoppers paints— 

oe of these materials to resin/ 
glasscloth structures, either unwittingly 
or as a means of filling and smoothing 
minor imperfections will cause failure, 
usually of a delayed nature, of the 
external Neoprene coa’ . 

(2) Sf { preparation—Low adhesion 
of Neoprene coating can also be 
attributed to insufficient scuffing with 
suitable grade Garnet paper to produce 
a smooth matt surface. ; 

(3) Primer coat of Bostik 9252—Thick coats 
of primer will give poor adhesion of the 
Neoprene top coat base cement. The 
9252 should be suitably thinned with 
Toluol to enable a wet coat to penetrate 
all pinholes and imperfections, and not 

i across, 

Their only of the radome is The forward six fee! 
lacked ithe Magee toaiion: 

REPAIRS TO INSULATION BLANKETS 

13). The insulation blankets are — 
from two layers of fine fibreglass material, 
each } in. thick, co tely en in @ 
vette Sy lige Craypac (Ref. No. 
33C/1474)p. In cases of damage to a blanket, 
where the damage is not considered extensive 

to warrant ing the item, simple 
but effective repairs can be made. 

132. The following procedure, which is 
illustrated in fig. 101, may be used for the 
repair of holes in blankets:— 
(1) Cut out the damaged area to a regular 

shape, preferably circular. 

(2) Enlarge the hole in one layer of fibre- 
lass so that it is approximately one inch 

all round than the one made at (1). 

(3) Cut inserts of fi s, complete with 
@qCraypac}> covering, to fit the holes 
made at (1 oe tin Aaa 

(4) Secure a pate ic 
material on onet side to cover pes. 
the repaired area. The <{Craypach> 
material should be secured with i 
Adhesive «9321 (Ref. No. 33C/594)p. 

Slight damage on the edge of a blanket may 
be repaired trimming off the damaged 
edge, and binding it com ly with water- 
ripe Ag aca secured with Bostik Adhe- 
sive ip. 

HOMEYCOME SANDWICH PAMELS 

133. Repairs to honeycomb sandwich panels 
are permitted, with certain restrictions. These 
restrictions, which vary from one panel to 

the pencls which apguer ia Chapier 3 of tise the which appear in Chapter i 
volume. Where repairs are permitted the 
procedure, which is illustrated in fig. 102, is 
as follows :— 
(J) An area, circular for preference and 

cay soa encompassing the 2, is 
cut from the panel through both skins. 

(2) Trepan out the inner skin so that the 
hole on that side is approximately one 
inch t in diameter than the 

iginal hole. Remove any core immedi- 
¥ below the hole and clean any 

surplus resin off inside the face where core 
has been removed. 
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(3) Cut three skins to size, one to fit 
accurately in the smaller hole, and one 
approximately one inch larger in dia- 
meter. The third to be approximately 
one inch greater in diameter than the 
larger hole in the inner skin. 

(4) The areas to be bonded should now be 
cleaned with steel wool until of a cg oi 
shiny appearance. The areas are t 
rendered grease-free by swabbing with 
acetone or carbon tetrachloride, A 
substantial layer of cold-setting Araldite 
121N with 5 per cent of Hardener 951 
added is applied in turn to all surfaces 
to be bonded, at the rate of approxi- 
mately 2 ounces per square foot. 

(5) The sequence of bonding operations is 
now as follows:— 
(a) Bond together the two discs making 

the repair patch for the outer skin. 
Leave under light pressure approxi- 
mately 24 hours. 

(b) Cut the required depth and type of 
core to fit accurately the excavated 
area of core in the panel, 

(c) Bond the new piece of core to the 
larger of the two bonded discs 
making the repair patch. 

(d) Bond this repair assembly to the 
outer skin of the panel. 

(ic) Finally, bond the largest repair 
patch plate to the panel inner skin. 

It should be noted that the seating plate 
(ref. on fig. 102) is to be made from material 
one gauge less in thickness than the ae 
pray eat nagiad i ygr-age for the thicknes 

ite applied. completed repair 
should be k under light pressure for 
approximately 24 hours before being put into 
service. 

PROTECTIVE TREATMENTS 
General 

134. When making repairs it is most 
important that the high standard of protec- 
tion be maintained, and that the repaired 
areas be made good by the application of the 
original protective. The finishing scheme for 
the aircraft is to Specification DTD.899. For 

eral guidance on protective coverings and 
t restoration reference may be made to 
A.P."s 26624 and 2656A. 
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135. Wet assembly is essential, i.e., all 
metal joints not involving a rubber seal 
are to be assembled wet after the 
application of sufficient Celloseel 
D.T.D.900/4301 (Ref.No.33C/1197) to 
produce a fillet at each joint. All rivets, 
balts, washers, etc., must also be coated 
with Celloseel where they are in contact 
with Magnesium Alloy. 

Weatherproofing 
136, It is important that great care must 
be taken to prevent water leaking or being 
driven into covered components either on 
the ground of in flight. Extensive in- 
formation on weatherproofing practice and 
materials is given in A.P.1464B, Vol.1, 
Part 2, Sect.4, Chap.7. The following 
general miles are given for weather- 
proofing of this aircraft:- 

(1) In all external riveted joints use 
Celloseel as described in para.135. 

(2) In all fuselage transport joints use 
a mixture of equal parts of 
Bostik 1752 (Ref.No.33C,/1339) and 
1790 (Ref.No.33C,//1138). A bead 
of this mixture is inserted in each 
joint before bolting up. 

(3) A mixture of Bostik 1752 and 1790 
is applied as a joint between the 
centre section rib booms and the 
outer wing rib booms. 

(4) A mixture of Bostik 1752 and 1790 
is applied as a joint at the fairing 
eines the fuselage and the fin 
skins. 

(5) Angular joints or crevices where 
moisture is likely to enter are 
sealed internally with a mixture of 
Bostik 1752 and 1790. 

(6) All skin butt joints are water- 
proofed internally at T-section 
stringers or butt straps with a 
mixture of Bostik 1752 and 1790 to 

form a bead between the skin and 
the edge of the member. 

(7) Repairs to prevent the ingress of 
moisture through the airframe 
structure, can be carried out by 
following the instructions as laid 
down for pressure cabin sealing in 
Chap.2, pam.210 to para.216 
inclusive. Refer to illustrations 
below for application of sealing. 

ag 

137, On the upper skin of the outer wing 
all gaps between skins are filled with 
cold setting Arldite 121N. (Ref.No.33C,/ 
1451) and finished flush with the outer 
surface. The filler is prepared by adding 
six parts by weight of Hardener 95] 
(Ref.No.33C/1372) to 100 parts by weight 
of Araldite 121N and mixing thoroughly. 
This filling mixture remains usable for 
approximately 1 to 1 hours, and should 
therefore be used immediately after 
mixing. 

134. Further information on the 
application of sealing compounds at 
typical joints in the pressurised part of 
the aircraft is given in Chapter 2. 

REPAIR MATERIAL 

139. The following tables list the 
materials required to effect the repairs 
described throughout this volume. 
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A.L.33, Jan.62 

TABLE 1 (Standard material) 

Aluminium Sheet 
B.S. 1470 

30 s.w.g 20 s.w.g. 16 5.w.g. 
22 5.¥.£ 18 s.w.g. 

Aluminium Sheet 
L.16 

30 5. w. g. 18 s.w.g. 1/8 in. 
20 s.w.g. 10 s.w.g. 3/16 in. 

Aluminium Sheet 
L.17 

30 s.w.g. 18 6.w.g. 1/8 in. 
22 s.w.g. 10 s.w.g. 3/16 in. 

Light Alloy Sheet 
L.72 

30 s.w.g. 16 s.w.g. 7 5.w.g. 
28 s.w.g. 15 5.w.g. 6 s.w.g. 
27 s.w.g. 14 s.w.g. 5 5.W.g. 
26 s.w.g. 13 s.w.g. 3 s.w.g. 
24 s.w.g. 12 s.w.g. 2 S.w.g. 
22 a.w.g. 11 s.w.g. i s.w.g. 
20 s.w.g. 10 s.w.g. 1/8 in. 
18 s.w_g. 9 s.w.g. 1/4 in. 
17 5..w.g. 5 s.w.g. 3/8 in. 

Light Alloy Sheet 
L73 

24 3.w.g. 17 s.w.g. 10 s.w.g. 
22 5.w. g. 16 s.w.g. 8 s.w.g. 
20 s.w.g. 14 5.w.g. 
18 s..w.g. 1? 5.w.g. 

Light Alloy Sheet 
0.T.D.687A 

24 &.W.g. 14 5.w.g. 8 s.w.g. 
22 s.w.g. 13 5. w.g. 6 s.w.g. 
20 s.w.g. 12 s.w.g. 5 s.w.g. 
18 s.w.g. 11 s.w.g. 3 s.w.g. 
17 s.w.g. 10 s.w.g. 
16 s.w.g. 9 s.wig.



TABLE 1 (Continued) 

Light Alloy Sheet 
L.59 

24 s.w.g. 18 s.w.g. 14 s.w.g. 
22 s.w. g 17 s.w.g. 12 5.w.g. 
20 s.w.g. 16 s.w.g. 10 s.w.g. 

Mag. Alloy Sheet 
D.T.D.118 

26 5. w. g- 16 s.w.g. b 5.W.g. 
24 5 .w.z. 14 s.w.g. 5 s.w.g. 
22 s.w.¢. 13 5.w.g. 4 5.W.g. 
20 s.w.g. 12 5.w.g. 3 5.w.g. 
18 s.w.g. 10 s.w.g. 1/4 in. 
17 s.w.g. 8 s.w.g. 

Mag. Alloy Sheet 
-T.D.626 

20 s.w.g. 14 s.w.g. 5 s.w.g. 
18 s.w.g. 12 5. wg. 4 s.w.g.- 
17 5.w.g. 10 5.w.g. 3 s.W.g. 
16 s.w.g. 6 s.w.g. 

. Alloy Sheet 
D.T.0.732 . D.T.D.742 Half Hard 

24 a.w.g. 22 5.W.g. 20 s.w.g. 

Mild Steel Sheet 
$.510 

33 &.w.g. 17 s.w.g. & s.w.g. 
26 s.w.g 16 s.w.g. 6 s.w.g. 
24 s.w.g 14 s.w.g. 1/8 in. 

22 s.w.g 13 s.w.g. 5/16 in. 
20 s.w.g 12 s.w.g. 3/8 in. 
18 s.w.g. 10 s.w.g. 

Mild Steel Sheet 
§.511 

26 5. w.g. 22 s.w.g. 18 s.w.g. 
24 s.w.g. 20 s.w.g. 16 s.w.g. 

Mild Steel Sheet 
$.514 

22 s.w.g. 16 s.w.g. 11 s.w.g. 
20 &.w.g. 14 s.w.g. 10 «.w.g. 
18 5.w.g. 13 s.w.g. 9 s.w.g. 
17 s.w.g. 12 5.w.g. 

Spring Steel Strip 
$.513 

24 a.w.g. 22 &§.W.E 

Stainless Steel Sheet 
5.520 

28 s.w.g. 20 s.w.g. 12 s.w.g. 
26 5s. wg. 17 s.w.g. 10 s.w.g. 
24 s.w.g. 16 s.w.g. 
22 5.W.g. 14 5.w.g. 

Stainless Steel Sheet 
$.521 

28 s.w.g. 18 s.w.g. 10 s.w.g. 
26 5.w.g. 16 s.w.g. 6 s.w.g. 
22 &.W.g. 14 6... 
20 s.w.g. 12 5.w.g. 

Titanium Sheet 
28 5.w.@. 22 8.W.g. 20 s.w.g. 
26 5.w.g. 

TABLE 2 (Rivets) 

Snap-heod rivets SP.77 
Aluminium L.36 

1/16 3/32 1/8 1/4 

Snop-head rivets SP.78 
Aluminium Alloy L.37 

3/32 3/16 

Snop-head rivets SP.79 
Mag. Al. Alloy L.58 

16060 3/82 /B OS/32 3/161 /4 

Snop-heod rivets SP.80 
Al. Alloy L.69 

1/160 «3/320 85/32/1614 

Snap-head rivets SP.76 
Mild Stee! B.$.1109 

1/16 3/32 1/8 5/32 3/16 1/4 

Snop-head rivets SP.81 
Monel Metal D.T.D.204 

3/32 1/8 

Snap-heod rivets AS. 459 
Copper 

1/16 3/32 

RESTRICTED 

Mushroom-heed rivets SP.85 
Al. Alloy L.69 

1/16 1/8 3/16 1/4 
3/32 5/32 faz 

Mushroom-heod rivets SP.64 
5% Mog. Al. Alloy L.58 

1/16 3/22 1/8 5/32 3/16 

120 deg. countersunk-heod rivets AS.163 
Aluminium L.36 

1/16 3/32 1/8 

120 deg, countersunk-head rivets AS.465 
Monel Metal 0,T,0,204 

3/32 ys 

120 deg. countersunk-heod rivets AS,2230 
Al. Alloy L469 

1/16 3/32 1/8 5/32 3/16 

120 deg. countersunk-heed rivets close 
tolerance $5,414] 

Al. Alloy L.69 

3/32 1/8 5/32 3/16 1/4 

120 deg. countersunk-head rivets AS.165 
5% Mag. Al. Alloy L.58 

1/16 3/32 1/8 5/32 3/16 

120 deg. countersunk-head rivets AS.443 
Mild Stee! BS.1109 

16 3/R YS S32 V16 1/4 

90 deg. countersunk-heod rivets AS, 160 
Aluminium L.34 

3/32 1/8 

90 deg. countersunk-head rivets AS, 162 
5% Mag. Al. Alloy L.58 

3/32 1/8 §/32 3/16 



F.S./aA 

TABLE 2 (Continued) 

60 deg. countersunk-heod Avdel rivets 
§$.4654 

Al. Alloy L.69 

3/16 

60 deg. countersunk-heod Avdel rivets 
$5.4844 

Al. Alloy L.69 

5/32 

0.01 in. oversize shenk x 60 deg. counter- 
sunk-heod Avdel rivets $5,5227 

Al. Alloy L.69 

3/16 

Oversize head 60 deg. countersunk-head 
Avdel rivets 55,5303 

Al. Alloy L.69 

3/16 

120 d countersunk-heod Chobert rivets 
A.G,$.2041 

Mild Steel D,T,0.720 

\/8 5/32 3/16 

Snapheod Chobert rivets  A.G.5.2040 
Mild Steel D.T.D.720 

1/8 §/32 3/16 

Snopheod Chobert rivets A,G.S,2045 
AL Alloy L.69 

1/8 §/32 3/16 

120 countersunk-head Chobert rivets 
Gs iose 

Al. Alloy L.69 

1/8 §/32 3/16 

100 countersunk-heod Chobert rivets 
A.G,§.2067 

Mild Steel O.T.0.720 

1/8 5/32 3/16 

100 deg. countersunk- heed Chobert rivets 
A.G,. 5.2068 

Al. Alley L.69 
vs 5/32 3/16 

Snopheod Avdel rivets A.G.$.2065 
Al, Alloy L.69 

18 §/32 3/16 

100 countersunk-head Avdel rivets 
AGS. 

Al, Alley L.69 
1/8 5/32 3/16 

120 deg. countersunk-head Avdel rivets 
$$.4398 

Al. Alley L.69 

1/8 5/32 3/16 

70 deg. countersunk-head Jo-Bolts 

3/16 1/4 5/16 

100 deg, countersunk-head Jo-Bolts 
$5.4507 

3/16 /4 5/16 

10 deg. countersunk-head Jo-Bolts 
35.5226 

3/16 

Hexagonal head Jo-Bolts 
$5.4837 

3/16 v4 5/16 

RESTRICTED 

A.P4SS, Wol.é, Port 1, Chop.! 
A.L.32, Jan.d2



TABLE 2 (Continued) 

oO re countersunk-head rivets 
2229, Al, Alloy L.69 

1/16 1/8 
3/32 3/16 

90 deg. countersunk-head rivets 
55.4212. Al. Alloy L.57 or DTD.327 

3/32 §/32 
1/8 3/16 

90 deg. countersunk-head rivets 
AS.460 Mild Steel BS.1109 
1/16 3/32 
3/32 3/16 
1/8 

90 deg. countersunk-head rivets 
AS.462 Monel Metal DTD.10 

1/8 3/16 

60 deg. countersunk-head rivets 
SS.4111. Al. Alloy L.57 

3/32 5/32 
1/8 3/16 

60 countersunk-head rivets 
SS. . 5% Mag. Al. Alloy L.58 

1/8 3/16 

Dome-head pop rivets A.G.S.2048 
3% Mag. Al. Alloy L58. 

1/8 3/16 
5/32 

Dome-head pop rivets A.G.S.2050 
Monel Metal DTD.10 

3/32 5/32 
i8 3/16 

120 deg. countersunk-head rivets 
A.G.5.2051 Monel Metal D.10 

4/32 5/32 
1/8 3/16 

Countersunk-head rivets 
55.3791, 18%, Silver 
1/8 3/16 

TABLE 3 (Bolts, nuts, screws) 

High Tensile Steel Bolts 
A25 686B.A. 

1A 3A 
2A 5A 

A25 4BA 
1/2B 6B 
IB 7B 
1 1/28 8B 
25 9B 
3B 10B 
48 11B 
5B 12B 

A225 286.A. 
1/2C 14Cc 
Ic 15C 
2c 17C 
3C 18C 
4c 19C 
6C 20c 
7c 21C 
8c 22C 
ac 23C 
LOC 24C 
11C 25C 
12C 26C 
13 27C 

A.25 1/4 in, B.S.F 
IE I5E 
2E 16E 
3E ITE 
4E 18E 
5E I9E 
6E 20E 
TE 21E 
SE 22E 
5E 23E 

RESTRICTED 

ILA 

AP.ASOS, Vol. 6, Pore 1, Chap. | (ALJ) 

10E ME 44E 
IIE 25E 45E 
iZE 26E 47E 
13E ZTE 48E 
14E 28E 

A2S _ in. B.S.F. 
1/2G 2G 
1G 9G 233G 
2G L0G 24G 
3G IG 27G 
4G 12G 2G 
5G 14G 0G 
6G 16G 31G 
7G 21G 30G 

A.25 3/8 in. B.S.F. 
2) IJ 20) 
3 12) 2 
4J 13] 22) 
SJ 14J 24] 
6J 1SJ 27) 
7J 16J 29) 
8J 17] 303 
OJ 18] MJ 
10] 19) 35) 

48) 

A225 7/16 in. B.S.F, 
6L 40L 

A225 12 in. B.S. F. 

2N -10N 13N 
4N 11N 22N 
6N 

A.25 5/8 in. B.S.F 

199 

Tensile Steel Bolts 
ium coated. Close tolerance 

A.59 2 B.A. 
ic 6c Lic 
2c 7c 12c 
3c &C 13C 
4c oC 4c 
5C 10c 20C 

(ALI, Mar, 57)



TABLE 3 (Continued) 
A59 = 1/4 in. B.S.F, 

1E 10E 19E 
2E HE WE 
3E 12E 21E 
4E 13E NE 
5E 14E 23E 
6E ISE 24E 
TE 16E 25E 
8E ITE 26E 
9E i8E 29E 

A59 = 5/16 in. BSF. ° 
46 11G 20G 
5G 12G 2G 
6G 13G 24G 
1G 14G 21G 
8G 15G 34G 
9G 16G 
10G 17G 

A.59 3/8 in. B.S.F. 
J 9J 21) 
4J 10) 22) 
5] iW 25] 
6] 173 29] 
7 19) 32 
8] 205 38) 

A.59 =-7/16 in. B.S.F. 
3L 9L 28L 
4L 12L 36L 
6L 2IL 38L 
7L 20L 39L 
BL 24L 40L 

A599 1/2 in, B.S.F. 
5N oN 13M 
6N 10N 14N 
7N 11N ISN 
8N 12N 16N 

High Tensile Stainless Steel Bolts 
A226 4BA. 

IB 3B 128 
2B &B 

High Tensile Stainless Steel Bolts 
A26 2B.A. 

ic 4c 9C 
2C 5C 10C 
IC 8c. 

A.26 1/4 in. B.S.F. 
7E 10E 
9E BE 

A.26 5/16 in. B.S.F. 
2G 50G 

A.26 3/8 in. BS.F. 
iW 

Al.Alloy Bolts. He Head 
A 4 

1B 2B 

A28 2B.A. 
ic sc 
2c 6C 
3c 7C 

High Tensile Shear Bolis 
AO 1/4 in. BS.F. 

2E TE 
4E 8E 
SE 13E 
6E 14E 

A.60 — $/16 in. B.S.F. 
3G 1G 
4G 8G 
5G 9G 
6G 10G 

A.60 3/8 in. B.S.F. 
3J 8J 
4] 105 
5J 1 
6 143 
7 15) 

A.60 7/16 in. B.S.F. 
6L 9L 
7L 10L 

A.60 1/2 in. B.S.F. 
5N 8N 
6N 9N 
7N 10N 

RESTRICTED 

3B 

1I5E 
20E 
24E 

1G 
12G 
18G 
26G 

20) 
21) 
25] 
34] 
35) 

1IL 

LIN 
12N 

Steel Cheese Head Screws 
A3l 6 BLA. 

AG Al4 Al4 
Ag Al6 Ajl 
ALO Als 
Al2 A220 

Al 4 B.A, 
Bé B16 B32 
Bs BIs B36 
BIO B20 B44 
Bl2 B24 B48 
B14 B28 

AGl 2 B.A. 
ce cis C36 
clo C20 c44 
Ci2 ci C435 
cli4 C28 
cl6 C32 

Steel Round Head Screws 
A.32 6 B.A. 

A4 Al2 A20 
Ab Al4 Ald 
A& Al6 
AlO AS 

A32 4 B.A. 
Bl B12 B20 
B6é Bl4 B24 

BS B16 B26 
BIO Bis B32 

A32 2 B.A. 
ca C20 Ci6 
ci2 ci 
cl4 C28 

Stainless Steel Cheese Head Screws 
A.35 2 B.A, 

C16 C20 

Stainless Steel Round Head Screws 
A.36 

B16 
4 BLA. 

Stainless Steel Countersunk Screws 
A.37 

ci 
2 B.A. 
cl6 C24



TABLE 3 (Continued) 

Steel Countersunk Screws 
A336 B.A. 

AG Al6 A24 
Al0 Al8 A28 
Al2 A20 

A334 B.A. 
B6 BI6 B32 
BS BIS B40 
BIO B20 B44 
Bi2 B24 
Bi4 B28 

A.33 2 B.A, 

C6 C12 C20 
cs cl4 C24 
C10 Cl6 

Stainless Steel Raised Head Countersunk 
Screws 

As 86 BA. 
Alé AND 

Ade 465A. 
Bl2 B24 

AJB 2B.A. 
C36 

Light Alloy Roundhead Screws 
A406 B.A, 

AS AS Alo 

A403 46B.A, 
6 BIO 

A.40 2 B.A. 
c10 

Light Alloy Countersunk Screws 
A.Al 6 B.A. 

Ad 

AA4l 4 B.A. 
Bé 

High Tensile Steel Nuts A.24 
4 B.A. 

BP BT 

FS./6 

Ic 

LC 

NS 

US 

Ws 

3/16 in. B.S.F. 
GT 
GS 

3/8 in. B.S.F. 
JP 

7/16 in. B.S.F. 

1/2 in. B.S.F, 
NT 

9/16 in. B.S.F. 
PS 

3/8 in. B.S.F. 
Qs 

3/4 in. B.S.F. 

7/8 in. B.S.F. 

I in, B.S.F, 

High Tensile Stee] Nuts A.58 

Gs 

LT 

1/4 in. B.S.F. 

5/16 in, B.S.F. 
GT 

3/8 in. B.S.F. 
JT 

7/16 in, B.S.F. 

1/2 in. B.S.F. 
NT 

RESTRICTED 

J5 

AP.ASOS, Vol, 6, Part |, Chap. | (AL!) 

Medium Tensile Steel Nuts A.27 
6 B.A. 

AP AT 

4 B.A. 
BT BP BTL 

2 B.A. 
cP CT 
cs CTL 

1/4 in, B.S.F. 
EC ES ETL 
EP ET 

5/16 in, B.S.F, 
GC GS GTL 
GP GT 

3/8 in. B.S.F, 
ic 35 JTL 
JP JT 

7/16 in. B.S.F. 
LC Ls 
LP LT 

1/2 in. B.S.F. 
NC NS NTL 
NP NT 

9/16 in. BSF. 
PC PS 
PP PT 

5/8 in, BS.F, 
ac QT 

3/4 in. B.S.F, 
5T 

5S STL 

7/8 in. B.S.F, 
uc US 

1 in. B.S.F. 
wc 

(ALJ, Mar, 57)



Section A 

A R 

if 
a 

RIGHT ANGLE 
5.4. Ne, Als, Bin, 

1ZA/1793 

12B/1793 
12C/1793 
12D/1793 

13A/1793 5 

1368/1793 5/8 
27/1793 9/16 9/16 
60/1793 5/8 

65/1793 7/8 

66/1793 l 
73/1793 5/8 5/ 

88/1793 | l 

112/1793 | | 
1335/1793 5/8 4/8 
1863/1793 5/8 5/8 
198 A/1793 1-25 55 

199/1793 15/16 —«19/32 
200/1793 l “55 
2078/1793 3/4 
3239/1793 f 
247/1793 7 3/4 
249/1793 ‘1-24 82 
253/1793 I 7/16 
3311/1793 7 5/8 

313/1793 I 3/4 
3514/1793 | 5/8 
3515/1793 1 3/16 1 
318/1793 7/16 1/4 
349/1793 2 1} 

352/1793 1 | 
421/1793 i 
425/1793 1 | 
4446/1793 | 1 
470/1793 i | 

$15/1793 
§29/1793 
§30/1793 | | 
S531/1793 | | 

TABLE 4 (Rolled and extruded sections) 
$4. Ne 

$37/1793 
STANDARD ROLLED sH/1993 

SECTIONS 601/1793 
620/1793 
625/1793 
663/1793 
713/1793 
715/1793 
7235/1793 
T27/1793 

Bin, 1.6. Maver 7228/1793 

3/32 20 Liz 7729/1793 
3/32 18 L.72 737/1793 
9/64 16 L.72 747/793 
3/64 22 L.?2 T51/1793 
3/32 16 L.72 7533/1793 
3/32 16 L.72 1761/1793 
1/16 20) L.7Z 762/1793 
1/16 20 L.72 7163/1793 
1/16 20 L.72 7164/1793 
3/32 16 L.72 1768/1793 
1/16 16 L.72 T77/1793 
9/64 16 L.72 7835/1793 
5/64 20 L.72 786/1793 
3/32 22 L.72 787/1793 
3/32 18 L.72 788/1793 
5/64 20 L.72 7796/1793 
5/64 16 L.72 7197/1793 
5/64 20 Lz 12/1793 
i/8 16 L72 
9/64 16 L.72 819/1793 
9/64 16 L.72 20/1793 
10 18 L.72 837/1793 

9/64 16 L.72 38/1793 
§/32 16 Lz $39/1793 
11/4 I4 L.72 840/1793 
5/64 20 L.72 841/1793 
5/32 14 L.72 844/1793 
3/64 18 L.72 845/1793 

11/64. 14 L.72 846/1793 
5/32 14 L.72 850/1793 
5/64 22 L.72 853/1793 
/64 18 L.72 854/1793 

7/64 18 L.72 8858/1793 
13/64 14 L.72 912/1793 
3/32 18 L.72 925/1793 
7/64 14 L.?2 976/1793 
3/32 16 L.7z 9986/1793 
3/16 10 L.72 987/1793 

RESTRICTED 

ss
es
ss
ae
s 

“a
sS

 
32
8 

Bin 

I 
7/8 

“30 

“75 
“75 
“82 

1:25 

“TS 
1-0 
> 

0-47 
“55 
$25 

625 
S 
oF 
“50 

“73 
“62 

Sp
ss
es
ae
rs
rs
aa
 

2s
 

“75 
“65 
“63 
“63 
63 

S
S
S
R
e
8
 

S
E
N
 
e
E
S
S
U
R
B
a
e
 

sa
 
c
S
S
R
B
e
S
b
E
e
e
e
a
n
a
a
k
e
 

L.jz 

DTD.118 
DTD.118 

L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72



TABLE 4 (Continued) AP.4505, Vol. 6, Part |, Chop 1 (ALS) 

Section B Section C 

OBTUSE ANGLE ACUTE ANGLE 
1.5. Ma. Ain, B in. Rin. Angle S.W.G, Paterial 45. Ne. A iin, Bin. R in. Angle iwc. Paaerial 

97/1793 5/8 5/8 3/32 oT iT 22 L.72 115/1793 3/4 3/4 3/32 87°34" = 18 L.72 

Pr beat | a zee ao His a rie 2831/1793 «1 3/4 078 4°35" 20 L.72 

iI I ( i , 2s . 347/1793 4 34 3/3287" 0 
447/1793 ] | 1/64 95" 29" 18 L.72 on 793 sh =f 3/32 73° 18 L.72 

4438/1793 | 1 7/64 92°36" «18 L.72 ‘ 4 r | 
7326/1793 1-675 625 7/64 «122° 2? L.72 4350/1793 1 I 7/64 87°24 18 L.72 

T59/1793 = 1-25 1-25 7/64 = 120° 14 L.f2 S917T93 «861316 61 1G OS 73°30 = 16 Lj 

sf Pl 1 és I ma 9/64 Oh = ve mi 7927/1793 1-60 6) 3/16 a8°30° 24 DTD. 
i , “ 1/8 tT I 4 799) - - 2 Wy 

00/193 60 6 332 91° 2% LR ae eS LO ee 
sims 6 C1382 aC ae aa SS ee pedi 
804/1793 651-0 3/329 is Le 803/1793 60 1-0 332 3H 18 OL 
B1L/1793) 25 24 11/64 110° 14 L.72 908/1793 625 “625 5/64 85" 24 L.72 

858/1793 1 a l au macs as > gt. 949/1793 ‘76 ‘76 3/32 ar4a2")— 2D L772 

28/1793 “6 ’ i : ae: 951/1793 78 64 5/64 70° 22 

950/1793 “75 ‘75 3/32 93° §° 20 L.72 if ie 3 
999/1793. 1-25 63 1/8 9?° 18 1.72 1000/1793 1-275 “65 18 78 18 L.72 

1084/1793 3-35 1-37 4/32 93° 16 L.72 1LORS/1793 10 1-0 9/64 81° 16 L.72 

Section D 

LIPPED ACUTE ANGLE 
5.5. No, Ain, Bin, Cin, Rim = Angle |S.) Minti 

§27/1793 65 «10 |= 6 5/64 81°32" 8 L.72 
806/1793 1-0 ‘75 25 9/64 §89°30° 20 L72 
808/1793 1-0 ‘15h 25 Get B°M 18 L.72 
BIO/17T93 «10 75 25 S/d 8° 16 L.72 

FS/7 RESTRICTED (ALI, Mar. 57) 
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TABLE 4 (Continued) 

LIPPED RIGHT ANGLE 

54. Me. 

67/1793 
155/1793 
213/1793 
2689/1793 

337/1793 

385/1793 
386/1793 
46/1793 
410/1793 
431/1793 
522/1793 
523/1793 
524/1793 

An. 

I 

a4 

5/8 
“505 
0 

‘80 

95 

“80 

“BS 

SO 
5/8 

1:25 

Section E 

[ 

B 

Bin. Cin, Rin. 

1 3/16 1/32 

1/2 3/8 7/64 

“6 9/64 3/32 

“505 “185 “08 

“67 1/4 7/64 

10 | “07 

1:25 “4 “19 

140 3 7/64 

‘99 3] “13 

“6 9/64 af32 

1 7/64 3/32 

1-25 “142 32 

Section F 

3.6, 

18 

16 

14 

18 

16 

16 

16 

L.72 
L.?2 

L.72 

L.72 

L772 

L.7Z 
L.72 

L.72 

L.72 

L.72 

L.72 

L.72 

LIPPED RIGHT ANGLE (Continued) 

i4. Ne. 

525/1793 

§28/1793 

602/1793 

619/1793 

6664/1793 

665/1793 

678/1793 

6886/1793 
T2179 

7146/1793 

7352/1793 

7358/1793 

7179/1793 

789/ 1793 

794/ 1793 

£34/1793 

52/1793 

$63/1793 

$74/1793 

8675/1793 

9037/1793 

0983/1793 

9084/1793 

9865/1793 

995/1793 

20/7000 

23/7000 

Als, 

1-25 
“75 

I-25 
I-25 
‘1S 
625 

1-0 
1-25 
1-0 
1-75 

“65 
‘15 

1-0 
37 
58 

1-0 
‘TS 
| 
625 
“BS 

1-375 
“63 
63 
63 

1-0 
10 
‘TS 

Bis. 

1-25 
‘15 

1-75 
1-06 
“5 
625 
625 

1-25 
15 
10 
“75 
‘75 

1-12 
“54 
“57 
“88 
‘TS 

1-0 
1-0 
1-5 
L-25 
“BE 
“BE 
“BE 

10 
“552 
9908 

LIPPED OBTUSE ANGLE 
£5. Mo, 

304/1793 
732/1803 
735/1793 
85/1793 
807/1793 
809/1793 

RESTRICTED 

A bn. 

1-0 
“88 
0 

1-0 
1-0 
1-0 

ee a: a ge eee ee 

Bin. 

10 
1-12 
1-0 
“15 
“15 
‘15 

€ in. 

“35 
a 
“40 
“25 
Pe 

Cin, 

25 
3/16 
50 
a 
“18 
“18 
3 
“146 
25 

5/16 
“15 
“188 
3 
‘17 
“18 
25 
15 
“20 
“187 
25 

S
8
8
e
s
s
e
 

A in, 

5/32 
“187 
9/64 
9/64 
9/64 

A ia. 

7/32 
3/32 
5/16 
3/32 
3/32 
3/32 
3/32 
7/32 
9/64 
1/4 
1/8 
3/32 
7/32 
3/32 
7/64 
De, 

3/32 
1/8 
1/32 
1/8 
1/4 
9/64 
1/8 
3/32 
1/8 
1/16 
1/8 

Angle 

96° 18° 
91° 
97° 30’ 
90° 30’ 
90° 30° 
50° 30’ 

£W.G, Maverial 

12 
16 
10 
I4 
20 
20 
16 
12 
16 
12 
20 
16 
16 
24 
22 
18 
18 
18 
22 
20 

12 

16 
18 
20 
16 
20 
20 

LW.G. 

16 
16 
14 
20 
18 
16 

L.72 
L.72 
L.72 
L.72Z 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 

DTD.171B 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 

L.72 
L.72 

DTD.687 
L.72 
L.72 
L.72



TABLE 4 (Continued) 

CHANNEL SECTION 
i. Me. 

2/1793 
$4/1793 
68/1793 
72/1793 
100/1793 
102/1793 
{10/1793 
136/1793 
150/1793 
157/1793 
194/1793 
206/1793 
233/1793 
2738/1793 
264/1793 
275/1793 
278/1793 
297/1793 
334/1793 
348/1793 
381/1793 
413/1793 
455/1793 
477/1793 
516/1793 
§73/1793 
593/1793 
667/1793 
742/1793 
7144/1793 

F.3./8 

Ais, 

1/2 
1/2 
1/4 

13/32 

Bis 

a4 
13/8 

3/4 
23/8 

—_ 
=
 b

e 
he

 
i= 

J 
LA
 

S
e
o
n
p
-
 

sB
G>
38
e°
% 

=f
 

LA
 

W
w
 

i]
 

A, in. 

1/16 
1/16 

1/32 
1/32 
5/64 
5/64 
9/64 
5/64 
9/64 
3/64 

7/64 

AP.4505, Vol. 6, Part I, Chop. | (AL!) 

CHANNEL SECTION (Continued) 
Matarcal iS. Me. 

L.72 745/1793 
L772 748/1793 
L.72 754/1793 
L.72 7769/1793 

L.72 780/1793 
L.72 791/1793 
L.72 813/1793 
LZ 
L.72 851/1793 
L.72 8664/1793 
L.7?2 6865/1793 
L.72 876/1793 
L.72 78/1793 
L.72 8851/1793 
L.72 882/1793 
L.72 883/1793 
L.72 84/1793 
L.7f2 $93/1793 
L.72 03/1793 
L.72 907/1793 
L.72 938/1793 
L.72 939/1793 
L.72 940/1793 

L.72 9067/1793 
L.72 968/1793 
L.72 969/1793 
L.72 990/1 793 
L.72 26/7000 
L.72 27/7000 

DTD.166B 29/7000 
or 171B 

RESTRICTED 

« in. Bin, 

115 235 
“70 2-0 
25 3-0 
25 1-116 

1-0 1-5 
63 ‘15 
50 2:136 

65 90 
3 B44 
80 865 
78 ‘86 
78 89 
25 24 
65 85 
10 88 
TB 87 

1-0 1-19 
50 25 
84 ‘910 
125 60 

2:75 26 
625 2-062 

1-0 75 
10 75 
‘95 65 
1% 23/32 
75 998 

1-0 998 
10 1-498 

Kis, 

7/32 
10 

1/8 
1/8 

11/64 
1/8 
1/32 

3/32 
2 

07 
09 

1/8 
3/32 
3/32 
3/32 
§/32 
1/32 
1/8 
3/32 
7/32 
7/64 
327 
311 
325 

5/64 
17/64 
1/8 
3/32 

R
E
R
B
S
R
E
N
R
S
R
B
B
S
B
E
S
e
B
R
B
h
a
 

a
s
 

20 

(AL.!, Mar, 57)



TABLE 4 (Continued) 

LIPPED CHANNEL SECTION 
4 No. 

15/1793 
74/1793 
77/1793 
93/1793 
95/1793 
108/1793 
122/1793 
129/1793 
132/1793 
153/1793 
158/1793 

224/1793 
24/1793 
285/1793 
308/1793 
3904/1793 
414/1793 

420/1793 
429/1793 

A in, 

a
 

la
 

h
e
 

w 
vot

 
ih
c 

2 
4S 

Gus
 

SP 
0 
d
k
 

Gk
 

ee
 
y
o
 

on
 

ge
 

fon
 

‘t
an
 

= 

Bin 

3/4 
l 

3/4 
7/8 
1 3) 
3/4 
3/4 
3/4 

i 
3/4 
1-09 
u 

1-51 

+]
 

Re
e 

C in, 

5/32 
$/16 
5/16 
223 

1/4 
3/8 
1/4 
215 
‘215 

5/16 
1/4 
$/16 
5/16 
‘16 

1/4 
1/4 
1/4 
“312 

5/16 

, ae 

A in, £.W.G, 

2/32 16 

13/64 16 
16/64 16 
5/64 2 

§/32 20 

5/4 20 
5/4 22 
5/4 22 
9/64 16 
5/64 20 
9/4 1 
7/64 18 
+15 lé 

13 18 
‘13 1s 

3/16 16 
‘13 18 

11/64 14 

Material 

L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.j2 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 
L.72 

Z SECTION 
5.4. No. 

192/1793 
419/1793 
4278/1793 
451/1793 
743/1793 

767/1793 
B17/1793 
6895/1793 
896/1793 
980/1793 
19/7000 
21/7000 
22/7000 
24/7000 
23/7000 
30/7000 
34/7000 
36/7000 

A in. 

60 
336 

1-048 
648 
7 

*T36 
1-1875 

55 
“55 
15 
“552 
“S64 
“O44 
“063 

1:S84 
1-556 
994 
“559 

Bin. 

25 
246 
‘8 
‘B75 
‘2 

“356 
1-0 
‘60 
*6() 
“62 
SO) 
“63 
or 
“666 
0) 

10 
75 
62 

C ia. 

1-25 

Bin, 

3/64 
19 
7) 
7/64 
1/16 

3/32 
7/64 
7/64 
7/64 
1/8 
1/16 
7/64 
3/32 
1/8 
5/32 
3/32 
3/32 
1/8 

LIPPED CHANNEL SECTION (Continued) 
£3. Me. 

486/1793 
495/1793 
§13/1793 
§24/1793 
§$8/1793 
$99/1793 
§79/1793 
§89/1793 
90/1793 
§94/1793 
§95/1793 
596/1793 
600/1793 
606/1793 
613/1793 
677/1793 
692/1793 
703/1793 
721/1793 
749/1793 
750/1793 
766/1793 
7785/1793 
7176/1793 
16/1793 
829/1793 

RESTRICTED 

Ain, 

Z 
1-378 
15 

s
b
 

P
S
 

h
d
 

a 
s
c
 

a
 
R
E
 

i
 

a 
—
—
 

= 
f
h
 

bo
 

bo
 

bo
 

t
a
d
 

Ce
 

ie
 

Bis. 

“908 
15 

15 
‘75 
‘15 
I 
I 

1-05 
1-05 
‘15 

I 
2 
‘15 
15 

1-375 
‘88 

3-0 
1-0 
‘75 

1-09 
715 
“75 
‘75 

IS 

i im. 

IS 
49 
i) 

095 
142 
41 
3 
3 
25 

5/16 
25 
3] 
38 
25 
22 
375 
2 
] 
2 
“2 

5/16 
“25 
"25 
“31 
35 

A in, 

7/64 
49 

1/64 

5/64 
3/32 
7/64 
§/32 
1/8 
7/64 

11/64 
7/64 

9/64 
171 
1/8 

11/64 

7/64 
372 
1/8 
1/8 
9/64 
5/64 
1/8 
7/ 
30 

2Ww.G. 

zZ2 
20 
18 
18 
26 

=
t
n
s
s
 

=e 
S
8
8
a
s
8
e
 

o
o
 
S
e
e
r
,
 

ee
s.
 

S
e
e
e
e
 

BA
e 

==
 

e
o
o
S
g
e
s
 

N
E
S
 

on
 
|



TABLE 4 (Continued) 

LIPPED TOP HAT SECTION L 
5.4. Na. A in B in ein 

B5/1793 I 5/6 1 7/8 

OL/1793 1 se 1 7/8 

92/1793 1 5/8 1 7/8 
146/1793 5/8 O44 2) 

211/1793 1 5g 1 7/8 
29/1793 13/16 5/8 17/8 

5320/1793 13/16 5/8 17/8 
294/1793 64 1226 
379/1793 1/2 319 it 

5300/1793 1/2 «3/4 2 

Le 

3/16 

3/16 
3/16 
3/16 
3/16 

3/16 

3/16 
L/4 

“175 
1/4 

Ain. 

7/64 

3/64 

5/64 
5/64 
T/64 

5/64 
te 

1/16 
7/64 

WG. 

18 
24 
22 
24 
20 
18 
24 
20 
Z 
18 

TOP HAT SECTION J 

£5. Na, A in, Bin, 

83/1793 1-58 | 
B4/1793 1-564 1 
1832/1793 1-584 l 
186/1793 “60 “50 
96/1793 1-75 ] 
2721/1793 2-0 l 

376/1793 +598 “492 

3477/1793 556 ‘502 

3827/1793 = 1 1-116 

405/1793 1-022 783 

4123/1793 1 ‘Til 

4277/1793 1-048 1°596 
4832/1793 10 685 
§07/1793 596 528 

§10/1793 75 656 

S12/1793 ‘5 “Tad 

$8i/1793 2-5 l-128 

§99/1793 2-0 10 

g42/1793 1:7 1062 

O17/1793 “56 “60 

Section L 

AP.4505, Vol, 6, Part 1, Chap. | (AL7) 

LIPPED CHANNEL K 

$5.Mo, Ain Bia 

B87/1793 1-5 1-0 

B90/1793 1°25 1-0 

B91/1793 1-0 id 

RESTRICTED 

Cin, A is cic. Material 

238 il 4 #£4x4L7 
23/8 9/64 16 # L.72 
23/8 9/64 %I8 L.72 
1-65 1h 22 | ATE 
238 11/64 4 &# L772 
238 et Ww LR 
2-52 1/16 = 20 
3-02 16 2 L722 
2-52 Hh mR 
ar $e © LA 
1-875 5/64 18 L772 
3 164 #18 1.72 
iss lial 
1-65 @ »D Lm 
1-75 so # Le 
19 1 2D Lt? 
2p 964 16 #£x4L72 
235 33 @D LR 
2375 9/64 18 %L7 
1-72 16 2 LL? 

ch. Ain, Angle 38 §.W.G, Maver 

13 I Ss «618CtCOLT2 
15 164 5° #18 172 
3° 37eS oe (Ln



TABLE 4 (Continued) 

LIPPED Z SECTION N 

DISHED SECTION M 
£1. No A in, 8 in, 

6A/1793 1-8 9 
14/1793 1 9/16 25/32 
17/1793 14 9/16 
18/1793 14 3/4 

140/1793 13/8 11/16 
B43/1793 14 3/4 

981/1793 1-13 “565 
849/1793 1 5 

¢ is, Al Aa 

536 1/4 1/4 
5/16 1/16 
§/32 $/32 
3/32 _ $/32 

466 1/4 3/64 
‘187 1/4 05 

5/32 1/8 

3/32 3/32 

LWw.c. 

20 

18 

22 

22 

22 

22 

24 

22 

3.3. Me. A im, B in. Cc in BD im, A in, $7.6, Material 

164/1793 14 3/4 3/4 i/4 3/32 168 L.72 

582/1793 3/4 “6 “6 8 3/32 20 DTD.687 

583/1793 1 “6 “6 1/8 3/32 20 DTD.687 

586/1793 2-6 “65 65 2 7/64 22 A 

828/1793 1-19 “bd $5 +2 a/32 20 L.72 

830/1793 10 636 -625 -187 3/32 20 L.72 

979/1793 1-37 “df ‘55 -17 3/32 18 L.72 

MISCELLANEOUS 

Section © ROLLED SECTION 

Section P 
tis 

te 

i Oo [ Ce 

R2- fz) SmR 
“i 1M. 

1 RI 696/SS1793 

i 18 S:WG. 
L.72 

ett i Wess 

ANGLE SECTION O TOP HAT SECTION Q 
5.5. Ma. A in B in. Al in Blin. Angle 8.16. Muar al Ss. Me A lim, Bh in, 

T41/1793 1-5 1:5 4 83 Ow 12 L.72 825/1793 2-37 22 

T39/1793 1-5 1-5 4 83 80° 12 L.72 25/7000 2°37 1-05 

RESTRICTED 
200eM 37) 3 1 Wek 8. AAT 

Cin. Din, Rin 

I-12 ‘O8 1/8 

I-12 “O08 1/8 

Material 

L.73 

L.72 

L.72 

L.72 

L.72 
L.72 

5.3 

L.72



TABLE 4 (Continued) MISCELLANEOUS ROLLED SECTIONS 

Sections A 

i — 118i —————— 

| = ‘eT \ 6 & 

251 

367/5S8.1793 “7 

Youn 225 .W.G. 

| L.72 

1... 

= 1 on —— = 

Laie 215 —i a» a 

= wy 
é - é25i4 

43 DEG amin 608/S5.1793 

| / 18 S.W.G. ae Sole 
Zi L772 

| 

— 

3018 

aaa ae 

—_ 2-094 16 gO 

—b 

666/55.1793 
THIN 165 WG. 

L72 
{ 

aan | 

1S DEG 

AP.AS5O5, Vol. 6, Port |, Chap, | (ALS) 

;-. 690/SS,1793 
16 S.W.G. 

L.7e2 

1 

i ( ) 702/$$S.1793 
20 S WG. 

F.S./10 RESTRICTED 

- L.72 

718/SS.1793 
225 WG. 

L772 

692/55 .1793 
16 5.W.G. 

L772 

(ALI, Mar, $7)



TABLE 4 (Continwed) 

Sections 5 

a——_—_—_———_— § 63h 9 ———__—_—-» 1S 1M. i. 
ca 

| — ; | 

822/55.1793 

sin, = 22 S.WG 
L.72 pe et 

755/5S.1793 

f R Yeon 265.WG 

D.T.D 1718 

<y,15m. 868/5S.1793 
“+ R\ean22 S.W.G 910/SS.1793 

Ss. 510 20SWG 
L.72 

——___ #341 os 1. |= 

0M 

—_ Vai oe 
a a 

‘a ae be) -ehe— -Fin.—e 

251M 

. 35 DEG. 3OMIN | 920/55.1793 

R-12m.165.W.G 

eo 
880/SS.1793 . " L73 

Rein 18S.0.G 

L.72 y i 

asin 

RESTRICTED



A.P.4505, Vol. 6, Pert |, Chop. | (ALI) 

TABLE 4 (Continued) 

Sections T 

625 IN—e! 943/SS1793 et be. <i 

16 SWG. Ps 
L.72 I me 

Pn | 

: 

914/SS1793 a —— — 75 1M. 22 SWG. 

= aK L.72 
ainR Deno 415 IN 39/SS.7000 

cr _—_ 22 SWG. 

L.72 

iN a 929/SS1793 
koma oe f 18 SW, = a 

NJ 05, RR ride 

eS IN 

-- ane ——— Fs = = 62 iM - 

= taR | 978/SS.1793 
1 ‘J : 16 SWG. 37/SS.7000 

10 IN. JOGGLE “Som. L.72 22 SWG 
=F a j | ae : 

| —— 99 (N, ——aG IN sae 

FS./11 RESTRICTED (ALI, Mor, 57) 

=,



TABLE 4 (Continued) 

RIGHT ANGLE 
item Ma. Ain, Bin, Ti in. Ti in. Bin. Ri in. Al in Specificanon Remarks 

67/SS3075 1-5 1-5 187 - 187 «187 -093 093 L.63/DTD.363.4 1/16 Radius at all corners 
121/S53075 1-5 1:5 “125 +125 +312 «125 125 L.65/DTD.423 
163/SS3075 1-0 “75 “062 “(G2 “G2 “O31 031 L.65 
176/SS3075 1-0 1-0 “093 “093 (93 “(46 046 L.65/DTD.423 
213/SS3075 1-5 +75 «125 «124 «124 “(Mi2 “(062 L.65 
214/SS3075 2 “B75 «156 -093 +125 = —_ L.65 
223/583075 1-5 1-0 “19 19 -2 “05 05 L.65 : 
249/SS3075 -75 +75 “093 “093 -093 “O46 046 L.645/DTD.423 | 
250/SS53075 1-0 1-0 (M2 (062 +062 “031 “031 L.65/DTD.423 
251/S83075 1-0 1-0 125 *125 +125 “062 “(062 L.65/DTD,423 
256/SS3075 1-25 1-35 “093 “093 “093 “(046 +46 L.65/DTD.423 
272/553075 1-5 75 +125 #125 +125 (062 “(062 L.65/DTD.423 
273/SS3075 1-5 1-0 “125, +135 +156 “135 -1235 L.65/DTD.4233 
274/8S3075 2-0 1-0 “125 » [25 +125 —_ = L.65/DTD.423 
277/SS3075 1+235 +875 +093 “093 (46 “046 “046 L.65/DTD.423 
293/SS3075 1-0 1-0 125 “125 125 “062 “(62 L.65 
294/SS3075 1:25 1:0 +125 +» 425 «125 ‘(62 “(G2 L.65 
300/SS3075 2-0 2-70 «1875 -|875 “25 -093 “(093 L.65 
304/553075 1-25 1+24 «187 “187 “218 +156 156 L.65 
305/S83075 2-0 2-0 35 “50 “25 —_ — L.65 
306/5S3075 1-25 I-25 -093 (03 “093 “031 “031 L.65 1/32" radius at all corners 
307/S83075 1-25 1-25 “125 “123 187 (2 “062 L.65 1/32° radius at all corners 
314/883075 1-5 1-5 -08 08 “135 ‘031 “(031 L.65 1/32" radius at all corners 
324/SS3075 1-625 1-5 “125 ~25 187 125 “(062 L.65 
333/SS3075 1-5 1-0 125 «125 156 135 - 125 L.65 
340/S53075 1-0 IO *125 “1235 “125 “062 062 L.65 
341/SS3075 1-25 1-25 “25 “25 «187 “125 +125 L.65 
343/SS3075 1-0 1-0 “093 “093 ‘093 O46 “046 L.65 
356/SS3075 1-25 “875 “093 +093 “(093 “046 “046 L.65 

. 361/553075 1-5 1-25 +125 125 +125 062 -_ L.63 Chamfer at X0- 125" X 095" 
362/583075 3-35 1-5 -188 = 188 “125 +09 “09 L.65 
376/SS3075 1-0 1-0 “(062 “(62 “(62 “O31 31 L.65 

394/553075 1-75 1-0 “19 19 - 187 oe _ L.65 -(03° radius at all corners 
395/S53075 2:5 1-0 «19 -19 -187 — —_ L.65 ‘03° radius at all corners 

| 396/S53075 1-0 1-0 “125 +125 "125 (062 (62 DTD.3634 +03" radius at all corners 
| 397/S83075 1-0 1-0 = 187 -187 “10 “062 “062 DTD.363A 03" radius at all corners 

398/SS3075 1-5 1-0 * 187 “10 -10 “062 “(O62 DTD.363A 03" radius at all corners 
| 399/SS3075 1-0 1-0 “093 “093 +093 “046 *234 DTD.3634 

404/553075 2°0 2-0 -25 “25 +25 03] “03 L.65 1/32 radius at all corners 
405/SS3075 2-0 2:0 +375 “25 “25 “031 “(062 L.65 1/16 radius at X and Y 

1/32 radius at Z 
411/S83075 3-54 1:63 “§ 54 -25 _— = DTD.363A (03° radius at all corners 
429/S53075 |+25 “90 +08 “O08 ‘10 —_ — DTD.3634 
469/S53075 “75 “715 “062 “062 (2 +031 “031 L.65 

RESTRICTED



TABLE 4 (Continued) 

OBTUSE ANGLE 
A in, bho be, 

254/SS3075 
269/S$3075 
276/SS3075 
295/SS3075 
299/SS3075 
313/SS3075 
329/SS3075 
331/SS3075 
338/SS3075 
353/SS3075 
354/SS3075 
3$5/SS3075 
359/SS3075 
390/SS3075 
486/SS3075 

—
—
 

S
e
e
 

A
M
V
I
P
S
S
p
A
w
o
w
 
w
a
n
e
 

L
P
 

a
 

ta
h 

LA
 

LA
 

BEADED ANGLE 
fam to. 

248/S53075 
347/SS3075 
402/SS3075 

FS,/12 

|
 ba

l 

I: 

I: 

75 
25 
25 

Bis, TH in, 

1:0 “125 
1-25 1:25 
1-0 “1238 
1+3125 1875 
15 +187 
1-0 ‘10 
1°25 125 
1-25 “125 
125 ‘135 
1-0 -08 
1-312 187 
*BTS +125 
"625 “062 
9 0-1 

1-0 “19 

Bin, 

“75 
mi. 
1-25 

fig 

Ti in. 

*(i2 
*14 
“Ob 

Ti ia. 

“125 
*1235 
“15 
25 
187 
“10 
“1S 
“1S 
“15 

“234 
“1235 
(062 

A in. Ri in, Al in, 

“125 “(067 “067 
187 “062 “062 
“156 “135 -125 
- 187 “(062 “062 
“187 “(093 *093 
“093 “031 “031 
-187 “(G2 (062 
“187 “(62 “062 
*187 “062 062 
“08 “08 “(8 
+187 -- — 
+146 aed 5 

“(M2 Be = 

0-1 —_ == 
“15 =_ — 

Section W 

al 2 

I l— 2 

5 . 
la \rt + 

1 = 
—— 

Ti ia. Din. A im. 

“(062 +187 «15 
104 “25 a F) 
lie] «156 “125 

RESTRICTED 

Angle 
oT Ww 
93° 
93° 5’ 
oT wy 
93° 

100° 00° 
99° 20" 
101° 

102° 30° 
105° 00° 
93° OO 
95° 00’ 
100° 00° 
126° 30° 

Al in, 

093 
“125 
‘O71 

AP.ASOS, Vol. &, Port 1, Chap. 1 (AL!) 

Soecificenon Remarea 

L.65 or DTD.423 
L.65/DTD423 
L.65/DTD.423 
L.65 1/32" radius at all corners 

L.65 1/32" radius at X, ¥ and Z 

L.65 1/32" radius at all corners 

L.65 1/32" radius at all corners 

L.65 Chamferat X -125" x 4093" 

L.65 
L.65 
L.65 
L.65 1/32" radius at all corners 

L.65 1/32" radius at all corners 

L.65 03" radius at ¥ 

L.65 

Al in, ogle tpecdication 

“062 90° L.65/DTD.423 

= 9p” L.65 

06 90° L.65 

(ALI, Mor, 57)



TABLE 4 (Continued) 

ACUTE ANGLE 
oeen eo, A in, B in, Ti in, Ti in. A in. Al in. Ail in, Angle Eoectication Remarks 

182/SS83075 1:5 1725 «125 -125 “187 — “(62 79° L.65 125" radius at X 

221/553075 1-25 1-25 “125 “125 +187 ‘062 “(062 70° L.65 

255/SS3075 1-0 1-0 *125 +125 “10 O62 “062 80 L.65/DTD.423 

259/SS3075 1° 187 1-187 “08 08 ‘08 “O08 “08 75° L.65/DTD.423 

298/S583075 1-5 1-5 +187 +187 “187 _ — £5° 30° 1/32” radius on all corners 

316/S83075 1-25 “87 “135 +125 125 = = 85° OW L.65 1/32" radius on all corners 

317/S83075 1-5 “87 +125 “125 “125 : -~ 83° 30’ L.65 1/32" radius on all corners 

323/SS3075 1°5 1:5 “125 +125 +187 “(Ms 06 66° 00 L.65 1/32" radius on all corners 

330/S83075 1-25 1°25 ‘125 +125 - 187 062 “062 85° 00" L.65 1/32" radius on all corners 

344/553075 1:25 1-0 125 “125 * 187 1062 “062 £3" OO L.65 1/32" radius on all corners 

348/S53075 2:1 1-625 +187 -187 - 187 ° — 58° 30 L.65 1/16" radius at ¥ 

342/SS53075 2:1 1625 » 187 +187 «| 87 = = 70° 00° L.65 1/16" radius at ¥ 

358/583075 -75 “625 (2 062 “O62 _ — 85° 00 L.65 1/32" radius at all corners 
415/SS3075 1-5 “Bb =| -2) “10 — _ 84° 00’ DTD.3634 1/32" radius at all corners 

478/553075 “75 +75 “OS “08 “10 = —_ 78° 44’ DTD.363A O15" radius at all corners 

TEE SECTION, UNEQUAL TOP FLANGES, 90° 
boom Ako. Ale B in Cin. Tit. This. A ie tpeecifcon 

23/SS3075 1-375 1-375 1:25 -15 -15 6 L#és/DTD4AG 

RESTRICTED



TABLE 4 (Continued) 

TEE SECTIONS 
too Me. 

58/SS3075 
165/S53075 
180/SS3075 
192/SS3075 
292/S53075 
301/SS3075 
309/SS3075 
315/S53075 
375/S83075 
406/$S3075 
416/S53075 
419/SS3075 

TEE SECTION, 
Gear Poke. 

326/SS3075 
414/553075 

FS./03 

Section Z 

y aa —— a a4 
—<- 

rx al 

Use 

T2 

Al Bin Ti ia. Tain, Rin, 

1-125 1-5 “(G2 “062 ‘062 

“B75 1-5 “(62 “062 “062 

[+25 1:6 “15 “14 “O62 

1-0 2-0 “10 ‘10 ‘10 

1-0 2-0 *10 “10 -10 

1-0 2:0 -10 -10 “10 

- 60 1:1 “05 +05 “05 

“B75 1:5 “062 “062 “062 

6) I-l +05 “05 05 

2-25 2°6 “15 -07 125 

1-0 1-8 ‘10 +10 -10 

- $0 | “05 “(05 “05 

Section AA 

a ee 4 
i} Ti 

i 
aa —| keom Ne. Ain, 

139/883075 =1-25 

A 
199/S53075 2-06 

a a 
“T2- 

UNEQUAL TOP FLANGES ANGLED 

A bn. 6 in. ch TH in, Ti in. Bin Angle 

1:5 1-406 1-044 187 * 187 - 187 3° 00’ 

1-10 *835 “BIS -{3 “3 “3 4° 40’ 

Seeciicution Remarks 

L.65 1/22" radius at all corners 

DTD.363A 

RESTRICTED 

Speceficenomn 

L.65/DTD.423 
L.65 
L.65 
L.65 
L.65 
DTD.683 
L.65 
L.65 
L.65 
L.65 
DTD.363A 
L.65 

fed 
a 

8 in. Ti im, 

195 -15 

3-0 ‘55 

A 

“50 

AP.ASOS, Vol. 6, Port 1, Chop I (AL!) 

Rewarks 

-031" radius at all corners 

“031° radius at all corners 

“03°” radius at all corners 

025° radius at all corners 

TEE SECTION, EQUAL TOP FLANGES, ANGLED 
Ti i, 

‘15 

Ain Angle 

6 1° 40° 
-187 7° 0 

Specifeacion 

L.65 
L.65 

Section AB 

——————s nt 

| ll me 

—EE 

i 2 Fi 

(ALI, Mor, 57)



TABLE 4 (Continued) 

TEE SECTION, EQUAL TOP FLANGES, CURVED 
them Kio, Ain. B in. 

297/8S3075 1-0 1-125 
318/SS3075 -875 75 
325/$S3075 1-0 1-0 
337/SS3075 “6 “$5 

CHANNEL SECTION 
(omen ibe, A in, Bin, 

275/SS3075 1-5 15 

283/553075 2°5 “8125 
284/SS3075 3-0 1-5 
311/S83075 30 20 
357/S53075 30 1-5 
368/S53075 1-5 1:35 
385/SS3075 1+5 I+35 

408/S53075 2-375 1-31 
409/SS3075 3-0 2°0 
410/SS3075 20 1:25 
450/553075 -498 “BB 
91/S53075 L-23 “637 

C ia, 

1-125 
+75 

1-0 
“55 

TU in. 

“15 
"125 
“125 
‘313 
“125 
+125 
+125 

“25 
“375 

“093 

Ti in, 

0-5 
“062 

0-1 
“05 

Ti in. 

+15 
125 
125 
=| 
“125 
+125 
“125 

“25 
*375 

‘093 

RESTRICTED 

Section AD 

33-0 
25-0 
44-0 
18-25 

Ti ia 

“15 
135 
125 
2 
125 
' 
*125 

25 
375 

0-2 
004 
093 

15 
+125 
‘187 
25 
‘187 
1S 
+125 

*187 

“19 
‘109 
“062 

0-1 

Sewedficunign 

L.65 
L.65 
L.65 
L.65 

ipeccfemsign 

L.65 
L.65/DTD.423 
L.63/DTD.423 
L.65 
L.65 
L.65 
L.65 

DTD.683 
L.65 
L.65 
DTD.622 
L.65/DTD.423 

Remarks 

031° radius at all corners 
“O31” radius at all corners 
‘031° radius at all corners 
“025” radius at all corners 

Remarks 

‘06" radius at X and ¥ 

1/32" radius at all corners 

06" radius at X and ¥ 
“062° radius at % and Y 
25" radius at P 
1/32° radius at all corners 
1/16" radius at all corners 
1/16° radius at all corners



TABLE 4 (Continued) 

- 2-625 IN. - - 

1s4 in. R 
| 

oni A 

1S iN opin O08 in, 

125 IN 128 IM 
Ri R 

64/553075 

D.T.D. IS3OA 

Sigg R. . 
J yar 

107/55 3075 

DT.D. 130A 

7 iw 
- 1+ O8IN 

- 125 16 

Le — 2-01IN 

179/SS.3075 

D.7.D. 443 

F,,/14 

AP 4505, Vol. 6, Port !, Chop, | (AL!) 

Sections AE 

- 3-375 IN | 

heim R 

t +, TR 
i 

al he | | 

D.R.D.59 AND 83/SS3075 

L34 

42/55.3075 

- 2-5 IN = DT.D. IS0A 

|_| i 
= ae ™ of as 

1-126 IN eA ' 

| © 10. on ng OsINR 
i} 4 ‘ ii 

. ! A im Lt € 

159/SS. 3075 30 DEG a aay ie, os im. 125 1M, 
ih - ‘37S is - 

DT.D 443 i dicey i 
178/SS.3075 

D7T.D.443 

i 
| 

25 1N:+ 
| 

1-1 062 in .R 

= SIN ol 

— 175 IN.— 

—— a "] D-7T.D. 130 A 

193/SS3075 

DT.D.423 

RESTRICTED (ALI, Mar, 57)



TABLE 4 (Continued) 

Sections AF 

orf Os4in - 4 

| m3 ’ 
“OTT IM O71 IN 1-O1N 

90 DEG 

: 1 

(Coal 1M 

a SSN 

r OM "q 302/5S.3075 
D.T.D. I30A D.T.D.683 

O6INR ham Dia HOLE 

O31N.R s ay 9 INR 
‘ 1 s 

* OT 

O46 IN a ODN, a 2 id 
| i 1 , j 

al 45 1M_- - —_ 143 IN te 

il Sai -_ 

332/SS.3075 
322/$5.3075 NORAL 505.W.P. 

L.65 

on. eee 30 IN. 

—T + 1 25i4.R 
121M 

351M 

. i 
‘ Ly OS IN 

* 7516 =] alii = 1 oS IN -_ 

380/SS.3075 383/SS.3075. 
DT.D. 259A DT.D. 259A 

RESTRICTED 

- 2-875 1M ~ 

312/SS.3075 

L.65 

ose. TIN _ 

rR 

1875 IN 

LL 

a. t 

“—92DEG — ! 
L APP RCO al 

— 754° ———» 

' 336/SS3075 

D.T.B.259 
4216 _.F 

he 035 iW ec 

i i 
i | 

a a = 400M 

= -1-801N - 

407/$5.3075 
L.65



Fass 

TABLE 4 (Continued) 

asa eG 
f 

! a4 iN 

3-366 

== = FON 

Sl 2-@2 06 ~ 

Oé¢i6 A ALL CORNERS 

412/SS.3075 

D.T.0.363A 

iol 2°SiN idth 

B&G. = eel ~ by 

4 
a ‘ee 

| 1 

f-éil 

! 

| >——-asin 
be HH at 

43(//55,3075 

D.T.D 363A 

\ 
WIMA aoa IN ~| ol: eG 

‘ibcoun’ ¥ orm 

Ysa & -—— 7140"——e| 468/5S,9075 
D.T.0,259 

Sections AG 

= HSIN 

4i64.R 
‘TiN 

: 1o1N .F 
* 

ooiN, a 
= i 

onl er 5 DEG. 34MIN 
To ih - 

2-e51" 

413/55.3075 

DT.D3634 

' 
ObIN 

x | 

hein ‘sain 8 ; 
& ‘16 = yoink 

447/§S.3075 

DT.D 634A 

ioOln.-- -* 

i275 iN 

53 06 

D.257 

HIGH DUTY ALLOYS L.75 

RESTRICTED 

‘+O IM 

AP @ioi Foi d Perri Chop 

Ai 2 son a 

= = -1 81M 

ros. 430/55.3075 

D.T.B.622 

t f] 

43 DEG ? 

458/SS.3075 

017.0. 622 

Ve? i 

I 

30 MIN 30 Mis 

t 4 1 

al 7Si6 -_ 

490/S$S.3075 

D.T.D, 259



TABLE 4 (Continued) 

Sections AH 

BOOM DATUM 

=— | = Ob A 0 I PO} BOOM DATUM 
OF 26 Im. a | orm A 

R t 
7 

Bain 

3616 

1 it 
"a. TYPICAL SECTIONS THROUGH FRONT —'22sm- 

SPAR CENTRE SECTION S 
MADE FROM EXTRUSIONS 182/81824 DTD.363A 

= 10 IN = T5IN = = 2-25 iN = 
4 DEG —— — S25 1 osmR 

i 
I 

I 
a7inR 

2-0 in 21M 2-00 it 

$0 in 
i t 

72a A, 2s 2-25 i. —=— 125 i RL 

TYPICAL SECTIONS THROUGH REAR SPAR 
CENTRE SECTION BOOMS MADE FROM 
EXTRUSIONS 689/B1824 0.7.0.363A. 

RESTRICTED 

FO i-=— 2-6 iM — 

65 1h 

OTS i 

FRONT SPAR OUTER WING BOOMS 
MADE FROM EXTRUSIONS 9 48l4/BIB24 

OT.D. 363 A 

- = : ze? _ + ON 

é == a 
j 

| 

HO ik Oi mm 

i : (iW. Aad 
T ALL Me 

- ON - ComnERS 

ANGLED ‘T’ SECTION 
MADE FROM AL. ALLOY EXTRUSION 
566/SS 3075 SPEC. DTD 5054



TABLE 4 (Continued) 

2:39 18 

I 

1 3 oe 

SECTION INBOARD 

=— 1-0 Is 

——-- | = 

I i 

* * 
# 

' 

REAR FIN POST 

PEE MADE FROM 
+ EXTRUSION 

3/B1836 L65 

‘ 

oe 

SUPPORT MEMBER 

Sections Al 

o2 DEG 

SECTION OUTBOARD 

SECTION THROUGH REAR 
SPAR BOOM - QUTER WING: 
MADE FROM EXTRUSIONS 
11&12/B1024 0.7.0.363A 

BOMB BAY 
RIB BOOM 
MADE FROM 
EXTRUSION 
6/5 1624 D.T.0. 3634 

NOTE THESE ARE TYPICAL BOOM SECTIONS AT THEIA INBOARD END 

OIMENSIONS MARKED * FLUCTUATE OVER BOOM LERGTH 

F./lé RESTRICTED 

-_
—=
 

iat al * 

3° In 

AP4505, Vol. 6, Part |, Chap 

FRONT FIN 
POST SUPPORT 
MEMBER 
MADE FROM 
EXTRUSION 
2/B1836 L.65 

INBOARD 

ALIGHTING GEAR 

RIB BOOMS 
MADE FROM 
EXTRUSION 

4/B81824 D0.T.0363A 

(ALS, jon, 58) 

I (ALS)



DAMAGED EDGE OF 
MATERIAL TRIMMED 

HOLE TRIMMED TO 
REGULAR SHAPE THROUGH 
BOTH LAYERS OF FIBREGLASS 

HOLE IN BLANKET 

COVER PATCH OF WATERPROOF 
SEPTUM MATERIAL 

COMPLETED EDGE REPAIR 

HOLE ENLARGED 
IN ONE LAYER 

FIBREGLASS INSERTS 

NOTE:-—SEPTUM WATERPROOF COVER PATCH OF WATERPROOF 

MATERIAL 1S NOW REPLACED pees BY CRAYPAC (Ref. 33/1474) Fig. 101, Insulation blanket repairs : \ 

RESTRICTED



AP.4805, Vol. 6, Part |, Chep. | (ALI) 

PATCH PLATE BOND WITH 
ARALDITE TO INNER SKIN 
TO COVER AND OVERLAP 

6 CORE INSERT BOND WITH 
ARALDITE TO INNER FACE 
‘OF SEATING PLATE 1 

DAMAGED AREA IN PANEL 

PATCH PLATE TO FIT HOLE 
iM OUTER SEIN 

HOLE PREPARED 

WOTE:- SEATING PLATE TO BE 

TL EES 
—E———e Ta 

INNER SKIN AND HONEYCOMB CORE +; seen 

PANEL OUTER SKIN 7 INCH APPROX, 

SECTION THROUGH COMPLETED REPAIR 

Fig. 102. Honeycomb sandwich panel repair 

F.S/I7 RESTRICTED (ALI, Mar, 57)



FILLER PLATE SHOULD BE AN ACCURATE FIT 
ANY DEVIATIONS IN CONTOUR SHOULD WOT 

EXCEED -O3 AT ANY ONE POINT 

REPAIR FOR 1-OIN.DIA.HOLE 

REPAIR FOR 1-SIN.DIA. HOLE 

poched eee REPAIR FOR 2-SINDIA. HOLE 
CZZZZZZAZ (LLL E EEE E EE A 

’ SEATING PLATE 

TYPICAL SECTION GAUGE | RIVET] L. | P. 
az CHS IN DIA) O-30 1M. |O-50 

RIVETS MUST BE THE SAME TYPE AS THOSE oe THe CTURE. 20 CH2SIN iA, OSOIM O-SOINL 

PLLER, PLATE 7D BE OF SAME. GAUGE ng ee 
SEATING PLATE TO BE TWO GMMES THICKER, ia 0187 INDIALO-40 IN |O-7OIN 

USE JOINTING COMPOUND ON ASSEMBLY PARA I[34=/37 SC Rano te ae 6 x RIVET DIA. 

MINIMUM DIMENSIONS OF LC 2X RIVET DIA. 

Fig. 103. Skin repairs—non-pressurized—holes up to 2Sin. dia. 

RESTRICTED



AP.ASOS, Vol. 6, Port I, Chop. | (ALI) 

USE JOINTING COMPOUND ON ASSEMBLY (PARA.134-i37) 

THAN CLEANED OUT HOLE, 

FILLER PLATE DAILLED AND 
CSX. IN CONJUNCTION WITH 
FITTED SEATING PLATE 

FILLER PLATE +—— DIRECTION OF STRINGERS AND INTERCOSTALS ——* 

a 
FILLER PLATE TO BE OF SAME GAUGE AS SKIN. 

SEATING PLATE TO BE TWO GAUGES THICKER 
THAN ‘SKIN. 

GAUGE AIVET | L P 
—— =< 

22 (0-125 IN DIA, O-3 IN. |O-5 IN. 
————EE— 

20 (0-125 IN. DIA, O-3 IN, |O-51N. 

18 10-156 IN. DUAIO35 IM | O6 IN. 

16 O87 IN, DIA O-4 IN, | O-7 IN, 

14 jo 187 IM. DIA. O-4 IM, | O°? 1M. 

L. AND P DIMENSIONS APPROX. 
MINIMUM DIMENSION OF "L 2%. DIA. OF RIVET. MAX. SIZE OF HOLE 6IN. X 3-SIN. 

Fig. 104. Skin repairs—non-pressurised—inaccessible holes (not air intake duct skinning) 

F.S./18 RESTRICTED (ALI, Mar. 57)



REPAIR FOR CRACK OVER 30/ LIGHTENING HOLE scoping See eed SEE TOTAL DISTANCE BETWEEN 

EDGE OF HARDWOOD BLOCK 
RADIUSED TO SUIT PLATE 

AN 

REPAIR PLATE TO BE THE SAME 
GAUGE AND MATERIAL SPECIFICATION 

AS EXISTING MATERIAL 

USE A HARDWOOD 
BLOCK TO FORM 

THIS FLANGE 

USE JOINTING COMPOUND 
ON ASSEMBLY PARA 4-137 

CLEANED OUT DAMAGE WHICH DOES 
NOT EXCEED ‘d IN DEPTH MAY BE 
REGARDED aS 4 NEGLIGIBLE 

GAUGE| RIVET | L | P R 

22 403/'s5 2227 |O-31N |O' GIN | O-3 IN 

20 404/45 2227 |O-31N |O- GIN |O-3 IN 

iT) 504 /A52227 |O-351N |O- 7 IN |O-251N 

16 505 / AS 2227 |O 3SIN/O°7 IN |O-35IN 

"L AND 'P’ DIMENSIONS ARE APPROXIMATE 
MINIMUM DIMENSIONS OF "L ARE 2K RIVET DIA, 

ALL SMALL CRACKS, NICKS AND ABRASIONGS TO 
BE SMOOTHED OUT. IN THE CASE OF AN 
EXTENSIVE CRACK A % IN. DIA HOLE MUST 

BE DRILLED AT THE TERMINATION BEFORE 
EFFECTING A REPAIR. THE MINIMUM DISTANCE 

BETWEEN THE EDGE OF THIS HOLE OR 

THE CRACK AND THE WNEAREST RIVET HOLE, 

MUST NOT BE LESS THAN DIMENSION ‘L 

REPAIR FOR CRACK 

Fig. 105. Repairs to flanged lightening holes 

RESTRICTED 

UP TO 301 TOTAL DISTANCE 

BETWEEN LIGHTENING HOLES



AP 4505, Vol. 6, Port |, Chap | (ALM) 

+ IN, RADIUS 

CLEANED OUT DAMAGE NOT EXCEEDING 
+ DEPTH OF DISHED HOLE May BE 

REGARDED AS NEGLIGIBLE 

DEPTH OF DISHED HOLE 

REPAIR FOR PARTIAL REPLACEMENT 
OF LARGE DISHED FLANGE 

RIVET L. P| R 

403/AS2227 | 0-31M.) 0-6IN, | O-31M. 

404/AS2227 | O-3IN, | O-6IN, | O-3 IM, 

SO4/A52227 | 0-351N,/ O-7IN.| O-41N, 

SOS/AS2227 | O-35IN. 0-7 IN.) O-41N. |e 
le
l 

L’ LANDING DIMENSIONS ARE MINIMUM 

REPAIR PLATES TO BE SAME GAUGE 

REPAIR TO CRACK NOT EXTENDING AND SPECIFICATION AS EXISTING MEMBER 

BEYOND THE DISH RADIUS use JOINING conpounD, 

Fig. 106 Repairs to dished lightening holes 

FS./I9 RESTRICTED (ALJ, Mar, 57)



GAUGE 
FoRmenLomT pure; “VE? bacieal [rks . 

a2 20 AS. 2227/ 404 | 0-5 IN| O 2 IN.|O-25iN 

: 20 ie AS.2227/404 | 0-5 1N,)O-3 IN, |G-25 IN 

_aL-F 7 
LANDING" | 16 16 AS 2227/505 |O'6 IN) O03 IN./O3 IN. 

16 1 AS. 2297/5005 | O-6 IM) O-3 IN.) 3 IN 

INSERT 

i/4 IN RAD . 

REPAIR TO FORMER INVOLVING LIGHTENING HOLES. 

REPAIR MATERIAL TO BE SAME SPECIFICATION AS 

EXISTING MATERIAL AND MUST ACCOMMODATE 
EXISTING LIGHTENING HOLES 
RIVETS TO BE AS STATED IN TABLE WHERE 
PRACTICABLE CORNERS OF PEPAIR PLATE 

RADIUSED RF. 

USE JOINTING COMPOUND 
ON ASSEMBLY PARA. G4 - (37, 

RESTRICTED 

f REPAIRS ILLUSTRATED ARE 

455 /S8/793. 

"P’ DIMENSIONS ARE APPROX. 

— MINIMUM DIMENSIONS OF L’ ARE 2% AIVET DIA. 

FOR CHANNEL SECTION 



APAS05, Vol. 4, Part 1, Chop. 1 (ALI) 

NOTE: REPUR MATERIAL MUST BE OF SAME GAUGE AND SPECIFICATION 
aS DAMAGED MEMBER, ALL CORNERS AND SHARP EDGES MUST 
Se 

TYPICAL DAMAGE TO 
REMOVED. 

EXISTING RIVET PITCHES IN A DAMAGED MEMBER MUST BIE 
CHANNEL MEMBER EMBAACED WHEN EFFECTING REPAIR. 

REPAIR PLATES MAY BE FITTED ON EITHER SIDE OF CHANMEL. 
WHEN REPIAING LIPPED CHANNEL MEMBERS. THE REPAIR MATERIAL 
MiUST BE EXTENDED AND GENT TO FORM A NEW LIP 

THIS REPAIR CAN BE USED FOR SIMILAR DAMAGE 
OF ANY WIDTH 

- FLANGE RIVET PITCH 

MINIMUM LANDING MUST 4 
BE 2% RIVET DIA 

Ss 

WEB REPAIRS , 

GAUGE RIVET PITCH A REPAIR TO FLANGE UP 

2 e0a/aga727 | OS IN a+ OUT TO & REGULAR SHAPE BEFORE TYPE 

OF REPAIR TO BE EFFECTED CAN BE DETERMINED 
i6 SOS/A52227 Oé IN B+ 

MO INSERTION REQUIRED 16 SOS/aS2297 | O-6 IN. 2 REPAIR SUITABLE FOR ANY widTH 

i 6O6/AS7227 7 IN, 2 USE JOINTING COMPOUND ON 

ASSEMBLY (Pana (4—07) 

FLANGE REPAIRS 

DEPTH OF | NUMBER OF RIVETS EACH SIDE OF DAMAGE 

IN INCHES 22506 206WG 18 Swe. 6 swG l4swo 

LESS THAN O-@ E ] 4 

C4 To Os EXTRA ROWS TO BE 

STAGGERED 42% RIVET 
os To Gs CA BETWEEN ROWS 

REPAIR TO WEB UP 
O6 TO O07 B to so% D 

o7 TO OF 

e
e
 

e
e
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Fig. 106, Flange and web repairs to channel members 
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JOINTING COMPOUND 
ASSEMBLY PARA.134-137 

STEEL REINFORCING STRIPS 
CHAMFER EDGE OF REINFORCING STRIPS 

Witoalas S tiaaeen TO SUIT RAD OF'T'SECTION STRINGER 
Sie DAMAGE CLEANED OUT TO A 
Bites SMOOTH REGULAR SHAPE 

a MAX DEPTH BO'LOF FLANGE 

io & © ] § 
rea 

4 

EN: Os a a a a Sc ss 9 ee 5 

— = a — = 

Ci oF JOINT 

Fig. 109. Patch repair ‘T’-section stringer (209, 375 & 419 SS. 3075) 
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21 —— j-—IN—=t 
| i 

| | 

iz HOUIN. EXISTING RIVET PITCH STEEL ANGLE _'| |. 

TIN 40 INR ——— ee on lo SIG. ‘On. — -101N A 

L 

eat Le? ‘ 2 HARDENED & TEMPERED) 

40 IM. 
a a 

3 . vi NEW INSERT AIVETED AS NEAR AS POSSIBLE 
“T'SECTION STRINGERS _ TO MAINTAIN ORIGINAL RIVET PITCH 

2-292- p . Z eC Z Aral 
|. TO REPLACE 

+L. DAMAGED STRINGER 
| SECT 1On 

EXISTING = 
RIVET 
PITCH fd. MUMBER OF TEN 

RIVETS porate bina 

SIDE OF IM EXISTING 
JOINT RIVET —_ 

PITCH - 
MIM. NUMBER OF TEN RIVETS 
REGO. EITHER SIGE OF 
INSERTION JOINT 

TYPE OF INSERTION REPAIR lin | 

WHERE 1 PAIR OF STEEL awe ey . 
ANGLES ARE USED RIVET 406 ssant uy) 

iI 
STAINGER AND ANGLES TO BE 

_ CUT AT RIGHT ANGLES WHERE 
~ RIVET PITCHING IS 5UCH THAT 

THE LANDING “L* MAY BE 
h MAINTAINED 

RIVET 406 AS 2227= i SECTION THROUGH 

Pa ") REPAIR 

USE JOINTING COMPOUND ON ‘ J 
ASSEMBLY PARA. 134-137 al 

Fig. 110 *T'-section stringers-insertion repairs 
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"STRINGER CUT 
BETWEEN EXISTING 

RIVETS 

‘A’ PATCH 
REPAIR 

JOINT ANGLES 

JOINT ANGLES AND INSERT TO BE THE 
SAME GAUGE AND SPEC. AS STRINGER 

SKIN PLATING 

ON ASSEMBLY 
(Para. 134-197) MIN. LENGTH 5-71N. 

Fig. 111) Patch and insertion repairs to ‘Z'-section stringers 
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{Ein im. 
211881793 

20 SWG. SPEC.L.72 

RIVET 406 55 4111 

ooo | 
. * 

) a ( 
——S———— eee 

oooo¢ 
Ss 

‘A’ PATCH REPAIR ‘B’ INSERTION REPAIR 

use ON ASSEMBLY WHERE IT IS IMPRACTICABLE TO USE SOLID RIVETS 
PARA. 124-137 ON INTERNAL STRUCTURE POP RIVETS MAY BE USED 

Fig. 112. Patch and insertion repairs—top hat section stringers (211 88 1793) 
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SSS = as eneenenieieniat eatti it enieiei  aaal es 

SECTION ‘ 
.THROUG 

, =F EXISTING RIVET PITCH | 
H OA ' i 

MAMAGED PORTION 

CUT BETWEEN 
EXISTING RIVETS 
AND CLEANED OUT 

TO A REGULAR SHAPE | 

; CKING PIECE TO BE SAME GAUGE 
AMD SPEC. AS DISPLACED MATERIAL y, 

Se STABILISING RIVETS 
INTERPITCHED a 

EXISTING AIVET PITCH 

RIVETS TO BE SAME TYPE 
AS USED IN SURROUNDING 
STAUCTURE WHERE PRACT 
IN INACCESSIBLE PLACES ‘POP’ 

USE JOINTING COMPOUND ON 
ASSEMBLY PARA. ()4 -137 

RIVETS Mav BE USED. REPAIA [MATERIAL 
SECTION S06. | SPEC. x | YT 

1aa/SS1793 | 20 | L72 [aP| 7 | 
_lab/ 551793 ‘a | ere SP] 8 | 

j_e/ Serres |] 16 |] ba | SP 8 
fae/ $51703 | is | C72 | SP 6 | 

CLEANED 13b/SS1792 | 20 L72 |4P| 7 
pacumnais ic OF PLANOR WIDTH & ee _LT2_ ete 
MAY BE NEGLECTED. DAMAGE _73 SSi793 | 16 L72 |sP| ¢ | 
UP TO FULL WIDTH OF FLANGE MIN. DIMENSIONS OF £ 2 XAIVETDIA 347 ssi703 | 16 | L?2 | 
Cenatis marees Gear Got aan YeNUMBER OF RIVETS EACH SIDEOF —|_133. $8173 | 22 | L72_ | 4P| 7 
BY PATCHING AS SHOWN. DAMAGE 183 §5 1793 18 | Le | 5P] 9 
IN EXCESS OF MAXIMUM GIVEN Mi ssi70a | 16) | L72 | SP] 8 

NECESSITATES, TE IGATION ron spre ana srcrins | s0881700 | 20 | 72 ae} 7 | 
BENT OR DEFORMED ANGLE MUST THE JAEPAIR MATERIAL MUST | 625 Sova | 18 | a SE 
BE REGARDED AS DAMAGE AND — BE in i eR Re See 
CUT AWAY ACCORDINGLY, Tei sgi7ea | 22 | L72 | 4P | 7 | 

|__7e2 561793 | 2 | hae | 4P | 7 
763 SS 1793 (8 L?v2 SP a 

Fig. 113. Patch and insertion repairs to small rolled section stiffeners 
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Ai ?d@ Ocr.do 

PACKING PIECE TO BE SAME GAUGE 
AND SPEC AS DISPLACED MATERIAL b DAMAGED PORTION CUT BETWEEN 

|) EXISTING RIVETS AND CLEANED 
OUT TOA REGULAR SHAPE 

TYPE RIVET PITCH IN FINED 
AS USED IN SURROUNDING FLANGE TO BE REPEATED 
STRUCTURE WHERE PRACTICABLE. IN FREE FLANGE 
IN INACCESSIBLE PLACES ‘POP* 
RIVETS MAY BE USED 

DAMAGE FULL WIDTH OF FLANGE 

section [Repain {Matenial] x Ty GIVEN MAY OE REPAIRED BY. PATCHING 
47/55 1795 ([145WG.| L.72  |5P|10 USE JOINTING COMPOUND MAXIMUM GIVEN NECESSITATES THE 
340/S51703 |4a5.WG.| L.72 | SP 110 | ON ASSEMBLY PARA. 134-137 INSERTION OF A NEW LENGTH OF ANGLE. 
aaefssi7es [taswe.| L.72 | 6P [12 | REGARDED AS DAMAGE AND CUT AWAY 

) MIN. DIMENSIONS OF £ = 2 x RIVET DIA. 

Y= NUMBER OF RIVETS EACH SIDE OF JOINT 

Fig. l14. Patch a insertion repairs to small rolled section stiffeners 
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REPAIR TO CORNER CRACK 

Fig. 115. Repairs to riblets and 
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FITMENT OF NEW FLANGE WHERE IT IS 
MPRACTICABLE TO REMOVE DAMAGED 



REPAIR INSTRUCTIONS 

1, FILLER PLATE TO BE SAME GAUGE AND SPECIFICATION AS 
EXISTING SKIN LLER PLATE 

: SEATING ee eee THICKER THAN FILLER PLATE 
| ANDI TWEEN CENTRE OF AIVET AND ‘OF MATERIAL 
peat: ERIWET FoR See UPTO 20 Sai AND RAIVET DIA. 

* 

KER ged “l= LANDI 
eamnain ee ree ee tet 

T 
IF SOLID RIVETS TYPE 
Seas eure. ora ot : 
PoP bie ae xT 

we 
4°
 

pues, wn 
E 

Fae Me geet ee a it = H 7 BETWEEN 
ROWS OF RIVETS TO oie Ha) > - —— EXISTING RIVETS 
BE SAME DIA AND PITCH Ya Te TS den _ 
45 ADJACENT SKIN JOINT i 

a O05 IN. CLEARANCE 

2-O 1N. RAD. POLISHED — 

R N FORMERS. Ok [RIBS PROVIDIN : 
SEATING PLATE THE LIMITS STATED CAN BE MAIN 

ha , 
Fig. 116. Repairs to skin at top hat and ‘Z’ section stringer- unpressurised 
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rases 

Ak, 26, fon oy 

FOR REPAIRS INVOLVING T 
ANO TOP MaY SECTION STRINGERS. PROTECTIVE TREATMENTS TO BE CARRED OUT Onan annie sta 

i Bie 

iN ACCORDANCE WITH THE TENT IN CHAPTER |. wre 
rome oF 

FILLER 

a 
ey i, Vi) Ly . ii are 1 As, 

Fe ihe erect Be 

ao Packet sath tt 

Pl Z a ~— 
a, 

MMIMUM LANDING BETWEEN CENTRE 
OF RIVET AND EDGE OF MATERIAL 
TO BE TWO AND 4 HALF Z RIVET BIA 

FOR SKINS UP TO 20 5.99, AND 
TWO X RIVET DIA FOR THICKER SKINS 

7 “C= LANDING 

Fig. 117. Repairs to skin at T stringer - unpressurised 

RESTRICTED



TS TS FITTING FLANGE 

ippuy To uachesioM Bevond- The gy a a ad Macias OF he in 

‘P's PITCH 

O-6a5 —m id ge FOR HOLES. 

he FOR HOLES 

‘D's DEPTH OF FLANGE 

a 1 Maat 
EXTENT OF DAMAGED FLANGE 
TO BE REMOVED 

SECTION THROUGH ORIGINAL FLANGED | 
HOLE 

O25iN. 

FcaNaES fine TO Bt 

‘A-A 
NOTE: RING Ma F EITHER SIDE OF WES PROVIDING THE 

clthe si (5 FACING THE Ce aig EE 

Fig. 118. Method of repairing cracked 

RIVETS Vein DIA ‘ iNUED NTO RING 
SNAP HEAD SEVERAL CRACKS 

AS 156409 UP TO 20 5wG t FOUNG IN THIS CASE 

AS 156/604 ABOVE 70 SWC 
aND UP TO 14 SWwo 

DIRECTION OF SURFACE ALLOWABLE 

coy of, CLEARANCE EITHER abe OF Chacns 
REPRE CSR ent oma PFU ANGED Ring 

REMOVE CRACKS BY SCRAPING AMD 

CRIES eh ui cs Me 
SSsein cit te “oats in "ron sec 

CIRCUMFERENTIAL. CRACK REPAIRS. 

otk Aeneutier co TO state AS FOR 
$ 

NUMEROUS REPAIR AS FOR CIFCUMFERENTIAL CRACKS 

vives ‘Ye iW Ola. SNAP 
AS 156/403 UP TO 20 SW 
A5 156 404 ABOVE 205) 
AND UP TO 14 SwG 

BEND RADIUS, 

RADIAL CRACK REPAIRS 

NOTE: SiRF MATER SPRL er 
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A, Aug. 9 

R ALL CONTROL SURFACE ASSEMBLIES CONTAINING LOCATION OF DIAPH AGMS IN END REPAIRED COM S MUST BE MASS BALANCED 

TO REPAIR CRACKED FLANGES, CUT AWAY FLANGE AND RE LOOSE ANGLE AS SHOW PLACE BY A IN METHOD OF REPAIR. IF AFTER CUTTING FLANGES AWAY TO DIMENSIONS 
GIVEN, CRACKS STILL EXIST, THE ITEM MUST BE SCRAPPED Ca i Mtaata ae he kee Sacre * iD IF 
SHOULD BE EVENLY SPACED OVER LENGTH OF END aie TYPICAL, DAMAGE TO DIAPHRAGMS ep hy ey 8d . NOTE: WHERE CRACKS EXIST IN FLANGED HOLES, C/SK.HD RIVETS TO BE REPAIR ANGLES MADE FROM MATERIAL SPEC OTD.118A USED UNDER ATTACHMENT ANGLES IF THEY INTERFERE WITH ANY 

REPAIRS THAT HAVE BEEN CARRIED OUT AS SHOWN IN DETAIL C. puanee ‘A’ IF RING FOULS WHERE 2 ANGLES EXIST AFTER REPAIR, TAIM 
THAT MINIMUM DISTANCE OF RIVET FROM EDGE OF RING 15 O- 
THE COMPONENT MUST BE SCRAPPEO IF THIS CANNOT BE ACHIEVED, 

PICK UP EXISTING RIVET 

SECTION SHOWING METHOD OF REPAIR 

C/SK.HD. RIVETS TO BE FITTED 
A REPAIR RING a RIVETS AS156/404 

Rivets as 6/408 
ABOVE 20 SW 
AMO UP TO16 SWG 

ra as 

a iy, 
TYPICAL SECTIONS ~——./- 
THROUGH DIAPHRAGMS 

FLANGE AA’ BEFORE REPAIR 
oe boos yr ligein 

FLANGES A, — FIT AIVETS MARKED # PITCHED FLANGES 8, = UP EXIST ‘2 IN. ~ AS EXISTING SKIN RIVETS , Baan ye RN ADO ONE SEE NOTE RIVETS AS156/ 409 UP TO 20 Swe, RIVET EACH SIDE OF EXISTING ANGLE AVETS AS156/404 A50VE 20 SWG AND UP TO 16 SWG. ATO3OIM. FROM ITS TERMINATION. 

Fig. 119. Method of repairing cracked diaphragms — end rib assembly of inboard elevators 
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RIVETS 55.4208 /404. 
POSITION TO CLEAR EXISTING 
SKIN ATTACHMENT RIVETS. 
C/SK, RIBLET 120 DEG. 

z ae | i Pal 

f 

VIEW ON ARROW 'D’ ye 
PICK-UP WITH 
CXISTING SKIN 

ATTACHMENT HOLES 

-. a 

a BEND RADIUS 
TO SUIT AIBLET 

SECTION "C=C" 

‘A REPAIR 

REFER TO TEXT In CHAPTER 3 
FOR REPAIR ALLOWANCES wiTHOUT 
ALTERATIONS TO THE MASS BAL ANCE 

1 

Oe al UOsGLs O-0a2 Im (245m) 

VERNON uso FP 

= mn oes | 
REPAIR ANGLES. | OFF AS DRAWN 

(OFF OPPOSITE HAND 

METHOD OF REPAIRING RIBLETS WHICH Mave CRACKS TO I+ ui 0 INCH IN LENGTH. RIBLETS WHICH HAVE CRACKS GREATER THAN |- ‘TH TO BE REPLACED, 

——0-l2 IL RADIUS 

“CRACK IN RIBLET 
REMOVE 4S SHOWN - O56 IN.= 

METHOD OF REPAIRING RIBLETS WHICH HAVE CRACKS UP TO 0-5 INCH IN LENGTH 

FOR AIBLETS WITH CRACKS ABOVE O-5 INCH IM LENGTH REPAIR AS ILLUSTAATED IN ‘A’ REPAIB 

‘B REPAIR 

Fig. 120, Repairs to riblets — clevators, ailerons, rudder 
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TION OF DIAPHRAGMS IN END ALL CONTROL SURFACE ASSEMBLIES CONTAINING 
LOCA 
AIB ASSEMBLY 

TO REPAIR CRACKED FLANGES, CUT AWAY FLANGE AND 
REPLACE BY A LOOSE ANGLE AS SHOWN IN METHOD OF 
REPAIR. IF AFTER CUTTING FLANGES AWAY TO DIMENSIONS 
GIVEN, CRACKS STILL EXIST, THE ITEM MUST BE SCRAPPED, 

ony A Stabhmasns aw BE REPcine AN TF coset | ONLY DIAPHRAG MAT A 1 
SHOULD BE EVENLY SPACED OVER LENGTH OF END AIB. TYPICAL DAMAGE TO DIAPHRAGMS 
LOOSE ANGLES SHALL BE THE SAME LENGTH AS THE 
FLANGES CUT OFF AND THE SAME GAUGE. NOTE: WHERE CRACKS EXIST IN FLANGED HOLES, C/SK.HO RIVETS TO BE 
REPAIR ANGLES MADE FROM MATERIAL SPEC. 07.0118 4 USED UNDER ATTACHMENT ANGLES IF THEY INTERFERE WITH ANY 

REPAIRS THAT HAVE BEEN CARRIED OUT AS SHOWN IN DETAIL ‘C’, 
ry iF RING FOULS WHERE 2 ANGLES EXIST AFTER REPAIR, TRIM 50 

FLANGE A THAT MINIMUM DISTANCE OF RIVET FROM EDGE OF RING 1S O-201N, 
THE COMPONENT MUST BE SCRAPPED IF THIS CANNOT BE ACHIEVED. 

EXISTING 
ANGLE 

| SEE TYPICAL 
SECTIONS 

SECTION SHOWING METHOD OF REPAIR 

c/sk. HO. AIVETS TO BE FITTED 
\ REPAIR RING #& RIVETS A5156/404 

UP TO 20 586 
RIVETS AS 156/405 
ABOVE 20 
AND UP TO16 SWG TYPICAL SECTIONS ~———a- 

THROUGH DIAPHRAGMS 
FLANGE ‘A’ BEFORE REPAIR 

yme.s DISTANCE 
NGES A, — FIT RIVETS MARKED # PITCHED FLANGES B, PICK +4 Piste 1M. 

Hy TEXISTING SKIN RIVETS MARKED ADD ONE SEE NOTE 
AWETS AS156/403 UP TO 20 S.wa. RIVET EACH SIDE existing ANGLE 
ANVETS A5156/a04 ABOVE 20 5G. AND UP TO 16 SWG ATO3OIN. FROM ITS TERMINATION. 

Fig.119. Method of repairing cracked diaphragms-end rib assembly of inboord elevators 
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AIVETS 54.4208 /404. 
POSITION TO CLEAR EXISTING 
SKIN ATTACHMENT RIVETS. 
C/SK. RIBLET 120 DEG. 

VIEW ON ARROW ‘D’ , 

SECTION ‘C-C’ 

‘A’ REPAIR 

REFER TO TEXT IM CHAPTER 3 
FOR REPAIR ALLOWANCES WITHOUT 
ALTERATIONS TO THE MASS BALANCE 

PICK: UP WITH 
EXISTING SEIN 
ATTACHMENT HOLES 

BEND AADIUS 
TO SUIT RIBLET 

SPEC. L.72 
24 5WG. 

H 

—JOGGLE 0-022 IN (24 S.WG) 

[ 

- 175 <——~ 

REPAIR ANGLES. |! OFF AS DRAWN 
(OFF OPPOSITE HAND 

METHOD OF REPAIRING RIBLETS WHICH HAVE CRACKS 
UP TO 1-0 INCH IN LENGTH. WHICH HAVE 
CRACKS GREATER THAN |-O INCH IN LENGTH TO BE 
REPLACED. 

| — 0-12 IN, RADIUS 

0-56 6 

METHOD OF REPAIRING RIBLETS WHICH HAVE CRACKS 
uP TO O'S INCH IM LENGTH 

FOR AIBLETS WITH CRACKS ABOVE O'S INCH IN LENGTH 
REPAIR AS ILLUSTAATED IN ‘'A* REPAIR. 

‘B REPAIR 

Fig. l20. Repairs to riblets - elevators. ailerons, rudder 
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Skin corrosion 

140, If cormsion has taken place on 
any skins, prompt action as stated in the 
following paragraphs, must be taken at 
once:= 

(1) Clean out the affected pari by 
polishing, using wire wool. 

(2) Check the depth of the cleaned 
out part of the skin, by laying a 
thin piece of spring steel, or a 
flexible steel mule, across the 
cavity and checking with feeler 
gauges to the following tolerances, 

Depth allowances below 

S.w.G, normal aurfoce of skin 

20 0-004 jn. 
18 0-005 in. 

17 0°006 in. 

16 0-007 in, 

14 0-008 in, 

If the affected part exceeds the above 
dimensions, the skin must be replaced by 

local repair, of renewal of panel, 
depending on the extent of damage, 

G) Pre-treatment primer is to be 

applied on the affected skin 
applying instructions § in 

sub-para. (1) and (2). 

If corrosion has affected any of the rivet 
holes, action as detailed below must be 
taken: 

(1) Drill out the affected rivets, 

(2) Open out the hole, and countersink 

to the next size, 

(3) All new replacement rivets to be 
coated with Celloseal before 
fitting. 

For final protective treatments refer to the 
text in Chapter 1, para.134 to 138, 

The following treatments must be applied 
when magnesium-alloy skins and com- 
ponents are affected, After removal of 
the corosion, and providing that the 
affected skin is within the tolerance 
stated, a solution in water containing 
10 per cent by weight of selenious acid 
shall be used, The solution shall be 
applied by swabbing with cotton wool or a 
soft rag until a permanent brown to 
brown-black colour is obtained on the 
exposed metal, The treated surface 
shall then be washed thoroughly in clean 
water and dried immediately, Precautions 

should be taken to ensure that the 
solution does not come into contact with 

the hands or any part of the skin, See, 
also, A.P.2662B, Sect.9. Painting of 
the affected parts should be carried out 
as instructed in D.T.D.911B, para.4.1 
and 4.2, and D.T.D.899A. 

B.A., 8.5.F., AND B.5.P. WIRE THREAD 
INSERTS 

General 

@141. Wire thread inserts Type AS.4947, 
and AS.4948 to AS.4959 are made from 
stainless steel] spec.D.T.D.734, cadmium 
plated to D.T.D.%4, Insert Type 
AS.4%47 when correctly sagsembled 
provides a B.A, thread to B.S,93, and a 
B.S.F. thread to B.S.84 (Medium class), 
Insert type series AS.4948 to AS.4959 
will provide a B.S.P. thread to B.S.2779 
(Medium class) when correctly assembled 
in tapped holes of specified dimensions, 
Insert type series AS.4947 are manufactured 

in 12 different thread sizes from 4B,A., to 
1 in, B.S.F., and each thread size is 
obtainable in 5 different lengths to cover 
the tensile strength required, The 
appropriate length of insert required can 
be obtained from the formula:- 

Length u Bolt stress red 
required * U.TS. of Tan caterial 
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but for general use of this type of insert 
(AS.497) the following is recommended, 

Material Insert Length 

Steel 5,4 1 zD 
Alum, Alloy L.65 142D 
Mag. Alloy DTD.642 2 xD 

Note:- ‘'D"= 0/Dia, of bolt thread size. 

The insert lengths quoted above ensure 
that the full strength of 55 tons,/sq.in, 
steel bolt will be met in the materials 
stated above. 

6.5.P, IMSERTS TYPE AS, 4948 
TO AS.4959 

Choice of length 

142, Inserts are manufactured in various 
sizes from “4 in, B.S.P. to 14 in. B.S.P. 
and lengths in increments of 0°1 in, 
within a limited range to cover al] 
contingencies which may be met as 
regards length of thread in the mating 
part i.e., union, valve etc. 

Materials 
143, Inserts can be used in steels, 
aluminium, and magnesium alloys with the 
exception of ‘through’ holes in magnesium 
alloy components in which case they must 
not be used, Inserts can, however, be 

used in ‘blind" holes in magnesium alloys 
subject to applying the approved pro- 
tective treatments called for in the 
assembly instructions, 

WARNING... 
Due fo the importance of each com- 
ponent? requiring repair, confirmation from 
the contrector should be obtained for 
permission fo fit inserts in each case. >



4 144, 
Tapping holes 

For each component to be repaired 
there is a choice of two drill d 8 for 
‘blind’ holes, In each case the depth of 
full thread is the same, but the thread 
run-out varies with the type of tap used, 
The ‘finish’ tap has a thread run-out of 
approximately 4 pitches, the ‘bottom’ tap 
one of approximately 2 pitches, Wherever 
possible the longer run-out should be 
used, but it is permissible to use the 
shorter run-out in holes where the depth is 
very important. ‘Through’ holes should 
be opened out the full length of the hole 

Material Type of Hole 

Magnesium Alloy Blind 2 x P 
Magnesium Alloy Blind 4x P 
Alum, Alloy Blind 2x P 
Alum. Alloy Blind 4x P 
Alum. Alloy Through 
Steel Blind 2 x P 
Steel Blind 4x P 
Steel Through 

Tools 
145, The following tables contain a 
comprehensive list of tools necessary for 

wire insert tool kit No.1, (Ref.No.1C/7068) 
provides a complete set of tools for the 
removal of replacement of wire thread 

Tap Required 

Rough and Bottom 

Finish 
Rough and Bottom 
Finish 
Finish 
Rough and Bottom 
Rough and Finish 
Rough and Finish 

to the tapping drill size required. the fitment of wire thread inserts. The inserts, 

TABLE 5 

Teols for B.A. and B.5.F, threads 

Thread Topping Rough Finish Bottom Thread Inaert Tang Extract 
Size Drill Top Top Top Gauge * Tool Break-Off Tool 

Teal 

4.B.A. No.27 4.B.A.R. 4.5.B.P. 4.5.B.B. 4.5.B.G. B. ALP. B.A.T.B.4 1227-06 

2.B.A. 3/16 in. 2.B.A.R, 2.5.B.P. 2.5.B.B. 2.8.B.G; B.A.LP.2 B.A.T.B.2 1227-6 

1/4 in. B.S.F. F 4.X.R. 4.5.X.P. 4.5.X%.B. 20064 X.LP.4 X.T.B.4 1227-6 

5/16 in, B.S.F. oO 5.X.R. 5.5.X.P, 5.5.X.B. 2004-5 X.LP.-5 X.T.B.5 1227-6 
3/8 in, B.S.F V 6.X.R. 6.5.X.P, 6.5.%.B. 2004-6 X.1.P.-6 X.T.B.6 1227-6 

7/16 in. B.S.F. 29/64 in, 7.X.R. 7.S.X%.P. 75.3%. 2004-7 X.LP.-7 X.T.B.7 1227-16 

1/2 in. B.S.F. 33/64 in, 8.X.R, 8.5.X.P. 8.5.X.B. 2004-8 X.LP.-8 X.T.B.8 1227-16 
9/16 in, B.S.F. 37/64 in, 9.¥.R. 9.S.X.P. 9.5.X.B. 2004-9 X.LP.-9 X.T.B.9 1227-16 

5/8 in. B.S.F. 41/64 in. 10.%.R. 10,8.X.P. 10.5.X.8. 2004-10 X.LP.-10 X.T.B.10 1227-16 

3/4 in. B.S.F. 49/64 in. 12.X.R. 12,5.X.P. 12.5.X%.B. 2004-12 X.LP.-12 X.T.B. 12 1227-16 

7/8 in. B.5.F. 57/64 in, 14.X.R. 14.5.X.P, 14.5.X.B. 2004-14 X.LP.-14 X. T.B.14 1227-16 

1-0 in, B.S.F. 1.1/64 in. 16.X.R. 16.5.X.P, 16.5.X.B, 2004-16 X.LP.-16 X.T.B.16 1227-24 

* Thread gauge for tapped hole only, 

NOTE... 
These tools are for use with Armstrong 5.8.A.C. type inserts, and are not to Se 

TF used for Helicoi! type. 
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TABLE 6 

Tesls for B.5.P. Threads 

< Thread Tapping Reugh Finish Bettem Thread Insert Teng Extrect 
Size Drill Top Top Top Gouge * Tool Break -Off Tool 

Tool 

1/8 in, B.S.P,. W 2.P.R. 2.5.P.P, 2.5.P.5. 2005-2 P.LP-2 1227-6 
1/4 in, B.S.P. 17/32 in, 4.P.R. 4.5.P.P. 4.5.P.B. 20054 P.1.P4 1227-16 

06 in, dia, 39/64 in. 62.P.R. 62.5.P.P. 62.5.P.5. 2005-62 P.1. P62 1227-16 
3/8 in, B.S.P. 43/64 in, 6,.P.R. 6.5.P.P. 6.5. P.B. 2005-6 P.LP-6 1227-16 
0-75 in, dia, 49/64 in. 77.P.R. 77.5.P.P, 77.5.P.B. 2005-77 P.1.P-77 Use 1227-16 

1/2 in. B.S.P. 53/64 in. &.P.R. 8.5.P.P. &.5.P.8. 2005-8 P.LP-8 Pliers 1227-16 

5/8 in, B.5.P. 29/32 in, 10,P.R. 10.5.P.P. 10.5.P.B. 2005-10 P.1.P-10 1227-16 

3/4 in, B.S.P. 13/64 in, 12.P.R. 12.5.P.P. 12.5.P.B. 2005-12 P.1,P-12 1227-24 
7/8 in, B.S.P. 1,13/ in, | 14.P.R. 14,5.P.P. 14.5.P.B. 2005-14 P.1.P-14 1227-24 
1-0 in. B.S.P. 1.5/16 in, 16.P.R. 16.5.P.P. 16.5.P.B. 2005-16 P.1.P-16 1227-24 
1.1/4 in. B.S.P. 1.21/32 in. | 20.P.R. 20.5.P.P, 20.5.P.B. 2005-20 P.LP-20 1227-24 
1.1/2 in. B.S.P. 1.57/64 in, | 24.P.R. 24,5.P.P. 24.5.P.B, 2005-24 P.LP-24 - 

* Thread gauge for tapped hole only. 

NOTE... 

These fools are for use with Armstrong §.B.4.C, type inserts, and are not to be 
used for Helicoil type. 

THREAD RUN-CAT JF APPROL 

Installation — 

6, Allies should bint eee ||| 
cali ly Dry A HH Ml down to the bottom of the counter-bore to 
give clearance for the bolt shank, or 20* CHAMPER TO MAJOR DIA. 
thread run-out of the male component. V 
When opening out the hole for the insert * 
the counter-bore should be yo — r 
account when arriving at the or 
the insert, "ro-o30 

‘THREAD BUM-OUT 42P APPROD 

Fig.121. Installation Data for Wire Thread Inserts 
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TABLE 7 
Installation Data 

(1 x D) B.A, & B.5.F. Wire Thread Inserts 

ag Inwert Topped Hole in Member 

Part Ne. Thread Inatollotion Major Full Threed | Tapping au P Cose | 4« P Cose 
Size Length dia. Including Drill 

12D ck. Deill Drill 

Depth Deprh 

1L/AS.4947 4,.B.A 0°13 in. 01749 in. 0°15 in. No.27 O20 in, O25 in. 
2/AS.4A97 2.B.A 0-18 in. 02752 in. 0°20 in. 3/16 in. 0-28 in. 0-35 in. 
3/AS 4947 1/4 in, B.S.F. 0-24 in. O-3012 in, 0-26 in, F O34 in, 0-41 in, 
4/AS.407 5/16 in. B.S.F.] 0°30 in. 0-3727 in. 0°33 in. 0 O43 in, 0-53 in. 
5/AS.4947 3/8 in, B.S.F. 0°37 in, 0-441 in, 0-40 in, Vv 0-50 in, 0°60 in, 
6/AS.4947 7/16 in. B.S.F.] 0°43 in, 05107 in, 046 in, 29/64 in. 059 in. 0-71 in, 

7/AS.A947 1/2 in. B.S.F. 0-49 in, 0-582 in, 0-52 in, 33/64 in, 0-65 in. 0-77 in, 
B/AS.A97 9/16 in. B.S.F.| 0°55 in, 0-6445 in. 0-58 in, 37/64 in, 0-72 in, 0-4 in. 
9/A5.4947 5/8 in, B.S.F. 0-61 in. 0-71.84 in, 0°65 in, 41/64 in, 0°80 in. 0°95 in. 
10/AS.4447 | 3/4 in. B.5.F. 0-73 in. 03588 in. 0°78 in, 49/64 in, 0-96 in. 1'13 in, 
L/AS AMT] 7/8 in, B.S.F. 0-86 in, 09934 in, 0°91 in. 57/64 in. 1-11 in. 1°31 in. 
12/AS4947 | 1°0 in, B.S.F. 0-98 in. 1-130 in. 1° in, 1,1/64 in, 1°24 in, I-44 in, 

NOTE... 
Figures quoted under column headings ‘Major Dia." and ‘Tapping Drill’ are 
omitted from tables 8, 9, 10 and II, becawse they are identical to the figures 
quoted under the same headings in Table 7. 

TABLE 6 

(1 = D) B.A. & B.S.F. Wire Thread Inserts 

Insert Tapped Hole in Member 

Part Mo. Threod Installation Full Thread 2x P Cone 42 P Cose 

Size Length Including Drill Drill 
M%x D sk. Depth Depth 

13/AS.4947 4,.B.A 020 in. 0-22 in, 0°27 in. 0°32 in, 
14/A8.4947 2.B.A 0°27 in. 0-29 in, 0°37 in. 0-44 in, 
15/A5.4947 1/4 in, B.S.F. | 0°37 in. 0°39 in. 0°47 in, 054 in 
16/AS.4947 | 5/16 in. B.S.F.] 0°46 in, 0-49 in, 0°59 in, 0°69 in 
17/AS.4947 | 3/8 in. B.S.F. | 0°55 in, 0°58 in. 0°68 in. 0-78 in 
18/AS.407 7/16 in, B.S.F..| 0-65 in, 0°68 in. 0°81 in, 0°93 in, 
19/A5.4947 1/2 in. B.S.F. | 0°74 in, O77 in. 0-90 in, 1°02 in. 
20/AS.4947 9/16 in. B.S.F.) 0°83 in. 0°86 in. 0°99 in, 1-11 in, 
21/A8.4947 5/8 in. B.S.F. | 0°93 in. 0-97 in, 1°12 in, 1-27 in. 
22/AS.4947 3/4 in, B.S.F. | 1°10 in. 1°15 in. 1°33 in, 1-50 in, 
23/A5.4947 7/8 in. B.S.F. | 1°29 in, 1°34 in, 1°54 in, 1°74 in, 
24/AS.4947 10 in, B.S.F. 1-48 in, 1-54 in. 1°74 in, 1*S4 in, » 
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TABLE # 

(2x D) B.A. & B.S.F. Wire Threod Inserts 

Ineert Topped Hole in Member 

4 Port Me. Thread Installation Full Thread 2. P Case 4s P Coss 
Sie Length Including Drill Drill 

2 D eek, Depth Depth 

25/A5.4947 4.B.A O27 in, 0-29 in. O44 in, 0°39 in. 
26/A5. 467 2.B.A 0-36 in, 0-38 in. O46 in, 0-53 in, 
27/AS.407 1/4 in, B.S.F. 0°49 in, O51 in. 0°59 in, 0°66 in, 
28/AS.4947 5/16 in. B.S.F.] O61 in. O- in. 0°74 in, O'S in, 
29/AS.4947 3/8 in, B.S.F. 0-74 in, 0°77 in, O87 in, 0-97 in. 
30/AS.4947 7/16 in, B.S.F.] 0-87 in, 0°90 in. 1° in, 1-15 in, 
31/AS.4947 1/2 in, B.S.F. 0°99 in, 1-02 in. 1°15 in, i-27 in. 
32/A5, 407 9/16 in, B.S.F.] 1°11 in, 1°14 in, 127 in, 1°39 in, 
33/AS. 407 5/8 in, B.S.F. 1°24 in, 1:28 in. 1°43 in, 1°58 in, 
34/AS.4947 3/4 in, B.S.F. | 1°48 in, 1°53 in. 1°71 in. 1°88 in 
35/AS.447 7/8 in, B.S.F. 1°73 in, 1-78 in. 1°98 in, 218 in, 
36/AS.4947 1-0 in, B.S.F. 1-98 in, 2°04 in, 2°24 in, 2°44 in, 

TABLE 10 

(2) =x D) B.A. & 8.5.F. Wire Thread Inserts 

Insert Tapped Hole in Member 

Part Mo. Thread Installation Full Thread 2s P Cone 4x P Coss 

Size Length Including Drill Drill 

24h « BD eak, Depth Depth 

37/AS.4947 4.B.A O-# in, 0°36 in, 0-41 in. 0-46 in. 
38/AS.4947 2.B.A 0-45 in. O47 in, 0°55 in, O42 in. 
39/AS. 4947 1/4 in. B.S.F. 0°61 in, 0°63 in, 0°71 in. 0°78 in. 
40/AS. 407 5/16 in, B.S.F.] O°77 in. 0-80 in, 0-90 in. 1°00 in, 
41/AS.4047 3/8 in. B.S.F. 0°93 in, 0°96 in, 1°06 in. 1°16 in. 
42/AS.4A947 7/16 in. B.S.F.] 1°08 in. 1-11 in, 1°24 in, 1-36 in, 
43/AS 497 1/2 in, B.S.F. 1°24 in, 1-27 in, 1°40 in, 1°52 in, 
44/AS.407 9/16 in, B.S.F.] 1°40 in, 1°43 in, 1°56 in. 1°68 in. 
45/AS AMT 5/8 in. B.S.F. 1°55 in. 1-59 in, 1°74 in, I ‘i 
46/A5.4047 3/4 in, B.S.F. 1°86 in, 1°91 in, 2°09 in. 
47/AS. 407 7/8 in, B.5.F. 2'17 in. 2°22 in. 2°42 in, 

48/AS A947 1-0 in, B.S.F. 2°48 in, 2°54 in. 2°74 in,



TABLE 11 

(3 x D) B.A. & B.5.F. Wire Thread Inserts 

a Insert 7 Topped Holle in Member 
Part Mo. Thread Inetallotion Full Thread 2« P Cosa 42 P Case 

Sine Length Including Drill Drill 
320 esk, Depth Depth 

49/AS.4947 4.B.A 0-42 in, O-44 in, 0-49 in, 0°54 in, 
50/AS.4947 2.B.A 0-4 in, 0°56 in. O-t4 in, 0-71 in, 

51/AS.447 1/4 in. B.S.F, 0-74 in. 0°76 in, 0-84 in, 0°91 in, 
52/AS.4947 5/16 in. B.S.F.]| 0°93 in, 0°96 iin, 1°06 in 1°16 in. 
§3/A8.4947 3/8 in. B.S.F. 1°11 in, 1°14 in, 1°24 in. 1-34 in, 
54/A5.4947 7/16 in, B.S.F.] 1°30 in, 1°33 in, 1°46 in, 1°58 in, 

55/A5.4047 1/2 in. B.S.F. 1°49 in, 1*52 in, 1°65 in, 1°77 in, 
56/A5.4947 9/16 in. B.S.F.| 1°68 in, 1°71 in, 1°34 in, 1°96 in, 
57/AS.4947 5/8 in. B.S.F. 1°86 in, 1°91 in 2°06 in, 2*21 in. 
58/AS5.4947 3/4 in, B.S.F. 2"23 in, 2°28 in, 2°46 in, 2°63 in. 
59/A5.4947 7/8 in. B.S.F. 2°60 in, 2°65 in, 2°85 in, 3°66 in, 

60/A5.4947 1-0 in, B.S.F. 2°98 in, 3*04 in, 3°24 in, 3°44 in, 

TABLE 12 

Installation Dota for B.5.P. Wire Thread Inserts 

Insert Tapped Hole in Member 

Port No. Threod Install, Mojer Full Threed | Topping | 2xP Cose | 4x P Cose 
Sise Length Dia, Including Drill Drill Drill 

eak. Depth Depth 

AS.4948/2 1/8 in, B.S.P. O-2 in, 04308 in. 0:22 in. W 0°30 in. 0°37 in, 
AS.4948/3 1/8 in, B.S.P. O°3 in. 04308 in, 0°32 in. WwW 0-40 in. O47 in. 

AS.4948/4 1/8 in. B.S.P. O-4 in. 04308 in. 0°42 in. W O50 in, 057 in. 

AS.4948/5 1/8 in. B.S.P. 0-5 in, 0-4308 in. 0-52 in. Ww 0°60 in, 0°67 in. 
AS.4449/3 1/4 in. B.S.P. O3 in, 0-5874 in, 0°34 in, 17/32 in, | O44 in, 0-54 in. 
AS.4949/4 1/4 in. B.S.P. 0-4 in, O-5874 in, 0-44 in, 17/32 in, | O54 in. 0-64 in, 

AS.4949/5 1/4 in. B.S.P. O5 in, 05874 in. 0-54 in, 17/32 in. | O64 in. 0°74 in, 
AS.4950/3 0°6 in, dia, 0-3 in, 0-66% in. 0°34 in, 39/64 in. | 0°44 in. 0-54 in, 

AS.4950/4 0°6 in, dia, 0-4 in, 0-660 in. 0°44 in, 39/64 in, |] O54 in, O64 in, 
AS.4550/5 O°6 in. dia. 0-5 in, 066% in, 0-54 in, 39/64 in, |] O64 in, O74 in, 
AS.4950/6 0°6 in, dia, 0°6 in, 066% in, O64 in, 39/64 in, | O'74 in, O34 in. 
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TABLE 13 

Installation Data for B.5.P. Wire Thread Inserts 

< insert Tapped Hole in Member 

Port No. Thread Insel. Major Full Thread Topping 2 P Coss 4s P Cone 
Size Length Dis. Including Drill Drill Drill 

ésk. Depth Depth 

AS.4961/3 3/8 in. B.S.P, 0-3 in, 0°7254 in. 0-34 in, 43/64 in, | O-44 in. 0-54 in, 
AS.4951/4 3/8 in, B.S.P, O-4 in, 07254 in. 0-44 in, 43/64 in, | 0°54 in, O-64 in. 
AS.4951/5 3/8 in. B.S.P. 0-5 in, 07254 in. 0-54 in, 43/64 in, | 0°64 in, 0-74 in, 
AS.4951/6 3/8 in, B.S.P. 0-6 in. 0°7254 in, 0-4 in, 43/64 in, | 0-74 in, OS in, 
AS.4952/4 0-75 in. dia, 0-4 in, OM in, 0-45 in, 49/64 in, | 060 in, O°75 in. 
AS.4952/5 0-75 in. dia, 0-5 in. O-8434 in, 0-55 in, 49/64 in, | 0-70 in, O85 in. 
AS.4952,/6 O-75 in. dia, 0-6 in, O44 in, 065 in. 49/64 in, | O80 in, 0-95 in. 
AS.4952/7 O75 in. dia, 07 in. 03434 in, O75 in. 49/64 in, | 0°90 in, 1°05 in. 
AS.4953/4 1/2 in. B.S.P.. 0-4 in. 0-91.84 in, 0-45 in, 53/64 in. | 0°60 in, 0°75 in. 
AS.4953/5 1/2 in. B.5.P. 0-5 in. 0-9184 in, 0-55 in. 53/64 in, | 0-70 in, 0-85 in, 
AS.4953,/6 1/2 in, B.S.P. 0-6 in, 09184 in, 0-65 in. 53/64 in. | O80 in, 0°95 in. 
AS 4964/4 5/8 in. B.S.P. O-4 in. O-9954 in, 0-45 in, 29/32 in, | O60 in, 0-75 in, 
AS.4954/5 5/8 in, B.S.P, 0-5 in. 09954 in. 0°55 in. 29/32 in. | 0°70 in. 0°85 in, 
AS.4954/6 5/8 in. B.S.P. 0°6 in, 0-9954 in, 0°65 in, 29/32 in, | 0-80 in, 0°95 in, 
AS.4954/7 5/8 in, B.S.P, 07 in, 09954 in. O75 in. 29/32 in. | 090 in, 1°06 in. 

TABLE 14 

Installation Dota for B.$.P. Wire Thread Inserts 

Inwert Topped Hole in Member 

Port Mo. Thread Inatoll Majer Full Thread Tapping ia P Cose 4=P Cone 
Size Length Dia. Including Drill Drill Brill 

uk, Depth Depth 

AS.4955,/4 3/4 in, B.S.P. O-4 in, 1-144 in, 0-45 in, 1.3/64 in, | 0°60 in, 0°75 in, 
AS.4955,/5 3/4 in, B.S.P. 05 in. 1°1344 in, 0°55 in, 1,3/64 in, | 0-70 in. 0-85 in, 

AS.4955/6 3/4 in, B.S.P. 0°6 in, 1:14 in, 0°65 in. 1.3/64 in, | 0-80 in. 0-95 in, 
AS.4955/7 3/4 in. B.S.P. 0-7 in, 171344 in. 0-75 in. 1.3/4 in, | 0-90 in, 1-05 in, 
AS.4955/8 3/4 in, B.5.P. 0-8 in, 1*1344 in, 0°35 in, 1.3/4 in, | 1°00 in, 1-15 in, 
AS.4956/4 7/8 in. B.5.P. O4 in, 12824 in, O45 in, 1.13/64 in.] 0°60 in, 0-75 in, 
AS.4956/5 7/8 in, B.S.P, 0-5 in, 1:2824 in, 0°55 in. 1.13/64 in.] 0-70 in, O85 in. 
AS.4%6/6 7/8 in, B.S.P, 0-6 in. 1°2824 in, 0°65 in. 1.13/64 in,| 0°80 in, 0°95 in. 
AS.4956/7 7/8 in. B.S.P. 0-7 in. 12824 in, 0-75 in. 1.13/64 in,| 0°90 in, 1°05 in, 
AS.4956/8 7/8 in, B.S.P, 0-3 in. 1-2824 jin, 0-85 in, 1.13/64 in,] 1-00 in. 1°15 in. - 
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Fig. 122. Assembly of wire thread inserts 
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TABLE 15 

Installetion Dota for B.S.P. Wire Thread Inserts 

a Insert Tapped Hole in Member 

Part No. Threod inatall, Malor Full Thread Topping 22 P Cone 4= PF Case 
Sime Length Dia, Including Drill Drill Drill 

cok, Depth Depth 

AS.497/'5 1°0 in. B.S.P. 0-5 in. 1°4274 in, O55 in, 1°5/16 in, O75 in. 0-95 jin, 
AS.4957/6 10 in, B.S.P, 0-6 in. 1°4274 in. 0°65 in. 1*5/16 in, O85 in. 1°06 in, 
AS.4957/7 1°0 in. B.S.P, 0°7 in. 1°4274 in, | 0°75 in, 1°5/16 in, | 0-95 in. 1°15 in, 
AS.4957/8 10 in. B.S.P. 0°S in. 1°4274 in, 0-85 in, 15/16 in, | 1°05 in. 1-25 in, 
AS5.4958/'5 1% in. B.S.P. 0°5 in, 1°7634 in, O55 in, 1°21/32 in.| 0-75 in. 0-95 in. 
AS.4958/6 14 in, B.S.P. 0°6 in. 1°7684 in, O65 in. 121/32 in.|] 0°85 in. 1°05 in, 
AS.4958/7 14 in, B.S.P. 0-7 in. 1°7634 in, | 0°75 in. 1°21/32 in.] 0°95 in. 1°15 in, 
AS.4958/8 14 in, B.S.P, 0-8 in, 1°7654 in, 0-85 in, 1°21/32 in.| 1°05 in. 1°25 in, 
AS.495.9/5 1% in. B.5.P, 05 in, 2°0004 in, | 0°55 in, 157/64 in.| O°75 in, 0-95 in. 
AS.4959/6 1% in. B.S.P. 0-6 in. 2°0004 in, 0-65 in, 1°57/64 in.] O85 in. 1°65 in, 
AS.4959/7 1% in, B.S.P, 07 in, 2:0004 in, 0°75 in, 1°57/64 in.] 0-95 in, 1-15 in. 
AS.4959/8 1 in, B.S.P, 0-8 in. 20004 in. 0°85 in, 157/64 in.| 1°05 in, 1°25 in. 
AS.4959/9 14 in. B.S.P. 09 in, 20004 in. 0°95 in, 1°57/64 in.] 1°15 in, 1°35 in, 

Assembly of wire thread inserts NOTE... (7) After assembly of the insert, 
The depth is determined by the length of 
insert fo be fitted, 

(4) Remove all the swarf ete, from the 
hole and check the thread with the 
‘go’ and ‘no go’ thread gauge, 
also ensure that the thread has 

break off the insert tang with the 
special punch provided for the 
operation, Remove the broken 
tang from the hole, either by air 
blast or small tweezers, 

147. The following instructions (refer to 
fig-122) should be strictly adhered to 
when fitting a wire thread insert, 

(1) The tapped hole in the component 
to be repaired is to be opened out 
with a standard twist drill, to the depth. (8) Prior to final assembly, coat the 
diameter end depth, sequised for been tapped to the correct ‘ana, end hele with Colleceel, 
the insert, (5) Thoroughly coat the hole with Great care should be exercised to 

Celloseal D.T.D,900/4301 ensure that al] excess Celloseal is 
(2) Chamfer the hole slightly to ease (Ref.No.33C/1197) (See notes removed from the bore af 

the tapping operation, This only after sub-para. (8), components involving liquid and 
applies if the existing hole has air systems, 
not been previously counter-bored (6) Using the ‘Prewinder tool’ the 
for clearance, 

Using the special taps called up, 
tap the hole to the correct depth 
required. Paraffin can be used as 
a lubricant. 

insert should be assembled in the 
tapped hole, Great care should be 
exercised when starting to wind 
the insert into the tapped hole to 
ensure that the insert is not 
cress-threaded, 
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When repairing magnesium alloy com 
ponents if ia essential that Selenious 
acid treatment is applied after tapping 
the hole before coating with Celloseal, 

If the insert has to be removed use the >



| ‘Extractor’ fool provided. To remove 
the insert press ‘in’ and ‘tum" the ex- 
tractor tool at the same time, 

WARNING... 
Refer to the appended lists for the 
correct type of insert fo be used in 
various femperature conditions. 
Codmium ploted inserts are only to be 
used where conditions will not exceed 
200°C. Unploted inserts must be used 
where femperofure conditions ore likely 
to exceed 200°C, All other dimensions, 
tools required, and item numbers ore 
identical. 

8235 5033 250 10.60 AVR1I354 

Unploted Inaerta bor 
conditions above 

200°C, 

AS.4736 
AS.4737 
AS.4738 
AS.4739 
AS.4740 
AS.4741 
AS.4742 
AS.4743 
AS.4744 
AS.4745 
AS.4746 
AS.4747 
AS.4748 
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Cadmium plated Inserts 
for conditions 

below 200°C, 

AS.4947 
AS43948 
AS.4949 
AS.4950 
AS.4951 
AS.4952 
AS.4%3 
AS.4954 
A5S.4955 
AS.4956 
AS.4957 
AS.4958 
AS.4%59 > 
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