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TABLE I
SIZE | RIVET sott |A003|Az003| B | € |Doa | Don | E
CODE| SIZE SIZE RIVET | 80T | DIA. | DIA. | RIVET | BOLT | DIA.
0 8 (3/32) | - a .103 117 .250 | .375 .192 .220 148
1 12 (1/8) 6 .133 144 312 | .500 .233 .274 174
2 15 (5/32) 8 .168 - .168 375 | .562 .295 .332 .225 3
3 18 (3/16) 10 194 .194 375 |.562 .362 .382 225
y 25_(1/4) 25 .25 .256 .500 | .687 .486 .505 .290 8
5 31 (5/16) 31 .318 318 1.s62 |.750 | .5m 356 ;
6 137 @Gsm) 37 .381 ,381 .625 | .875 ..418 S
@D AVAILABLE UPON REQUEST )
BASIC PART NO CODE: e
F2- E% n
BODY DASH NUMBER (SEE NOTE (5) TABLE 11) §
SLEEVE DASH NUMBER (SEE NOTE (@) ) a
SIZE CODE (SEE TABLE 1) E
HEAD STYLE: L% 2 NON-FLUSH ¥E80xk remn .
TYPE: 1 = THRU-RIVET N
2 = THRU-BOLT §
MATERIAL: 0 = ALUMINUM ALLOY - ALODIME <
6 = CRES STEEL - PASSIVATE
9 = CARBON STEEL - UM PLATE §
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NOTES

1.  MATERIAL:
1.1 ALUMINUM ALLOY: BODY - 2024-T4 OR T351 PER QQ-A-225/6.
) SLEEVE - 6061-T6 PER WW-T-700/6.
1.2 CRES STEEL - ~PER. ASTM-A-581/ASTM-A-582, AMS 5640,
1.3 CARBON STEEL - PER ASTM-A-108/FED-STD-66.
2.  FINISH:
2.1 ALUMINUM ALLOY - ALODINE PER MIL-C-5541.
2.2 CRES STEEL - PASSIVATE PER QQ-P-35.
2.3 CARBON STEEL - CADMIUM PLATE PER QQ-P-416, TYPE I, CLASS 2,
3. TOBE USED WITH MINIMUM TOP SKIN THICKNESS OF .030.
@ TO DETERMINE SLEEVE DASH NUMBER: F.FORENT?'X‘E"&NESS ROUNDED TO THE NEAREST HUNDREDTH
EXAMPLE: IF CORE IS .494 SLEEVE DASH NUMBER WILL BE -43.
@ IRHEEI';M(I:"&E‘E?S)DY DASH NUMBER, SELECT BODY DASH NUMBER FROM TABLE 11 ACCORDING TO OVERALL

EXAMPLE: IF OVERALL PANEL THICKNESS IS .524, BODY DASH NUMBER WILL BE F52.
6.  WHEN INSTALLAING “FC* HEAD STYLE FASTENERS USE “C" PRESSING ANVIL.
7. %sg%’zrsgmmm ENGINEERING DEPARTMENT FOR AVAILIBILITY OF OPTIONAL MATERIALS, FINISHES

800y PANEL BODY PANEL BODY PANEL
NO THICKNESS NO THICKNESS 1 NO | THICKNESS
F25 ,250-.259 F51 .510-,519 F77 .770-.779
F26 .260-,269 F52 .520-.529 F78 .780-.789
F27 - .270-.279 F53 7530-.539 [ Fe .790-.799
F28 .280-.289 F54 “540-. 549 F80 ~800-.809
F29 .290-.299 F55 .550-,559 F81 ~810-.819
F30 .300-, 309 F56 .560-., 569 F82 .820-.829
F31 .310-.319 F57 .570-,578 F83 .830-.839
F32 .320-,329 F58 .580-,589 F84 _840-,849
F33 .330-.339 F59 _590-,599 F85 ~850-,859
F34 _340- ., 349 F60 -600-.609 786 -860-.869
F35 -350-,359 3 .610-,619 F87 "870-,879
F36 .360-.369 F62 .620-.629 F88 ,880- 889
F37 .370-.379 F63 .630-.639 F89 ~890- 899
F38 .380-, 389 Fo4 _640-.649 F90 .900-,909 )
F39 .390-.399 F65 _650-.659 Fol _910-,919
F40 ~400-,409 F66 ,660-,669 F92 .920-,929 :
Ful .410-.419 F67 .670-.679 Fa3 .930-.939 <
Fu2 ~420- 429 F68 _680-.689 Fo4 .940-,949
F43 430-,439 F69 .690-.699 F35 -950-,959
Fugy TTTE] F70 ,700-,709 F9% ~960-.969 | |
F45 _450-.459 F71 .710-.719 Fo7 .970-.979 N
Fu6 _460-,469 F72 .720-.729 F98 ~G80-,989 N
F47 .470-.479 F73 .730-.739 F99 ,990-.999 Q
Fus .480-,489 F74 .740-,749 F100__| 1.000-1.009
Fusg ~490-.499 5 ~750-.758 | F101 | 1.010-1.019 hJ
' £ - .500-. 509 F76 ,760-.769 F102 1.020-1.029 z
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_INSTALLATION PROCEDURE

1. PANEL PREPARATION:

PREPARING PANELS FOR THE FLARED TYPE STRUCTURAL FASTENERS
ER BE ACCOMPLISHED WITH A STEP DRILL OR STANDARD

El
DRILL IND COUNTERBORE OPERATION AS SHOWN IN FIGURE 1. —“} CBORE [———

IF_THE BOTTOM_COVER SHEET EXCEEDS .032* THICK, AN DIA.
ADDITIONAL EXTERNAL SPOTFACING OPERATION IS REQUIRED,
SEE INSTALLATION DRILL SIZE TABLE FOR CORRECT DRILL, S
COUNTERBORE AND SPOTFACE DIAMETER

2. POSITION PANEL OVER ALIGNMENT TOOL WITH THE UlDE ANVIL
PROJECTING THROUGH THE PILOT HOLE. SEE FIGURE 2
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3, POSITION FASTENER IN PREPARED HOLE AND APPLY PRESSURE - 1 \
WITH THE PRESSING ANVIL UNTIL THE UNDERSIDE OF HEAD BECOMES
FLUSH WITH THE TOP SKIN. FIGURE 3, ‘ |
4, REPLACE ALIGNMENT TOOL WITH FLARING ANVIL AND AGAIN PILOT
APPLY PRESSURE WITH PRESSING ANVIL UNTIL FLARING ANVIL DIA.
BECOMES FLUSH WITH THE BOTTOM SKIN. FIGURE 4.
C'BORE AREA MUST BE FREE
OF ADHESIVE OR BURRS.
FIG. |
PRESSING ANVIL PRESSING ANVIL:
FOR'FC'HEAD FOR'F’ HEAD
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FIG. 2 \]—ALIGNMENT FIG.3 ALIGNMENT  FIG. 4 FLARING
TOOL
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TABLE I
SIZE INSTALLATION DRILL SIZE INSTALLATION g
CODE | PILOT DIA. CBORE DIA. | SPOTFACE DIA.| TOOL KIT 4
0 ,152-,157 1250-,260 437 1632 K0 ﬁ
1 ,177-.182 ,312-,322 500 1632 K1 P
2 ,228-,233 ,375-,385 1962 1632 K2 §
3 .228-,233 ,375-,385 ,625 1632 K3 x
4 :295-,300 .500-,510 ,687 1632 K4 g
5 .358-,363 1 962-,572 1750 1632 K5 7]
6 421-.426 .625-,635 1,000 1632 Kb E
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