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RIGGIN PIN CONTROL

INSTALLED AT mm\ ’/
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fixed center fairing

RIGGING PINS
INSTALLED ON BELL-CRANKS

"+ B 1:Rigging Simulator

Bl ¥ 74
UP 14+1°
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VALUES INCLUDE 10 PERCENT STRUCTURAL DEFLECTION

DESIGN LIMIT
RIG LOAD

“F

CABLE SIZES pd

174 7Tx19

36 7x19 l‘“_

5/32

1/8

3/32

1116

TEMPERATURE IN DEGREES FAHRENHEIT

(2433 4Fr  nFpRFFLPREZ L TV E? ]

1-4

T
-65-60 -50-40-30-20-10 O 10 20 30 40 50 60 70 80 90 100 110 120 130 140 150 160

340
320
300
280
260
240
220
200
180
160
140
120
100
80
60
40
20
0

RIGGING LOAD IN POUNDS



FATERRHEARFF - HEALERE

T 3 LR
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FAEa it H
%+# 2 : Lockwire Selection Chart
Cable Size Diameter of Safety
Type of Wrap _
(Inch) Wire (Inch)
1/8 Single 0.032
1/8 Double 0. 032
% 3 Locking-clip Application (AC43.13-1B)
NOMINAL | THREAD | LOCKING [ TURNBUCKLE
CABLE UNF-3 CLIP BODY MS21251
DIA. MS21256

1/16 No. 6-40 -1 -2S
3/32 No. 10-32 -3S
-2 -3L
1/8 -1 435
1/4-28 -2 4L
D/32 -1 -5S
-2 -5L
3/16 5/16-24 -1 -6S
-6L
7132 3/8-24 -2 -7L
1/4 -8L
9/32 7/16-20 -3 -9L
5/16 1/2-20 -10L

(W hxHFRT)
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v B
HOOK SHOULDER——\
—@ LOOP END
HOOK LIP—%HOOK LOOP
HOOK END

DIRECTION OF PULL
FOR INSPECTION

—

S T —

o — G TURN (MIN)
THIS APPLIES TO ALL
TURNBUCKLE WRAPPIN ]

(C) SINGLE WRAP (SPIRAL)

e eJh—T 1] | [ 1T T anr<—

(D) SINGLE WRAP

1B 2 Assembling and securing clip-locking turnbuckle
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Process:

1. Preparation
1.1 Access Panels

1. 2 Rigging pin

Remove as required, Store safely on
racking.

Into the PFCU.

2. Removal

Powered Flying Control Unit (PFCU)

Ensure Hydraulic pressure has been
dissipated

2.1 PFCU flexible hydraulic hoses

nut are kept as a set to avoid
misalignment of split pin holes on
refit.

2.2 PFCU input control rod
2.3 PFCU Fixed end and Ram end
attachment bolts x2

2.4 PFCU

2.5 PFCU

2.6 PFCU
2.1 PFCU Eye End spherical bearing

NB Ensure that each attachment bolt and

Confirm with expert
Display warning sign

Remove wire locking from the PFCU
unions and disconnect from the PFCU

Remove split pin and disconnect from
the PFCU input lever.

Remove split pins, nuts and washers.
Support body.

Remove attachment bolts x2

Remove from HST

Examine
Clean and Lubricate with L112




3.2 PFCU attachment bolts

3.3 PFCU Input control rod

3.4 PFCU Hydraulic hoses

Position in the HST and align the eye
ends.

Fit ensuring Correct bolt orientation
and washer position (refer figure 1).
Do not fit split pins at this stage.

Connect. Do not fit split pins at
this stage.

Connect and tighten.

Ensure hoses are correctly routed and
are not twisted during the tightening
procedure. (refer table 1)

Inner Bell Crank Removal
Ensure that each attachment bolt and nut is kept

as a set to avoid misalignment of split pin holes.

4.1 Inner Bell Crank assembly Input and
output control rod Attachment bolts.

NB During operation 4.2 note which of the 2
sets of holes the mounting bolts are fitted
into. They must be refitted in to the
alternative set of holes.

4.2 Inner Bell Crank pivot block

4.3 Inner Bell Crank assembly

Remove split pins and disconnect the input
and output Control rods from the inner bell
crank input and output lever arms.

(b) Remove mounting bolts x2, remove the
Inner bell crank assembly from the HST.

(c) Remove the split pin, nut and washer from
the Pivot block stud and remove the Bell
crank lever arm from the pivot block.

Inner Bell Crank Examination
5.1 Inner Bell Crank Assembly

5.2 Bell Crank Lever
5.3 Bell Crank Lever pivot Block Stud
5.4 Bell Crank Lever and pivot block

5.5 Bell crank assembly

Clean and examine, ensure No radial
movement exists between the bell crank and
the nylon bush.

Examine for thread damage.

Reassemble; refit the nut and washer, torque
load to the value in the HST torque table.
(Chap 07-00). Fit the split pin.

Lubricate with XG287 - ensure free to rotate.

Inner Bell Crank Fit
6.1 Inner Bell Crank Assembly

6.2 Pivot Block (c) Pivot mounting bolts

Locate over alternate mounting holes.

Fit mounting bolts (x2) Hand tighten bolts

2-3




6.3  Inner bell crank Output/PFCU input
Control rod

then torque load to value given in HST torque
tables. (Chap 07-00)

Wire-lock bolts.

Re connect to the Inner Bell Crank assembly
output Lever.

Fit the attachment bolts and nuts, torque load
to value given in HST torque tables. (Chap
07-00).

Fit the split pin.

7. PFCU Final Fit
7.1 PFCU Hydraulic Hoses Wire lock unions x2
7.2 PFCU attachment bolts x2 Tighten attachment bolts (refer table
2) and fit split pin.
7.3 PFCU input control rod attachment | Tighten attachment bolts (refer table
bolt 2) and fit split pin.
7.4 All control rods All disturbed control rods fit split
pin. (refer table 2)
8. Recovery

8.1 Rigging pin

8.2 Access panels

Remove i1f Fitted

Carry out F.0. checks and refit all
removed panels (refer figure 3)
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7 % t
PFCU
BOLT
BOLT
NUT
WASHER
WASHER

HYD UNION

HYD UNION

SPLIT PIN

© o0 3 O Ol B~ W DD =

'+ 1 Powered Flying Control Unit (PFCU)
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78 = R
BELL CRANK ASSEMBLY
STUD
NUT
WASHER
MOUNTING BLOCK
BOLT
WASHER
SPLIT PIN

coO 1 O o1 B~ W DN =

*+® 2 . Inner Bell Crank

2-6



B RcE:] PFCU

“ ,‘,:: . ‘ FCU - ,,,;V‘%
PFCU #aj » 424145 RFE PFCU 7% #~ 24 PFCU # 2
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Table 1

Hydraulic pipe union flare nuts.
Tightening procedure:Tighten union by hand first, and then use 2 spanners for 30

degrees further.This will ensure tightness without overloading the union.

Table 2

PFCU_mounting bolts/nuts Tighten bolts/nuts by hand first ,and
then further use 2 spanners to tighten to

align locking hole (do not slacken nut).

Bell crank lever Tighten bolts/nuts by hand first , and
then further use 2 spanners to tighten
until they align locking hole (do not
slacken nut).

Bell crank inOt block 40 1bf-in and further tighten to align
locking hole (do not slacken nut).

Bell crank mounting 40 1bf-in and further tighten to align

locking hole (do not slacken nut).

bolts



%+® 3 Access panels
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AT

For a high vibration area, Vibration Level 2, these conditions are applicable:
e For the 737 model only, the lacing tape wire harness ties on a power feeder wire harness on the
leading edge of the wing must be assembled at intervals of a maximum of 2 inches
e Lacing tape wire harness ties must be assembled at intervals between 6 inches and 8 inches
e The necessary number of lacing tape wire harness ties must be assembled on the wire harness to
make sure that the wires harness does not bend between the wire harness ties; refer to Figure 3

e The necessary number of lacing tape wire harness ties must be assembled on the wire harness to
make sure that the outer diameter of the wire harness does not become larger between the wire
harness ties; refer to Figure 3

Acceptable

INTERVALS FOR WIRE HARNESS TIES
Figure 3

H. Wire Harness Branches

These conditions are applicable:
o If it is possible, a wire harness branch must make a smooth curve from the harness in the same
plane as the centerline of the wire harness; refer to Figure 6

+ Ifitis possible, all wires must be parallel and adjacent to each other and the wire harness before
the wire harness branch is made

o |fitis possible, a wire harness tie must be assembled or a plastic tie strap installed a maximum of
1 inch in front of the wire harness branch

¢ Ifitis possible, a wire harness tie must be assembled or a plastic tie strap installed a maximum of
1 inch behind the wire harness branch

¢ If it is possible, the wire harness branch must not go across other wires when it makes a curve
from the wire harness; refer to Figure 7

e When a wire harness has a small number of wires that go to the branch point from opposite
directions, a wire harness tie must be assembled or a plastic tie strap installed on the wire
harness and the wires at the point of the branch; refer to Figure 8

o |f the wire harness branch must go across the wire harness, the wire harness must have
protection; refer to Figure 9 and Figure 10.

¢ Adhesive tape wire harness ties are not permitted on a wire harness branch.

3-4



Acceptable

L=
=

Not Acceptable

ONE BRANCH ON A WIRE HARNESS
Figure 6

WIRING ASSEMBLY AND INSTALLATION CONFIGURATION

e

Acceptable

Not Acceptable

MORE THAN ONE BRANCH ON A WIRE HARNESS
Figure 7
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L

A BRANCH WITH WIRES THAT COME FROM OPPOSITE DIRECTIONS
Figure 8

Silicone Tape \

=

WIRE HARNESS PROTECTION WITH TAPE
Figure 9

WIRING ASSEMBLY AND INSTALLATION CONFIGURATION

AT
C

L
A
/
[

J

Sleeve —/

WIRE HARNESS PROTECTION WITH A SLEEVE
Figure 10
(2) Make a clove hitch knot on the wire harness. Refer to Figure 18.

Make sure that:
¢ All of the wires are parallel
¢ The knot is tight.

3-6



WIRING ASSEMBLY AND INSTALLATION CONFIGURATION

CAUTION: THE WIRES OR THE CABLES MUST NOT GO ACROSS EACH OTHER. DAMAGE TO THE
WIRE OR THE CABLES CAN OCCUR.

CAUTION: DO NOT CAUSE DEFORMATION OF THE INSULATION OF THE WIRE OR THE CABLE
DURING THE ASSEMBLY OF THE CLOVE HITCH. DAMAGE TO THE WIRE OR THE
CABLE CAN OCCUR.

o // [

L l&// q

CLOVE HITCH KNOT
Figure 18

(3) Make one of these knots on top of the clove hitch:
e A square knot; refer to Figure 16
e A surgical knot; refer to Figure 17.

(4) Cut the free ends of the lacing tape.
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(2) Remove the necessary length of insulation from the end of the wire. Refer to Subject 20-15-04.
(3) Put the terminal lug in the crimp tool.

(4) Put the wire in the crimp barrel of the terminal lug. Refer to Figure 1.

Make sure that:
# The end of the conductor can be seen

& The maximum distance from the end of the conductor to the forward end of the crimp barrel
is 0.05 inch.

-

End of the Conductor \
I

1

End of the Crimp Barrel /

POSITION OF THE WIRE IN THE CRIMP BARREL
Figure 1

-— (.06 inch Maximum

Terminal Lug Insulation

Insulation Support Barrel

(5) Crimp the terminal lug.

M821042 SELF-
LOCKING NUT MS35640 OR
W MS35650 NUT
L e MS35338 LOCKWASHER
—— —— ]

ANSG0 OR ANSBOC
" FLATWASHER
— 1 —
o~ 0~
MS20659 OR
MS25038 TERMIMAL

TERMINAL STUD OF
LUGS, COPPER o _ J _ L MS27212 TERMINAL BOARD

—

TERMIMAL STUD OF
ME25123 TERMINAL BOARD

M335649 OR
MS3IEE50 NUT

AMSED OR ANSEDC
FLAT WASHER

FOR M525122 TERMIMAL

MIN
h&\\\\\\&“ BOARD ONLY

Figure 4- 18 Hardware for Wiring Terminal Boards With Copper Terminals
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55 FH 3:
Soldering lronmn Holder

34. Wivhen the soldering iron is not in actual use during
operations., keep it in a holder. This will protect the
operator against burms and the irnon against damage.

SOLDER

: -
P
-

CO MME G TONR
/ SOLDER CILUP

v

|

Figure 77— Correct Solflder Application

Protection Against Overheating

35. Do not alloww the iron to overheat. Disconnect the
iron when it is not in use (between operations), or use a
heat-dissipating stand that will keep the iromn at a

constant temperature.

Cooling the Solder Joint

36. Wwhen the solder joint has been made, hold the
work firrmily imn place until the joint has set. Disturbing the
finished work will result in a mechanically wealk joint,

withh high elecirical resistance. Aldlow solder joints to cool
naturally. Do not use liquids or air blasts.

Cleaning

37T. If the ocorrect amount of solder is wused and
procedure instructions followed carefully, there should
be little or no excess flux remaining on the finished joint.
If cleaning is necessary, remowve excess flux by brushing
the joint with a stiff brush dipped in methyl alcohol, or a
similar approved solvent. Use alcohol sparingly and
awvoid contact between alcohol and wire insulation. For
cleaning printed circuit connections, use a cotton swalk-
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stick for small areas and a lint-free clean cloth for large
areas and board edges.

INSPECTING A FINISHED SOLDER JOINT

Acceptable Solder Joint

38. A good soldered joint will hawe a bright silvery
appearance, with smooth fillets and feathered non-
sharp, edges. The entire joint will be cowvered with a

smooth even coat of solder, and the contour of the joint
will be wvisible. (See Figure ¥—5.)

SMOOTH
SILVERY

Figure F—5 Good and Bad Soldered Connections

Unacceptable Solder Joint

39. Any of the following indicate a poor solder joint
and are cause for rejection:

a. Dull grew, chalky, or granular appearance -
ewvidence of a cold joint.

. Hair cracks or irregular surface - ewvidence of a
disturbed joint.

c. Greyish, wrinkled appearance - ewvidence ot
excessive heat.

ol Partially exposed joint - ewvidence of insufficient
solder.
L= Scorched wire insulation or burmned connector
inserts.
. Slobules, drips, or tails of solder.
0. ITf any of the abowve are praesent in a finished solder

joint, the joint should be taken apart, parts cleaned, and
the entire soldering operation repeated, using fresh
solder and fluxx.
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Soldering Iron Procedure

19.

Soldering with an electrically heated iron is the

most common procedure. For convenience, either the
iron or the connector is fastened to the bench as
described in paragraph 20. Soldering is accomplished as
follows:

a.

Large contacts which have been removed from
inserts are held in a non-metallic block and
soldered by first heating the solder cup with the
specially shaped tip as shown in Figure 10-9.
Then, while heat is still applied, the pre-tinned
wire is slowly inserted into the solder cup until it
bottoms. Extra solder i1s added to the solder cup if
necessary. Hold the hot iron to the solder cup until
the solder has flowed into a smooth fillet, and then
allow to cool.

Contacts that have not been removed from inserts
are soldered as shown in Figure 10—10 and
Figure 10—11. The solder is flowed by placing the
iron alongside the solder cup as the wire-is being
inserted into it. Medium size contacts such as MNo.
8 and MNMo. 12 will solder more easily Iif the iron is
held at the point where the wire touches the
cutaway of the solder cup as shown in Figure 10—
11. Adding a small quantity of solder at this point
will aid in carrying the heat into the joint.

Figure 10—10 Soldering Small 5ize Contacts

IRON TOUCHES SIDE
OF SOLDER CUP

NOTE: WIRES ARE PRE-TINNED
T 0020
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Insulating Sleeving/Heat-Shrinkable Tubing
Positioning

23. Install sleeves or heat-shrinkable tubing over the
individual wires prior to assembly to solder cups. After
the connections are cleaned, push the insulating sleeves
or sections of heat-shrinkable tubing down over the
contact until they bottom against the inserts as shown in
Figure 10—13. Shrink heat-shrinkable tubing around the
solder cups and terminated wire ends with hot-air gun.

24. Rotate the connector so that the pieces of tubing
are fully and evenly shrunk. Where insulation sleeves
are not a firm fit on the contact and wire, tie in position
with nylon braid to prevent sliding back on the wires.
Ensure that the ties will not interfere with the cable
clamp.

INSULATING SLEEVE OR
HEAT SHRIMKABLE TUBING
MUST BOTTOM AGAINST

TO45E

Figure 10—-13 Insulation Sleeve or Heat Shrinkable
Tubing Bottomed Against Insert
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Preshaping Wires

25. Preshape large diameter wires (No. 14 and
larger) before soldering to contacts. This will avoid strain
on soldered connection when cable clamp is installed.
See Figure 10-14.

CAUTION

Freshaping s a necessity for connectors using
resilient inserts. Side strain on the contacts will cause
contact splaying and prevent proper mating of pin and
socket contacts.

THIS SHOULD BE
INSIDE FINAL

PRESHAPE TO PREVENT
STRAIN ON CONTACTS FO450020

Figure 10—14 Preshaping and Tying Wires
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INSTALLATION OF ELECTRICAL CONNECTORS

Connector Shell

Faying Surface

- Faying Surface
Washer _ ying Su
Screw
Pressurized Side of Structure Unpressurized Side of Structure
LOCATION OF THE FAYING SURFACES
Figure 5

Pressurized Side of Structure

ZEAN

Connector Shell —\

I

Scorew —f’/' —
Washer " Flangs
COMNMMNMECTOR INSTALLATIOMN
Figure &6

Installation of MS3057A Cable Clamp

72. The MS3057A cable clamp is installed as
follows (see Figure 10-53):

a. Slide MS3057A cable clamp, without saddles, on
to the wire bundle before wires are connected.

b. Slide M53420 telescoping bushing on wire bundle
before wires are connected.
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Assemble wires to connector and tighten back
shell.

Push MS3057A cable clamp together with
inserted M53420 bushing toward back shell and
hand tighten. Use plug pliers or a strap wrench to
tighten fully.

Attach both saddles with supplied screws and
lockwashers.

Ensure that the saddle clamp screw heads are placed
so that pushing on screw heads will tighten cable
clamp to backshell (Some saddle bars have both
screw heads on same side).

NOTE

Ensure bushings are not pinched between saddles
and centre bar. Ensure that there is no flexing of the
cable within the tightened saddle bars, Flexing will
cause damage to the connector wiring.

CAUTION

f.

Tighten saddles until firm against cable, making
sure that the cable 1s not pinched within the
clamping assembly. If saddles do not prevent
cable from flexing inside the connector, use extra
MS 2420 telescoping bushings in the connector
assembly. See Table 10-13 for telescoping
bushing dimensions. The saddle clamps may be
tight against the centring bar as long as the cable
1s not pinched within the assembly.

3-15



TYPICAL INSTALLATION

CONNECTOR OR CONNECTOR 3 =
BACKSHELL (REF) 3 -

STRAP OR LACE
TYPE STRAIN RELIEF

B. M53152 STRAIGHT CLAMP

HEE RN
EY ek - N)
— F1 e ]}] 1
:)‘ ‘L-_‘_‘; =T :J ,||!

i B C I

o I

SADDLE BAR = .'E'“ = il
BUSHING ' {;=|JJ

|
A. CLAMP WITH SADDLE BARS STRAP OR LACE

TYPE STRAIN RELIEF T
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Figure 10—49 MS3057 Connector Cable Clamp Types — Exploded View
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Figure 10-50 Installation of MS

CONNECTOR
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3 TR 4
SPACING OF WIRE IDENTIFICATION

31. Mark wires and cables at intervals of not more
than 38cm along their entire lengths (refer Figure 2—2).

In addition, mark wires within 75mm of each junction
(except permanent splices), and at each terminating
point. Wires less than 15cm long need not be marked.

LOCATION OF SLEEVE MARKING

32. WWhen wire or cable cannot be marked directly,
install a sleeve, (refer Figure 2—3) marked with the
identification number, owver the outer cowvering at each
terminating end and at not more than 90cm intervals
along the entire length of the wire or cable.

NOTE

Do not use sleeves to change the identification of
wire or cable that has already been marked, except in
the case of spare wires in potted connectors.

LA
@- [T 1T o 55 H=215A20 PR §55 H2 15420 e 5575 HZ215A20 Frrsrrrre] | |

Figure 2—3 | ocation of Identification Sleeve

WIRE IDENTIFICATION AT TERMINAL BOARDS
AND ENCLOSURES

37T. If possible, mark wires attached to terminal boards
and equipment terminals between termination and the
point where wire enters the wire bundle (refer Figure 2—
G). ldentify wires terminating within an enclosure, inside
the enclosure, if space permits.

SELECTION OF IDENTIFICATION SLEEVING

38. For general airframe wiring, in most applications,
heat-shrinkable polyethylene tubing should be used to
identify wire that cannot be marked directly. Awvailable
sizes are given in Section 2, Chapter 4.
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T

Figure 2—6 Wire Identification at Ternminal Board
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0.012 | 0.016 | 0.020 | 0.025 | 0.032 | 0.040 | 0.050 {-0.063
0.03125 (1/32) |0.00065 |0.00068 {0.00072 |0.00076 {0.00082 |0.00089 |0.00099 |0.00110
0.0625 (1/16) 10.00120 [0.00123 [0.00126 |0.00131 |0.00137 [0.00145 |0.00153 |0.00165
0.09375 (3/32) {0.00174 |0.00178 |0.00181 |0.00185 |0.00191 |[0.00198 |0.00208 |0.00219
0.125  (4/32) [0.00229 |0.00232 {0.00235 |0.00240 |0.00246 |0.00253 |0°00262 |0.00274
0.15625 (5/32) [0.00283 [0.00286 {0.00290 |0.00294 {0.00300 |0.00307 |0.00317 |0.00328
0.1875  (3/16) |0.00338 [0.00341 |0.00345 |0.00349 |[0.00355 |0.00362 |0.00372 |0.00383
0.21875 (7/32) |0.00392 [0.00396 |0.00400 |0.00404 [0.00410 |0.00417 |0.00426 |0.00438
0.250  (1/4) ]0.00447 [0.00450 |0.00454 |0.00458 |0.00464 |0.00471 |[0.00481 |0.00492
0.29125 - (9/32) [0.00501 [0.00505 |0.00508 {0.00513 |0.00519 |0.00526 |0.00535 |0.00547
0.3125 (5/16) {0.00556 |0.00559 |0.00563 |0.00567 [0.00573 {0.00580 [0.00590 |0.00601
0.34376 (11/32) |0.00610 |0.00614 |0.00617 |0.00622 |0.00628 |0.00635 |0.00644 |0.00656
0.375  (3/8) [0.00665 |0.00669 |{0.00672 |0.00677 {0.00683 |0.00690 |0.00699 |0.00711
0.40625 (13/32) [0.00719 {0.00723 {0.00726 |0.00731 {0.00737 |0.00744 |0.00753 |0.00765
0.4375  (7/16) |0.00774 |0.00778 |0.00781 |0.00786 |0.00792"|0.00799 |0.00808 |0.00820
0.46875 (15/32) [0.00828 |0.00832 {0.00835 [0.00840 |0.00846 |0.00853 [0.00862 |0.00874
0.500  (1/2) - |0.00883 |0.00887 |0.00890 |0.00895 |0.00901 |0.00908 |0.00917 |0.00929
0.53125 (17/32) |0.00937 |0.00941 |0.00944 |0.00949 |0.00955 |0.00962 |0.00971 |0.00983
0.5625  (9/16) |0.00992 |0.00996 |0.00999 |0.01004 |0.01010 [0.01017 |0.01026 |0.01038
0.59375 (19/32) |0.01047 |0.01051 |0.01054 |0.01059 |0.01065 |0.01072 |0.01081 {0.01093
0.625  (5/8) |0.01101 |0.01105 |0.01108 |0.01113 [0.01119 [0.01126 |0.01135 |0.01147
0.65625 (21/32) [0.01156 |0.01160 |0.01163 |0.01168 [0.01174 |0.01181 {0.01190 |0.01202
0.6875 (11/16) [0.01210 [0.01214 |0.01217 |0.01222 |0.01228 |0.01235 |0.01244 |0.01256
0.71875 (23/32) |0.01264 [0.01268 [0.01271 {0.01276 {0.01282 |0.01289 |0.01298 |0.01310
0.750  (3/4) [0.01320 |0.01324 |0.01327 |0.01332 |0.01338 [0.01345 |0.01354 {0.01366
0.78125 .(25/32) [0.01374 {0.01378.{0.01381 |0.01386 |0.01392 [0.01399 |0.01408 |0.01420
0.8125  (13/16) {0.01428 |0.01432 {0.01435 |0.01440 |0.01446 |0.01453 |0.01462 |0.01474
0.84375 (27/32) |0.01482 [0.01486 [0.01489 |0.01494 {0.01500 [0.01507 [0.01516 |0.01528
0.875  (7/8) |0.01537 |0.01541 |0.01544 |0.01549 |0.01555 |0.01562 |0.01571 |0.01583
0.90625 (29/32) 10.01592 |0.01596 |0.01599 |0.01604 [0.01610 |0.01617 |[0.01626 |0.01638 -
0.9375  (15/16) {0.01648 |0.01652 |0.01655 |0.01660 |0.01666 |0.01673 {0.01682 |0.01694
0.96875 (31/32) {0.01701 {0.01705 [0.01708 |0.01713 {0.01719 |0.01726 |0.01735 {0.01747:

- 10.01757 {0.01761 {0.01764 [0.01769 [0.01775 [0.01782 [0.01791 |0.01803 .

1.0
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K 7 #ic %
e
sa(R)| Ki |sa(R)| K& |sa[k)| Ki |sa(&)| K@
1 0.00873 46 0.42447 91 1.0176 136 2.4751
2 0.01745 47 0.43481 92 1. 0355 137 2. 5386
3 0.02618 48 0. 44523 93 1. 0538 138 2. 6051
4 0.03492 49 0.45573 94 1.0724 139 2.6746
5 0. 04366 50 0. 46631 95 1. 0913 140 2.747T5
6 0. 05241 51 0.47697 96 1.1106 141 2.8239
7 0.06116 52 0.48773 97 1.1303 142 2.9042
8 0.06993 53 0. 49858 98 1.1504 143 2. 9887
9 0.07870 54 0.50952 99 1.1708 144 3.0777
10 0.08749 55 0.52057 100 1.1917 145 3.1716
11 0.09629 56 0.53171 101 1.2131 146 3.2708
12 0.10510 57 0.54295 102 1.2349 147 3. 3759
13 0.11393 58 0. 55431 103 1.2572 148 3. 4874
14 0.12278 59 0.56577 104 1.2799 149 3. 6059
15 0.13165 60 0.57735 105 1.3032 150 3.7320
16 0.14054 61 0.58904 106 1.3270 151 3. 8667
17 0. 14945 62 0. 60086 107 1.3514 152 4.0108
18 0.15838 63 0.61280 108 1.3764 153 4.1653
19 0.16734 64 0.62487 109 1.4019 154 4. 3315
20 0.17633 65 0.63707 110 1. 4281 155 4.5107
21 0.18534 66 0. 64941 111 1. 4550 156 4.7046
22 0.19438 67 0.66188 112 1.4826 157 4.9151
23 0.20345 68 0. 67451 113 1.5108 158 5. 1455
24 0.21256 69 0. 68728 114 1.5399 159 5. 3995
25 0.22169 70 0.70021 115 1.5697 160 5.6713
26 0.23087 ! 0.71329 116 1.6003 161 5. 9758
27 0.24008 2 0. 72654 117 1.6318 162 6. 3137
28 0.24933 3 0.73996 118 1.6643 163 6. 6911
29 0. 25862 4 0. 75355 119 1.6977 164 7.1154
30 0.26795 5 0.76733 120 1. 7320 165 7.5957
31 0.27732 76 0.78128 121 1. 7675 166 8. 1443
32 0.28674 7 0.79543 122 1.8040 167 8. 7769
33 0.29621 8 0.80978 123 1. 8418 168 9.5144
34 0.30573 79 0.82434 124 1.8807 169 10. 385
35 0. 31530 80 0. 83910 125 1.9210 170 11.430
36 0. 32492 81 0. 85408 126 1. 9625 171 12.706
37 0. 33459 82 0. 86929 127 2.0057 172 14. 301
38 0. 34433 83 0. 88472 128 2.0503 173 16. 350
39 0. 35412 84 0.90040 129 2. 0965 174 19. 081
40 0. 36397 85 0.91633 130 2. 1445 175 22.904
41 0.37388 86 0. 93251 131 2.1943 176 26. 636
42 0. 38386 87 0. 94890 132 2. 2460 177 38.138
43 0. 39391 88 0. 96569 133 2.2998 178 57.290
44 0.40403 89 0. 98270 134 2. 3558 179 114. 590
45 0.41421 90 1.0000 135 2.4142 180 &1
s £



T = 0.064

——R = 0.250

=0. 250+0. 064
=0. 314 «¢

//jL v g

Lo IBRBC A AR 458
w % = (BR4MT) K

= (0. 250+0. 064) 0. 41421

=0. 130 +4

T = 0.064

45°

-R = 0.250 \

—J L/ il
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w % = (BRMT) K
= (0.25040.064) 2.4142
=0. 758 v
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