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UrethaneAdhesives (for e. g. Canopy Glass)

Manufacturer:

Supplier:

AdhesiveSys.:

3M ™

AerospaceandAircraft Maintenance
Department

3M Center, Building 225-3S-06,

St. Paul, MN 55144-1000, USA
www.3M .com/aerospace

WescoAircraft Germany GmbH
Buschhoehe 10,
28357 Bremen, Germany

Scotch Weld® 3549 B/A

Ratio of comp.: 100 parts base / 109 parts accel erator

Manufacturer:

Supplier:

AdhesiveSys:

(byweight),
100/ 100 (by volume)

Henkel AG & Co.KGaA
Henkelstral3e 67
40589 Dusseldorf, Germany

Sahlberg GmbH
Friedrich-Schile-Stral3e 20
85622 Fel dkirchen/M tinchen, Germany

Loctite® UK 8160 / Loctite® UK 5400

Ratio of comp.: 5 partsbase/ 1 parts accelerator (by

weight),
4.2/ 1 (by volume)
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51-60-00

51-60-01

CONTROL SURFACE BALANCING

Weighing and Deter mination of Control
Surface Moments

All weighing of control surfacesis performed with surface
removed fromaircraft. Wei ghi ng and determination of con-
trol surfacesmomentsisnecessary after repairsor painting.
Weigh the control surfaces including the mass balancesin
disassembled condition. The aileron weight includes the
spade. Copy page 18, enter the values (W, m, r) there and
check whether the surface weights or moments are within
the given tolerances. If they are not, contact the manufac-
turer for advice.

For the determination of control surface moments use
balancing mandrelsasshownintheFigure 2 andfollow the
stepsin the procedure described below:

A e

12 mm

Figure2 Balancing Mandrels
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IMPORTANT

Balancing Mandrels
Prepare mandrels as shown on detail A in Figure 2 for
bal ancing therudder andtheelevator.

Preparemandrel sshaped asshownondetail B for balancing
theailerons. Maketheupper part of themandrel rotatablefor
the use of either the Rh or LH aileron.

Procedure

1 Remove the control surface (refer to chapter 27).
2 Reingtall the boltsin two brackets.

3 Put the control surfaces on the balancing mandrels (use a

wirefor the trim tab). Refer to Figure 3.

4 Ensure weighing point and hinge cener axisare exactly on

the same horizontal plane.

5 Weigh by meansof aconventional spring balance (kg/g-in-

dication) at the given weighing points and enter the
weight (m) in Figure4. If negativ values areto be expected
place the spring balance in opposite direction (from the
weighing point downwards).

6 Measuredistance of hinge center lineto weighing point (r)

and enter thevaluein Figure 4.

7 Cadculatethe control surface moment (M) in Figure 4.

If values exceed the given tolerancesin Figure 4 con-
tact themanufacturer befor e beginning any changes of
control surfaces.

8 Rainstall the control surfaces.
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MAINTENANCE MANUAL EXTRA 300/SC Weighing and Determination of Control Surface Moments
pZ
Aileron
,/
s
spade —> s
Rudder
A weighi int
. ghing poin
_
ym
hinge center axis
Elevator
hinge center axis
m
hinge center axis
. wire
y Trimm tab (wire)
p
— weighing point
m

Figure3 Determination of Control Surface Moments
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CONTROL SURFACEBALANCING
Weighing and Determination of Control Surface Moments

Permissible Weights and M oments

Aileron (one control surface)
incl. mass balance, without spades

Mass: 4.6-5.3kg
Moment: 135 - 169 Ncm
incl. mass balance, with spades
Mass: 5.1-5.8kg
Moment: 83 - 120 Ncm

Elevator incl. trim tab
incl. mass balance

Mass: 7.5-8.6kg

Moment: 150 - 190 Ncm

TrimTab

nomassbalance

Mass: 0.13-0.16 kg

Moment: 4.0-5.5Ncm

Rudder

incl. mass balance

Mass. 5.0-5.6kg

Moment: 390 - 450 Ncm
Weights c
AileronLH: (W) .. kg d;

TN
AileronRH: (W) .. ... kg | CTT T
| |
Rudder: W) ... kg | | m
\J
Elevator: W) ... kg S
TrimTab: W) ..., kg M (Nem) = m (kg) - g (m/s’) - r (cm)
Moments
AileronLH: (m:) kg-9.81M/s - (1) . ... ... cm=M:) ..., Ncm
AileronRH:  (m:) kg-9.81M/s - (1) . ... ... cm=M:) ..., Ncm
Rudder: (m)....... kg-9.81M/s - (1) ..., cm=M:) ..., Ncm
Elevator: (mj)....... kg-9.81M/s - (1) .. ..., cm=M:) ..., Ncm
TrimTab:  (m:) ... kg-9.81Ms - (r1) .. ... cm=(M:) .. ... Ncm
Figure4 Control Surface Weights and Moments
PAGE DATE: 26. July 2021 CHAPTER 51
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51-70-00

51-70-01

IMPORTANT

IMPORTANT

AWARNING

/A\WARNING

IMPORTANT

REPAIRS

Repair of Reinforced Glassand Carbon
Fibre Components

Repair of composite partshastobecarried out only by
qualified and authorized personnel.

If theaircraftisdamaged, proceed asfollows. First conduct
acareful visual inspection of the surface and the damaged
area. Freguently, thedamageextendsto futher components,
sometimes a fracture will continue invisible beneath the
surface.

Performtherepair work with utmost care. Theexternal shell
of the wing and empannage is stressed; a failure of this
bonded structure can lead to an aircraft crash. In order to
eliminatedangerousstressconcentrations, avoid changesin
cross-sectional areas.

The resin-hardener mixture ratio must be precisely
maintained (+0.5%). Clean cupsand toolsmust be used.
Theweight ratio of glassfabrictoresin mixtureshould
be approximately 50:50.

Immediately prior to applying the wet laminate, sand and
vacuum clean the repair area, so that no dirt and dust is
involvedwhich could prevent asecureadhesion.

Sanding carbon and glassfibrelaminatesgivesoff afine

dust that may cause skin and/or respiratory irritation
unless suitable skin and respiration protection isused.

Carbon-tetracloride or Acetone used for cleaning re-

pair areasareflamableliquidsand should be used with
proper ventilation and safety equipment.

Aswith plywood grain, the direction of the variousfi-
bres (longitudinal or diagonal) is of great importance
for the stability.
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NOTICE

IMPORTANT

Thenumber of layersrequired to restore the stability inthe
damaged area can be taken from the layer sequence/place-
ment plan.(Refer to the respective Chapters)

Itisnecessary to know thenumber anddirectionof layersin

thedamaged area, inorder to beabletoreplacethemwiththe
original number. In all cases, the thickness of the laminate
has to be measured with a vernier calliper for the exact
determination of the laminate thickness.

Onetechniquetolearn about thenumber of layersistoburn
asmall piece taken from the damaged area. The resin will
burn off, leaving the glass and/or carbon fabric to be in-
spected for the number of layers and the type of fabric.

Creating ascarfed overlaptakestime. Sand away asmuch of
the old material, that the new fabric patches do not project
beyond the contour.

In order to shorten the curing time, a heater can be used to
Increase the ambient temperature.

Too high temperature will cause large air bubblesin
thelaminate. L ocal overtemper atur e can be prevented
by using afoil tent which leadsthe hot air stream.

The curing cycle must be maintained as stated. Use ather-
mometer to monitor the temperature.

After repair of control surfaces, check for proper bal-
ance ( refer to chapter 27, Flight Controls).

It is recommended to prepare test specimens at the same
timeastheactual repair isaccomplished. Thesecanthen be
subject to a materia test to establish the quality of the
laminate in the repaired part. To make this determination
valid, the specimensmust beassembled withthesamestyle
of fabric and resin mixture. Subsequently the specimens
must be subject tothecuring pressure, temperatureandtime
identical withthosein the actual repair.
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REFAIRS

51-70-02

IMPORTANT

Repair of Sandwich Material

Two types of core materials are used for sandwich on the
EXTRA 300/SC:

-PVChardfoam
- Honeycomb
both with glass or carbon fibre shells

Thefollowing section describesthe repair of both types of
sandwich. Different processing techniquesfor these mate-
rias, if necessary, are also described.

a) Minor surfacedamage

Around avisiblecrack, thelaminate may be separated from
the core material. Determine the extent of thisareaby coin
tapping. Remove the separated laminate carefully using a
sanding disk, sanding block or a sharp knife. Prepare a
scarfed overlap of the laminate around the damaged area
Overlap lenght per fabriclayer min. 20 mm;

Ratio (laminate thickness : overlay lenght) min. 1. 50
(refer to Figure 5).

ﬂj ratio min. 1 SOh

;

Figure5 Minor surface damage

After preparing the scarfed overlap, clean the repair area
thoroughly asfollows:

- Removethesanding dust withapneumaticvacuum
cleaner

- Cleanthescarfed overlapswith carbon-tetrachloride or
acetoneincaseof dirt or greasewasintroduced duringthe
preparation.

Damaged corematerial hastorefilledwithamixtureof resin
andmicroballoons(weightratio 100:15). Apply resnmixture
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IMPORTANT

IMPORTANT

totherepair areaandlay onfabricinaccordancetothelayer
sequence plans. Ensureto use correct style and direction of
fabric.

Repair area must beclean of dirt, dust and grease!

Lay out the required number and size of fabric pieceson a
piece of colored plastic foil and soak (wet) themwithresin
mixture, subsequently position them ontherepair area.

Remove the plastic foil after each positioning process.

For a repair of honeycomb sandwich parts you have to
observethefollowing: Therepair areahasto becured under
conditionof vacuumbagging.

For vacuum bagging, proceed asfollows:
- Apply peel nylonfabric onthelast repair fabric layer

- Perforate aclean, thin plastic foil with athick needle
(max.spacing of holes: 20mm x 20mm) - mainly inthe
areaof thehoneycomb - and lay it ontherepair area.

- Lay ajutecloth (weave) or equivalent bleeder cloth on
this perforated plastic foil.

- Layanairtight plasticfoil uponthejuteweave and seal
their edgesto the surrounding surface using an adhesive

tape.

- Apply suctionwithavacuum pump (pressureapprox.
0.7 bar/ 10 psi)

- Apply thethermal curing cycle.(Refer to Figure 3)

- Followingthecuring cycleremovevacuum bagging
material and peel nylonfabric.

After the pre-curing period at room temperature, the re-
paired areahasto be cured according thetemperaturecycle
asshownon Figure®.
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1°C

80 —

60 —+—

40 —+

20

8N 8 h

Figure 6

NOTICE

NOTE

Curing Cycle Resin L20/SL

After thecuring processiscompl eted, therepair areacan be
sand level tothesurrounding area.

Sand only the edge thickness of repair laminate (refer
toFigure7)!

- sanding block —=
C )
Figure7 L evel Sanding of SurroundingArea

For painting of therepair arearefer to Chapter 51-70-
06.

b) Damage of complete sandwich

If theinner laminateisal so damaged, first removetheupper
laminate within the area, where no secure bond connection
to the core material is suspected. Trim out the complete
damaged portion of core material to acircular or elliptical

shape.
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IMPORTANT

AWARNING

IMPORTANT

Thedamaged areaof theinner |laminatehastobetakenout as
well. Makesurenot toincreasethedisbondareaby preparing
thehole. Preferably useahand held millingmachine. Incase
of cutting with a saw, the pulsation stress may peel of the
inner laminate (secondary damage). If the extent of the
disbonded areaon theinner laminate exceedsthe prepared
cut out, increasethecut out of material and upper laminate.

Prepareascarfed overlap of laminatearoundthecircular cut
out. Overlaplenght of inner laminateshould not belessthan
20 mm.

Overlap lenght of theupper laminate should not beless
than 1/50; (ratio: laminate thickness/ overlap lenght).

Prepare a replacement block of core material (foam or
honeycomb) with equival ent diameter and thickness. Cut it
tofit snuggly inthetrimmed hole. In case of foam core, coat
one side with a mixture of resin and microballoons (ratio
100:15). Apply prelaminated fabric layersrequired for the
inner laminate on this side of the corefiller block. Ensure
correct style and direction of fabric. After precuring the
laminate at elevated room temperature (30°C), scarf the
overlap and sandtheupper overlapping corematerial down,
up to the surrounding core material.

Subsequently clean therepair areathoroughly asfollows:

- Removethesanding dust with apneumaticvacuum
cleaner

- Clean the scarfed overlapswith carbon-tetrachloride or
acetonein caseof dirt or greasewasintrodued duringthe
preparation.

Carbon-tetracloride or Acetone used for cleaning re-

pair areasareflamableliquidsand should beused with
proper ventilation and safety equipment.

Repair areamust befreeof dirt and grease.

Wet all surfacesof thebacking plateandthescarfed areawith
resin mixture. Lay on prelaminated fabric layer in accord-
ance to the layer sequence plan. Ensure correct style and
direction of fabric.
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Figure 8

IMPORTANT

NOTE

IMPORTANT

Damage of Complete Sandwich

Lay out the required number and size of fabric pieceson a
pieceof plasticfoil andwet themwith resinmixture. Subse-
guently position them on therepair area.

Remove the plastic foil after each positioning process.

Therepair area hasto be cured under condition of vacuum
bagging. Proceed asfollows:

- Apply peel nylon fabric onthelast repair fabric layer

- Perforate aclean, thin plastic foil with athick needle
(max. spacing of holes: 20mm x 20mm) - mainly inthe
areaof the honeycomb - and lay it on therepair area.

- Lay ajutecloth or equivalent bleeder cloth on this
perforated plastic foil

- Lay asecond plasticfoil uppon thejuteweave and seal
their edgesto the surrounding surface using an adhesive

tape.

- Apply suctionwithavacuum pump (pressureapprox.
0.7bar / 10psi)

- Apply thethermal curingcycle
- Followingthecuring cyclecarefully removevacuum
bagging material and peel nylonfabric.

After the pre-curing period at room temperature, the
repaired area hasto be cured according the temper a-
ture cycle as shown on Figure 6.

After thecuring processiscompleted, therepair areacan be
sandlevel tothe surrounding area.

Sand only the edge thickness of repair laminate!
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51-70-03

NOTICE

NOTE

IMPORTANT

NOTICE

For painting of the repair area proceed like mentioned in
Chapter 51-70-06.

Repair of Laminates

a) Minor damage

Scarf the edges of the minor damage area with sandpaper.
Minimum lenght of scarf per fabric layer approx. 20 mm;
ratio (laminate thickness: scarf lenght) approx. 1: 50.

Following the scarf procedure, clean the repair area thor-
oughly:

- Removethesanding dust withapneumaticvacuum
cleaner

- Cleanthescarfed overlapswith carbon-tetrachloride or
acetoneincaseof dirt or greasewasintroduced duringthe
preparation.

Repair areamust befreeof dirt, dust and grease.

Wet the prepared scarfed areas with resin mixture. Lay on
prelaminated fabric layer in accordance to the layer se-
guence plan. Ensure correct style and direction of fabric.
Apply peel nylonfabric onthelast repair fabric layer.

Lay out the required number and size of fabric pieces
on a piece of colored plastic foil and wet them with
resin mixture. Subsequently position them on there-
pair area.

Remove the plastic foil after each positioning process.
After the curing process is completed, remove the peel
nylon fabric. The repair area can be sand level with the
surrounding area.

Sand only the edge thickness of repair laminate!
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IMPORTANT

IMPORTANT

Refinish the surface according chapter 51-70-05 Painting.

If the extent of the damaged areaexceed 10 cm (4 inches) a
large damagerepair isrequired.

Carefully trim out thedamaged portionto acircular or oval
shape.

Prelaminate a backing plate from two layers of glassfibre
fabric and resin mixture, which must be approx. 20 mm
larger than the damaged area. Apply peel nylon fabric as
external layer. Sandwichtheresinwetted |ayersbetweentwo
sheets of plastic fail.

Work the excess resin out and allow the plate to cure at
elevated room temperaturefor 8 hourson aflat surfaceor a
plasticfoil-covered surface of the proper curvature near the
damaged area, or thesamel ocation onacomparableundam-
agedpart.

Following the curing cycle remove plastic foil and peel
nylon fabric. Bond the backing plate to the inside using a
mixture of resin and cotton flocks, and adapt to the contour.
Curethebonding at €l evated room temperaturefor 8 hours.

Subsequently scarf the edges of the damaged portion with
sandpaper. Minimum lenght of scarf per fabriclayer approx.
20mm;

Ratio (laminatethickness: scarf lenght) approx. 1. 50.

Following the scarf procedure, clean the repair area thor-
oughly:

- Removethesanding dust withapneumaticvacuum
cleaner

- Cleanthescarfed overlapswith carbon-tetrachloride or
acetonein caseof dirt or greasewasintrodued duringthe
preparation of theoverlap.

Repair area must befreeof dirt, dust and grease.

Wet all surfacesof thebacking plateandthescarfed areawith
resin mixture. Lay on prelaminated fabric layer in accord-
ance to the layer sequence plan. Ensure correct style and
direction of fabric.
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NOTE Lay out the required number and size of fabric pieces

IMPORTANT

on a piece of colored plastic foil and wet them with
resin mixture. Subsequently position them on there-
pair area.

Remove the plastic foil after each positioning process.
Therepair areahasto be cured under condition of vacuum
bagging. Proceed asfollows:

- Apply peel nylonfabric onthelast repair fabric layer

- Perforateaclean, thin plastic foil with athick needle
(max. spacing of holes: 20mm x 20mm) - mainly inthe
areaof thehoneycomb - and lay it ontherepair area.

ﬂ rafio min.1: 50 r

Figure9 Repair of minor damage

b) Largedamage

If the extent of the damaged areaexceed 10 cm (4 inches) a
large damagerepair isrequired.

Carefully trimmout thedamaged portiontoacircular or oval
shape.

Prelaminate a backing plate from two layers of glassfibre
fabric and resin mixture, which must be approx. 20 mm
larger than the damaged area. Apply peel nylon fabric as
external layer. Sandwichtheresinwetted |ayersbetweentwo
sheetsof plasticfoil. Work theexcessresinout and allow the
plateto cure at el evated room temperaturefor 8 hourson a
flat surface or a plasticfoil-covered surface of the proper
curvature near the damaged area, or the samelocationon a
comparableundamaged part.

Following the curing cycle remove plastic foil and peel
nylon fabric. Bond the backing plate to the inside using a
mixture of resin and cotton flocks, and adapt to the contour.
Curethebonding at elevated room temperaturefor 8 hours.
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IMPORTANT

IMPORTANT

NOTE

IMPORTANT

Subsequently scarf the edges of the damaged portion with
sandpaper. Minimumlenght of scarf per fabriclayer approx.
20mm;

ratio (laminate thickness : scarf lenght) approx. 1: 50.

Following the scarf procedure, clean the repair area thor-
oughly:

- Removethesanding dust withapneumaticvacuum
cleaner

- Cleanthe scarfed overlapswith carbon-tetrachl oride or
acetonein caseof dirt or greasewasintrodued duringthe
preparation of theoverlap.

Repair area must befreeof dirt, dust and grease.

Wet all surfacesof thebacking plateandthescarfed areawith
resin mixture. Lay on prelaminated fabric layer in accord-
ance to the layer sequence plan. Ensure correct style and
direction of fabric.

Lay out therequired number and size of fabric pieces
on a piece of colored plastic foil and wet them with
resin mixture. Subsequently position them on there-
pair area.

Remove the plastic foil after each positioning process.

Therepair areahasto be cured under condition of vacuum
bagging. Proceed asfollows:

- Apply peel nylonfabric onthelast repair fabric layer.
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NOTICE

51-70-04

IMPORTANT

- Perforate aclean, thin plastic foil with acoarse needle
(max. spacing of holes: 20mm x 20mm) - mainly inthe
area of the honeycomb - and lay it onto therepair area.

- Lay ajutecloth or equivalent bleeder cloth onthis
perforated plastic foil.

- Layanairtight plastic foil uponthejute weave and seal
their edgesto the surrounding surface using an adhesive

tape.

- Apply suctionwith avacuum pump (pressuredifference
approx. 0.7bar / 10psi)

- Curingcycle

- Followingthecuring cyclecarefully removevacuum
bagging material and peel nylonfabric.

After the pre-curing period at room temperature, the re-
paired areahasto be cured according thetemperaturecycle
asshownonFigure 3.

After thecuring processiscompl eted, therepair areacan be
sand level tothe surrounding area.

Sand only the edge thickness of repair laminate!

Refinish the surface according chapter: 51-70-07 Painting.

Repair of Spars

The spars consists of carbon roving caps, glass or carbon
fibrewebsand PV C foam cores.

Thesparsarehigly stessed; afailureof thisbonded struc-
ture can result in loss of the aircraft! In all cases, the
repair of aspar must beconsidered asalarge-scalere-
pair with a Damage Class 1 (Refer to Chapter 51-10-01
Damage Classification"). EXTRA-FLUGZEUG-
PRODUKTIONS- UND VERTRIEBS- GmbH hastobe
contacted prior to repair!
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51-70-05

IMPORTANT

IMPORTANT

NOTE

Structural Repair of Seel Components

Restoration of a damaged fuselage to its original design
strength, shapeand alignmentinvolvescareful eval uation of
thedamage, followed by exactingworkmenshipinperform-
ing therepairs.

Should structural repairs practicable on the aircraft
benecessary, refer to" Acceptable M ethods, Techniques,
and Practices- Aircraft | nspection and Repair FAAAC
43.13-1B" and " Acceptable M ethods, Techniques, and
Practices—Aircraft Alterations FAA AC 43.13-2B".

Alterations or repair of the airplane must be accom-
plished by licensed personnel. Consult EXTRA-
FLUGZEUGPRODUKTIONS- UND VERTRIEBS-
GmbH in case of doubt about arepair not specifically
mentioned there.

If welding work must be performed, useonly the TIG
procedure(Tungsten Inert Gas). Usesteal weldingwire
1.7734.2 for welding additive.
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REFAIRS

51-70-06

IMPORTANT

IMPORTANT

51-70-07

/N WARNING

AWARNING

Repair of Fabric

Alterations or repair of the airplane must be accom-
plished by licensed personnel. Consult EXTRA-
FLUGZEUGPRODUKTIONS- UND VERTRIEBS-
GmbH in case of doubt about a repair not specifically
mentioned there.

Refer toFAA Advisory Circular 43.13-1B for fabric cov-
ered aircraft and thelatest revision of the CECONITE
PROCEDURE MANUAL 101 when repair of fabricis
necessary.

Painting of Composite Parts

Coating materials may cause sensitization by inhala-

tion and skin contact. Har dener sand coating materials
ready for usecan havean irritant and sensitizing effect
upon the skin and respiratory tractsand causeallergic
reactions.

Providefor a continuoussupply of fresh air duringand

also after theapplication, donot inhalethevapoursand
wear a breathing mask duringthe spray application of
these materials. Persons suffering from an allergy or
being prone to diseases of the respiratory tracts must
not get in contact with coating materials.

Refer tothemanufacturer technical infor mation sheet!!

After curing cyclethesurfaceof repared areacan be sanded
with sandpaper (80grade). | ndentationsarefilledwithwhite
polyester filler. Subsequently achieveasurfaceasuniformly
rough as possible using afiner dry sandpaper (150 or 320
grade). Prior to paint application, the surface of the repair
areamust becleanedthoroughly of all sanding dust, separa-
tion compounds and other foreign materials. Subsequently
apply Glassodur Rapid Filler withaspray gun.
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REFAIRS

NOTE

51-70-08

/N WARNING

NOTICE

NOTICE

TheRapid Filler must becompletely dry beforethecov-
ering paint can be applied.

For thefinal sanding, use400 gradewet sandpaper toachieve
asmooth clean surface. Allow surfaceto dry. Paint applica-
tion of Glassodur-Pur-Acryl-Lack AD/AE 21 two compo-
nent acryl paint isperformed with aspray gun.

Paint can be mixed with small quantities of reducer. After
completion of the painting, polish therepair area.

Aluminium and Seel Components
Refinishing

Complete procedure necessary to remove existing paint
from aluminium and steel components and then to repaint
them asdescribed inthefollowing paragraphs.

Degreasing

Cleaning solvents can betoxic and volatile. Useonly in

well ventilated areas. Avoid physical contact with sol-
vent and do not inhale vapors. Keep solvent containers
covered when not in use.

Before stripping parts, remove all fittings, O-rings,
nuts, bolts, washers, pistons, bearingcups, etc.

1 Clean all meta parts by immersing in a clean degreasing

solution. An alkaline based solution is recommended for
aluminium and magnesium parts.

2 Hardened dirt or grease may be removed with soft bristle

brush, or by soaking in cleaning solution.

3 Where necessary clean bearing cones carefully in a sepa-

rate container of clean solvent.

Do not spin bearing cones with compressed air.
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REPAIRS
Aluminium and Steel Components Refinishing

/N WARNING

NOTICE

NOTE

4

5

6

1
2

3

After cleaning, thoroughly dry all metal partswithfiltered,
dry compressed air.

It isrecommended that all O-rings, backup rings, and wip-
ersbereplaced at each overhaul. However, if necessary, O-
rings may be reused, but should be put back into position
fromwhich removed.

Wipe down O-rings, backup rings, wipers, or other rubber
partswith aclean dry cloth. Lubricate with asuitable O-ring
lubricant prior to installation.

Paint Removal

Disassemble componentsto the level required for repaint-
ing, then proceed asfollows.

Sripping solvents can be toxic and volatile. Use only

in well ventilated areas. Avoid physical contact with
solvent and do not inhalevapors. K eep solvent contain-
erscovered when not in use.

Before stripping parts, remove all fittings, O-rings,
nuts, bolts, washers, pistons, bearingcups, etc. Parts
must betotally immer sed in solvent, to maximize clean-

ing.

Degrease part per degreasing paragraph.

Totally immerse part in paint removing solvent. Portions
not totally covered by solvent will beginto corrode.

Sripping agentsarecommer cially availablefor remov-
ing topcoat and primer. Follow manufacturer'srecom-
mendationsfor use and disposal of stripping solutions.

Remove part from solvent and rinse thoroughly with water
heated to 160° to 180°F (71° to 82° C). Flush solvent from
all cavitiesand threaded hol eswhere entrapment might oc-
cur

4 Thoroughly dry part with filtered, dry compressed air.
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NOTE

5 Where applicable refer to inspections procedures given in

the respective chaptersfor specific partsto locate possible
defects.

Refinishing should be completed as soon as possible;
unprotected parts will begin to corrode.

Repainting

Paint all surfacesexept thosewhicharesubjectedtofriction

(bearing surfaces, anchor bolt bores, etc.). Proceed asfol-
lows:

1 Partsto berepainted should be cleaned and stripped per in-

struction in degreasing and paint removal paragraphs.

2 Aluminium parts should have aprotective barrier between

thetopcoat and base metal. It isrecommended they betreated
with solutionslisted in Chapter 51-30.

3  Apply solution liberally and evenly. Allowsit to set from 1

to 5 minutes. The solution must completely wet the surface
and overlap onto the adjoining anodi ze.

4 Removeexcess coating by flushing with clean water.

5 Paintspartswith onecoat of wash primer. Allow to dry thor-

oughly.

6 Paint partswith one coat of lacquer listed in Chapter 51-30.

Allow to dry thoroughly before reassembly.
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51-70-09

Re-Bonding of Bushings

a) Re-bonding of loose bushingsin empennage spars
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Figure 10

Empennage attachment bushings

Re-bonding of main attachment bushings positionedinthe
web of thefront and rear spar inthe horizontal tail aswell as
inthemain spar of thevertical stabilizerisonly permissible
if the hole in the related spar web is not elongated or has
impermissibleirregular wear which is evidence of bearing
stress exceedance.

In case the bushing fitsthe holein the spar web tightly, use
epoxy-resin Epikote Resin L 20 with Epikure Curing Agent
960 (ref. Chapter 51-30-01). If thegap between bushingand
holeinthespar web exceeds0.5mm (0.02") useamixtureof
epoxy resin compound L20/960 and cotton flocks. The
weight ratio should be 100 parts L20/960 with 7 up to 15
partscottonflocks(socalled"HB7" and"HB15").
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/A\WARNING

NOTICE

For re-bonding of bushings the related stabilizer hasto be
removed from the fusel agefirst. To prevent misalignment,
reinstall ation isneeded at the end of there-bonding process
of thebushings.

1 Removedtabilizer fromthefuselage. Refer to the applicable

Chapter of thisManual.

2 Carefully removetheloose bushing from the spar. If atool

is needed, handle with care to prevent damage of adjacent
composite structure.

3 Visualy check theholein the spar web. In case an elongated

hole, a crushed plywood insert or afuzzy or delaminated
surrounding fiber pliesareidentified, an oversized bushing
might be needed. Contact Extra Flugzeugproduktions- und
Vertriehs GmbH for advice and repair instructions.

4 Removeany residual resin debrisexisting on the outer bond-

ing surface of the bushing. Protect theinner surface of bush-
ing and sandblast or use 80-grit sandpaper to rough the outer
surface which will be bonded later on (no remaining shiny
areas are allowed). Existing grooves on the outer surface
(if any) must be free of residual resin.

5 Solvent clean the bushing thoroughly with isopropyl alco-

hol, carbon-tetrachloride or acetone.

Solventsused for cleaningre-bond areasar eflammable
liguidsand should beused with proper ventilation and
safety equipment.

6 Take 120-grit sandpaper and sand the surface area of the

hole in the spar web where the bushing will be placed later
on smooth. Any bulk material (deposits) withinthe hole must
beremoved.

Bonding areamust befreeof dirt, dust and grease.

7 Remove sanding dust with apneumatic vacuum cleaner and

solvent clean the surface area of the hole in the spar web
with isopropyl acohol, carbon-tetrachloride or acetonein
casedirt or grease wasintroduced during the preparation.

8 Prepareasufficient amount of epoxy resin compound L 20/

960. The weight ratio is: 100 parts L 20 with 34 parts 960
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9

10

11
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(ref. Chapter 51-30-01). Record quantities of parts to be
mixed, ambient air temperature and humidity.

Apply asufficient amount of epoxy resin compound L 20/
960 to the surface area of the holein the spar web. Remain-
ing small cavities within the area should be filled with
"HB20".

Apply asufficient amount of epoxy resin compound L 20/
960 to the outer surface area of the bushing.

I nsert the bushing to the hole. Protruding lenght of bushing
out of thefront and rear spar web should be equal. Slightly
rotate the bushing clockwise or counterclockwise whileit
Isinserted into the hol e of the spar web. A continuous move-
ment isrequired to minimize entrapped air. Avoid partly re-
moving and reapplying, asthiswill causeair to becomeen-
trapped in the bonding gap.

Verify epoxy resin compound at entire bond lineis continu-
ous and free of gaps.

Remove excessive resin compound with cloth damped with
isopropy! alcohal.

Apply mold-release agent to therelated surfaces of the sta-
bilizer mounting brackets of the fuselage and rel ated mount-
ing bolts.

Position the stabilizer to the fusel age mounting brackets by
related mounting bolts. The related mounting bolts should
be installed easily and hold the stabilizer in place for the
following cure process (without nuts).

Do not apply any pressure on the stabilizer prior to com-
plete cure cycle. Disturbing the stabilizer may create bond-
ingvoids.

Apply curing procedure (specified time and temperature):
At elevated room temperature 25°C (77°F) for 10hfollowed
by 60°C (140°F) for at least 15h (refer to 51-70-02).

Reinstall the stabilizer. Refer to the applicable Chapter of
thisManual.
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b) Re-bonding of loose main wing spar flange
bushings

Main bolt wing

Main spar wing

Flange bushing

Bonding area

Figure 11

Wing main spar attachment flange bushings

Mainattachment bushingspositionedintheweb of themain
wing spar existsof afront andarear flangebushing. Thefront
and rear flangebushing will bere-bonded oneafter another.
Thereisadefined bond gap betweentheflangebushingsand
the holeinthe main spar web.

Re-bonding of main attachment flange bushingspositioned
in the web of the main wing spar isonly permissibleif the
holeintherelated spar webisnot elongated or hasimpermis-
sible irregular wear which is evidence of bearing stress
exceedance. In case an elongated hole, a crushed plywood
insert or afuzzy or delaminated surrounding fiber pliesare
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/A\WARNING

NOTICE

identified, oversized flange bushing are needed. Contact
ExtraFlugzeugproduktions- und VertriebsGmbH for advice
andrepair instructions.

Use a mixture of epoxy-resign Epikote Resin L20 with
EpikureCuringAgent 960 (for mixingratioref. Chapter 51-
30-01) and cotton flocks. The weight ratio should be 100
parts L 20/960 with 7 up to 15 parts cotton flocks (so called
"HB7"and"HB15").

For re-bonding of flange bushings the wing has to be re-
moved from the fuselagefirst.

1 Remove wing from the fuselage. Refer to the applicable

Chapter of thisManual.

2 Carefully removethefront or rear looseflange bushing from

themain spar at atime. If atool isneeded, handlewith care
to prevent damage of adjacent composite structure. There-
maining flange bushing will be used to align the removed
flange bushing during the re-bonding process.

3 Visualy check the exposed surface area of the hole in the

spar web for any damage.

4 Remove any residual resin debris existing on the bonding

surface of the flange bushing. Protect the inner surface of
bushing and sandbl ast or use 80-grit sandpaper to rough the
outer surface which will be bonded later on (no remaining
shiny areasare allowed).

5 Solvent clean the bushing thoroughly with isopropyl alco-

hol, carbon-tetrachloride or acetone.

Solventsused for cleaningre-bond areasareflammable
liguidsand should beused with proper ventilation and
safety equipment.

6 Take80-grit sandpaper and sand the exposed surface areaof

the hole in the spar web where the bushing will be placed
later on smooth. Any remaining materia fromtheinitial bond
within the hole must be removed. Use 120-grit sandpaper
to rough the ring surface area of the main spar web where
the flange of the bushing will be bonded to later on.

Bonding area must befreeof dirt, dust and grease.
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Remove sanding dust with apneumatic vacuum cleaner and
solvent clean the surface area of the hole in the spar web
with isopropyl alcohol, carbon-tetrachloride or acetonein
casedirt or grease wasintroduced during the preparation.

Prepare asufficient amount of epoxy resin compound L 20/
960. The weight ratio is: 100 parts L 20 with 34 parts 960
(ref. Chapter 51-30-01). Record quantities of parts to be
mixed, ambient air temperature and humidity.

Apply asufficient amount of epoxy resin compound L 20/
960 to the exposed surface area of the hole and the ring
surfaceareaof themain spar web. Additionaly apply "HB15"
compound.

Apply asufficient amount of epoxy resin compound L 20/
960 to the outer surface area of the flange bushing which
will be bonded to the spar. Additionally apply "HB15" com-
pound.

Apply mold-rel ease agent to the surface of therelated wing
main bolt. Insert the bolt to the flange bushing whichisstill
fixedinthe main spar (opposite side) to provide aguidance
for the flange bushing to be bonded to the spar.

Insert the flange bushing to the hole. Slide on the main bolt
and dlightly rotate the bushing clockwise or counterclock-
wisewhileitismoved into the hole of the spar web. A con-
tinuous movement is required to minimize entrapped air.
Avoid partly removing and reapplying, asthiswill causeair
to become entrapped in the bonding gap.

Verify epoxy resin compound at the edge of theflange bush-
Ing iscontinuous and free of gaps.

Remove excessiveresin compound at the flange with cloth
damped with isopropy! alcohal.

Do not apply any pressure on the flange bushing prior to
compl ete curing cycle. Disturbing the flange bushing may
create bonding voids.

Apply curing procedure (specified time and temperature):
At elevated room temperature 25°C (77°F) for 10h.

Removethe main bolt from the flange bushing.

Proceed with final curing at 60°C (140°F) for at least 15h
(refer to 51-70-02).
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19 Repeat the procedurein case the flange bushing on the op-
posite side hasto be re-bonded aswell.

20 Reinstall the wing. Refer to the applicable Chapter of this
Manud.
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NOTICE

Filler ——___|
B
A \
\
Figure 12 Canopy adhesive remainders

Remove the fine tape.

Prepare urethane adhesive (refer to Chapter 51-30-04
Urethane Adhesives):

Thoroughly mix approx. 300 g (approx. 10.6 0z.) adhesive
(consider specified weight ratio and work life).

Mix approximately 15 seconds after a uniform color is
obtained.

Put adhesive on the bonding area. For maximum bonding
strength, apply product to both canopy glass and canopy
frame.

Place canopy glass in canopy frame. Observe correct posi-
tion using position markings.

Apply pressure on canopy glass using tightener to hold it in
place.

Remove adhesive remainders with wooden spatula.

Curing time for fixed position (time to handling strength):
min. 8h @ 24°C (75°F) or 15h @ 20°C (68°F)
(Time to reach full cure: 7 days @ 24°C (75°F))

The next day: Remove tightener and remove canopy from
form.

Sand down (using Scotch Brite Handpad Fine) a small area
around the outside edge between canopy frame and canopy
glass (area A in Figure 12).

Apply primer (EP801-1552, curing time: 24h) before ap-
plying filler (Glasurit 839-53) and refinish the area.

Make sure, the filler does not get in contact with un-
treated canopy glass.
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NOTE Drawings and corresponding equipment are generally
introduced with serial number SC001 or fromtheserial
number given behind thedrawing. Check theindividual
installation.

Table of Contents

Figure Title

EA-9C102B POWER GENERATION/DISTRIBUTION
(UPTO SN SC027)

EA-9C102C POWER GENERATION/DISTRIBUTION
(SN SC028 THRU SC039)

EA-9C102D POWER GENERATION/DISTRIBUTION
(FROM SN SC040 THRU SC041)

EA-9C102E POWER GENERATION/DISTRIBUTION
(FROM SN SC042)

EA-9C102G POWER GENERATION/DISTRIBUTION
(FROM SN SC078)

EA-9C102.2 Magneto System (up to SN SC005)

EA-9C102.2A Magneto System (from SN SC006)

| EA-9C102.2B Magneto System (from SN SC092)

EA-9C102.3A Strobe Light System

EA-9C102.4 Fuel Gages (up to SN SC019 and SC022)

EA-9C102.4A Fuel Gages (from SN SC020 Thru SC059 exc. SC022)

EA-9C102.4B Fuel Gages (from SN SC060)

EA-9C102.5A COM SE Gerét

EA-94102.6 Audio Switches & Jacks

EA-9C102.7 Alternator Warning (up to SN SC002)

EA-9C102.7A Alternator Warning (from SN SC003)

EA-9C102.8 Smoke System (up to SN SC059)

EA-9C102.8A Smoke System (from SN SC060)

EA-9C102.9 Battery Circuit (up to SN SC002)

EA-9C102.9B Battery Circuit (SN SC003 thru SC027)

EA-9C102.9C Battery Circuit (SN SC028 thru SC049)

| EA-9C102.9E Battery Circuit (from SN SC050)

EA-9C102.10 Alternator System (up to SN SC002)

EA-9C102.10A Alternator System (from SN SC003 thru SN SC059)

EA-9C102.10B Alternator System (from SN SC060)

EA-9C102.11 Fuel Boost Pump

EA-94102.14C Pedal Adjustment System

EA-9C102.15 Accelerometer (up to SN SC062 and SC064)

EA-9C102.15B Accelerometer (from SN SC063 exc. SC064)
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EA-9C102.16
EA-9C102.16C
EA-93102.18A
EA-93102.20A
EA-93102.22
EA-93102.26
EA-9C102.27
EA-9C102.27A
EA-9C102.27B
EA-93102.28
EA-93102.29
EA-9C102.30
EA-9C102.30B
EA-96102.31A
EA-93102.33
EA-93102.34
EA-9D102.34A
EA-9D102.34B
EA-93102.41A
EA-93102.42
EA-9D102.42A
EA-9D102.42B
EA-93102.43
EA-9C102.44A
EA-96102.49
EA-96102.49A

EA-96102.52 Sheet 1
EA-96102.52 Sheet 2

EA-9C102.56
EA-9C102.58
EA-9D102.58A
EA-93102.59
EA-9C102.69
EA-9C102.78
EA-9C102.79
EA-9C102.80

External Power (up to SN SC002)
External Power (from SN SC003)
Batterie Charger System

Transponder TRT800-H

Transponder BXP6401

Transponder ATC4401
Amperelndication (up to SN SC002)
AmpereIndication (SN SC003 thru SC019 and SC022)
AmpereIndication (from SN SC020 exc. SC022)
Fuel Flow EDM700

Fuel Flow EDM 800

RPM Indication (up to SN SC005)
RPM Indication (from SN SC006)
Starter Engaged Light

Fuel Flow FS-450

Oil Press/Temp Indication

Oil Temp Press (up to SN SC059)

Oil Temp Press (from SN SC060)

ELT Pointer 3000

ARTEX ME406 ELT (upto SN SC027)
ARTEX ME 406 ELT (from SN SC028 thru SC059)
ARTEX ME406 ELT (from SN SC060)
Transponder BXP-6401-x & Enc
Electric Trim System

RCAIllen RCA2600
RCAIllenRCA2610

Digital Indication MV P-50P

Digital Indication MV P-50P

12VDC Outlet

EGT & CHT Indication

EGT & CHT Indication

Flight Timer

ELT KANNAD 406 AF

AvMap EKPV Cradle

TT-2X XPDR

TY91COM R/T
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e —— _ ACCELEROMETER
—| Option
EXTERNAL POWER ELT ALTERNATOR ALTERNATOR STROBE LIGHTS : FUEL GAUGES RPM-INDICATION I @ ENGINE INDI-
WARNING Option | | EAZICI0215 | CATION DISPLAY
I |
’ © 1@H| O 000 © |limo)l ©
SOCKET Option | Eﬁg%I%%%i I oo o
EA-9D102.47 : : Il Alternative
EA-9C102.16 EA-93102.41 EA-9C102.7 EA-9C102.10 EA-9C1023 I| EA-9C102.4 EA-9C102.30 FLIGHT TIMER : EA*%IOZBQ&
| I{ Option
| ) ) | ) | (::) | )
: EA-9310257 |
| STARTER ENGAGED |
L| Option I
BATTERY AMPEREMETER | |
" Lg/\B EA-9610231 CED__
o MANFUSE | o— . P T T T T T T T T T T T T m . T
| [BATTERY BUS @ | |
T V;XA MAIN BUS ‘ : ‘ : ‘ ‘
MASTER | |
FA-9C1029 FA-90102.27 ) -% | A ’ !
STARTER MAGNETOS BOOST PUMP : FUEL FLOW : ATTITUDE GYRO || SMOKE SYSTEM
GA I I
I I
OIE S E O : ™
CHARGING || Option |
Il EA-93102.28-29! Opfion Option
@ EA-9C1029 EA-9C102.2 EA-9C102.1 : EA-93102.33 : EA-96102.49 EA-9C102.8
L _—_—_—_—— |
SOCKET | ‘ ‘ ‘ ‘ ‘ MAIN BUS
COM TRANSPONDER PEDAL ADJUST ELECTRIC TRM 12 VDC OUTLET
Option
FA-9310213 R ©
£A-93102.19, -20 | Conventional engine insfrument package,
EA-9C1025 EA-93102.26,-43] | option Option Option optionally replaced by alternative EA-9C102.52
EA-9C102.80 EA-9C102.79 EA-9410214 EA-9C102.44 EA-9C10256
AUDID SWITCHES POWER GENERATION/DISTRBUTION EA-SC102 A3
&JA[KS 04 03 02 01 |Nr |Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen Menge |Einheit |Gewicht| MaWi-Nr.
Stueck / Version
EA794IO26 Die Gueltigkeitszuordnung Lefzte Bearbeitung Dafum Name |MaBsfab auf A3 | Prajektion ISO
von Version zu Sicherheitsklasse FreimaBtoleranz IS0 2768-C
Flugzeugbaureihe aer 050508 i Oberfl.-Schutz Oberflachengiite
ist dgr B;gaKIe I]zIN gepr EXTRA BOO/S[
POWE@ GEI\IERAIIUN / DISIRIBUIIUI\I ji ejmet::hmmg;m e G |AM-300-19-02 & -03 2506.21| MW
Zuordnung Unks/rechfs wird mit |F_| AM-300-15-04 27707960 | POWER GEN/DISTRIBUTION
/" in allen Feldern angegeben |E | AM-300-14-05 14,0314 MW —
; Hormor— bt =X [ IRA|___ EA-9C102 E
gIZ Basisflugzeug i mjgg:gzifj 2)25(())261)09 E\/\/I/ Schwarze Heide 21 Blaft I von I
Ver|Bezeichnung Ausg IAmderumgsmIIIeIIumg Nr Datum | Name 46569 Hunxe, Germany Zeichenfeld A3: 287mm x 410mm
Schutzvermerk nach OIN 34 beachten EOV-Kennung EA3C0903




1 2 3 4
o STARTER
see ALTERNATOR WARNING __________ . see BATETE){EI%IZRQ('UIT Ml
EA-9C102.7 N START RELAY . i
see ALTERNATOR SYSTEM< ||I
EA-9C102.10 v
see BATTERY CIRCUIT
MAIN-BUS
EA-9C102.9 E7
1A
DIODES when % . 2 5. see STARTER ENGAGE LIGHT (Option)
ACS-A-510-2 EA-96102.31
is used
oo
=
MAGNETO SWITCH
R : BOTH -
OFF (@®® START
e =
sg BATl N *
= | |
ACS-A-510-2 N #18
without PR a #20 left Magn ¢+
NN ‘IO’ see RPM INDICATION
" GRD, . ! EA-9C102.30
#18 Y N #20 right Magn A\
A N7 N/
=
_E‘D
2 oo
MAGNETOS.RT A& #I8
SLICK START N
SS 1001 GN #20 6350
Vin #18 —_
#20
: !
2
#18 Retard P!
1 MAGNETOS. L A #18
| E— N/
6393
= X X 8 | WIRE 1 x AWG 18 SHIELDED MIL-C-27500-18TG mtr 02199
X X _| 7 | WIREAWG 18 MIL-W-22759/16-1 mtr 00776
X X | 6 | WIRE AWG 20 |FIIL-W-22759/16-21 mtr 00775
1 1 5 |SLICK START SS 1001 32598
1 1 4 | MAGNETO LEFT 6393 32860
1 1 3 |MAGNETO RIGHT 6350 02377
1 2 |MAGNETO SWITCH A-510-2 Fa. ASC 35595
1 2 |MAGNETO SWITCH 10-357200-1 00185
1 1 1 |CIRCUIT BREAKER 10A 7277-2-10 31505
04 03 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giiltigkeitszuordnung Letzte Bearbertung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 05.05.08] Hw | SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe | Oberflachenschutz ] Oberfldche
ist der Bauakte bzw. Gepr.:
dem jeweiligen Fertigungsauftrag Gepr.: EA 300/SC
zu entnehmen.
Zuordnung links / rechts wird mit MAGNETO SYSTEM
*/* in allen Feldern angegeben. ’X TR
04
o — A EA-9C102.2 B
02 | with MAG. SWITCH A-510-2 B | AM 300-21-05 26.07.21 ] HW Schwarze Heide 21 A4 Blatt 1 von 1
01 with MAG. SWITCH 10-357200-1 A ab SC006 11.07.2004 HW s
Ver_ JBezeichnung Nr.: | Anderung/Mod. Nf.: Datum [ Nam¢] 46569 Hiinxe, Germany Schutzvermerk nach DIN 34 beachten.
— i — —
EDV-Kennung:  EA3C0907b
1 2 3 ‘ 4




1 2 3 4
TEST
20 " 0
. # #1
see ALTERNATOR WARNING -
EA-9C102.7 #20 \p
1A
#10
= F4
A A MAIN BUS
EA-83290.1 OV-PROTECT #10 see AMPERE INDICATION
: 2A \f“ EA-9C102.27
i 40A
- CBI1
11:'; L #0 see STARTER ENGAGE LIGHT (Option)
see BATTERIE LADEEINRICHTUNG #18 < ."' EA-96102.31
EA-93102.18 S i o 1
(Option) Ee .-
EDVAEAS00Z01] BATTERY RELAY
K1 START RELAY
i e #4
=
=
B1 see MAGNETO SYSTEM
#18 EA-9C102.2
= i
BATTERIES
o
[ 2V =5
T
< #4 see EXTERNAL POWER
+* EA-9C102.16
SL.1 #20 see ALTERNATOR SYSTEM
= — EA-9C102.10
Masse auf Rahmen ~ MASTER | ,
SWITCH _r~~
(o)
a° = 1 1 14 | RECTIFIER ZENER DIODE 2M127 35842
= 1 1 13 | RECTIFIER DIODE BYW56 FE4292
X X 12 | WIRE AWG 20 MIL-W-22759/16-20 mtr 00775
= X X X X 11| WIRE AWG 18 MIL-W-22759/16-18 2,5 | mtr 00776
AufM hi X X X X 10| WIRE AWG 8 MIL-W-22759/16-8 04 | mtr FE00776
u asseschiene X X X X 9 | WIRE AWG 4 MIL-W-22759/16-4 2,0 |mtr 200005
1 1 1 1 8 | CAPRED 11-00815 31763
1 1 1 1 7 | SWITCH DPST MS35059-22 01601
1 1 1 1 6 | FUSE 40A 02.00300 31664
1 1 1 1 5 | FUSEHOLDER 03.00360 31239
1 1 1 1 4 | STARTER 149-12LN 33865
1 1 1 1 3 |POWER SOLENOID INT 70-111-225-5 32978
1 1 1 1 2 |POWER SOLENOID CONT 111-226 00136
1 1 1 |BATTERIE 12V 11Ah RG-12LSA Fa. CONCORDE 33697
1 1 1 |BATTERIE 12V 24Ah RG-25XC Fa. CONCORDE 03617
04 03 02 01 Nr | Benennung Teilekennzeichen | ZF |Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giltigkeitszuordnung Letzte Bearbeitung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 05.05.08 HW SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe M:hensch_utz Oberflédche
ist der Bauakte bzw. Gepr. :
dem jeweiligen Fertigungsauftrag Gepr.: EA 300/SC
zu entnehmen.
Zuordnung links / rechts wird mit BATTERY CIRCUIT
*/* in allen Feldern angegeben. E | AM 300-21-05 26.07.21 HW ’X TRA
04 | by MAG. SWITCH A-510-2 D | AM-300-14-17 [16.05.15 | HW
03[ by MAG. SWITCH A-510-2 C | AM-300-11-17  [22.06.11 | HW EA-9C102.9 E
02| by MAG. SWITCH_10-357200-1 B | AM-300-08-11  [19.12.08 | HW Schwarze Heide 21 Ad Blatt 1 von 1
01 by M./.\G. SWITCH 10-357200-1 A ‘ab SC006 11.07.08 HW 46569 Hiinxe, Germany
Ver. Bezelchnun& Nr.: | Anderung/Mod. Nr.: Datum Name Schutzvermerk nach DIN 34 beachten.
EDV-Kennung:  EA3C0909e
1 2 3 ‘ 4




G-METER | 14VDC MAIN-BUS see conforming ELEKTRIK SYSTEM
EA-9 102.1
@ﬂ” TL-3424_EXT WARNING 1A ,G,:METERQ)
Z Z
) - Fo
£ 8 . G-METER OPTION COM TY91
z > o zZ 5 =6 s
Es EE2g 5 5 EZ =z 2 of e coM
2 & 298 5 < K 5 o g N S S
= 5 = B & B 2 2 & 3 TY91
= 3 EES 2% 383 232 &% P1
2 222322 58 538 &z 268 P2 QUICK PROGRAMMED s
CONTROL / MARKER I © goE HE &% HEHEY BE =E : @ USER BUTTON 3 20 | AUXAUDIO
1 2 81112 6 3 9 242322 15 16 7 21 ~2 1 F 4 9 GND
Option 3 W Nd ) 2 i E
P! I PI " \IJ I — see TY91 COM EA-9C102.80
/ — k< T - - =
_ 4 o 3 E o @ .
- 22| A-—| +1- N
N— —|7 4 — -
|- || L (i0)
[on] 3 - #22 OPTION COM BECKER
* PC-CONNECTION
#22 - CoOM
#22 #22 SUB-D 95 AR-4201/6201
#22 " P1
bl GROUND Rl
i 2 Phone Hi
330R *1
, -- 3 Phone Lo
= #24 ws | 1RS 232 TX ol see COM EA-9C102.5
) or | IRS232RX s .
N ws ) g ws /N bl J6
1 9 INPUT PWR OUT (Hi)@® T ] see AUDIO JACKS & SWITCHES
#24 L1 b K4900 (mod) Wl #24 1 ws EA-94102.6
® GND GND OUT (Lo)®
4 4 PHONEBUCHSE
4L_ L L 1J-034
L 2 2 16 | PIN MOLEX 43030-0007 FE4079
- 1 1 15 | PIN GEHAUSE 2 POLIG 43020-0200 FE4082
1 1 | 14| BUCHSEN GEHAUSE 2 POLIG 43025-0200 FE4081
2 2 13 | BUCHSE Molex 43031-0007 FE4080
X X [ 12] WIRE 3xAWG24 MIL-C-27500-24TG3
X X | 11] WIRE 2xAWG24 MIL-C-27500-24TG2 FE4006
1 1 10 | WIRE AWG22 MIL-W-22759/16-22 01694
1 1 9 | CONNECTOR SUBD 9S
1 8 | RESISTOR 330R 0,25W
1 1 7 | AMPLIFIER K4900 (mod)
1 1 6 | PUSH BUTTOM
1 1 5 | PUSH BUTTOM
1 1 4 | LED WARNING RS 285-6633
1 1 3 | CONNECTOR SUBD 258
1 1 2 | G-METER INDICATOR TL-3424 EXT
1 1 1 | FUSE 1A
03 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge| Einheit [Gewichff MaWi-Nr.
Die Giltigkeitszuordnung Letzte Bearbeitung: Datum Name MaBstab auf Projektion
von Version zu Bearb.:| 05.05.04 Hw [SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe | Oberflachenschutz ] Oberfldche
ist der Bauakte bzw. Gepr.:
dem jeweiligen Fertigungsauftrag Gepr.: EA 300/SC
zu entnehmen. .
Zuordnung links / rechts wird mit ACCELEROMETER
*/* in allen Feldern angegeben. ’X TR
04
o - A EA-9C102.15 B
02 | COMTY91 B[ AM-300-19-03 [ 27.06.21] HW. Schwarze Heide 21 A4 Blatt 1 von 1
01 COM BECKER A AM-300-15-07 | 03.12.16 HW 46569 Hiinxe. German
Ver.]Bezeichnun Nr.: | Anderung/Mod. N}.: Datum [ Nam¢] i Y Schutzvermerk nach DIN 34 beachten.
— i — —
EDV-Kennung: EA3C0916B




1 2 3 4
#20 see ALTERNATOR SYSTEM
EA-83290.1 EA-9C102.10
12 #20 ~..sec ALTERNATOR WARNING
- 2V EA-9C102.7
i:/? H CBI11
see BATTERIE LADEEINRICHTUNG #18 ! OV-PROTECT LA
EA-93102.18 ! 0 10 ST
(Option) 32 N I I 2A F3
EDV EA300Z01 i
i BAT'{(FIRY RELAY MAIN BUS
i
i —— F2 #8 10 see AMPERE INDICATION
0 'w- EA-9C102.27
40A
< see BATTERY CIRCUIT ) X
=1 see BATTERY CIRCUIT EA-9C102.9 #20 see STARTER ENGAGE LIGHT (Option)
Bl EA-9C102.9 ' EA-96102.31
] oI © :
= FE & 1 =
BATTERIE ¢ S12 F7 (1A STARTER
2V — SL.1 2l Ml
= 0 S ) START RELAY |
< MASTER o \ ____o_ ; :
1l switcH F I
o wy
= : : £20 MAGNETO SYSTEM
o1 i see
Masse auf Rah = [ R— !
asse auf Rahmen wi 5 418 } EA-9C102.2
Auf Masseschiene
EXTERNAL POWER
J2
(Spruce 11-00500) #4
Piper Type Socket
Minus am Rahmen
X |3 | WIREAWG 4 22759-16-4 2,57 | mtr 200005
1 2 | PLASTI GRIP 130008 1 Stueck 02198
1 1 | CONNECTOR 11-00500 1 Stueck 01609
04 03 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giltigkeitszuordnung Letzte Bearbeitung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 05.05.08 HW SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe M:hensch_utz Oberflédche
ist der Bauakte bzw. Gepr. :
dem jeweiligen Fertigungsauftrag Gepr.: EA 300/SC
zu entnehmen.
Zuordnung Links / rechts wird mit EXTERNAL POWER
*/* in allen Feldern angegeben. ’X TRA
04 —
03 C | AM 300-21-05 26.07.21 HW EA-9C102.16 C
02 B | AM-300-08-11 _ [19.12.2008 HW Schwarze Heide 21 A4 Blatt 1 von 1
01 - A_| ab SC006 11.07.20081 HW 46569 Hiinxe, Germany
Ver. Bezelchnun& Nr.: | Anderung/Mod. Nr.: Datum Name Schutzvermerk nach DIN 34 beachten.
EDV-Kennung: EA3C0921¢
1 2 3 ‘ 4




STARTER
sece ALTERNATOR WARNING . ________ Ml
EA-9C102.7 T>>~«.__ START RELAY
see ALTERNATOR SYSTEM = — #4 | I ,
EA-9C102.10 Y
see BATTERY CIRCUIT see BATTERY CIRCUIT
MAIN-BUS EA-9C102.9 EA-9C102.9 1A
1 i F7
1
DIODES when gig ! #20 see STARTER ENGAGE LIGHT (Option)
ACS-A-510-2 H
e is used 1
. ) :
L] ! EA-96102.31
:Fti SN SS‘\V
! MAGNETO SWITCH MAIN-BUS
:
1
i #18 BAT
Yo
ACS-A-510-2 N SO t S 3 see Féfl;ggchs
without PR (o) 0 e
= see OIL TEMP (PRESS)
o ) EA-93102.34
I8 - o Y N #20 see STARTER ENGAGE LIGHT (Option)
i A N7 EA-96102.31
i pul
| 5, "
1 Lm) = EN
see MAGNETO SYSTEM 2
— EA-9C102.2 Fe— 8 ¢
= = <) &if
= <
= =
MAGNETOS. R} """\ ___#18 5 blk
SLICK START N { )T( yF
SS 1001 GNDH-#20 6350
bo#18 L F I %
Vin — DEFA B C
#20
3 i —
" DIG-RPM =
2 Rord INDICATOR
#18 @----- N TIMER
1 MAGNETOS. L A #18
..... N, N/
A P100230-643-0
6393 1
1
- 1
1
|
1| 5 | VERBINDER ROT 320559-0 | 01422
X | 4 |[KABELAWG 20 MlL-W-22759/16-2(I 3 |mtr 00775
X | 3 |[KABELAWG 20 GESCHIRMT MIL-W-27500-20TGT14 5 mtr FE4002
1 2 |STECKER MS-3106E14S-6S 02489
1 | 1 [DIGITAL RPM INDICATOR P100-230-643-00 02489
04 03 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giltigkeitszuordnung Letzte Bearbeitung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 05.05.08 HW SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe M:hensch_utz Oberflédche
ist der Bauakte bzw. Gepr. :
dem jeweiligen Fertigungsauftrag Gepr. : EA 300/SC
zu entnehmen.
Zuordnung links / rechts wird mit RPM INDICATION
*/* in allen Feldern angegeben. .X TRA
gg - EA-9C102.30 B
02 B | AM 300-21-05 26.07.21 | HW Schwarze Heide 21 A4 Blatt 1 von 1
01 A | ab SC006 11.07.2008] HW 46569 Hiinxe, Germany
Ver. Bezeichnung Nr.: | Anderung/Mod. Nr.: Datum Name o Schutzvermeric nach DIN 34 beachten.
EDV-Kennung:  EA3C0939b
—
1 2 3 4




1 2 3 4
STARTER ENGAGED
L2
2 3
o : L2
& o PRESS TO TEST
R —___5ee FUEL GAGES MS25041-X
EA-93102.4 e
1 3 2
to SHUNT
see EA931029 o ,:\ ~ MAIN BUS
i = CB5
F3 g sA | 1A
10A
40A o F5 F4
MAIN BUS <IC STARTER START
53] |
© 1
3 ||- ]
START RELAY \ 3|
to BATTERY RELAY ot O o S0 SN #A 1w 149-12Ls i
see EA-93102.9 K2 see BATTERY CIRCUIT !
- L S EA-93102.9 i
- \ i
ol 1 i #18 i
=i 1
= ¢ ] ~
DIODES when 1 ]?
= #18 =
- see MAGNETO SYSTEM
EA-93102.2
MAGNETO SWITCH
R. : .BOTH
OFF START]
®
BAT N‘
= |
ACS-A-510-2 o S S
without PR o]
R
i g
1
! -
o! 2
! 5 -
X | 4 |WIREAWG 20 MIL-W-22759/16-2 3.5 [mtr 00775
— 1 3 |BULB (14V 0,08A) GE330 01569
1 2 |PRESS TO TEST INDICATOR (amber) MS25041-4 14 |31732
1 1 |PCB FUSE 1A 83290.001-VB 83290.001VB
04 03 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giiltigkeitszuordnung Letzte Bearbeitung: Datum Name MaBstab auf Projektion
von Version zu Bearb.:| 30.01.06 | Hw |SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe | Oberflachenschutz ] Oberfldche
ist der Bauakte bzw. Gepr.:
dem jeweiligen Fertigungsauftrag Gepr.: EA 300/L
zu entnehmen.
Zuordnung links / rechts wird mit STARTER ENGAGED LIGHT
*/* in allen Feldern angegeben. ’X TR 4
04
03 = EA-96102.31 A
02 Schwarze Heide 21
o1 A [ AM300-21-05 [ 260727 | AW | 4c560 Hinxe. German i SR e
Ver ] Bezeichnun Nr.: | Anderung/Mod. Ny.: Datum | Namd] i Y Schutzvermerk nach DIN 34 beachten.
— i —— —
EDV-Kennung: EA3L0940a
1 2 3 ‘ .




see conforming

EA-9C100.00
b T pr ° XPDR @
> , A R CONTROLLER ,
H ’)
1-33vpc |15 #20 ' P3 4
e TC20
TC20POWER | 11 22 20 4 | 8| PowERIN
GROUND 12 9 GROUND
POWER ON 13 #22 #22 < 7| REMOTEON
TMAP 2A wht ¢~ £~ wht
T™MAP2B | o blu_| [ 724 ; #24 | |blu |l T
b4 b4
GROUND 10 #22 § o o122 1| GROUND
)
GROUND 1
GROUND | 14 &#20
J J_
AC/GROUND
P2
\ RG-400
ANTENNA ran\
s _J\A.Z
\\ X X 11| WIRE RG400 RG-400 mtr FE4111
X X 10 | WIRE 2xAWG24 MIL-C-27500-24TG2 mtr FE4006
X X | 9] WIRE AWG22 MIL-W-22759/16-22 mtr 01694
X X 8 | WIRE AWG20 MIL-W-22759/16-20 mtr 00775
_— 1 1 7 | CONNECTOR BNC 11BNC-50-3-52/133 30705
1 1 6 | CONNECTOR TNC 11TNC-50-3-117/133 31633
1 1 5 | ANTENNA COMANT CI-105 010-10160-00 30336
ANTENNA
1 1 4 | CONNECTOR KIT TT21/TT22/TC20 00668-00 35258
ATC P10 1 1| 3] CONTROLLER TC20 00649-00 35260
N\ N\ RG-400 1 2 | TRANSPONDER TT21 00675-00-01 35254
""" B | L N2 1| 2| TRANSPONDER TT22 00745-00-01 35257
\‘\ 1 1 1 | CIRCUIT BREAKER 3A 7277-2-3 31507
p 02 01 Nr | Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewichf MaWi-Nr.
Die Giiltigkeitszuordnung Letzte Bearbeitung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 26.06.21 HW SI.-Klasse FreimaBtoleranz
Flugzeugbaureihe Oberflachenschutz fOberflache
ist der Bauakte bzw. Gepr.:
dem jeweiligen Fertigungsauftrag Gepr.:
zu entnehmen. °pr: EA 300/SC
Zuordnung links / rechts wird mit TT-2X XPDR
*/* in allen Feldern angegeben. -X TR
04
o - A EA-9C102.79
Ver.] Bezeichnung Nr.: [ Anderung/Mod. Nf.: Datum | Name] 46569 Hiinxe, Germany Schutzvermerk nach DIN 34 beachten.
= LSS S N

EDV-Kennung:  EA3CXXX




COMR/T
TY91 P1 @ 5A COM
P CONTROLLER
o #20 P3
DC POWER | 24
DCPOWER |25| |— < TC90
TC90 POWER | 12 120 9 | POWERIN
POWERON [ 13 8 REMOTE ON
TMAPIA |3 o = 7 Bt | 2| Tvara
TMAP 1B 4 v #50 v 3 TMAP B
#50 T 1 GROUND
4 4 GROUND
-
J4 P4
<
ws N WS 7N N Y Ty PTT
PTTL | 15 N [ #2a Bl ]S T34 ] 2 B
N7 <7 AT -7 7 1 N7 f :WSr\ —
— 4 — i '-BI-T--I-—O o0— see AUDIO JACKS & SWITCHES
— 3= B ! EA-94102.6
)_ —_ J MIC-JACK
£
GROUND | 22 I T A3 -7 <
PHONE-JACK
HEADPHONE OUT | 11 ‘JIS 5 oy Evls .A' A2 Ir\I Evls o Evlslr\l
HEADPHONE RETURN | 10 I Al - F =
AUX AUDIO 20 WS ) WS see ACCELEROMETER
bl LL___bl EA-9C102.15
; .
X X
! = =
4 #20
gzg ?9 = #20 X |13 | WIRE RG-400 RG-400 mtr FE4111
X |12 [ WIRE 3xAWG24 MIL-C-27500-24TG3 mtr FE4009
J X |11 | WIRE 2xAWG24 MIL-C-27500-24TG2 mtr FE4006
X 110 | WIRE AWG22 MIL-W-22759/16-22 mtr 01694
9 X 19 | WIRE AWG20 MIL-W-22759/16-20 mtr 00775
= 8 | CONNECTOR BNC 11BNC-50-3-52/133 30705
y 7 | CONNECTOR TNC 1ITNC-50-3-117/133 31633
P2 A/C GROUND 6 | VHF ANTENNA 3001-10 FE4254
RG-400 5 | CONNECTOR KIT TC90 00864-00 in 35021
ANTENNA 4 | CONTROLLER TC90 00857-00-01 in 35021
3 | CONNECTORKIT TY91 01453-00 in 35021
2 [COMR/TTY91 00882-00-01 in 35021
1 1 | CIRCUIT BREAKER SA 7277-2-5 31506
02 | 01 |[Nr|Benennung Teilekennzeichen | ZF | Werkstoff Abmessungen | Menge | Einheit [Gewicht] MaWi-Nr.
| Die Giiltigkeitszuordnung Letzte Bearbeitung: Datum | Name J MaBstab auf Projektion
von Version zu Bearb.:| 06.07.21 | HW SI. Klasse FreimaBtoleranz
Flugzeugbaureihe | Oberflachenschutz ] Oberfldche
ist der Bauakte bzw. Gepr.:
dem jeweiligen Fertigungsauftrag Gepr.:
COM ANTENNA P4 2u entnehmen. Cpr-: EA 300/SC
Zuordnung links / rechts wird mit TY91 COM R/T
[ &_ -e RG-400 */* in allen Feldern angegeben. -X TR
04 —
o A EA-9C102.80
e g? Schwarze Heide 21 A4 Blatt 1 von 1
Ver [Bezeichnung Nr.: | Anderung/Mod. Nf.: Datum [ Nam¢] 46569 Hiinxe, Germany Schutzvermerk nach DIN 34 beachten.
— i — —
EDV-Kennung:  EA3C0995




	SC CH00 p1-5
	SC CH51 p2 16-44
	SC CH53 p15
	SC CH91 p2-3
	EA-96102_31a_  3L0940 Starter Engaged Light 20210726
	EA-9C102_02b_ 3C0907 Magneto System 20210726
	EA-9C102_09e_ 3C0909 Battery Circuit 20160726
	EA-9C102_15b__ Accelerometer ├äM-19-03 COM TY91 20210627
	EA-9C102_16c 3C0921 External Power 20210726
	EA-9C102_30b_ 3C0939 RPM Indication 20210726
	EA-9C102_79___ TT2x XPDR 20210626
	EA-9C102_80___ TY91 COM 20210706
	EA-9C102G     Power-Gen



