“THE SIMPLEST BLIND BOLT
FASTENING SYSTEMFOR
COMPOSITE ORMETAL
STRUCTURES IS NOW
EVEN SIMPLER”
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COMPOSI-LOK Il BLIND BOLT

Composites being used in today’s aircraft are capable of sustaining high loads but are subject to
delamination when fastened with conventional fasteners. This is especially true when blind
fasteners are used or where high unit bearing stresses are imparted to the joint.

The Composi-lok II blind bolt overcomes damage to the composite by providing a large blind
side upset which distributes the bearing loads over a large area. This large blind side

“foot print” permits the fastener to exert very high clamp-up loads to the structure

without damage to the composite. A patented locking feature insures structural
integrity under severe vibration. It is completely compatible with graphite and
is not subject to galvanic corrosion. In addition Composi-lok il simplifies the
installation procedure with the addition of the DRIVE-NUT concept.

COMPOSI-LOK Il OFFERS THESE MAJOR ADVANTAGES

® INITIALLY DESIGNED FOR COMPOSITES - but the same positive features
make it suitable for metal structures ailso.

LARGE BLIND UPSET - eliminates detrimental composite damage.
LIGHT WEIGHT - greater payload and fuel savings.

VISUAL LOCKING FEATURE - resists loosening due to vibration.
CONTROLLED CLAMP-UP - no gaps and tighter assemblies.

MATERIAL COMPATIBILITY - resists galvanic corrosion. Titanium and
cres materials available.

EASY INSTALLATION - the new DRIVE-NUT concept delivers a quick
trouble-free installation and greatly extends tool life.

WRENCH FLATS THE DRIVE NUT CONCEPT

Composi-Lok Il differs visually and dimensionally from the original
Composi-Lok in the following ways:
@® An additional component - the DRIVE NUT.
@® Flush and protruding head fasteners have very small recesses
SCREW to allow seating torque to be checked on installed fasteners.
The original Composi-Lok has deep drive recesses to
facilitate installation.

—— HEX DRIVE NUT
Composi-Lok Il functional differences are much more remarkable.
@® Only two nose pieces are (equired for installation of 5/32”
diameter through 3/8” diameter fasteners! Any head style!
NUT One drives 5/32” through 1/4” size and the other 5/16” and
BREAK GROOVE 3/8”. (A separate wrench adapter is still required for each
diameter).
@® Cam-outs are completely eliminated on flush and

LOCKING FEAT! i
G FEATURE protrud"\g head fasteners.

Nose pieces never wear out.

Mechanical properties such as fatigue and the lap shear values
of flush head fasteners are expected to be improved due to
stronger nut body head (stronger because the recesses are
SLEEVE much shallower).

@® The DRIVE NUT stays on the discarded pintail after installation
minimizing the tendency of small pintails to find their way into
F.O.D. critical areas.

The steel DRIVE NUT permits easier retrieval (including

- magnetic pick-up).
COMPOSI-LOK I
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1. The Composi-Lok Il fastener is inserted into the prepared hole. The installation
tool is placed over the screw simultaneously engaging the wrench flats and
the DRIVE NUT.

2. Torque is applied to the screw while the DRIVE NUT is held stationary. If the
DRIVE NUT is not already threaded down tight then both the screw and nut
body rotate until the drive nut is “jammed” against the nut body. This restrains
further rotation of the nut body. The screw continues to advance through the
nut body causing the sleeve to be drawn up over the tapered nose of the nut.
Initial blind head formation is started. ,

3. Continued tightening removes sheet gap, completes the large blind head and
clamps the sheets tightly together.

4. When the sleeve forms tight against the blind side of the structure the screw
will fracture in the break groove. The tool is pulled away and the pintail-
DRIVE NUT assembly is discarded.




COMPOSI-LOK Il LOW PROFILE PROTRUDING HEAD
' MBF 2110 & 2120 SERIES

MANUFACTURER’S
IDENTIFICATION

[MMAAARAARAY
TR

— FASTENER IDENTIFICATION
“2120" = STAINLESS STEEL
“2110” = TITANIUM

(Alternate Fastener Identification
Head Markings = “0” for Stainless
Steel and “2010” for Titanium})

TABLE 1

BASIC | COMPO-
PART NO | NENT

LUBRICATION
{NOTE 5)

MATERIAL HEAT TREAT FINISH

DRY FILM LUBRICANT
PER THE CHEMICAL
REQUIREMENTS OF
MIL-L-8937,
PARAFFIN WAX

] AND/OR CETYL
ALCOHOL AS

REQUIRED
FOR PERFORMANCE.

PER MIL.H-81200
MAX. HYDROGEN
125 P.2.M.

e

GAL-4V TITANIUM
MIL-T-9047

AMS 4928, AMS 4967

A-286 STAINLESS

MBF SCREW | STEEL T0 THE CHEM
REQM'T OF AMS 5732 PASSIVATE
-P-35
2 SLEEVE 304 STAINLESS AS REQUIRED w
STEEL AMS 5638 FOR PERFORMANCE
LIGHT GREY
DRIVE g"T'ELE“L CORROSION
NUT PROTECTIVE COATING

INSERT IS ACETAL PER FED SPEC. L-P-392A
Federal Identification Code: 98524 - U.S. Patents: 4457652, 4967463 & 4747202 « European Patents: 0152531 & 0216980

Hi<— (MAX.GRIP+L)REF. — ™ ) c1ORTIONOF
(MAX.GRIP+G) D DIA. PERMISSIBLE
010 INLOCKING AREA
CRIMP
ADIA. (OPTIONAL)
R
/ 7, 7
\ _ SCREW
N SLEEVE
INSERT
DRIVENUT
2nd GRIP)|  GRIP RANGE 2nd (GRIP)]  GRIP RANGE
DASH DASH
MIN. MAX. MIN. MAX.
NO GRIP GRIP NO GRIP GRIP

NOTES:

1. PROCUREMENT SPECIFICATION: MBF 2000.

2. SEE MBF 2003 FOR DETAILED INSTALLATION, REMOVAL AND
INSPECTION INFORMATION.

3. LOCKING FEATURE CONSISTS OF THREE INDENTATIONS
LOCATED 120° APART ON THE PERIPHERY OF THE
NUT COMPONENT.

4. PART NUMBER EXAMPLE:

MBF 212 0 -6- 150

TGRIP (TABLE 2)
BASIC DIA (TABLE 1)
HEAD STYLE
MATERIAL 1 = T1, 2 = STAINLESS (TABLE 3)
DRIVE NUT COMPOSI-LOK |
MONOGRAM BLIND FASTENER

COMPOSI-LOK FASTENERS WITH SELECTED COMBINATIONS

OF THE LUBRICANTS AND FiNISHES SHOWN IN TABLE 3

ARE SPECIALLY CODED AND MAY BE SUBSTITUTED FOR THE
EQUIVALENT NON-CODED PARTS AT MANUFACTURER’S OPTION.
REFER TO INTERCHANGEABILITY SPECIFICATION MBF2007 AND
SPECIAL LUBRICANT AND FINISH CODES SPECIFICATION MBF 2002.

o

6. TITANIUM NUT FINISH MAY BE: NONE, PHOSPHATE
FLUORIDE PER BOENG SPECIFICATION BAC 5861
OR KAL-GARD ANN-RO #1012 CONVERSION COATING
AT MANUFACTURER’S OPTION.
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COMPOSI-LOK Il LOW PROFILE HEX HEAD
MBF 2111 & 2121 SERIES

MANUFACTURER'S
N IDENTIFICATION

FASTENER IDENTIFICATION
“2121” = STAINLESS STEEL
“2111" = TITANIUM

(Alternate Fastener identification

Head Markings = “0" for Stainless

Steel and “2011” for Titanium)

TABLE 1

—f Hiw———  (MAX.GRIP +)REF. ——=l oo om0
L— (MAX.GRIP +G) et D DIA. PERMISSIBLE
1 +.010 — ‘ IN LOCKING AREA

/ EDIA— /| CRIMP
DDIA. / [ (OPTIONAL)
Y Y
R SCREW
\—_SLEEVE
— R INSERT
~-DRIVE NUT NUT

2nd (GRIP) GRIP RANGE 2nd (GRIP) GRIP RANGE

DASH DASH

TABLE 3

LUBRICATION
{NOTE 5)

BASIC

PART NO MATERIAL

HEAT TREAT FINISH

DRY FILM LUBRICANT
PER THE CHEMICAL
REQUIREMENTS OF
MIL-L-8937,
PARAFFIN WAX
AND/OR CETYL
ALCOHOL AS

REQUIRED
FOR PERFORMANCE.

GAL-4V TITANIUM PER MIL-H-81200
NUT MIL-T-0047 MAX. HYDROGEN NOTE 6
AMS 4928, AMS 4967 125 P.P.M.
A-286 STAINLESS
MBF SCREW | STEEL YO THE CHEM
REQM'T OF AMS 5732 PASSIVATE
2m 00-P-35
SLEEVE 304 STAINLESS AS REQUIRED
STEEL AMS 5639 FOR PERFORMANCE
LIGHT GREY
DRIVE o] CORROSION
NUT PROTECTIVE COATING

INSERT IS ACETAL PER FED SPEC. L-P-392A

NO

NO

NOTES:
1. PROCUREMENT SPECIFICATION: MBF 2000.

2. SEE MBF 2003 FOR DETAILED INSTALLATION, REMOVAL AND
INSPECTION INFORMATION.

3. LOCKING FEATURE CONSISTS OF THREE INDENTATIONS
LOCATED 120° APART ON THE PERIPHERY OF THE
NUT COMPONENT.

4. PART NUMBER EXAMPLE:

MBF 21 21 -6- 150

TGRIP (TABLE 2)
BASIC DIA (TABLE 1)
HEAD STYLE
MATERIAL 1 = T1, 2 = STAINLESS (TABLE 3)
DRIVE NUT COMPOSI-LOK i
MONOGRAM BLIND FASTENER

COMPOSI-LOK FASTENERS WITH SELECTED COMBINATIONS

OF THE LUBRICANTS AND FINISHES SHOWN IN TABLE 3

ARE SPECIALLY CODED AND MAY BE SUBSTITUTED FOR THE
EQUIVALENT NON-CODED PARTS AT MANUFACTURER'S OPTION.
REFER TO INTERCHANGEABILITY SPECIFICATION MBF2007 AND
SPECIAL LUBRICANT AND FINISH CODES SPECIFICATION MBF 2002.
. TITANIUM NUT FINISH MAY BE: NONE, PHOSPHATE

FLUORIDE PER BOENG SPECIFICATION BAC 5861

OR KAL-GARD ANN-RO #1012 CONVERSION COATING

AT MANUFACTURER’S OPTION.

4

[

v}

Federal Identification Code: 98524 « U.S. Patents: 4457652, 4967463 & 4747202 « European Patents: 0152531 & 0216980 ‘
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COMPOSI-LOK 11 100° FLUSH TENS®ON HEAD

MBF 2112 & 2122 SERIES

MANUFACTURER'S
IDENTIFICATION

42120 =

100° £1°

FASTENER IDENTIFICATION
STAINLESS STEEL

“2112" = TITANIUM
(Alternate Fastener Identitication
Head Markings = “0" for Stainless
Steel and “2012" for Titanium)

TABLE 1

j«———— (MAX. GRIP +L) REF.

— (MAX.GRIP+G)
*.010
—» H L—
DISTORTION OF
t—A DDIA. PERMISSIBLE CRIMP
INLOCKING AREA (OPTIONAL)

AR
Y ﬂntmu.)un,,/\.\.\)\\\,\\\\\\\

SCREW

SLEEVE
{ NUT INSERT
DRIVENUT
2nd (GRIP) GRIP RANGE 2nd (GRIP) GRIP RANGE

DASH
NO

DASH

MAX,
GRIP

NO

TABLE 3

NOTES:

1. PROCUREMENT SPECIFICATION: MBF 2000.
2. SEE MBF 2003 FOR DETAILED INSTALLATION, REMOVAL AND

BASIC
PART NO

MATERIAL

GAL-4V TITANIUM
MIL-T-9047
AMS 4928, AMS 4967

HEAT TREAT

PER MIL-H-81200
MAX. HYDROGEN
125 P.P.M,

FINISH

A-286 STAINLESS
STEEL TO THE CHEM
REQM’T OF AMS 5732

304 STAINLESS
STEEL AMS 5639

NUT
MBF SCREW
2z SLEEVE
DRIVE
NUT

MILD
STEEL

AS REQUIRED
FOR PERFORMANCE

PASSIVATE
00-P-35

LIGHT GREY
CORAOSION
PROTECTIVE COATING

DRY FILM LUBRICANT

ALCOHOL AS
REQUIRED
FOR PERFORMANCE.

INSPECTION INFORMATION.

3. LOCKING FEATURE CONSISTS OF THREE INDENTATIONS
LOCATED 120° APART ON THE PERIPHERY OF THE
NUT COMPONENT.

4. PART NUMBER EXAMPLE:

MBF 21 2 2 -6- 150
[[ —EGRIP (TABLE 2)

LUBRICATION
(NOTE 5

BASIC DIA (TABLE 1)
HEAD STYLE
MATERIAL 1 = T1, 2 = STAINLESS (TABLE 3)
DRIVE NUT COMPOSI-LOK 1)
MONOGRAM BLIND FASTENER

. COMPOSI-LOK FASTENERS WITH SELECTED COMBINATIONS
OF THE LUBRICANTS AND FINISHES SHOWN IN TABLE 3
ARE SPECIALLY CODED AND MAY BE SUBSTITUTED FOR THE
EQUIVALENT NON-CODED PARTS AT MANUFACTURER’'S OPTION.
REFER TO INTERCHANGEABILITY SPECIFICATION MBF2007 AND

o

-TITANIUM NUT FINISH MAY BE: NONE, PHOSPHATE
FLUORIDE PER BOENG SPECIFICATION BAC 5861

OR KAL-GARD ANN-RO #1012 CONVERSION COATING
AT MANUFACTURER’S OPTION.

INSERT IS ACETAL PER FED SPEC. L-P-392A

Federal Identification Code: 98524 « U.S. Patents: 4457652, 4967463 & 4747202 - European Patents: 0152531 & 0216980

SPECIAL LUBRICANT AND FINISH CODES SPECIFICATION MBF 2002.
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COMPOSI-LOK 11 130° FLUSH SHEAR HEAD
MBF 2113 & 2123 SERIES

la——— (MAX.GRIP+L)REF. — 3 ‘
| (MAX.GRIP+G
— +.010 ) —
£3 DISTORTION OF
DDIA. PERMISSIBLE
— ! |— H INLOCKING AREA

MANUFACTURER'S
IDENTIFICATION

A CRIMP
i A / (OPTIONAL)

130° =1°

FASTENER IDENTIFICATION
“2123" = STAINLESS STEEL
“2113" = TITANIUM

(Alternate Fastener Identification

Head Markings = “0” for Stainless

Steel and “2013” for Titanium)

INSERT

DRIVENUT NUT

TABLE 1 TABLE 2

2nd (GRIP) GRIP RANGE GRIP RANGE
DASH

NO

NOTES:
TABLE 3 1. PROCUREMENT SPECIFICATION: MBF 2000.
2. SEE MBF 2003 FOR DETAILED INSTALLATION, REMOVAL AND
- LUBRICATION INSPECTION INFORMATION,
P:I?‘? lfm c:’él;.? MATERIAL HEAT TREAT FINISH HOTE 5 3. LOCKING FEATURE CONSISTS OF THREE INDENTATIONS

LOCATED 120° APART ON THE PERIPHERY OF THE
NUT COMPONENT.
4. PART NUMBER EXAMPLE:

DRY FILM LUBRICANT MBF 21 2 3 -6- 150
PER THE CHEMICAL
REQUIREMENTS OF "L rip (asLE 2)
miﬁlLFm% " BASIC DIA (TABLE 1)
AND/OR CETYL HEAD STYLE
ALCONOL AS MATERIAL 1 = T1, 2 = STAINLESS (TABLE 3)
REQUIRED DRIVE NUT COMPOSI-LOK I
FOR PERFORMANCE. MONOGRAM BLIND FASTENER
GAL-4V TITANIUM PEA MIL-H-81200 r
NUT LT S0 A BVOROEN NOTE 5 5. COMPOSI-LOK FASTENERS WITH SELECTED COMBINATIONS
AMS 4928, AMS 4967 125 P.P.M. OF THE LUBRICANTS AND FINISHES SHOWN IN TABLE 3
4205 STAINLESS - ARE SPECIALLY CODED AND MAY BE SUBSTITUTED FOR THE
MBF SCREW | STEEL TO THE CHEM EQUIVALENT NON-CODED PARTS AT MANUFACTURER’S OPTION.
REQM'T OF AMS 5732 PASS'I,VATE REFER TO INTERCHANGEABILITY SPECIFICATION MBF2007 AND
M3 erve | 0 stamiess 1S REQUIRED 10-r-35 SPECIAL LUBRICANT AND FINISH CODES SPECIFICATION MBF 200gf’
STEEL AMS 5639 | FOR PERFORMANCE 6. TITANIUM NUT FINISH MAY BE: NONE, PHOSPHATE
DRIVE "o LIGHT GREY FLUORIDE PER BOENG SPECIFICATION BAC 5861
NUT STEEL nggglﬂvﬂélgolm " OR KAL-GARD ANN-RO #1012 CONVERSION COATING
AT MANUFACTURER'’S OPTION.

INSERT IS ACETAL PER FED SPEC. L-P-392A
Federal Identification Code: 98524 « U.S. Palents: 4457652, 4967463 & 4747202 « European Patents: 0152531 & 0216980

7



INSTALLATION TOOLING

This section describes the installation tooling and accessories to insure the proper performance
of Composi-Lok Blind Bolts.

The Composi-Lok Blind Fastener uses standard NAS1675 tooling at standard air pressure levels.
No secondary hydraulic units are required. A wide variety of low cost 90° offset tools, and
small hand tools and adapters meet limited access applications.

The tooling, when used in conjuction with the proper “Nose Adapters” and “Wrench Adapters”,
will satisfactorily install all basic Composi-Lok Fastener configurations in the 5/32” thru 3/8” body
diameters.

The basic configurations of installation tools and their accessories are described below:
THE DRIVER - Pneumatic power motor or hand driver.

2. THE NOSE ADAPTER - The nose adapter connects to the power motor housing or
hand driver handle. Its function is to engage the DRIVE NUT and prevent rotation.

3. THE WRENCH ADAPTER - The wrench adapter is enclosed by the nose adapter and
connects directly to the power source. Its function is to apply driving force to the
fastener wrenching end and eject it after break-off.

Recommended Source For Tooling-

Monogram Aerospace Fasteners
3423 S. Garfield Avenue
Los Angeles, California 90022-0547
(213) 722-4760 « FAX: (213) 721-1851




INSTALLATION TOOLING -Pneumatic Pistol

NOTES:

>-——— A
— B < 1.259'75 >
RENCH A Q
XVD APTER MASTER TORQUE ALUMINUMNUT
NOSE ADAPTER SEE CHART) DRIVER MN550 Note2 5.50
(SEE CHART) { 30—
‘ MOTOR SPECIFICATIONS
TN o
OPERATING PRESSURE. ............cccvvnrennnnsn. 90 PSIG (MIN)
TORQUEOUTPUT ......oiviinierieneninnenannennns 348 IN/LBS
MOTORSPEED .....cuvvernenenennanenernririnnsenenens 450 RPM
Al CONSUMFTON (e SrEeb)
HORSEPOWERRATING. . .......eeueneneneneninneannnnnens .
ANDTOR%&Z?R'VER WEIGHT. ..........uenen .. 3LBS (APPROX.)
(SEE CHART) WORK SPACE NEEDED.............ouvennennnnannsns PORTABLE
1 2 3 4 5 ] 1 8
TYPIGAL
COMPOSI-LOK I NOSE WRENCH
BASIC FASTENER PNEUMATIC ADAPTER ADAPTER B G
DIA. PART NUMBERS | MOTOR (HOLDS NUT) | (TURNS SCREW) REF REF.
MBF 2110
MBF 2120
MBF 2111
MBF 2121 MP5508F
9/32 MBF 2112
MPTBF-10
5/16 MBF 2122 (SEE NOTE 1)
MPP-12
MBF 2113 (SEE NOTE 2) 1.500 1.355 150
11/32
MBF 2123 MPTBF-12
3/8 (SEE NOTE 1)

1. COMBINATION WRENCH ADAPTER & TORQUE DRIVER - REQUIRES REMOVAL OF MASTER TORQUE DRIVER (MTD550BF) SUPPLIED WITH THE TOOL.

2. LARGER MALE THREAD ON NOSE ADAPTERS - REQUIRES REMOVAL OF ALUMINUM NUT (MN550) SUPPLIED WITH THE TOOL.

'Y

Q




INSTALLATION TOOLING-Pneumatic Right Angle

e

——

I

R —

o e

-8
o

L

ove’ —J

96°L

| mBF 2112

132 g gy | T )
MBF 2113
/4 mer 2123 | -8-( )

MR 550

WRENCH
WRENCH HOOD GEAR
NOSE ADQP;ZF:‘I:F;OTRUDING ADAPTER MRH-2 MRG-2
(88 T (SEECHART)
MRTS550H ‘%
(HEAD ASSEMBLY
INCLUDES WRENCH
GEAR AND HOOD) .
> — W
(4]
MOTOR SPECIFICATIONS I~

OPERATING PRESSURE. ..........ccc0vvvieennnns 90 PSIG (MIN)

TORQUE QUTPUT ..ovvieiineeeinneeiaineeianneens 348 IN/LBS

MOTOR SPEED ......ociueieeteeaainneeeeeeannnnneens 450 RPM (mfgg)

AIR CONSUMPTION (FREE SPEED) ............... 23 CFM (MAX)

HORSEPOWER RATING. .. ..o nuuetieeeianinnnneeesaannnes 0.43

WEIGHT. .ottt eiee e eiaiaeeeeans 3LBS (APPROX.)

WORK SPACENEEDED........covoeiiineireeerannnns PORTABLE

1 2 3 4 5 6 7 8
TYPICAL WRENCH NOSE
BASIC COMPOSI-LOK I PNEUMATIC ADAPTER ADAPTER A B G DIA.
DIA. PART NUMBERS MOTOR (TURNS SCREW) | (HOLDS NUT) REF. REF. REF.

MRBFDN-7

MRPDN-2

MRBFON-8

1.1 1.646

531

eLe —————s=

0072t
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INSTAL
Pneumatic Right

Close Quarter

645 '1-‘

- WRENCH g g
NOSE ADAPTER GEAR > w
(SEE CHART) (SEE CHART) ~
=]
MRCS50H .
(HEAD) o - ot —
3
[ 3
MOTOR SPECIFICATIONS
OPERATING PRESSURE..............cc0vvvinnnnn 90 PSIG (MIN)
TORQUEOUTPUT ......evviiiiniiiniineeieneenas, 348 IN/LBS MRS50M
MOTORSPEED ........ccciiiiiiiiieiiiinanannaasanasas 450 RPM (MOTOR)
AIR CONSUMPTION (FREE SPEED) ............... 23 CFM (MAX)
HORSEPOWERRATING. ........ccciiiiiiiiiiniiineneneennsn 0.43
WEIGHT. ...ttt iis i iinaniie s nianes 3 LBS (APPROX.)
WORK SPACENEEDED.............cccciivevieinnnnn PORTABLE S
1 2 3 4 5 6 1
TYPICAL WRENCH NOSE
BASIC COMPOSI-LOK I PNEUMATIC GEAR ADAPTER A B
PART NUMBERS MOTOR (TURNS SCREW) [ (HOLDS NUT) REF. REF.

MBF 2110
MBF 2120

MBF 2112 MAC 550

MBF 2122 MRCBF-7

MBF 2113

MRCPDN-2

"




INSTALLATION TOOLING-Hand Tool Close Quarter

E—»

— B —o»

SETSCREW ]
(A) MHCS-3 ?
(B)MHCS-6
| c =
T - 1 = [
= J_ =
- o= =Ll =
s,— = _::_ _J
NOSE ADAPTER WRENCH =
ADAPTER
(SEECHART) (SEE CHART) -
A B ¢ 1]
HAND TOOL DIA. REF. | REF. | REF. | REF.
MHC75A [5/32&3/16[ .65 | .38 | .32 | 4.50 ||
MHC 75 B {7/32 thru 3/8) .80 | .38 | .50 | 5.75 =
HANDLE RACHET =
(A) MHCH-1 (A) MHCR-2 —
(B) MHCH-4 (B) MHCR-3 —
1 2 3 4 b
TYPICAL WRENCH NOSE
GOMPOSI-LOK Il ADAPTER ADAPTER
PART NUMBERS (TURNS SCREW) (HOLDS NUT)

MBF 2110
MBF 2120
MBF 2111
MBF 2121
MBF 2112
MBF 2122
MBF 2113
MBF 2123

MHC 75 B

MHCBF-7

NOTE: UNDER NORMAL CONDITIONS COMPOSI-LOK Il

FASTENERS CAN BE PROPERLY INSTALLED WITH

HAND TOOLS. HOWEVER THEY ARE TESTED

FOR CONFORMANCE WITH POWER TOOLS ONLY.
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STRENGTH

TENSILE & DOUBLE SHEAR

MBF 2110 MBF 2113
MBF 2120 MBF 2123
MBF 2112
MBF 2122

DIA. DASH

TENSILE
STRENGTH
(LBS. MIN.)

DOUBLE
SHEAR
STRENGTH
(LBS. MIN.)

LOCKING

TORQUE

(IN-LBS.
MIN.)

3/16

1400

4600

1.5

1/4

3/8

-12

5000

7900

16450

4.0

NOTE: VALUES SHOWN ARE FASTENER CAPABILITIES ONLY.

LAP SHEAR & TENSILE STRENGTH IN SPECIFIC COMPOSITE
MATERIALS TESTED UPON REQUEST.
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Composi-Lok II Installed Weight

(Pounds per Thousands)

DIA GRIP DASH NUMBER
MATL HEAD STYLE DASH

NO. 00 || 150 || -200 || -250 || -300 ]| -350 | 400 || <450 § 500 | 550 || 600 | Adder

5 - 344 || 343 | 372 || 401 || 430 || 450 || 488 | 517 || 545 || 574 29

130 5 N 495 || 538 || 580 || 623 || 665 || 708 || 750 || 793 | sas || &7s 42

s FLUSH 3 - N 1059 || 1133 || 1207 || 1280 || 1354 || 1a28 || 1502 | 1575 || 16.40 74

A SHEAR 10 ; - 1857 || 1964 || 2072 || 21.79 || 2286 || 23.93 || 2500 || 26.07 || 2714 1.07

) 2 - - - 3242 || 33.95 || 3548 || 37.01 || 3854 || 4007 || 4160 || 4313 153

v 5 - 330 || 359 || 388 | 417 || 446 || 475 || 504 | 532 || 561 || 59 29

£ 100 ) ) 518 || 560 || 603 || 645 | 688 | 730 || 773 || 815 || sss | soo0 42

. FLUSH ) - N 1119 || 1193 || 1267 || 1340 || 1414 | 1488 || 1561 || 165 || 4709 74

TENSION 10 - ) - 2089 || 21.96 || 23.08 || 2410 || 2547 || 2624 || 27.31 || 28.08 1.07

12 - - - 3460 || 36.13 || 3767 || 29.20 || 40.73 || 42.26 || 4379 | 4532 1.5

3 5 - 425 | 454 || 483 || 542 || 541 || 570 || 590 | 629 | 686 | 685 29

£ 5 - 673 || 745 || 758 || 800 | 842 | 885 | s27 || sr0 | to42 || 1055 42

L PROT. ) N 1327 || 1401 || 14.74 || 1548 || 1622 || 1695 || 17.69 || 1843 || 19.16 || 19.90 74

10 : 2273 || 23.80 || 2487 || 2504 | 27.01 || 2808 || 2945 || 3023 | 2130 || 3237 1.07

12 - 3813 || 39.66 || 4119 || 42.72 || 4425 || 45.78 || 47.31 || 4884 || 5087 | 5190 153

5 248 || 269 || 291 || 312 || 334 || 356 || 377 || 399 | a2t || 442 | 4c4 27

130 8 N 430 || 462 || 494 | 527 || 559 | 591 || 623 | 655 || 688 | 720 32

FLUSH 8 ; 849 || 905 || 960 || 1016 || 1072 || 1127 || 1183 || 1228 || 1294 | 1350 56

SHEAR 0 - - 1571 || 1650 || 17.29 || 18.08 || 1867 | 1s.66 || 2045 || 2128 || 2202 79

T 12 - - - 27.24 || 2835 || 2046 || 3057 || 3160 || 3280 || 3391 | 3502 1

! 5 - 278 || 300 || 321 || 343 || 365 || 386 | 408 | 430 | a5t || 473 27

A 100 % : 443 | 475 || 507 || 535 || 572 || 604 || 636 | 668 || 700 || 732 32

| FLUSH 8 ; N 938 || 994 || 1050 || 11.05 || 1161 || 1247 || 1272 || 1328 || 1383 56

u TENSION 10 Ny Ny B 17.20 || 17.99 || 1878 || 1957 || 2036 || 21.45 || 2193 || 2272 79

M 2 - - - 2848 || 2059 || 30.70 || 31.81 || 3292 || 3408 || 3514 || 36.25 .1

5 316 || 338 || 360 || 381 || 403 || 424 | 446 || 468 || 48s | 541 | 523 27

) 500 || 541 || 573 || 606 || 638 || 670 || 7.02 || 734 § 767 || 7e9 || sa1 32

PROT. ) 1009 || 1065 || 1120 | 11.76 || 1232 || 1287 || 1343 || 1399 || 1454 | 1510 || 15.65 56

10 - 18.25 | 19.04 || 19.83 || 2062 || 2141 || 2220 || 2299 || 23.77 || 2486 || 2535 79

12 - 3058 || 31.69 || 3280 || 33.91 || 3502 || 3613 || 3724 || 2835 || 3945 || 4057 111

*ADDER FOR ADDITIONAL GRIP LENGTHS




HOLE PREPARATION & INSPECTION

HOLE PREPARATION AND INSTALLED DIMENSIONS

N
PROTRUDING HEAD |.~ DDIA. (See Note 1) ‘ D DIA. N (see Note 4)
P —— DIA. RECOMMENDED SCREW (corebolt)
SR T DASH HOLE BREAK-OFF
2 - NUMBER SIZE LIMITS

(See Note 2)

JDIA

MBF 2110 & MBF 2120
MBF 2111 & MBF 2121

P DIA. COUNTERSINK N
FLUSH HEAD l";'_ D DIA. (See Note 1) &

.375-.378

.000-.103

.752-.762

AT}

NOTES: 1. HOLES SHOULD BE STRAIGHT AND PERPENDICULAR TO SURFACE.

(See Note 2) K HOLES SHOULD BE REASONABLY ROUND AND FREE FROM

N

DELAMINATION.
EDGE OF HOLES SHOULD BE GIVEN A SLIGHT CHAMFER.

Jon —a 3. SHEETS SHOULD BE FIRMLY CLAMPED TOGETHER DURING DRILLING.
4. SCREW BREAK-OFF LIMITS ARE MEASURED FROM SKIN SURFACE
MBF 2112 & MBF 2122 ON PROTRUDING HEAD FASTENERS ONLY, FLUSH STYLE FASTENERS ARE
MBF 2113 & MBF 2123 MEASURED FROM THE HEAD OF THE FASTENER.

INSPECTION

The break-off position of the screw (corebolt) in the head of the
nut is a positive indication that the fastener has been properly
installed (provided that the correct grip length has been used).
See Table 1 for break-off gages.

See above table for the acceptable screw break-off limits for a
properly installed fastener. Screw break-off higher than the
limits shown is an indication that the fastener is too long; screw
break-off falling below the limits shown is an indication that the
fastener is too short. In either case, the fastener should be
removed, the grip length carefully checked, and then replaced
by the next longer or shorter grip fastener, as necessary.

If desired clamp-up may be determined indirectly by seating
torque. Adapt the applicable torque adapter to a suitable torque
wrench, engage the recess in the fastener head and measure the
torque required to rotate the fastener in a counter-clockwise
direction. The ability of the fastener to resist rotation when sub-
jected to the torque values in Table 2 is a good indication that the
required preload has been imparted to the joint.

TABLE 1
SCREW BREAK-OFF GAGES

FASTENER FLUSH HEAD PROTRUDING HEAD
DIA GAGE GAGE

MGPCL
-12 MGFCL-12
TABLE 2
FASTENER| TORQUE ADAPTER SEATING TORQUE
SIZE PART NUMBER IN.-LB. MINIMUM
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BLIND SIDE PROTRUSION & GRIP SELECTION

s [ " e
o

Z Z

Z

Z

a0 cd I —T—B

Z Ve Z

= Z 7=

NOMINAL (A) BLIND SIDE PROTRUSION
SIZE DIAMETER IN MIN GRIP

The Composi-Lok Il ™ Fastener may be “walked in” tight clearance applications.

PROTRUDING TAPERED
OR COUNTERSUNK SHEET
HEX

&

oa A

CORRECT GRIP CORRECT GRIP

/J IS A .200 IS A 200 OR .250
L 70— e
MAX
ANGLE 1 GRIP [e—

Measure the material thickness with a BFS-1A grip gage as shown. Insert gage into hole, draw
gage back until hook contacts the blind sheet. Read where front skin surface coincides with
numbers and lines on gage. If reading is directly on line you may use either that grip or the
next longer grip.

In those applications where a tapered sheet condition exists on the blind side, the grip length
must be determined by the depth at the centerline of the hole as illustrated above.
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SHAVING & REMOVAL

LITTLE SHAVER

SCREW BREAK-OFF SHAVING TOOL
DESIGNED SPECIFICALLY FOR USE WITH COMPOSI-LOK® & VISU-LOK® FASTENERS

FEATURES

= Lightweight (1% Ibs.). - _Cutting depth adjustment
= One handed use. increments gf .001!
= Reduced operator fatigue = Easy to service and maintain.

) P - » Quick change of cutting discs
= Inexpensive, long lasting cutting (less than 30 seconds).

discs. = Spindle lock plunger to ease in

= Trigger safety lever. changing cutting discs.

DESCRIPTION

Monogram’s Little Shaveris a unique and easily operated tool for shaving
screw (corebolt) break-offs on Composi-Lok and Visu-Lok fasteners
where flushness requirements must be met. This lightweight unit, at only
one and a quarter pounds, may be easily and comfortably used with one
hand. It utilizes economical, long lasting abrasive cutting discs to “slice”
the screw off. This design produces smooth, uninterrupted cuts as
opposed to traditional shavers which mill the screw, producing high
vibration, and in turn, frequent replacement of costly carbide cutters.
These Little Shaver features result in a time savings on the production
line, and consequently, reduce tooling and manufacturing costs. I

FASTENER REMOVAL KIT

DESIGNED SPECIFICALLY FOR REMOVAL
OF COMPOSI-LOK® & VISU-LOK®
FASTENERS

Atonetime or another, manufacturing operations are faced with
the necessity of removing one or more blind fasteners. Now,
Monogram makes this task much easier and more cost and
time efficient with the implementation of its state of the art fas-
tener removal kit, RK5000.

Designed solely for the removal of 5/32] 3/16" and 1/4"
Composi-Lok and Visu-Lok fasteners, this kit provides preci-
sion tooling to remove such fasteners. A specially designed
vacuum pad and drill motor assembly accurately places the
nose adapter on the centerline of the fastener to be removed.
This vacuum pad fixturing is designed to adhere to concave
and convex surfaces equaling the curvature of a 565-gallon
drum.

Proper use and maintenance of this compact and easy to use

kit may prevent the need to go to an oversize hole and fastener,
which resuits in a further time and cost savings.

FEATURES
= Precision Fixturing
Prevents drill assembty from drifting off fastener centerline.
» Cost Effective
Reduces removal time, use of oversize repair fasteners, and
possible scrapping of major aircraft components.

= Compact and Convenient
This kit is lightweight and easily hand-carried around manufacturing
facilities and aircraft enabling it to be used in hard-to-reach areas. ‘ i

s Versatile
Removes several diameter, all grip lengths, all head styles
and most materials.
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Monogram Aerospace Fasteners

Headquarters
3423 South Garfield Avenue
Los Angeles, California 90022-0547
(323) 722-4760 Fax (323) 721-1851

European Office
Karenza, Little Barn, Thursley Rd
Elstead, Surrey, England
44.1252.702331 Fax 44.1252.703654

Internet: www.MonogramAerospace.com

Email: techsales@MonogramAerospace.com
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