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HAND INSTALLATION TOOL ASSEMBLY
D( )80 ( )-( )-()
C O
o)
O
UNIVERSAL WRENCH
HANDLE ASSEMBLY T1819AY
TA7533
(SEE SHEET 5 OF 5)
ADAPTER
T1821AD-( )
NOSE ASSEMBLY
D( )N8613—( )-( )
(SEE SHEET 3 OF 5)
< PULL STUD
. T18565T-
. T1830ST-
PULLER ASSEMBLY . T18325T-
DTP8623( )( )—( )-( ) 4477444774447744477A44;:E> ~ (SEE SHEET 4 OF 5)
SEE SHEET 4 OF 5) .
\\ .
\/
PART NUMBER CALL OUT MATER| AL
D( )80 ( )-( )-() HANDLE ASSEMBLY:
T m LOW CARBON STEEL
NOSE ASSY. COMPONENETS:
HIGH CARBON STEEL HARDENED.
PULL STUD:
H-11 HEAT TREAT TO Rc 50 MIN.
ADAPTOR:
THREAD 4130 ALLOY STEEL HEAT TERAT TO Rc 38-42.
SIZE )
CooE WRENCH:
CARBON STEEL.
FINISH:
e p—
4 CONF I CURATION ALL COMPONENETS/ASSY.
0| STANDARD BLACK OXIDE
1 | REDUCED @ :
2 | CLOSE TOLERANCE
3 | CLOSE TOLERANCE RS NOTES:
4 | CLOSE TOLERANCE RM 1. FOR INSATLLATION INSTRUCTIONS SEE SHEET 2 OF 5
5 [ REDUCED @ WITH BUSHING | LENGTH CODE FOR VARIABLE NUT HEIGHTS SEE SHEET
4 OF 5. NOT REQUIRED FOR STANDARD NUT HEIGHTS.
CAUTION: DO NOT USE THIS TOOL TO INSTALL FASTENERS ON
CONF IGURATION PARENT MATERIAL HARDER THAN BHN200 (RB100). AS THIS
CB | COUNTERBORE MAY OYER STRESS THE TOOL.) CONSULT HUCK |NTERNATIONAL
INC. (LAKEWOOD OPERATIONS) PANEL FASTENER ENGINEERING
CS | COUNTERSINK DEPARTMENT FOR ALTERNATE TOOL ING.
[j>SEE SHEET 5 OF 5 FOR USAGE
RM=REPAIR MODIF IED
RS=REPAIR STANDARD
TOLERANCE Huck International, Inc.
DIMENSIONS IN INCHES .
UNLESS OTHERWISE SPECIF IED Advanced Fastening Systems
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SHEET 2 OF 5

INSTALLATION OF RIVETLESS NUT PLATES

PANEL PREPARATION

FOR_MOUNTING HOLE DIMENSIONS SEE HUCK INTERNATIONAL DRAWING

S-0774 OR EQUIVALENT.

FIRST OPERATION

STEP 1: THE PRESSURE PAD COLLETS OF THE FLARING NOSE ASSEMBLY
SHOULD BE POSITIONED TO THE FORWARD END OF AXIAL TRAVEL,

PROVIDING A RECESS FOR THE FIRST OPERATION.

ROTATE THE KNURLED COLLAR SO THAT THE SLOT DOES NOT

ALIGN WITH THE STOPPING SCREW WHICH PROVIDES A POSITIVE
STOP AGANIST THE SCREW PLUG. THIS PREVENTS THE PRESSURE
PAD COLLETS FROM RETRACTING AND OPENING UP PREMATURELY.

STEP 2: INSERT NUT PLATE ASSEMBLY SLEEVE THRU PREPARED HOLE AND
SCREW PULL STUD INTO NUT UNTIL FULL THERAD ENGAGEMENT
IS ACHIEIVED.

STEP 3: CLOSE HANDLES OF TOOL, WHICH PULLS THE NUT PLATE ASSEMBLY

SLEEVE FIRST INTO PERPARIED HOLE, UNTIL BRACKET IN SEATED
FIRMLY AGAINST THE PANEL AND LOBES ARE FULLY ENGAGED.

SECOND OPERATION

STEP 4:

WITHOUT DISENGAGING THE TOOL, ROTATE THE KNURLED COLLAR TO

ALIGN THE SLOT IN THE SCREW PLUG WITH THE STOPPING SCREW.
OPEN THE HANDLES OF THE TOOL AND RETRACT THE PRESSURE PAD
BY PULLING IT BACK AGAINST THE STOP. THIS WILL EXPOSE THE
FLARING TIP SURFACE. EPOSING THE FLARING TIP SURFACE IS

NECESSARY TO INSURE FULL FLARING CAPABILITY OF SLEVEE SKIRT.

STEP 5:

CLOSE HANDLES TO FLARE OR SWAGE SLEEVE SKIRT, THIS CAPTIVATES

THE NUT. ENOUGH PRESSURE SHOULD BE APPLIED TO FORM A FLAT
UPSET AGIANST THE PANEL. IN CASE OF EXTRA LONG SLEEVE PRO-
TRUSION, MATERIAL WILL ROLL OVER RESULTING IN A HIGHER
RADIUSED UPSET. CAUTION: DO NOT TRY TO COMPLETELY FLATTEN
MATERIAL AS TOOL MIGHT BE OVER STRESSED DUE TO COLD WORKING

OF SLEEVE MATERIAL.

STEP 6:
INSTALLATION IS COMPLETE.

TO ADJUST TOOL TO DESIRED GRIP LENGTH

LOOSEN HANDLES OF TOOL. DISENGAGE PULL STUD FROM NUT PLATE

1. SET SCREW MUST BE BACKED OFF TO PERMIT FREE MOVEMENT OF THE

TELESCOPING TUBE.

2. ROTATE ADJUSTING KNOB CLOCKWISE OR COUNTER-CLOCKWISE TO OBTAIN

DESIRED GRIP LENGTH ADJUSTMENT. THIS IS INDICATED WHEN THE

MARK OPPOSITE THE GRIP LENGTH LETTER ON THE TELESCOPING TUBE

IS IN LINE WITH THE EDGE OF THE TOOL HANDLE. PUSH THE TUBE
BACK TOWARDS THE HANDLE TO INSURE ACCURATE POSITIONING.

3. TIGHTEN SET SCREW.

SET SCREW
T165155-10-01

TELESCOPING TUBE

ADJUSTING KNOB

STOPPING SCREW

FIRST OPERATION

SLEEVE LOBES ARE DRAWN INTO PANEL
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SECOND OPERATION

PROTRUSION
SLEEVE SKIRT IS FLARED.
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NOTE :

IF TOO MUCH RESISTANCE IN ENCOUNTERED WHEN ROTATING THE
ADJUSTING KNOB, CLOSE THE HANDLES WIHLE TURNING THE KNOB
ALSO INSURE THAT THE SET SCREW IS NOT PRESSING AGAINST
THE TUBE.

TOLERANCE

DIMENSIONS IN INCHES
UNLESS OTHERWISE SPECIFIED

Huck Internaotional, Inc.
Advanced Fastening Systems
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SHEET 3 OF 5

FLARING TIP ADAPTER
T1808AD

COMPONENTS OF NOSE PIECE

SPRING
T1808SG

=
>

s

SCREW PLUG FLARING TIP
T1808PG SEE TABLE I
SET SCREW SCREW PLUG COLLAR
T1808SS
FLARINE TIP PRESSURE PLUG
ADAPTER /

RUBBER

D()N8613 () - ()

PRESSURE _PAD COLLAR
T1808PD - ( ) STD. T1808C0
T1809PD - () REDUCED @
(ONE SET OF 4 REQ'D.)
TABLE |
NUT | TYPE OF 5
SI7E| NUT PLATE THREAD S PLETE
CODE FF/FHF HF9 SIZE F T FiE T 1S
| L
o 5 VA 3552 e |25 -
M3.5 x 0,6 :
- T8D.
8 8 |.164-32 UNC o
02 M4 |NJA| W& x 0,7 -
10 | 10.190-32 UNF | i
M5 M5 x 0,8 :
12 |N/A[.250-28 UNF
0 W6 IR
PART No. CALL OUT

RETAINING RING
T18080R

-

RUBBER
RETAINING RING

FLARING NOSE ASSEMBLY - COLLET TYPE

PART No.# D ( ) N8613 ( ) - ()

TABLE 11

p

PART No. CALL OUT H?TF‘)NG STYLE
DCBNB6130 — ( ) |T1808FT — ( )|C’BORE
DCSNB6130 — ( ) |T1829FT — ( )|C’SINK 100°
DCBN86131 — ( ) |T1809FT — ( )|C’BORE
DCSNB613T — ( ) |T1831FT — ( )|C’SINK 100°
DCBN86132 — ( ) |T1850FT — ( )|C’BORE
DCSNB6132 — ( ) |T1853FT — ( )|C’SINK 100°
DCBN86133 — ( ) |T1851FT — ( )|C’BORE
DCBN86134 — ( ) |T1852FT — ( )|C’BORE
DCSNB6134 — ( ) |T1854FT — ( )|C’SINK 100°
DCSNB6135 — ( ) |T1875FT — ( )|C’BORE
DCBNB6135 — () |T1876FT — ( )|C’SINK 100°)

NOSE PEICE ASSEMBLY

1. PLACE SPRING (T1808SG) ONTO ADAPTER (T1808AD).

2. PLACE SCREW PLUG (T1808SG) OVER SPRING AND ADPTER.
TREAgAE%%EWCODE 3. SCREW FLARING TIP INTO ADPATER USING WRENCH.
BASIC e
4. PLACE PRESSURE PAD SECTION (T1808PD-( ) 4 x) OVER
TooL No.# CONF IGURAT ION FLARING TIP. *SUGGESTIONx HOLD ASSY UPRIGHT ON FLAT
0 | STANDARD SURFACE, COMPRESS THE SCREW PLUG AND "HANG" THE
1 [ REDUCED @ FOUR PRESSURE PAD PIECES ON THE FLARING TIP.
2 | CLOSE TOLERANCE 5. SLIDE COLLAR (T18080CO) OVER PRESSURE PAD SECTIONS
5 1 CLOSE TOLERANCE RS AND SCREW DOWN ONTO THE SCREW PLUG.
4 | CLOSE TOLERANCE RM 6. PLACE RUBBER RETAINING RING (T18080R) INTO GROOVE
5 | REDUCED @ W/BUSHING ON PRESSURE PAD.
TYPE
5 TCOUNTERGORE CHECK FINAL ASSEMBLY:
CS | COUNTERS INK A)  RETRACT THE PRESSURE PAD BY PULLING IT BACK TO THE
—_— STOPPING SCREW (EPOSING FLARING TIP).
MATERIAL : B) SLIDE IT BACK TO THE FOWARD END POSITION
NOSE ASSEMBLY COMPONENETS: :
HIGH CARBON STEEL HARDENED. C)  CHECK FOR SMOOTH OPERATION MOTION.
FINISH:
NOSE ASSEMBLY COMPONENETS:
BLACK OXIDE
TOLERANCE Huck International, Inc.
DIMENSIONS IN INCHES .
UNLESS OTHERWISE SPECIFIED Advanced Fastening Systems
G 5615 6/16/95 | JR ﬂﬁ FRACTIONS* 1/32 ANGLES+2° TUCSON DIVISICN
e 2 PLACE DECIMALS +.02 3724 E. COLUMBIA ST.
F 4643 8/31/87 | v [‘MA 3 PLACE DECIMALS +.015 ® TUCSON, AZ 85714
2 #4364 11/17/86 | JR | EK | PREPARED \N ACCORDANCE |oATE:  6/16/95 UNIVERSAL HAND INSATALLATION TOOL
D 4291 2/21/86 | Y _| CS : or. v: C /. FOR RIVETLESS FLOATING NUT PLATES.
C 4167 10/30/85 | AS | €S | TG00 DIVENSION NG N [
RE E.0. NO. DATE | BY |APPD WM. TOL. M |CHK. BY oo | S1ZE | CODE IDENT NO.| PART NO. ( >T86O
L REVISION SCALE NONE | 10/07/83 | AP0 EY:y /péﬂmer OHDW/ o< [ sEeET 3 o 5 )




S—3157

SHEET 4 OF 5

HANDLE ASSEMBLY
TA7533

SET SCREW
T1385S-6-04

PULLER ASSEMBLY
PART NUMBER CALL OUT

ADAPTER
T1821AD-( )

NOSE ASSEMBLY

L N PULL STUD Majzsrfg
L& _ _
PULL STUD LENGHTH \Q, T1856ST

THREAD SIZE CODE
(SEE TABLE 1)

WAVE WASHER
T1856WW

T1856BU- CLOSE TOL. RS
BUSHING |T1857BU- CLOSE TOL. RM

/ T1877BU-( ) REDUCED @ W/BUSHING
T1830ST-( )-( ) STANDARD
-( } REDUCED @
CLOSE TOL.

NUT HE IGHT CODE
(SEE TABLE I)
THREAD SIZE CODE
(SEE TABLE 11)

TABLE | TABLE ||
DTP 8623 () - () - () [ W THREAD SIZE ASSEMBLY PULLER BUSHING
HE | GHT n DTPB6230L( )—( ) T182557-( )-( ) N/A
T CODE ™46 [8, 10] 12 DTPB623ONL( )—-( ) | T1830ST—( )—( ) N/A
1 |3.0043.125]3.187 DTP86231L( )—( ) T18225T-( )—( ) N/A
BASIC TOOL 2 |3.1563.187 ] 3.250 DTP8623TNL( )—( ) | 118325T—( )—( ) N/A
NUMBER 3 [3.218]3.250 | 3.312 DTP86232( )-( )—=( )| T1856ST—( )—( ) | T1856BU-( )—( )
4 |3.281]3.312]3.375 DTP86233( )-( )—( )| T18565T—( )—( ) | T1856BU—( )—( )
5 | 3.343|3.375 | 3.437 DT86234( )-( )-( ) | 11856ST—( )—( ) | T1857BU-( )—( )
6 |3.4063.437]3.500) DTP86235( )—( )—( )| T18565T—( )—( ) | 118778U=( )—( )]
(7
Tgﬁ%é[} THREAD SIZE LEAD CODE Tgﬁ%é[} THREAD SIZE LEAD CODE
CODE FF[FHF CODE FF | FHF
4 |.112-40 UNJC-3A 02 | 05 60D |.138-32 UNJC-3A 02 | 01
6 | .138-32 UNJC-3A 02 | 01 8F | .164-32 UNC-3A | .~ [04 [02
8 | .164-32 UNJC-3A | SINGLE |04 | 02 10F |.190-32 UNJF-3A 04 | 02
10 |.190-32 UNJF—3A 04 | 02 12F |.250-28 UNJF-3A 04 | 03
12 | .250-28 UNJF—3A 04 | 03 M3 |MJ3 x 0.5-4H6H 02 | 05
10C |.190-24 UNC-3A | SINGLE | 04 | 02 M3.5 |MJ3.5 x 0.6-4H6H 02 | 01
12C | .250-20 UNC-3A | (COARSE) [04 | 03 M4 [MJ4 x 0.7-4H6H METRIC |04 | 02
4[240 UNF3A |02 05 M5 |MJ5 x 0.B—4H6H 04 | 02
6F | .138-32 UNJC-3A 02 |01 | M6 |MJ6 x 1.0-4H5H 04 | 03
CONF IGURAT ION MATERIAL :
STANDARD PULL STUD:
REDUCED ¢ H-11 ALLOY STEEL, HEAT TREAT TO Rc 50 MIN.

INSTUCTIONS FOR STADARD AND REDUCED @ TOOL ASSEMBLY APPLICATIONS

CLOSE TOLERANCE

CLOSE TOLERANCE RS

CLOSE TOLERANCE RM

[S21 IEN SN Y I e

REDUCED @ W/BUSHING]

ADAPTER:

4130 ALLOY STEEL, HEAT TREAT TO Rc 38-42.

FINISH:

PULL STUD & ADAPTER:
BLACK OXIDE

INSTRUCTIONS FOR CLOSE TOLERANCE TOOL ASSEMBLY APPLICATION
(BUSHING USAGE ONLY IN CLOSE TOL. APPLICATION)

1. SCREW ADAPTER INTO HANDLE ASSEMBLY, USING LOCTITE.
2. SCREW NOSE PIECE ASSEMBLY INTO HANDLE ASSEMBLY UNTIL

IT (SEATS OR BOTTOMS OUT) AGAINST END OF TELESCOPING TUBE
3. INSERT PULL STUD INTO NOSE PIECE AND SCREW INTO ADAPTER

USING A WRENCH ON ADAPTERS HEX OF FLATS AND TIGHTEN.

1. SCREW ADAPTER INTO HANDLE ASSEMBLY, USING LOCTITE

2. SCREW NOSE PIECE ASSEMBLY INTO HANDLE ASSEMBLY UNTIL
IT (SEATS OR BOTTOMS QUT) AGAINST END OF TELESCOPING TUBE

3. INSERT BUSHING ON TO PULL STUD AND INSERT BOTH INTO

NOSE PIECE.

4. PLACE WAVE WASHER ON PULL STUD AND SCREW PULL STUD

INTO ADAPTER, ALIGN FLAT ON STUD WITH SET SCREW HOLE.

5. TIGHTEN SET SCREW IN ADAPTER SO THAT IT’S TIGHT BITTING
DOWN ON FLAT OF PULL STUD. (TO LOCK PULL STUD TO A DESIRED

ADJUSTMENT PROTRUSION LENGTH).

6. SCREW NOSE PIECE INTO TOOL HANDLE ASSEMBLY, USING WRENCH

ON HEX OR FLATS, TIGHTEN.

TOLERANCE Huck International,
e oS Advanced Fastening Systems
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12.50

HANDLE ASSEMBLY
TA7533

SHEET 5 OF 5

PART NUMBER STYLE [NOSE PIECE ASSY.| FASTENER TYPE ITEM
5675000 )={ )= T CBORE | DCaNEs 10T ] oL NO§ | PART NUMBER DESCRIPTION qry.
DCSTBGOO( ),( ),( ) C’SINK DCSNSB‘\SO*( ) 1 T1820PG TRAVEL STOP SCREW 1
DCBTBE01( )~( )-( )[C"BORE] DCBNE6IST—() | ooy ( ) 2 T1820RE  |ADJUSTING KNOB !
DCST8601( )—( )=( )[C’SINK| DCSN8BT31-( ) 5 7182056 |SPRING !
DCBTB602( )-( )-( )|C’BORE| DCBNBB132-( ) FHFCT6010( )-( ) 4 T1820AD _ |CUIDE !
DCSTBGOZ( )7( )7( ) C’SINK DCSNBB“SZ*( ) 5 T01385S-10-08 |CROSS PIN LOCK SCREW 1
DCBT8603( )—( )-( )|C’BORE| DCBN86133-( ) RSFCTE010( )~( ) 6 | T1618HA-12 |UPPER HANDLE f
DCST8603( )-( )= )[C’SINK| DCSN86133-( ) 7 T1802H0 _ [HANDLE HOUSING !
DCBTB804( )-( )-( )[C"BORE[ DCBNBBTS4=() [ oycorenior 1( ) 8 | T165155-10-01 |LOCK SCREW !
DCSTBG(M( ),( ),( ) C’SINK DCSNBB‘\}Aﬁ( ) 9 T1598RR-18 RETAINING RING 2
DOBTB605( )—( )~( )[C"BORE] DCBNEGTSS—() | ooy ( ) 10 T1820IN  |TEFLON INSERT !
DCSTBGOf)( ),( ),( ) C’SINK DCSN86135*( ) 1 T1820BL TELESCOPING TUBE 1
12 | T1618HA-11 |LOWER GRIP 1
13 T1820HA  |LEVER 1
MATERIAL : 14 T1820P1  |HINGE PIN 1
LOW CARBON STEEL 15 | T0166P1-BK |CROSS PIN ]
FINISH:
BLACK OXIDE
TOLERANCE Huck International, Inc.
IO s Aavanced Fastening Systems
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