


Inspection and reinforcement of the airbrake torque tube (DG-100, DG-200, DG-400)





Prior to the next flight the airbrake torque tube in the fuselage must be inspected. Check the welded joint to the operating lever on cracks or deformation when locking and unlocking the airbrakes on the rigged airplane. The airbrake torque tube can be reached through the inspection hole in the fuselage. For inspection of the welding joint use a mirror and a magnifying glass (magnification min. 5(). In case of doubt remove torque tube for closer inspection. 


If there are no defects flying operation can be continued until next inspection. If there is even a minor damage suspected instructions 3 must be accomplished prior to next flight. 





If necessary the welded joint of torque tube and operating lever must be reinforced by welding an additional steel sheet 1-St-12/2 made of material 1.7734.4 (s. sketch). Visible cracks or other defects of the original joint must be repaired first. All welding must be done with the TIG-welding system (tungsten inert gas) using welding wire 1.7734.2. Where welding is to be done cadmium plating or painting must be removed first by sandblasting. 


If the torque tube is damaged by deep cracks and due to this corrosion inside the torque tube or the lever is suspected, the complete part 1St12 must be exchanged.


After welding all metal surfaces must be protected against corrosion. This can be done by  painting with suitable primer and paint.
























































Sheet metal 1St12/2


Thickness:	 1mm


Material:	 1.7734.4
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