
STANDARD TORQUE VALUES - MAINTENANCE PRACTICES

1. General

A. This procedure has one task:

(1) Standard Torque Values

TASK 20-11-00-910-801

2. Standard Torque Values

(Figure 201, Figure 202, Figure 203, Figure 204, Figure 205, Figure 206, Figure 207, Figure 208,
Figure 209)

A. General

(1) Refer to the figures that follow for the torque data:

(a) (Figure 201): Torque Wrench Adapter

(b) (Figure 202): Nuts and Bolts

(c) (Figure 203): Self-Locking Nuts

(d) (Figure 204): Reduced-Head Bolts

(e) (Figure 205): Rigid Tube Coupling Connectors

(f) (Figure 206): Pipe Thread Fittings

(g) (Figure 207): Low Pressure and Return Line Fittings

(h) (Figure 208): Flareless Tube Fittings

(i) (Figure 209): Clamps, V-Band, and Channel-Band

B. Consumable Materials

Reference Description Specification
C00308 Compound - Corrosion Preventive, Petrolatum Hot

Application
MIL-C-11796

D00010 Compound - Thread Antiseize, High Temperature MIL-PRF-907
D00013 Grease - Aircraft And Instrument Grease MIL-PRF-23827

(NATO G-354)
(Supersedes
MIL-G-23827)

C. Procedure
SUBTASK 20-11-00-420-001

(1) Tighten the bolt, nut, fitting, clamps, or connector ( (Figure 201, Figure 202, Figure 203,
Figure 204, Figure 205, Figure 206, Figure 207, Figure 208, Figure 209)).

(a) Lubricate the threads with one of these materials if necessary:

1) corrosion preventive compound, C00308

2) grease, D00013, or

3) compound, D00010.

(b) Tighten the bolts, nuts, fitting, clamps, or connecters to the correct torque.

(c) Make sure that one male tread (minimun), plus the chamfer of the male tread, extends
above the top of the nut.

NOTE: If the male thread does not have a chamfer, the male thread must extend one and
one-half treads (minimum) above the top of the nut.

------------------------- END OF TASK ---------------------------
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Finding Torque Values for a Torque Wrench with an Adapter
Figure 201 (Sheet 1 of 2)/20-11-00-990-801
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Finding Torque Values for a Torque Wrench with an Adapter
Figure 201 (Sheet 2 of 2)/20-11-00-990-801
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Torque Values for Most Bolts and Nuts
Figure 202 (Sheet 1 of 3)/20-11-00-990-802
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Torque Values for Most Bolts and Nuts
Figure 202 (Sheet 2 of 3)/20-11-00-990-802
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Torque Values for Most Bolts and Nuts
Figure 202 (Sheet 3 of 3)/20-11-00-990-802
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Locking Torque Values for Self-Locking Nuts
Figure 203/20-11-00-990-803
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Torque Values for Reduced-Head Bolts
Figure 204/20-11-00-990-804
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Standard Torque Values for Rigid Tube Coupling Connectors
Figure 205/20-11-00-990-805
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Standard Torque Values for Pipe Thread Fittings
Figure 206/20-11-00-990-806
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Standard Torque Values for Low Pressure and Return Line Fittings
Figure 207/20-11-00-990-807
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Installation Torque for Flareless Tubing Fittings
Figure 208 (Sheet 1 of 2)/20-11-00-990-808
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Installation Torque for Flareless Tubing Fittings
Figure 208 (Sheet 2 of 2)/20-11-00-990-808
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Standard Torque Values for Clamps
Figure 209 (Sheet 1 of 3)/20-11-00-990-809
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Standard Torque Values for Clamps
Figure 209 (Sheet 2 of 3)/20-11-00-990-809
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Standard Torque Values for Clamps
Figure 209 (Sheet 3 of 3)/20-11-00-990-809
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WRENCH ARC METHOD TIGHTENING TECHNIQUES - MAINTENANCE PRACTICES

1. General

A. This procedure contains one task:

(1) The wrench arc method.

B. This procedure gives the instructions to tighten ball-nose tube fittings.

C. Torque is the turn force that you apply to the fastener to install a part.

TASK 20-11-10-910-802-001

2. Wrench Arc Method

(Figure 201)

A. General

(1) The wrench arc method is used to tighten all ball-nose fittings on the engine-mounted
components and tubing. The purpose is to obtain a total angle displacement of 30 degrees. The
wrench arc method is done by a visual measurement of the angular displacement instead of a
torque measurement. There are two methods of the wrench arc method:

(a) The turn of the B-nut method (use of an open end wrench, crowfoot or tubing wrench)

(b) The line of sight method (use a 15 degree offset open end wrench).

B. Procedure
SUBTASK 20-11-10-420-004-001

(1) Prepare to tighten the ball-nose fitting:

(a) Clean the threads and the mating surfaces of the fitting.

(b) Make sure there is no nicks, burrs, and scratches on the fitting threads.
SUBTASK 20-11-10-420-005-001

(2) Use the turn of the B-nut method to tighten the ball-nose fitting:

NOTE: No lubricant is necessary for the ball-nose fitting.

(a) Put the open end wrench, crowfoot or tubing wrench on the B-nut.

(b) Turn the B-nut until you feel a sharp increase in the resistance.

NOTE: The sharp increase indicates that the mating surfaces touched.

(c) Make sure the ball-nose fitting is correctly installed (not cross-threaded).

(d) Make sure there is no looseness between the mating parts of the ball-nose fitting.

(e) Set a reference point on the B-nut coupling.

NOTE: The reference point is always between the B-nut flat and the coupling.

(f) Tighten the B-nut with an open end wrench through an arc 30 degrees.

NOTE: 1/2 flat turn of the B-nut is 30 degrees of a complete arc.

(g) If this is new hardware, loosen the B-nut and then tighten it again to a complete arc of 30
degrees.

SUBTASK 20-11-10-420-006-001

(3) Use the line of sight method to tighten the ball-nose fitting:

NOTE: No lubricant is necessary for the ball-nose fitting.

(a) Put the open end wrench on the B-nut.
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(b) Turn the B-nut until you feel a sharp increase in the resistance.

NOTE: The sharp increase indicates that the mating surfaces touched.

(c) Make sure the ball-nose fitting is correctly installed (not cross-threaded).

(d) Make sure there is no looseness between the mating parts of the ball-nose fitting.

(e) Look at the position of the 15 degree open end wrench handle.

(f) Set a reference point on the B-nut in line with the handle.

NOTE: The reference point is always between the B-nut flats and the wrench handle.

(g) Tighten the B-nut 15 degrees.

(h) Turn the wrench over.

(i) Put the wrench on the same B-nut flats.

(j) Tighten the B-nut an additional 15 degrees which aligns the wrench back to the original
start position.

NOTE: If this is new hardware, loosen the new B-nut and then do the above procedure to
tighten it again to a complete arc of 30 degrees.

------------------------- END OF TASK ---------------------------
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Tighten Ball-Nose Fittings with the Wrench Arc Method
Figure 201/20-11-10-990-802-001
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