2X AN9260-10
2X AN310-3

ATTACH THIS END OF SPRING
INTO DRILLED BOLT HOLE

NOTE 1: SMALL AMOUNT OF METAL REMOVAL FROM THIS SURFACE
MAY BE NEEDED FOR FINAL ADJUSTMENT OF LATCH

2X AN3-12A
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7X #40 DRILL

MAKE FROM
6061 ANGLE - 3/4" X 3/4" X .063
2 REQ'D TOP & BOTTOM
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3

~=— .063

Y

<_§&j *

—

-5

K DA,

NOTE 1: MARK BOLT HOLE POSITIONS LENGTHWISE ON ANGLES.
THEN CLAMP LATCH ASSEMBLY TO ONE ANGLE AND BACK DRILL
TO GET ACCURATE HOLE POSITION. THE MACHINED SURFACES OF
THE LATCH SHOULD EXTEND .032"-.040" BEYOND THE ANGLES.
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MAKE FROM SCRAP .032 ALUMINUM
ASSEMBLE AND TEST LATCH WITH TEMPLATE BEFORE CUTTING THE AIRCRAFT SKIN
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9X #40 DRILL

14X #40 DRILL
BACK DRILL THROUGH ANGLES

WITH LATCH ASSEMBLED
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