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1. Planning Information 
 
1.1 EFFECTIVITY 

Alpha 160A with S/N 160A-06001 to 160A-07014 & 160A-0015 &  Alpha 160Ai with  
S/N 160Ai-06007 
 

1.2 CONCURRENT REQUIREMENTS 

Nil. 
 

1.3 REASON 

This Service Bulleting provides a means to repair the Power Plant Air Intake Filter Mesh. 
 

1.4 DESCRIPTION 

Service Bulletin AA-SB-71-001 requires an inspection to be carried out on the Air Intake Filter 
supporting Mesh. This Service Bulletin provides a method to repair the air intake when the filter 
mesh is found to be failed. The repair does not eliminate the need to carry out regular inspections 
on the air intake IAW AA-SB-71-001 
 

1.5 COMPLIANCE 

On detection of a failure in the air intake filter mesh before further flight: Carry out 
accomplishment instructions in §3.  
 
Make a logbook entry stating compliance with this Service Bulletin. 
 

1.6 APPROVAL 

Alpha Aviation Design Organisation DO65180, Certificate of Approval AA/60/0932. 
 

1.7 WEIGHT AND BALANCE 

N/A 
 

1.8 REFERENCES 

Alpha Aviation Design Ltd Drawing 60-71-900 
 

1.9 OTHER PUBLICATIONS AFFECTED 

Insert Service Manual Supplement AA/60/0932, November 2007 in the Service Manual.  
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2. Material Information 
 
2.1 MATERIALS IDENTIFICATION 

QTY P/N Description Material Comments 

2 60-71-900-11 Doubler Long ALCLAD SHT 2024 T3, .032” THK 

2 60-71-900-13 Doubler Short ALCLAD SHT 2024 T3, .032” THK 

1 60-71-900-15 Wire Mesh S/S, Φ0.8mm, 304, 5x5mm 

AR 60-71-204-002 Rubber Skirting HEAT RESISTANT SILICONE SHEET 

 
 

2.2 CONSUMABLES 

Nuplex K138 Epoxy Adhesive or AMS-S-8802 PRC type sealant adhesive. 
MS20470AD4-7 or MS20470AD5-7 solid rivets. 
 
  

2.4 SPECIAL TOOLING 

Nil. 
 
 

3. Accomplishment Instructions 
  
3.1 Secure Aircraft and remove engine cowl.  
3.2 Remove the Air Intake Box from the engine for repair. 
3.3 Refer to drawing 60-71-900 and figure 1 below. 
3.4 Drill out all rivets holding rubber skirt on. Inspect skirt for wear and damage and replace if 

necessary. 
3.5 Remove the old 5x5mm wire mesh from the air box. Dress the remains of the spot welds 

to leave the surface flat and tidy. 
3.6 Fabricate doublers 60-71-900-11 and 60-71-900-13 to mate with inside of air box. Create 

relief where necessary around clips and hinges. It is important that doublers fit snuggly 
into the corner of the mesh to act as a throat washer. A 45˚ bend with R3.0mm is required 
on the edge of the doubler in contact with the mesh corner to provide a snug fit. 

3.7 Repair any loose or broken clips or hinges IAW standard aircraft practice and procedures. 
3.8 Fabricate wire mesh P/N 60-71-900-15 to fit inside air box opening. Ensure edge bends 

are bent with a smooth radius of 3mm as per drawing 60-71-900-15. Ensure the mesh 
face in contact with the filter element is flat within 3mm. Flanges on mesh to match the 
width of the doublers. 

3.9 Temporarily install doublers and mesh, and drill off the holes in the doublers through the 
existing holes in the air intake box where the rubber skirting attaches. 

3.10 Disassemble and degrease the box, mesh and doublers. Scuff the surface of the 
doublers in contact with the mesh with a new Scotch Brite Pad, or new ‘400 grit’ 
sandpaper to ensure a good key for the adhesive to adhere to. 

3.11 Mix the K138 epoxy IAW manufacturers instructions (Refer to Appendix A) Add micro 
balloons, glass spheres or micro fibre filler to the epoxy mixture to achieve a pasty 
consistency that would not run off. Alternatively AMS-S 8802 PRC type sealant adhesive 
may be used, again thickened to achieve a pasty consistency with micro balloon, glass 
spheres or micro fibre as required. 

3.12 Apply a liberal layer of adhesive to the doubler inner surface. Place the sire mesh in place 
and plaster some adhesive over the mesh flanges where it mates with the doublers. 

3.13 Install the doublers over the mesh, the rubber skirting and skirting doublers using 
specified rivets. Alternative rivets may be used, but if blind rivets are used, it is important 
to make sure there is no danger of any remains of the tails to be sucked into the engine. 

3.14 After riveting, wipe off excess adhesive ensuring the mesh is clean. 
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3.15 If Epoxy adhesive is used, cure the resin by placing the air box assembly in a warm oven 
at about 60˚ C +/- 10˚C  for 2 hours. PRC require curing for several hours at room 
temperature. (Place the air box face down in the oven if possible to prevent adhesive run-
off onto the mesh.) 

3.16 Inspect the assembly and clean off any adhesive run-off that occurred during curing. 
3.17 Reinstall the air box, and carry out an engine ground run before returning the aircraft to 

service. 
  

  
 
Figure 1: Repair for Air Box – Doubler for Wire Mesh. 
 
 
 
 
 
 
 
 
 
 
 
 
 

Short Doubler P/N 
60-71-900-013 

Long Doubler P/N 
60-71-900-011 

Rubber Skirt P/N 
60-71-204-002 

Wire Mesh P/N 
60-71-900-015 
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Contact Information: 
 

 

 
 

Ingram Road 
Hamilton Airport 

RD 2 
Hamilton 2021 

NEW ZEALAND 
 

Phone: + 64  7  843 7070      Fax: + 64  7  843 8040 
Web:   www.alphaaviation.co.nz 
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Appendix A 
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