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‘11’iisint-_-imamendment was developed by U.S. by ~ent Resaarch and
Oavelopment Command, AT1’N: DRDAR-TST, Sock Island, IL 61201, based Upen
currently available technical information. It in rec~ended that ~ader.al
agencies use it in procu==mnt and fOWard recwunendations for changes ~
the preparing activity at the address shown above.

The General Services
amendment as a valid

MministratiOn has authorized the uae of this interim
exception to !%fer~~ specification ?F-N-105B.
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Paragraph 2.2: Md the fC.llWin9 AS~ standa~s 1

“x72?I A641 - zinc-coated (Galvanized) Carbon Steel Wira.
ASTH B487 - measurement of Hetal and OrioleCoating ‘I%icknesms by

Microscopical Examination of a Croaa Section
ASTM 8499 - Measurement of Coating Thicknesses by the Hagnetk

kfethodz Nonmagnetic CO.ltingson FIagneticBasis HOtalIi-
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Paragraphs 3.2.1, 3.2.1.1, 3.2.1.2, and 3.2.1.31 Oclete in their entirety
and substitute the following:

‘3.2.1 Zinc coatinq.

● . l!anddriven staples or nails required to be zinc coated shall
be c’utand formed from hot dip galvanized steel wire, alectmg.alvanized
steel wire, mechanically depc.sitedzinc coated ●teal wire, or dnc flakd
chrcmr.atedispersion coated steel wire or cut frc= uncoated (bright) staol
wira and shell ha hot dip galvanized, elrctiodemsited zinc Cdatad, -ch-
anlcally deposited zinc coa;ed or zinc fl.ake/chrc=te dispersion cbatad
●fter forming.

b. power or -chanically driven staplea raquirad to be Wtc
coated ●hall ba cut and formed Cran hut dip galvanized, asbostoc wipad
steel wire, electrogalvanized steel wire, mechanically depomited stic
coated steel wire or zinc flakeichranate dispersion coated ●teai wira.
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c. PWU or mochAIIicallYdriv~ nails required to be zhc coated

dull b cue mid formed from hot dip salvanicd , asbastos wiped steel wire,

alactraqalvcnizcd staol wix*, -h~iully depc.sit.dsine coated stael wire
or zinc fla\a/chrmata dicpUSiOII cm+ ●WS1 wko or cut frm unrmtad

(bright) Steal <ix% ●nd ShAll b* tit dip I?alvanixed,●l~trodapoaited zinc
coatd, mochanlcully dqoaitad sine Catd Or zinc flcko/chr-to dispersion
Coatod ●f$u rozminq .

3.2.1.1 Cclvanizinq. .’

a. Wira - Hot dip galvanized wire shall be in accordance with—
ASTM A641, C ISS 1 coating.

b. After fordnq. Fbt dip qalvanlzing after forming shall be
m accordance with Asm A153. me coating weicjhtshall be in accordance
wirh Asy?4A641, Class 1 coating.

3.2.1.2 Hecha”ically de~sitod. Mechanically depsitad zinc coating
shall b. in accordance with 141L-c-81562, ~G II. l’hecoating weight shall
be in accordance with ASTM A641, Clan- 1 coating.

3.2.1.3 Electxoqalvanized (elactrodeposited).

● . 14ira- zlcctrogalvsnimd wire ●hall ba in ●ccordance with Asm.—

b. After formin~ - Eloctrodop2#ited zinc coating ●hall be in
accordance with QQ-z-325, TYPO I. Tha coating weight sh&ll ba b ●ccordance
with ASm A641, class 1 Coating.

3.2.1.4 Zinc flaka/chrc#natadisparmion. Zinc flake/chramate disper-

sion Is’tmersioncoating 1s ● proprietary procaas identified by tho regis-
tered trad=ark ‘DAC~ 320- ●nd 1s caverad by U.S. Patants (S-O 6.5).
‘i%iscoating conaiats of ● diapazmion of zinc flake in ●n ●qums colution
cr.ntaini.ngchrcmiwa and propriatasy ozqanic matariala. l’lmcoating shall
be ●pplied either to-tha Steel WIZ* before forming or to th finished
ltau aftar forminq. Qxtinq thickness shall h 0.00023-0.00027 inch.

3.2.1.5 Hand driven stcplan and nails may bc furnidmd with a
heavier zinc coating thn ● s cp.cifibd atava.9

Paqe 9

Paragraph 3.6.5, fhat lino - Dolmt#

W th following new P.rraqrmpht

%tylo 4● and cuhtitutc ‘#tyle 4A=.
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3.6.5.1 WPe II, style 4B - MX n,lils. Steel wire, flat head, dia-

CUIU2point, round =@ th eha~. c~ea t cOated.
-

r
s L D H NO./LS s L o H m./Ls

2d 1 ‘ .0:8 .172 1,252 ld 2-1/0 .006 .250 280

3d 1-1/8 .062 .180 970 8d 2-3/8 .099 .266 190

46 i-3/8 .067 .203 680 9d ~..5/& .099 .266 172

m 1-S/8 .072 .219 510 lod 2-7/8 .113 .297 119
Sd 1-7/0 .086 .250 315

b
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Paraqraph 3.6.11.1: Oelete in its entirety and substitute the following,

3.6.11.1 lYPc II, style 10 - Common nails. Copper wire.,flat head,

dianmnd pint, rouud smooth shank.

L D Fi NQ./D L c1 R M7./3a

5/8 .065 .156 1,380 2 .120 .266 130
3/4 .065 .156 1,160 2 .134 .201
3/4

106
.072 .172 956 2-1/2 .134 .281 86

7/8 .072 .172 808 3 .146
1

.312 56
.072 .172 704 3-1/2 .165 .344 40

1-1/4 .083 .203 424 4 .2o3 .406 23
1-1/2 .109 .250 208 4-1/2 .220 .438 18
1-3/4 .109 .250 100 5 .238 .469 14
1-3/4 .120 .266 144 6 .2s4 .531 8

I
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Table IV-b ? Oelete the section of the table specifying tolerance
substitute the followinq:

.

18 Gage (.0475) [.0395 ~ .0020T] X [.0490 f .0020W]

16 Cage (.0625) 1.0560 2 .0020TI X [.0635 * .0020W

I●16 Cage (.0625) [..0460* .0020T1 X [.0700 * .0020U]

15 ca9e (.0720) 1.0660 f .0020TI x 1.0740 ~ .0020W

I 14 Gage (.0800) [.0735* .0040T) X [.0S55 i .0040W]

I 12 Gage (.1055) [.0935 i .0040T) X ,.1120 * .0040W]

I 10 Gage (.1350) [.1250 i .0040TI X [.1400 * .0040W

● “Special- wire tolerances after forming for the attachment of c

aaphalt cNngles. Staplen manufactured to theme tolerance az
ctructtial use only.

and

mpoaition
for nOn-
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I

... . . .. —---- ..,.-.
Md ma rolloumg w TMA8 &v--r

CN!XM ‘ .43s * .015 .Iao ~ .015
WmlW
WISE**
SIZE

.020T X .03011 .020T K .04C41 .020’2x .030W .020T x .040U

3/16 1/4 3/8 3/e
UC 1/4 +1/32 5/16 +1/32 l/2 1/2
Mt4zn” 5/16 -3./64 J/e -1/64 9/16 +1/32 9/16

3/0 1/2 5/e -1/64 5/8
1/2

+1/32
3/4 3/4 -1/64
7/0 7/8

.1.
14/8
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Paragraph 4.4.2, first sent.ncet Aftar ‘3.2.1.2- add ‘and 3.2.1.3-.

Paragraph 4.4.2.lt Oolate in its ●ntirety and suhmtitute the following!

‘4.4.2.1 zinc coatinq (thickneam). Suuplea ■elacted in accordance
with 4.2.2.2 ahdl b. tast.d for coating thicknoaa to datomine conformance
to 3.2.1.4. l’hatestm #hall be conductad in accotinca with ASTM N487 or
Asm N499. For refexaa purpxes, AS171s487 -hall ba umd. ”

Page 39

Md the following new puagraph I

‘6.5 *OACRW2ST 320’ Im ● raglatercd tcadmark of tfu DiauxmS shamrock
Corporation, Hetal mating- Divi#ion, P. O. f!ax127, t2urdfm, OH 44024.
Information regarding

military Custcdiml
Army -l?c

thli coating prmass may be obtaine3 from them. -

Pmpu inq Activityl
Army-m

6,, w ,,.7,4,
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