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FEDERAL SPECfFICATfON

KNfVES; CRAFTSMAN’S (HAWKBILL, SHOE, CHIPPING) PUTTY AND SCRAPING

issppovcdbythec mmissioncr, R&A Supply Service, Geneml Scrvim
Al- w+n, !brtiusc ofsll Fcxlmdagmc&

1. SCOPE AND CL4SSLFfCAT10N

1.1 S%Q& Ilii9spibxmn - knives form by mdesnm in cmting, &i@i, s.m@ns, smoothing, splirdng.
sndin.mMOn &iQning OpmtimU.

Ul ~ sivh T&kmivcsshnlfbeof the followins types, cla%u, -d syks, as q&fted (see 6.2):

Type I - Hawkbi13(Linolmm)
Chl-f+igid

Styk ) - 2-1C2inchblsde
Style 2- 1-1/2 inch bide

Cl= 2- Folding bl.de

TW U - Shoe
Cfass 1- Slrsight

style 1- squm point
Style 2- Round pOillt
Syle 3- Tspcrcd point

Class 2- CUT@, I@ hand dlOC-@
clm3-cuwcd, kflbandsbOc-lip

Type Ill - Plumb& chipping

TW IV - Putty
Ck 1- FkXiile
claw 2- SCmiflcxiik

Type V - Seraprng
class 1- Flexible
Class 2- %mifkxibk
class 3- ml-

Type VI - Cable, Iead-coiwed, Cbipprng. snd splining

Type Vf] - LiiCUlldS Skiig

FSC 5120

rmmmrrmw STAmmT, .\. Apprnwd fnr puh[ie dism”tmtion: distribution is unlimikd
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2. APPLICABLE DOCfJMENTS

1 2.1 ~. me fouo~ dwum=m+,of the issues in cffccI on date of invitation for bids or request
for proposal, form a pm of fhk spccit%ation to the extent specified hcrcim ●

~ Edmmdfd

I FED-STD-123 - Marking for Domestic Shipment (Civifim Agencies)

FederalSocdiGa!iQX

PPP-P-4CI Pmscrvadon and PacKmg of Hand Tools and Tool A— ries for Power Driven,
I Metal and Woodworking Mffihincry

(A@vidcs outside&Federal Ckwanment may obti wpies of Fdad s@tkadoIIs, SIMI&&, ~ CO~
Item Descriptions as outlined under General Lafommtion in the fndex of Fedcml Sp.x&atioos, Stnndnrds and
Commcmiaf hen Descriptions. The fndq which incMcs cmntic bimontbly supplcmcrm as issued, is for safe on
a subscription basis by M Sup t of Documents, U.S. GOVemmuIl Printing cM&, W&+biu@uqDC 20402.)

(Si@ wpics of this ~i6WtiO% and other Federal spcdi.doms imd Commecial hem D~tiom rcquimd by
acdvities outside tbc Federal Government for bidding purposes src available withoui ckgc km Ocnmal SaviUs
A+ . tion Business .%+w Ccntcm in Bostou M.& New York, W, Philadelphia. PA, Washingmq DC; A!lmq
GA tie, 2L Kmsas City, MO; Fort Worlh TX Ho@o% lX Dcmq CO; San Francisco, CA. Los *eles. CA,
sad Se&, WA.)

(Fafual Govcmment raivitics may obtain copies of Fafcral stsmdardizdion docunmm and tie fndcx of Faicmf
Spccificadom, Stxmdmds md Commercial hem Descriptions from established disui%mion points in their agencies.)

MfL-M- 14 Molding Pktics and Molded fhstics Parts. TkmmwiIIg
I

stall dxrds:

M33--STD-129 - Marking for Shipment and Storage

I (Copies of militq spcdicati.m and standards required by cantrsstnrs in connccdon with specitlc procurement

I
fimcticuMshould be obtained &vm tbe procuring acdvity or as directed by the cenmacting o-.)

~
AaJ~- ~~~n~ s~

. . dards inslitulc (ANSIYAmcricm Societv of Duafitv Control (ASO

ANSIIASQC Z1.4 - SmIpkng Pmculures and Tables for inspection by Athibutes
I
I (Application for copies should be addressed 10 the American SW@’ for (@My Control P.O. Box 3005.6 I I

E. Wisconsin Avenue. Mifwaulmc, W3 53201-4606.)

mm “can SocieTVfor Testine md Materials (AS?l@

ASTM E 18 Methods of Test for Rockwell Ha.dncss and Rockwell Supdlcial Hardness of
Medic Malerials

(Application for copies should be addressed 10he AMcrican Socicrf for Testing and Materials, 1916 Race.Street,
Phikdclphia, PA I9103-I 187.)

●
~
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(Non-(hmmmuncm standmk and other publications arc nonna51y available horn the orgtiations tin! prepare or
dish’ibutethe documents. These dmnnmts alsomaybe available in or tbmugb libraries or other informational services.)

3. REQUIREMENTS

3.1 ~. fhdmdom hucin am dssaipdve and not ressricdve end are not imcndsd to preclude the purchase
of knives otherwise conforming to this spdbtion.

3.2 w Mate-Ms -in Uwmnsmction of kniyes sha15be as hcmidier spscit%d. All materials shaff be of
a uniform qudhy and free of injurious defects.

I 3.3 && md cwatiJM.

3.3.1 -, l%e fti shall be as hereinafter spedcd for each pmticukz pnrl and sbaU reflcc: workmanship
C’XwistenlWbilshe funcdonrd requirements of the knife.

3.3.2 @&JK. The coating shall be = specified for rhe individual part. The coming shall be pmpcdy applied md
CQmplclciydry.

,.

3.4 M. Ed itan shall bemmkcd whh tbc mm.ufalurcfs name or identifying symbol and the state or country’
of mauufacmrc. The mmking shafl be engraved, cschcd, or ssampcd in such a -CT U@ is wi13be p-cm to tie
emcnt tit it will _ clear and Iegiiie IbrOughout the life of the hem.

3.5 &j,Gs. BIAs for a12knives shall hc made from a good quality carbon ssecf. Bid= for types 1,11, and WI
tiGMkdeh~-tia~nmtdof.90to l.lpcrccnt. Bl&sfortyjteI ffknivcssballhave
acnrbcmcwntcnt ofmtlcss tbm.48pcmcnt BM-for~= N, V,md Wti=~tie atimb!offim
.70@.W~A+dge M&~tidmflti= m~~Nmd V. ‘fhecunin gcdgcsballbcfonncd
by bevel grinding each side of the blade to a km edge which s$wdlbe ready for immediate usc wbhoul need for finlbcr
ancntion.

3.5.1 Mmimuln slufarmlcbn es of blades. Ewcpt for IYF ID and VI. bo!b sides of all blades shall hme a surf=
roughness equal to or smoothes lbm the fmisb produced by an abrasive belt griI No. 150 or have a mnximum surface
roughness of 23 micminchcs.

3.5.I. 1 ~ation of smfacc muehnes r cmuemcnt. A specimen blosk of equal material and hardness as lhal
of the knife blede nnd of suitable size may be used for compari.%mm dctermiue omnpfianc.c. One side of the WCC*CO
sbafl be ftiaf by using a new abrasive belt grit No. 150 rmming dry. By usc of the spechnen block for campariwn
pm-poses, she finished srea of the blade nscd not be checked to dctemine the roughness height rating in misroinchcs.

3.6 &I&. Ml hfmdfcsshall be smoolhly ftihcd and shall hsve no sharp or uncanfonablc edges. The shape of
e=h handle sbaflconform to the cmf@ation as shown in the applicable figure. The size of each handle shall conform
IOthe dimensions spccif%d for each individual lype and class of knife.

3.7 ~ (linoleum). Type 1knives shall be suitable for cutting linoleum oilcloth. and other mawrids
of simiku nztum. The knives shzfl have a hook-pointed blade: the hook shall be of a shmpcand of suff]cienl size to pcnnit
cutting of mamial when the Iongimdiml axis of the handle is approximately parallel ~iti tie ti~c Of~e mat~~ be~6
cut md allow sxfftciml knuckle clcanm= between the handle and the material The blade shall be tap= ground fmm the
back dgc to the cutting edge as shown MFigure 1. This taper shall be uniform tioughoul lhe lm.@ of the blade culling
edge. The knife shall show ewe in curting and the abifi!y of the steel lo bold a keen cutting edge under normal sen’icc
conditions when tested as specified in 4.4.1.
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o
SECllON A-A

(MIN.)

I Figure 1. Typ. L class 1, style 1, hawkbilf (linoleum), rigid

3.7.1 Tyllc 1.class 1. hawkbfl (kinolcum) ~. Ckm 1 knives shalf wnsisl CWIIti@ of a blade, shank or tang.
handle and a ferrule.

3.7.1.1 ~. The bledeshall conform to 3.5 and 3.7 and shalf possess a Rockwefl C hardness of 54-6 I when !ested
x ~~led rn 4.4.6. MSX~UM S~aCC rOUI!fIXSSSM conform ID3.5.1. llc bltic (iicludimg the slink section nmr
tbc handle, shalf be sfilcicntly flexible so as not 10fracture or show visible iadicadon of pmnancnt deformation when
tested as specified in 4.4,2.

●
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3.7.1.1.1 ~. ~e~dortig ~~k~rntichdlemd~by atlcastonc pinornnii
which shaff extend through the tfmg and into tic ohm side of the hmde so tbnt tic pin or mif is securely imbeddaf in
the handle on both sides of the tang. The pin or d sbnfl not protrude on the side opposite tie bead.

3.7.1.2 H!dndl$. ‘flwfmndle shaflwnfmmto 3.6 and shnflbcof atoughbdwood. HmdlcssheJlbsve adure.blc
Caingofvmnisbafacqucrtomi nind= abmrpdm ofmoisnue. Huruilcs shaO show no visual indicadcm of &nag. sftcr
mmPktiOn Of tie tcsl qmcit%d m 4,4.2,

3.7.1.3 m. Tbbfadc mdofthehmdlc sbnffbefitted withametdf emufewhicb shnffbedghtly driven onto
the tenon of the WC to prevent splitting mid to suppon the blade.

Tabfc 1. Type I, Ch.SS1, hawkbti (linoleum), @

Thiclmess, bti of bhuic Length of ImmdIe
LaI@h of bfade ~/ afong section A (iicblding fctmllc)

t 1/4 fo.olo ~ 1/-2
style inches inch Mchcs

1 3-lR 0.062 5

2 1-1/’2 0.056 3-314

1/ Measured pzmffel to longitudinal axis of hxadlc.

3.7.1.5 ~2.1-b’2inchbfad e. ~k2~~dmmTdleldhW&-mFl~2. ?hehmdle
sha13be round and shall m- 7i3 inch I IR inch at the largest dixmcmr.

Figure 2. Type 1,CkS 1, SIYIC2, hawkbill (fiuolcmn), rb$d.

3.7.2 Jme I. class2. bawkbfl flinolc@.f#me bfd e. Cfas 2 knives shall mush of a blade. handle. bofstcr, blade
lock, and black spring.

3.7.2.1 u. The blade shafl conform to 3.5 and 3.7 and shafl possess a Rockwcff C hardness of 54 m 59. For
hardness mnformanu. bbdss shall be tested as specified in 4.4.6. A groove or nail nick slmfJbe provided in one side of
tie blade nczr tic bxk end to facifitakopining of tbc blade by a throb nail. Maximum surface roughness shall wmfonn
to 3.5.1. A subahk blaie stop shafflx provided whichwill prevent the cutting edge from c.ontasdng my pal of tie handle
imwior when tic blade is closed. The blade tang shafl be 0.109 inch. t 0.005 inch tick.
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3.7,2.2 HIIR&. ‘fhchandk sballccmfmmto 3.6 and sbafl be of sbat steel or brass lined with cheeks made of citber
hardwood or cslhdose filled phcnolic Ummosctdng molding compound. if the molding canpamd is wed it shall
conform m VT-WCF1-10 or equal of MIL.M-14. Whcnmolding compound ismcd. ccdor should be specified. ffwood
is used, it shafl be either mscwoad, uxe.bcdo, or kingwocd. The cheeks sbrdl be neatly fitted 10the stce) liuin@, The ●
handle shd be fastened with not IC$Sthan IWOn.dy head pins and two rnlemal pbmdc studs. A hole between liE inch
and 1/4 inch dimncte and extending cmnplctely through the handle maybe provided. ff pmvidcd, the hole shall be
Iocxual DC61the bti end so that tbe knife blsde, when closed, will not block my pmtiim of the hole.

3.72.3 ~. The tang end of the huadle shzdlbe neatly f- with a steel bolster to which the bfade hin8c pin is
secured. Outside edges of the bolster shall be ruundcd and the bok shall b well pcdkhcd on all exposed ureas.

3.72.4 fU&fC& Tlubladc lock sballbcnwie of tuud bmw or steel snd sbakibe dcsipmf so m to amomati.aliy
bxk the bfxlc in im@ position but pcrmb release of the lock by @u when closing the bhde. This bhde lock shafl
be built &to the hmdfc and .&U not form an obstruction m normal gripping.

3.7.2.5 Bl&s@IG The blade spriag shall be made of spring steel md shafl be slmng md durable. The bfade
*~~a-elCti-0f45tQ51 WimCItCSICdPSSpai.fiCdrn4.4.6. The back ofthcsptigshaklbc
gmundmdpofisbcd. ~ti. oftic-w dpornwofmnW titiebMc W&tie ~tim@. The

of the spring surfaces shsll be gmxmd or mated with afuminum paint or phucd to sfford unmxion msistanu.
%-Mti&Mqtic bMe@g Wmafitimt~ mticqwmtom~ ale@6rn&-
pounds but not mom tbm 12 inch-pounds of force to open tie blede when tcacd as spccfiaf in 4.4.S.

3.7.2.6 Tw e I. class 2 knives. Type 1>class 2 knives ShM conform tOTable 33and shall be similar to F- 3.

LLength of 1/blade from
bolstm
t 1/%
inches

2-15/16

Table U. Type 1,class 2, hawkbill (linoleum) fafdii bkade

Thickness,
back of Ovcmu Wldtb of blade ●

blade along length Lcng121of
section A blade OfJCIl Ilmldlc
i 0.005 + 3/16

Hawkbti end Tang end
~ I/a + 1/16 k 1/16Tinch mchcs inches Tinches inch

0,100 7-1/a 4-1/8 1-9/16 13/16

1/ Measured p8mllel to Iongimdirmdaxis of hsndkc.

-4SECTIONA

I Bltie cress section

Figure 3. Type 1.class 2. hawkbill (liiolcum), folding blade

I 6

Downloaded from http://www.everyspec.com



GGCLK-4S1D

3.8 ~. Type 11knives shall be suitable pimarily for cuttins lough Icalbcr and shall wnsisl
==~ Ofblade. handle, and ferrule.

3.8.1 ~. The blade shall be tqcr gourd I%omthe back edsc to Ibe cutting edge. This taper shall be smoo!h,
continuous, and uniform thmughoul the length of the blade cutling edse. The knife shall show cnsx in cutting and the
ti@oftitim kMak~_dge&__tiom whm~=~ldrn4.4.1. The blade
shall dorm 103.5. The maximum surface mughnc.ss shall u-n-form to 3.5.1. The blades sballpossess a RockweU C
hardness of 56 to 61 when tested as specikd in 4.4.6. Flcxibilily of class 1 knives sM3 be as spcci!%d in 3.7.1.1.
Flexibility testiu8 of classes 2 and 3-knives is aol required.

3.g.l.l ~. ~ctid0rti8~d0m~3.7.].l.1.

3.8.2 &N&. Handles sbd be of straiglu-graimd hardwood and olhcrwisc conform lh 3.6 and 3.7.1.2.

3.g.3 m, Fe-rules shaOconfmm Io3.7.l.3.

3.g.4 Tme fL class 1. suaiz~.

3.8.4.1 Swl 1. a all oir& Style 1 knives sid have a shai8ht blade, a square or optional point (see Figure 4,
style 1), and the &~om shall conform to Table UI.

Table M. Type II. ckm 1.2. and 3 shoe kmives

Thickness. back Length of
of bldc IIIhandle Lm@l

of blwIe Wldtb (mW&g diameter
fmm of bhdc minimum maximum fanlle of handle
fam.lc t 1/8 (m.h) ~mch) ~ 1/4 i 1/%

class style creches) (inch) (mcbes) cinch)

I 1 3-lf2~ 1/4 314 0.050 0.072 4-n% 15/16

I 1 4-1/4 ~ lt4 314 0.050 0.072 4-lia 15/16

1 1 5 ~ 114 3i4 0.060 0.072 4-lia 15/16

1 I 6-)/4 f 1/4 I 0.050 0.072 4-lfa 15116

1 2 4*114 7B 0.050 0.060 4-1/8 15/16

1 3 4 ~ 1/4 0.050 0.060 4-I& 15/16

~ ~.7/8 f 1/8 5’S 0.050 0.060 4-1/8 15/16

3 2-5B ~ li8 5/8 0.050 0.060 4-U8 15/16

7
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. C)@@ blade cissip

v
Blade CSDSSsection

Sryle 1. squsrs point

v c.
Blade muss section

Sryie 2, nxnld poinr

v
Blsdc muss secrion

I style 3. ISpcurf poins

Figure 4. Type 11.class 1, stylss 1,2, snd 3 knives, shoe, strsight

I 3.8.4.2 ~und mint Ssylc 2 knives shsll have a strsighl or slightly tqmed blsde, a round Porni (see F-
4, SYlC2) snd tic dimensions sbsll mnform to those _ in Tsblc 131.

3.8.43 ~lvk 3. tammd Doirrt. Srylc 3 knives shsQhsve a susight blsde, a tapered point (see F@rc 4, SIYIC3) and
tic dimensions shall CQnfonn to UYJXspecified in Tsble III.

3.8.5 Tvuc IL class 2 knives. Type Il. class2 knives shsll conform to Tsble 111snd sbsll have a slightly cur-d blsdc
widI a shoe-lip rrnnal ro the right al tie end of the blsdes shown in Figure 5.

1 S–==R

131adccross sccticm

Fipure S. Type II. class ? cun’ed righl bsnd shoe-lip

I s

● ’

●
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3.8.6 Jwc fl. class 3 knives Type D,class 3 knives shall conform 10Tabkc [11end shall have a slightly CUIVCdblade
wifh a shoe-fip fumed to the lefi at the cud of cbeblcdc as shown MFigure 6.

F@rc 6. Type If, CfCSS3, curved, MI bead sboc-hp.

3.9 ~. . T~rnphNscXg~ M&of~d&~dwti@mmk
suitcbkcfm - bms snd shccu of pbnnbcfs led !md .sb8UumsisI &did3y of a bblc, sbmk Or tang, and nbrindle,

3.9.1 ~. T3mbkwkeshallmnfoxmti 3.5 snd shall bcrccbmgdsrrnshapc mdshalltapcr fromthcbackcdgcm
tie cutting edge as shown in Figure 7. The cutting edge shafk bc bevel ground on each side snd shll be uniform
dnuugboul the lmglb of the blade. The blade sbafl possess a Rockwc13C bardncss of not k tbzn 35 nor more than 45
*-mspoS&lin4.4.6. Tkbkndcsbd lshow-ofmttin gmdthaabiitobokd ckeuaafgewitimo~mg
or burning whcntcstcd asspcdicd in4.4.l. Msximmn smf~rOugimcss skIsUcafOrmt 03.5.1,

v
J ! #

Blsde muss Am

FiguIc 7. Type m, pfumbcf’s chipping.

3.9.2 ~. Theshmk ortmgsbaflb cintegmlwic hthebladcmd sbc.flbemi. dtoanqkeofbctwccn
10 and 20 degrecswitbrcfercnccto CbeCUMing03ge of Chebfcdc. ThC drd OItcng shd form apM’1of Ihc handk, shall
be a! Ie@ as thick as the brick edge of tic blade cujaccn! to il. and shafl extend the fufl ICI@ and width of the hsndfc.

3.9.3 Hg@. The shank or tmg shall be iitkd with bcsvy le’atha side picccs to form the hcndle. These side pieces
shakkbe SCCIUUJ10 the shunk or Ccngby means of tbrcc or mom sccurckydriven. ncdy hcufcd rive~. Rivets may bc
hczskd over washers and may poject above the bundle surface provided no sharp edges arc .%dem or the rivets may be
fmisbcd flush withor slightlybelow the angle surf=. The lesdmr side pieces maybe fmkhai approximately flush with
lhe edges of the shank or tang.

3.9..4 Tvoe 111knives. Type 111knives shrdl conform to Table fV and sh.d3be similar [o Figure 7
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Table IV. Type [U, plumb.ds chipping

Length of blade W]dtb of b~c Length ofhandlc
‘e

f 3/’8rncb + 7116, -564
(inches)

+ 1/2, - 1/s
cmchcs) (inches)

5 I-In I 4

3.10Ivu IV. mrtiy.Putty kniv. s.ldlbc mhable for glazing work and other xppficadons of a .simikanatum. f%ny
fUliVCSshall ftnnisbcd in two degrees of ffediliry designated = foUows:

class1- Fkale
Class 2- Scmif3exiblc

An putty knives shrillWnfol’m to the eppficabfc ffcxibiliry re@mntm ts as bled m Table V Wkl tested as specified in
4.4.2. The c1855of putty knife Iim&u3 shall be m ~cd in tic contr~ or order (see 6.2). Pulty knives sbafl COl12+S1
essentially of a blade, shank or tang, handle, and may be equipped with a bolster, al the opticmof tie manufacturer.

Table V. Type W, flcxiiility of p~ knives

Load al 6-li2 inches Dcnccticnl

class minimum maximum
(pounds) (ounces) (inches) (mchcs)

1 (nexiilc) 4 2 4-1/8 4-7/s ●
2 (Ssmifkxible) 4 2 2-314 3-1/4

3.10.1 ~. The blade shalf c-dorm lo 3.5 as 8pplicablc. The mntour of the bfadc width may include
appmxirnalcfy parallel edges, _ more !&monc-hafflhe blrxfc= or tie edges wti m m-cmntour. llte blnde
shall x in width to blend w’iti the hmdlc and genemfly ccmfonn to Figure 8. There shafl be a sfight bevel cm at least
one side of the blade at the point end which sbafl extend tic cnlire width of the bkfc. The poim end maybe blunt. The
bfadc shall possess a Rockwefl C hardness of not less than 54 nor more k 59 when tcscd s speci.fkd in 4.4.6. The
blade shall have a ground fti with a minimcml Surf&x rougbncs conforming to 3.5. I

Figure 8. Type IV. puny
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3.10.1.1 J’zmcrof bladCllu“Cti, Classes 1 d 2 blsdcs &d] IIIPCIin hickncss horn tie handle end of ihe blsdc
10 within a distmce of 1-1/4 inches f IL? inch from the point end. ‘fhc point end of class 1 and 2 blades slmlf lx
-_P-lrnti~OI&c Bdightmversct spcrforadistmmof 1-1/4 inckm~ 1/2 inch fmmthcpoini
end. Clsss 1 and 2 bfades shall conform to tie requirements of 3.10.

3.10.2 ~. ~tim~~~bernk~d tihb~e, tizdtietilm~ mdwidtiof
&Wd M&*-* tie btidmdsti~oftie M, Asanshcmatc des&tbedmn.kortang
Mb*@titibM. mdMtitid~ti l~rnchoftie til@mdtiti ofti. m@e, ~tiddti
the shank or tang is aIclOs@ in Ibe hdfc.

3.10.3 ~. Hm&s .&U be of wood, pfnsdc, or my nonmetallic ~ suitable for the purpose intended snd
Wp.dllcof whf@m&g the applkablc mts specified in section 4 herein. Wood handles sbsfl ~ of cocdcdo, kingwood,
rOS=OOCLwabmI, rmpk, or ~WOOCL The handle *W be f=IMw=@ fi~ tO~ * 01~g by nOl lCSS~m
WOs=urefydlival mnqm&ontypc or other type of nesUy hcmlcd rivels or eyelcLs. Rivets sM.I be f- flush wilb
ordriwmtn wit&malt 0.W15tioftibsdk smfme. EyehMtiea-m~&*of0.225rn&d
amininmmwdl~ofO.OIOti Thcqckthcd sha13havea dinmctaequal toorgreater thanthebodydinmcIu
+ 0,075 inch. Wfkb= is )yatrr. The body dimnetcr of rivals md eycfcrs sbafi fil mdy m the hofcs of Ibc tsng to
prevem label movement

3.10.4 Jvmc fv. classes lmd2. TyTIcfV,cl-sl md2p~ti= ~timtiom to TAle Wmtibe _
10 fi~ 8.

Table \~. Type ~, Cl- 1 and 2 pUtty klliV.=S

Wldtb of
Width of hsndle m

Wldlb of Thickness LcngtfI of TbiCkncs Thickness handle at widest
blade Le@b of of blade m bade of straight of tapered blsde potion
+ lKI blade hamffe + 5/a hmdle hmdfe + 114
- 1/16

+ 3/16
i 3/% minimum - IIS i I-R minimum - 3/32 - lm

(inch=) (m&es) (inch) (inches) (inch) cmcb) (mcb) (inches)

1-1/4 3-m 0.035 3-314 six 1/2 2s/?.2 1

3.11 Tvnc v.*. .Smrpingknivessbslfbesuitable for scmping painL appfying and smoolhing oul safl
q-~ * SPP~ %sping knives me furnished m three degras of flcxiiily dcsignslcd as follows:

class1-Flcxiile
Ck 2- SCmif2cxiilc
class 3- Sdff

~
AUsmaping knives sM3 conform 10tie applicable flexibility requirements as IisIed in Table Vfl when tcsmd as speci!ied
in 4.4.2. The class of srmping knife furnished shall be as spccifkd (see 6.2). scraping knives shall consist essentially
of a bhde. shd or tang, handle, md may be equipped with a bolster at the option of the mmmfacturer.

II
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Table VII. T~e V, flcxibiity of scraping knives

Loed at 6-li2 inches Deflection

Minimum Maximum
Clrs+ (.pound$) (ounces) [mchcs) (mchcs)

1@lexiile) 4 2 3-lia 4.u2

2 (%n.illexiile) 4 2 I-IL? 2-li2

3 (stiff) 4 2 In 1.0

3.11.1 m. The blade shall mnforrn to 3.5 arid tie shape shall wnfonn to F@-c 9, cxcqtti the working end
shall be s&tight along lhe entire witkb and form an M@ W 10E& with the longindii axis of the handle. A slight
beveled or chmnfucd UII?Cemending ti mdre width of &. working end shrd3be provided, otherwise the blades including
tic Rockwell C hdnc;s .&21 coniorm to 3.10.1.

Bolster Optional with the Manufacturer
/

I F@ue 9. T+TCV, .wmping.

3.11.2 shank ortaug. The shank or tang dd conform to 3.10.2.

3.11.3 -. The handle sballmnformto 3.10.3.

3.11.4 TvDcV.cfass=l.2. md3 TyF V, Ck6SCS1,2, and 3 scqing knives shall wnfomn to Table VfD and shall
be similxr m Figure 9.

Table VfII. Type V, classes 1,2, und 3 scraping knives

m
I 3 I .vln I 0.045
II Narrowest Part

Length of
hsndlc
+ 3/8
- 1/5
(inches)

4-1/4

Thicknm Thickness Wldtb 1/
of straight of tapered of handle Width u
handle handle a! blade of handle
? 1/$3 minimum * 114 k 7i32
(inch) (inch) (inch) (inches)

5/8 In 1-1/? 1
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3.12 ~le.1 ad-co ~ . . .,. Type W cable knives sbalkbe suitile fm usc in CUtdng
the sheds of l.ad-wvde Cabhv md sbnflmnsisI -tiaf& of a bfade, shank, and hmxffc.

3.12.1 w. Thcbkdcsbnlfbercctang ulminsbapemdshalltnpcrslightkyi ncmsssection. The back edge of the
bide slmffbe provided with a “striking saddle” which shafl be imcgni with the blade. The beveled cutting edges of the
bMe~&pddtie a*mtimro@= dotig~3.5.l. BftdesshaU posscssa Rockwclf C
hmdncssof40tn 55 w&n@t=d ass@f%d in 4.4.6. The blade sbafl show case of cutting d the abifityto hofd akecn
ufgcwhm tested asspccificd in4.4.l.

3.12.2-, ~eti Ad brn@@tititie bMedtibe* timm@eofwxtiti~ IY(see
Table fX) wirbmfacncc IOthe cutting edge of the blade. The &nnk shall emend the Ml le@b end width of the hnndle
md shall be finished mumxima@ flush with the sngle pie=. The shmk shall be aI leSSIm tick us tic b=k ~ge Of
thcbfadeadjac=mt to~” “

. .

Table M. Type VI, cable, lead-mvacd, chipping, and spfiltiug

-1-La@ Al@
of of bfmfe

cutting to
edge haudfe
“A” “B”
? 116
(mchcs) (de~&)

2.13/32 I 15

Width
of
bfade
“c’
+ 1A2

(ii~h)

1/%

Height
of blade
and
handle
“D”
L 1/6
(iih)

Length
of

bmldfe
“E”
? 1/16
(inches)

4-7f16

T Length
Widfh of “C”
hmslke stxikiig
“F” hmf

=-l-=
3/?3 I 1-3/16 4Hcighl Width of

“H” Sciking
striking head
head “I”
~ 1/16 ~ 1/16
(inch) (i)

WI6 114

3.12.3 kImdfs. The shank sJM.13be find with heavy leather side pi-so as to form a hsndle. These side pieces
shall be_ to the shank by m of dxu or more securely driven. nea!fy headed rivets Rivets may be hc.ufed ova
wmbem ad maypm- above ti hmdfe surfrcx pmvidcd no sharp edges me evident or & rivets may be ftied flush
with or sligjify below the bade surface. Hand2cmaybe covered with vinyl plastic requking no rive!s.

3.12.4 -. Type VI knives sb.dl OXlfOIDlto Table fX and shafl be simik [0 FIgurc 10.

Section A-A
Figure 10. Type VI. cable. lead-covered. chipping, and splitting

11

Downloaded from http://www.everyspec.com



GGG-K-481 D

3.13 Tw, WI. lin~, Lineman’s sliinming knives sbsll umsist of a blsde, shank. snd a handle,

3.13. I ~. The blsde shsll conform IO3.5, have s hook shaped point, sod be taper ground as shown in Figure
I I except tic area spproxiumtcly 1/4 inch long adjscem [o & bsndlc shsfl noI be ~cr @rend, llc ~cr slmll be
ueifocm throughout the length of Ihe tuning edge. The bsck edge of the bfade shsIf be ground 13atso ss IOform Am-p,
well defined comers suitable for =sping wires, The maximum surfsce roughness of lhe blsde shafi mnfcnm 103.5.1.
The bhxlc shsffpsscss aftockwcfl C ~ of not khan 56 normwe tbsn 60 when I- as spccifkd m 4.4.6. 3he
bfcde shall show case in cutting snd the abifity of tie steel m hold a keen tuning edge when tested as spaifkd m 4.4.1.

F

E
-lt-

V

Blade cross section Dptional hsndlc design

Figure 11. Lineman’s skinning knife

3.13.2 m. The shad shslfbc integral ti the blsdc and hsve a thickness equsf to or grcstcrthsn tie bsck edge
of [he bfade. The edges of tic shank shsff be of irrcgufm shspc to securely unchor the molded handle. The shank shall
extend approximately 3/4 Ihe length of ihe bmdlc.

3.13.3 w. The handle shaff be msdc of ei!hcr plastic or half hard rubbm snd shall be pcnnauemfy molded to
the shank. h end of tie rubber We slmllbe provided with a hole approximately 1/4 inch diameter u shown in Figure
II, or a heavy %-c ring shsll be molded in tic end of plastic handles for fsstening 10a 1..1 bell snap. This hold shslf be
Ibrougb tie rubber hsndfc onfy snd sbslf rmlcqmse sny pan of Lbes.hsnk. Tbc surface of tic handle shall be smooth and
shtdl be b of pi&,crwks, Isps. semn.s.or other dctrimen[sl dcfcc~. Comers of”lbe handle shall be neatly snd smoolfdy
rounded. The perime[m of the rubbm hsndle at the bltie end sbsfl be cnbmged 10help prevent accidcmd tuning of tie
user’s fingers or his gloves. Plzmic hsndles shsff provide a fmgcr guard at the blsde end to minimize the chsnce of
sccidenud cutdrq of tie user’sfmgms or his gloves. Handles shafl withstaad tic dielccuic strength test specifmd in 4.4.7.

3.13.4 Tvm ~. T~Tc Vfl fiicrmds skinning knives shsfl conform 10Tahk X and he simifar to Figure 11.

L
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Table X. Type VIf, ti_’S skinning

I Blade I Hendlc I Handle Blade thickness I Bl&5e I
length length width Handle (d b=k) width
“A” “B” “c” Ihickness “E” “F”
k In ~ 1/% ~ 1/16 “D’ fo.olo ~ 1/16
(m.hcs) ~m.bcs) (inches) 2 1/16 (inch) (mchcs)

3 5 1.3/16 9/16 0.85 I-lix

3.14 ~ Daai150fwdmmsbip sbaubcinacamkce with k b- cmnmcrci.d standmds and PI=ticcs.
P- comings,pkuings md 6ni&s sbdl be smooth, dry, dbctent, condnnous, md not stsincd or discolored. Fastawrs
shll be - secured md show no c.idence of defommticm, QWSSUm4ing, m hazmdous buns. Adhesives md
lubriu@adcqutcforIbcir in!mda5~shall bcpru@ya ndnc.ntly@icd. Adhcsivcssbnfl beadequa!clycured.
W= md cables slmflbe netiy dressed imd shafl not be I%@ or in cmntm wilb sharp edges. W= and cable insulation
shall show no evidcnc-eof bums. abmdiug, or prnch reds. There shall be no interference, binding, or galling of parw
Exbnalsnd _ sutf-sbdtc fraof tool d gouge reds, nicks, or other surf= imperktiom. The item shafl
be ckan mid 6U of corrosion and debris (e.g., *s, sbviugs. silvers) ox otha foreign mmerid The item shall be k
from nmdm wc&mamf@ dcfals (e.g., IoOse,missin& binding, misalifDcd pm, sh~ or rough cti Ufg=,
COI=S m surf=) =f ~ .orkmfmhip deft.=ts (e.g., pits rips, fins. bums, team, nodules, cracks, blisters) which
may adversely impwt k item’s savicub WY, duxabii, safety, ox appcar~.

3.15 IvfcuicDrOdums.F’FXIUCLSmanufactured to metric dimensions will be considered on m equal basis with tbosc
mufmvmd using inch-pod UniLs,pmvilcd they fafl within tie Iofcrmlces Spcci!icd dall Olba rcquirancm of this
document are met. ff a pmdw is mmmf~ to metric dnnamions A those dmmsiom cx=ed the tnfuanccs
spcciiied in tic inch-pound unils, a rcqucsl should be mdc m the spcci6cadon prepsring activity for change to this
document

4, QUALITY ASSUR4NCE PROCEDURES

4.1 R- onsiiililv for immati m Unless otkrwise s#6cd m the contwt, du cankwm is respomible for the
pcl’fomlmc.e of all inspection I=@=w=D= = SP=I= h- E=@ = 0~- spesifkd in the ccmmx~ tie
conlmstor may use his own or my other facilities suitable for the pdmmemcc of tie *lion requirements speci!kd
be&, unfcss~cdbytbe Oovallmall. -f-beGOvclmnml -es the right to perform any of the inspections set
forth m the speciticadon where such inspccdons arc deemed neccssmy to - h supplies and services conform 10
plcscriicd rcquimmalu.

4.1.1 ~~ mdmamzblinme=@t1 fn ammniancc with 4.1 above, the supplier is rc.sponsibfc for b15uling Ulm
mmponecm und maim-ials used were mtmufacnmd, tcstaf, and inspected in ECCOI15811Uwith tic rcquircmcnls of
refarnmd subsidimy spccibdon end standanfs to tic extent spccif%d. or. if none, in mwrdmcc witi this specflcation.

4.2 ~moccdures Urdm ohcrwise specified. sampling for kpection shall be performed in accordance with
ANSMASQCZ1.4.

4.3 ~amination

4,3.1 VLStldCX.UUiIMfi. The end iwms shall be exsmincd for the dcfecLsI&cd in Table Xf. The lot size shrill be
expressedm terms of tudvcs. The inspection level shall be 11and lbe acceptable quality level (AQL). expressed in knns
of defects per hundred units. shall be 2.5 for major and 6.5 for tot.d (major and minor combined) dcfecLs.
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4.3.2 Thmemimmlex~. The end items shall be examined for defects listed in Table Xl. The lot size shall
be cxprcsscd in tams of knives. The inspection level shafl be 11and the acceptable quality level (AQL), expressed in
terms of defects per hundred units, shaff be 2.5 for major and 6,5 for IOIUI(major and minor combined) defects. ●

Table Xf, Classillcaaon of defects

Examine
C1ail%adOn

Defect Critical Major Minor

Consbuction and Safety lock not provided or action ❑ot positive; 001
workmanship bisdc fails to lock in open position (WC 1,

class 2 Oldy)
Type and class (when applicable), not as spccifkd
Material for bfadc not x spcci@ not free from
SC- CI=ks, me 01 hmd SP@S,nonmetallic
inclusions, wgrcgadons, checks. Laminationsor
5plit.xnol Llmisbcdand polished as rquircd
Htmdlc not of auhri.zcd mdmiaf, loose, not
mnoothfy fticd and shaped = required, not
free fim cracks, splits.,burrs, skivcrs,s&q
edges or tom-, rivets or pins nonmnfonning,
nol SL%IUClYheaded, or ftied smooti ~
ficc from b~, or not fmisbcd and polished as
required
Blade ~ md WCi@ nOt x mqti> not ptipCTl~
sc=ured, broken, cracked, dlippCd; edge lumcd,
nicked or dulled. not gxound to a sharp keen edge
x rcquird, not wed and beveled as sp~lcd
Blade not provided witi nail nick; spring broken or
inoperable. fmgm rele.& fails 10function as rcqtied
(me 1class 2 only)
Shank or tang less than tie required mininmn length,
not samred in htmdle as specified. rivet(s) or pins not
securely hcakcd, or finished smooth sad free from
burrs (except tyPcs IV and V)
Ferrule or bolsla missing, CCAcd. imprcqmky fined
or fails to afford proper suppon for handle (when
applicable) (exwpt types fv md V)
B&la missing, cracked. improperly fined md posi-
tioned; nol of appmvc.d material (types IV and V
only)
Position of cutting edge (or working portion) witi
refercn= to handle (and shank) not as specified
(cXCCPI~eS IV and V)
Hole through end of handle missin~ or diame!cr
not as specified (type Lclaw 2 and type W ordy)
V’idlb and Icnglh of blade (or tuning edge). lmgth
of bandlc. and dliCkllCS5of blade (back of blade)
or widti. as applicable
Tbichess of back of blade a! handle not within
requUcmcnL<
.411parts, a%applicable, not I’rceof mst or corrosion

102
103

104

105

106

108

109

110

Ill

112

Ill

1(;

—
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Classification of defects (conI’d)

Chmsifhdon
Examine Defect Critical Major Minor

Consbuction and
and wodmmmhip (cant’d)

W1dtb of blade at hook-bill end tang ends mu! over-all 201
length with blade open no! wWin requirements (type 1,
class 2 cndy)
Length, heighL or width of striking head not in 202
cu%md8nccWilbspecified limbs (type w Ordy)
Lmgth, height, width, or d&kncss of tic not 203
within rquiremmts
Mm, manuktumr’s name or trmdanark missing, 204
inwrrect, iffegjilc, or not pcrmmcntfy n.KTked

4.4-. ‘llIcend items shall be tested in acconfmm with the 8pphcablc pumgrapk of 4.5. l%e sample unit for
dlcdicfccmic teslskf3Dc tw0kllivcs. -f&ilq@icm level shallbe S-2 and the ~table quality level. expressed in tams
of defect per hundred unk, shafl be 4.0.

4.4.1 Cutdm?tesLs.

4.4.1.1 ~eslandffkmv es. Tbc type 1and U knives sbnfl be subjested to a&g tcsl of sufficient duration to
determine ccmfonnmcc with 3.7 aod 3.6.1. Type I klliVESsbafl cm linoleum md type 13knives shall cut tOUgbIealhct.

4.4.1.2 ~ ms. The type ffl knives slmflbe held by hired end IIDIless thrm 20 hard cutdng blOw~shafl be
suuck on a 1pod bw of plumber’sled from ahcigln OVUdlC b= of approximalcfy 18 inches. The phllllkl%’ lead shalf
bEVCa COUtMtof afJfIIOxiIMtC&60 pcm=ntkrd and 40 pC1’CXllttit, Faifurr shafl have occurred if the cutdng edge SbOWS

I any nicks, chipping. or deformation of any sort

4.4.1.3 ~vrlcvfkniv es W~Whm AWbheldbyhd tititiefig dgehgmalpomdbmof
phllllbdbd s spccd%l M4.4.1.2. Thcbarsbalfbc _ by a solid block of wood. A 1 pOULldnmchhkt hammer
skfl be wed to strike not less h 20 medium hard blows on UIe“smifdmgsaddle” of tie blade from a height over the
“- *dfc” OfW*N 15 rncbcs. AfLCX=h blO~ the bklc d b. moved t. a dit%cm location of the test
btrr in prcpa.mtion of the ncm blow. Failure shall have occurred if the tuning edge shows any ticks, chipping, or
deformation of my sort

4.4. I.4 Jwe VII kivq. The type VU knives shall show ease in cutting and skinning elccrncaf insulation fmm
general propose wires. fn additioq the cutting edge of the blade shall be tested by producing several shavings from the
body of an ordinary stove bolt or Bcommon nail Failure shafl have occurred if the knife does not cut imulaticm a.sily
of if the curdng edge nicks. chips, or deforms in any manner as the resuft of.shaving a boll or nail.

4.4.2 ~.

-!.4.2.1 J\% I. class 1. and Wue II C&S I h ,CS.Approximately 1/4 inch of the cutter end of tie knife blade shafl
be kld m IAcjaws of m ordinary bcncb vise with tie handle of the knife set m the vcrticaf position. The bm end of the
handfc shall themb moved slowly 10each side of the pcrpemdicufm. gradually increasing tic included angle increments
of approximately 1[1degrees, allowing the blule m return 10the vcnical position hcforc reversing & motion. until an
included mgle of al leasl6fYhas been readmd by my section of the handle which is nearest to the sides of tie angle. The
= Oftie ~cl~~ %lc ~~ bCioc~~ at the lop of the bench vise jaw. Faihtre shall have occurred should !he blade
m tmg break or .sbowany \itible indication of pcrrnmcn[ dcfornmtim. or shoufd the handle show any visible indication
of damage
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I

4.4.2,1 ~ IV md V ti~. ApprnxhmI@ 1/4inch of the omu end of the knife blade shall be securely clamped
bctwanm’oflm surfminsucha memxs h tbc ILMXIICmnends horizontally and the remainder of the knife wifl be free
to flex downwind, A load of 4 pounds and 2 ounces shnfl be appfied as a dead weight suspended frnm a w-ire,clamped.
or olbawisc attdcd tn the handle of the knife at a distance of 6- IL? inches bum the outer end of tie blade, The mnount ●
of defcctinn due to the application of the load shafl then be measumd, The umount of deflection shall be the dficrcncc
between the two heights of the hmdle at the point of load applicadon measured vmdcalfy bcfmr and after applying the
load. Faibmesbafltie occurd iftbc amnml of dcf@ktn ismt wilbin the rsnge speciiied in table V or W] as applicable
for the type and class of knife under test or shoufd the blade show my visible indication of permanent deformation.

4.4.3 J7mnmabiitv tcsl TYFCSfv, V, andWI knives, having bamilesof my material cxccpt wood, shall be subjected “-
to this test. The knife blade shafl be clamped m a suppon with the handle extended oumvmd in a horizontal pnsition.
Under the bandfe that .sballbe clmnpcd a piece of 10-mesh Bunsen gauze approximately 5 rnches sqwme in a horizontal
pnshiom 1/4 inch below the bottom nf the handle, and with abnut IL3inch of the handle extmdmg beyond the edge of
the gauze. A b- bumcr with an efficient flame 1/2 to 3/4 inch in height, shall be adjusted so that the flame L@wifl
jusI contact tic specimen when placed under the free end of the handle. At the cnd of 30 seconds the flame shafl b
removed and the specimen aflowcd tn bum, The rate of travel of the flame shafl be determined fmm the time required
for tie flame to travel the length of the h.mdfe. fn C= the handle dries not continue to barn after the fist ignition, the
bmncr sbaflbe plxuf under dw 6U end for a paind of 30 seconds immcdialrfy following execution of the flame. U tie
handle does not mntinuc to bum until the tlane has reached the bkk end of the bade nffcr the second ignition, the
sample&If be cansiiaul self~hing. When tested as spccifwd, the handfc shzdlnot burn at a raic exdig 3.3
inches pm minute.

4.4.4 Solubilitv tesf- Types IV. V, and Vfl knives of any mamrkd cxccp! wood sbafl be subjcctuf to this test. The
bawl. sban be compkLcfy i for a paiod of nnt less than one minute in cd nf the fobving commercial fluids:
lacquer thinner, -tie, mineral spiriu, paint remover, alcohoL and gasoline. AI%? c=h separate immersion, t-be
baudfc ti be tbomughly wiped with a thy, CkltLwhile CfOdland cxmuincd. Any handle showing evidence of snficning,
dkmdmsdon let?on thewiping cbdI, or ohm dcfmitc indicadon of scdubility shall be rejected. Pfasdc handles shall also
pass lhc foflowing Lest imnm’scthe bandfcsm L@&! linseed nil for 4 how, remnve and ICIti for 24 how, ~crs.c
m kausnc for 4 ho=, remove and ICIstand for 24 houm hy handle *owing cvidcncc of softening or other defmitc
indication of volubility shall be rejected. ●

4.4.4.1 jmmm tCASLType IV, V, snd Vf2knivs having handles of any mamrial except solid wood shall be subjected
tn the following tem Knives shall be drnppaf from a height of 10 feet so that the bundle ffi strikes on a conmcte floor.
After impacl there skiff be not flaking off, cmrking, breakage, or buckling of tie bandfc,

4.4.s ~ldc cmeninctest. Type 1,cfass 2 knives shall be securely clsmpcd in a position m the bkadcmay be readify
npmcd. A wire sbaffbe fonpcd around the blade and attached to an accurately crdiicd spring scnfe. the foru rcquimd
10npcn the blade approxiumkly 9@ shafl be not less than 6 inch. pcmnds nor mnrc than 12 inch.pnunds.

4.4.6 &mfness lest. Testing shall be accompfishcd in acemdawx with ASTM E 118 for complimu with 3.7.1.1,
3.7.2.1, 3.7.2.5,3.9.1,3.10.1, 3.11.2.3.12.1, sod 3.13. I.

4.4.7 Diclcctric snmlmb test. The handles of type VTlknives shall withstand tis test, One specimen of the sampk
shall tw immemzl in tmnsfnrmcr oil for a period nf 5 hours and the other specimen imnmscd in water for a like period.
,4ftc? wiping the handle surfaces dry, each handle shall be wappcd in a metal fnil to a distance of 7/8 inch f 1/16 inch
from tie nm cxpnsed psrt of the bk+lc. Two voltage leads shall be connected to tie sample, one to the blade. and one
to themetnl foif. Each s.wnpleknife SIMUthen be subjected to a voltsge of not less than 2.200 volts. 60 cycle. AC. for a
period of 1minute and s&aflwithwmd this voltage without faifurc.

4.5 Inspection of mmar ation for delivem rumircmen IS. An inspection shall be made m determine that the
prcscrvadom packaging, packing, and marking comply with the requirements in section 5 of MS spccitlcation, Defects
shall bc scored in accordance with Table Xl. The lot size shall be the number nf shipping containers in lbe end item
M=lion 101 Tbc ~~=tion I@el sh~l bCS-2 md *C AQL.exPr=wd ~ t~~ Ofd~rect~per h~drcd ~iK sh~l b~
4.0.

lx
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5. PREPARATION FOR DSLIVERY

5.1 P-ati~ p=kaging, packing, end mmkmg shall be in
accmdame wib PPP-P-UI. The levelofprcscmation. packaging, and packing slmll be A, B, or Commercial, as specikd
(S= 6.1).

6. NOES

(This section w~tain.s information of a general or explanatory maw. ha! may be helpful b.1 is not mandatory.)

6.1 Jntendcd use.

6.1.1 @ I.h aw~.~, ~o~~, Type 1,hawkb~ (linoleum) knives arc nonmlfy I&I for cutdng hnolcum and
floor & mmie of rubber, plastic, vinyl and asphalt

6.1.2 @en. Shoe. Twe 11,shoe knives= normal.fy U@ for cutting end trimming leatkr goods,

6.1.3-, .hnn bin’s chmuing. T.ypcID, plumber’s chipping knives zre normally used for cutting sheet lead

6.1,4 WC fv. mmK. Type fv, PW knives ~ normally used for gha&g, scraping, smoothing, and fbg
Opcradom.

6.1.5 TvneV. classeslan d 2 ~miI& Type V, classes I md 2 ssrzping WCS are rmrnmlly used for removing
w@x. wh== ChS 3 iSmom *le fOr=@g P~I ~ V* ~m WO~ Ormc~ ~==

6.1.6 WC Vf. cable. k.dcoV~d. C~ d“”. Type VI, cable, lcd-covered, chippimg and splitting
tics - nO* used for cutling the shealbs of lead-cover cables.

6.1.6 ~ s.” Type WI, finenmn skinning knives are nommlly used for cutting. skiig, and
=~rng insuladon from electric &s.

6.2 Acquisition renuircmcng. Acquisition documents musi specify the following:

z TIUe. number, and date of this ~CtiO1l.
b, Typeand ChKS,if E@CddC, of ilcm required (see 1.2).
c. Blade length fnr type ff. class 1 hives.
d. Level of prcsmmtion, peckaging, and packing required (SCC5.1)
e. Mtimg. if other than specified,

6.3 Tramorwn “ondcsmiutiq

TWC lv:
Rail

Knives. Punv

Transportationdescriptions end minimum weighs applicable [o this commodily are:

c=i.d” minimum weight 30,000 pounds.
Motor

Knives. puny
Motor volume minimum weight 30,000 pnunds.

Tyfxs 1.1]. 111.V, Vf. and Wl:
Rail

Tools, not otherwise indexed by name. Carload minimum wwighf30.000”pounds
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Motor
TOOISbend. not otherwise indexed. Truckload minimum weight 30,000 pounds, subjccl to Rule 115,
National Motor Freight Clauifiion.

I ●
~ ~

Custodians GSA - FSS

Army - QM
Navy - SH
AU Fomc - MOA
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