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MIL-B-52508A(ME)
8 September1972
SUPERSEDING
MIL-B-52508(MO)
31 March 1966

MILITARY SPECIFICATION

BOX, METAL, SHIPPING: REUSABLE,TRANSPORTER,CONTROLLEDHUKIMTY,

~EEL, 270-CUBIC-FOOl?CAPACITY, 9,000PWND MAXIBUM LOAD

1. SCOPE

1.1 This specificationcovers a noncollapsible,reusable, steel
shipping containerof 9,000 pound maximum load capacitywith provisions
for humidity control.

2. APPUCABLE DOCUMENTS

!2.1 The following documentsof the issue in effect on date of invitation
for bids or request for proposal form a part of the specificationto the
extent specifiedherein:

SPECIFICATIONS

Federal

TT-E-485
m!-E-48g

T’J?-P-*
m-p-320

TT-T-801

TT-V-109
W-G-671

- Enamel, Semigloss,Rust-Inhibiting.
- Enamel,Alkyd, Gloss (ForExteriorand
Interior Surfaces).

- Paint; Stencil,Flat.
- Pigment,Aluminum;Powder and Paste,
for Paint.

- Turpentine;Gum Spirits,Steam Distilled,
SulfateWood, and DestructivelyDistilled.

- Varnish, Spar,Alkyd-Resin.
- Grease, Graphite.

FSC 8115
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Military

MIZJ-T-704
MIL-W-12332

MIL-c-21567
MIL-P-k6105

STANllARDS

Military

MIL-STD-129
MIL-STD-1235

- Treatmentand Pa}ntingof Materiel.
- Welding,Ref3i6$@nce,Spot, Warn, and
Projection,for FabricatingAssembliesof
Low-CarbonSt~el.

- Compound,Silicone,Soft Film.
- Primer Coating;Weld-Through,Zinc-Rich.

- Marking for Shipment and Storage.
- Single and Multileve-1ContinuousSampling
Proceduresan&Tables for Inspectionby

.

Attributes.

E?AWING

TA13215EW7 - Box, Metal, Shipping,Reusable,Transporter-
ControlledEumidityrSteel.

(Copiesof specifications,Stan*rdS, and ~awin$ reWiredbYSWpl~ers
in connectionwith specificprocurementfunctionsshouldbe obtainedfrom
the procuringactivityor as directedby the contractingofficer.)

2.2 Other publications. The followingdocumentsform a part of this
specificationto the extent specifiedherein. Unless otherwiseindicated,
the issue in effect on date of invitationfor bids or request for proposal
shall apply.

AMERICANWELDING SOCIETY

Welding Handbook
StandardQualificationProcedure

--

(Applicationfor copies shouldbe addressedto the AmericanWelding Society,
345 East k7th Street,New Yorkt N. y. loo17)~
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AMERICAN SOCIETY OF MECHANICAL

Welding Qualifications

(Applicationfor copies should

ENGINEERS (ASKE)

be addressedto the American Societyof
MechanicalEngineers,United Engineering
%w York, N. Y. 10017)●

3. REQUDWMENTS

3.1 Description. The box shall be in
‘d13~5KW07 and as specifiedherein.

3.1.1 DrawingsflThe drawingsforming
end product drawings. No deviationfrom

Center, 345 East h7th Street,

accordancewith Top Assembly

a part of this specification
the prescribeddimenslon~or

are

tole~ancesis permissiblewithout prior approval of the contractingofficer.
Any data (e.g. shop drawings,layouts,flow sheets,processingprocedures,
etc.) prepared.by the supplieror obtainedfrom a vendor to support fabrication
and manufactureof the production item shallbe made available,upon request,
for inspectionby the contractingofficer or his designatedrepresentative.

3.2 First article (first-producedbox). The suppliershall.furnish one
w more boxes for examinationand testingwithin the time frame specified$
to prove prior to startingproductionthat his productionmethods will
produce boxes that complywith the requirementsof this specification.
Examinationand tests shall be as specifiedin sectionk and shall be subject
to surveillanceand approvalby the Government(see 6.3).

3.3 Materials. Material shall be as specifiedherein and as shown onthe
applicabledrawings. Materia3s not specifiedshallbe selectedby the
supplierand shall be subject to all provisionsof this specification.

3.4 Lifting attachments. Each lifting lug shallwithstand a minimumpull
of 20,000 pounds without rupture or damage to any welds, or deformationof
any part when tested as specifiedin k.s.a.p.

3.5 Air retention. The box with breather-portsealed shall maintainan
internalpressure equivalentto a h-inch differentialin manometerwater
level without loss of more than 1/2 inch in 10 minutes or 1 inch in 30 minutes,
prior to the applicationof paint, enamel, or primer to either the inner or
outer accessiblesurfaces.
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3.6 Lubrication. The contact surfacesof the moving parts of the Locking
mechanism and door hinges shall be lubricatedwith graphitegreaseconforming
to w-G-671 to assure free operationand prevent the rusting or seizingof
parts. After testing and painting,closure surfacesof gasketsshallbe
cleaned and lubricatedwith siliconelubricantconformingto MIL-C-21567.

3.7 Weight. The tare weight stamped on the box nameplateshallbe the
%/erageweight of the first 30 productionunits. The tare weight of the
productionboxes shall be within plus or minus 35 pounds of the stamped
weight.

3.8 Identificationmarkin~.

3.8.1 Informationplate. lkta
the followingand shall be legibly

on the informationplate shall include
stamped,etched, engraved,embossed,or

cast into the metal. Letters and numeralsshallbe a minimum of l/8-inch
high. Letters shall be Gothic

Nomenclature -

&ederal Stock No. 9

Serial No. -

Manufacturer’s -
Identification
Date of manufacture
Contract No. .

Inspector’sstamp 0

Tare weight

Overall length
Overallwidth
Overall height
Inside length, nominal
Inside height, nominal
Insidewidth, nominal
Shipping cubage
Interiorcubage

capitals..

BOX, METAL, SHIPPING: Reusable,Transporter,
Controlledhumidity,Steel, - 2CH,
270-cu-ft capacity,9,000~lbmax. load.
8U5-856-8620
(To be suppliedby contractingofficer.)
(Name and address of manufacturer)

(Month and year)
(As indicatedby contract)
(To be stampedby Governmentinspector.)
(To be stampedafter weighing (see 3.’7)
Metric equivalentto the nearestkilogram
using the conversionfactor 2.204pounds
for 1 kilogram.)
8 feet
6 feet
6 feet
7 feet
6 feet
5 feet

6 inches 2.59 meters
3 inches 1.91 meters
10-1/2 inches 2610 meters
7 Inches 2.31 meters
1/4 inch 1.84 meters
11-1/8 inches 1.81 meters

365 cubic feet 10.34 cubic meters
270 cubic feet 7.65 cubic meterf

3.8.2 Service identificationand serial number. “U. S. Army and U. S.
Air Force CONEX” and the serial.number as specified(see 6.2) shallbe
applied in 2-inch high letterswith black enamel conformingto TT-E-489
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proportionallyspaced and centeredas indicatedon the drawings, In addition
the serial number shall be applied inside the box in 2-inch high numerals,
with white flat stencilpaint conformingto type I of TT-P-98 two inches
from the top and 4 inches from the front on the right side of the box.

3.9 Treatmentandpaintin~.

3.9.1 Accessiblesurfaces. All accessiblesurfacesshall be cleaned and
treated in accordancewith MIL-T-70h. After cleaningand treatingall
accessiblesurl’acesshallbe painted with one or more coats of enamel
conformingto TT-E-~5, type II or IV. The minimumthicknessof the &y
paint film shall be 2 to 3 roils. In addition,all efierior surfacesshall
be top coatedwith one or more coats (1 mil dry film thickness,minimum)
of aluminumpaint formulatedby mixing 16 ounces of aluminumpigment
conformingto TT-P-320,type 11, class A with one pint of turpentinecon-
forming to TT-T-801 and one gallon of varnish conformingto TT-V-109.

3.9.2 Inaccessiblesurfaces. Surfacesto be welded which are inaccessible
for cleaningand treatmentafter welding shall be cleaned in accordance
with MIL-T-704and coatedwith a primer coating conformingto MIL-P-46105to
a minimum thicknessof 1.5 roilsprior to welding. Other surfaceswhich are
inaccessibleafter assembly shall be cleanedand treated in accordancewith
MIL-T-704,and painted with one or more coats (2 to 3 roilsdry film thickness)
of enamel conformingto TT-E-485,type 11 or IV, prior to assembly.

3.10 Workmanship

3.10.1 Castingsand forgings. All parts, components,and assembliesof
the box which includecastingsand forgingsshall be clean of hsmnftil
extraneousmaterialsuch as sand, dirt, pits, sprues, scale, and flux.
Rework shall be limited to procedureswhich do not reduce strengthor
affect function.

3.10.2 Metal fabrication. Metal used in fabricationshall be free from
kinks and sharp bends. The straighteningof material shall be done by
methods that will not cause injuryto the material. Corners shall be square
and true. Flame cutting,using tips suitablefor the thicknessof the steel
may be employed insteadof shearingand sawing. All bends shall be made
with controlledmeans to insureuniformityof size and shape. Precaution
shall be taken to avoid overheating. Heated steel shall be allowed to cool
slowly. External surfacesshall be free of burrs, sharp edges and corners,
except when sharp edges or corners are requiredor where they are not
detrimentalto safety.

-
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3.10.3 Welding

3.10.3.1 ~tt or fillet wdd86 The preparationand procedurefor butt
and fillet welding shall conform to the practicesrecommendedin the American
Welding Society’s-Handbook. Butt welds shall have 100 percentpenetration.
Minimum size of fillet welds shall be the thicknessof the thinner section
being welded. hkucimumgap between sectionsbeing welded (spaceto be
bridged by weld) shall be 0.06 inch or the thicknessof the thinner section,
whichever is less. All butt and filletwelds shallbe free of entrapped
slag, burn through,undercut,overlap,and excessiveporosity. Welds
attaching lifting lugs to cornerposts, cornerposts to sleds,and corner
posts to”front and rear sills shall withstanda minimumpull of 20,000poundso

3,10.3.2 Spot and seam welding. Spot and seam welding shallbe as
specifiedherein and in accordancewith MIL-W-12332except that the reporting
procedure shall not be required.

3.10.3.~ Seam we3.ds. All seam welds shall be continuous,extendingthe
entire length of the sectionsbeing joined. Where it is not practicalto
provide a specifiedseam weld, a continuoussingle filletweld lap joint
may be substituted.

3,10.3.4 Multisectionspot weld. Where more than two sectionsare being
Joinedby spot welds, the weld between two adjacentsectionsshall conform
to the requirementsspecifiedfor a two sectionweld.

3.10.3.5 Welders. Before assigninganywelder to manualweldingwork
coveredby t-cification, the suppliershall provide the contracting
officerwith certificationthat the welder has passed qualificationtests
as prescribedby either of the followinglisted codes for the type of
welding operationsto be performedand that such qualificationis effective
as definedby the particularcode:

StandardQualificationProcedure of the AmericanWelding Society.
Welding Qualificationsof the ASME.

.

Supplierswho only make horizontal.welds need not qualifywelders for “d
position welding.” $tiject to approvalby the Government,su+pplier’s
standardwelder qualificationmay be sutstltutedin lieu of the above codes
provided that the supplier’sprocedure is equivalentto the above codes.
The supplier shall be responsiblefor determiningthat automaticwelder
equipment operatorsare capable of producingqualitywelds.
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4. QUALITY ASSWCE PROVISIONS

4.1 Responsibilityfor inspection. Unless othemise specifiedin the
contract or purchase order, the supplier is responsiblefor the performance
of all inspectionrequirementsas specifiedherein- Except as otherwise
specified in the contract or order, the suppliermay use his own or any
other facilitiessuitable for the performanceof the inspectionrequirements
specifiedherein,unless disapprovedby the Government. The Government
r~serves the right to perform any of tfieinspectionsset forth in the
specificationwhere such inspectionse~e deemednecessaryto assure supplies
and semices conformto prescribedrequirements.

4.1.1 Acceptabilitycriteria. Boxes which conformto all requirements
in sections 3 and 5 of this specificationand pass all applicableexamina-
tions andtestsin section 4 of this specificationwil.lbe considered
acceptableby the Government.

4.1.2 Componentand material inspection. The supplier is responsiblefor
insuring that componentsand materialsused are manufactured,examined,and
tested in accordancewith referencedspecificationsand standards.

4.2 Classificationof inspection. Inspectionshall be classifiedas
follows:

(a) First-producedinspection(see 4.3).
(b) Quality conformnce inspection(see 4.4).
(c) Inspectionof preparationfor delivery(see 4.6).

4.3 First-producedinspection.

4.3.1 Examination. The first-producedbox shall be examinedas specified
in 4.5.1. Presence of one or more defects shall be cause for reJection.

4.3.2 Tests. The first-producedbox shall be tested as specifiedin 4.5.2.
Failure of any test shall be cause for rejection.

4.4 Quality conformanceinspection.

4.4.1 Sampling. Sampling for examinationshallbe in accordancewith
samplingplan CSP-1, InspectionLevel II, MIL-STD-1235.

4.4.2 Examination.

4.4.2.1 Individual. Each box shall be examinedfor correct identificatiti
by serial number on the Informationplate and as specifiedon the drawings. “
~esence of an incorrectserial number shall be cause for rejection.

?
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4.4.2.2 Samples. Samples selectedin accordancewith 4.4.1 shallbe
examinedas specifiedin k.j.l. AQL shallbe 2.5 percent defectivefor
major defects and 10 percent defective for minor defects.

4.4.3 Te6ts. Each box shall be tested
of any test shall be cause for reject+;:..

4.5 Inspectionprocedure.

4.5.1 Examination. The boxes shall.be

Major

101●

102●

103.
104●

105●

106.
107●

108.

109●

110,

Minor

201●

202●

203.

Dimensionsnot as specified.
a defect.

as specifiedin 4.5.2. Failure

examined for the followingdefects:

Each incorrectdimensionshallbe

Componentsmissing or not as specified. Each missingor
incorrectcomponentshall be a defect.
Asseaiblyincompleteor not as shown on the drawings.
Materialsnot as specified.
Gasket not securelyfastenedas specified.
Butt and filletwelds not as specified.
Spot and seam welds not as specified.
Identificationmarking missing, illegible,or not as
specified.
Cleaning,treatmentor paintingnot as specified.
Workmanshipnot as specified.

Lubricationnot as specified.
Weight of box not within specifiedlimits.
Service identificationmissing or

4.5.2 Tests.

4.5.2.1 Test conditions. The box shallbe
of paint or primer (includingwash primer) to
surfaces.

not as specified.

testedprior to the application
the inner and outer

4.5.2.2 Corner posts. With the box restrainedat the top of the sled
adjacentto each corner post, apply a minimumpull of 20,000pounds to
each of the four liftinglugs independently. Rupture or clmge to welds
or rupture or permanentdeformationof any section shall constitutefailure
of this test.

8
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4.5.2.3
closed and
be sealed.

MIL-B-52508A(ME)

Air retention. Prior to being tested, the bulklieadsIE.11be
locked in place and the opening in the desiccantreceptacles-
The humidity indicatorin the rear panel shall be removedand

air shall be introduced-throughthe openinguntil the internalpressure
of the box as measuredby a U-tube manometeris from 4 to 4-1/2 inchesof
water above atmospheric. The pressure inside the box shallbe maintained
for a minimum of 10 minutes within the limits indicatedby adding or
bleeding air as required. The pressure shall then be adjustedto a
differentialof 4 inches of water as indicatedon the manometerand allowed
to stand for 30 minutes protected from sunlight,direct or reflected,
drafts and air currents,and changes in ambienttemperaturewhich could
cause a change in the temperatureof the air insidethe box. Manometer

readingsshall be taken at the elapse of’10 minutes and at the end of test.
A manometerreading of less than 3-1/2 inches after 10 minutes or 3 inches
after 30 minutes shall constitutefailure of this test.

4.6 hspection of preparationfor deliver~.

4.6.1 Quality conformanceinspectionof pack.

4.6.1.1 Unit of product. For the purpose of inspectiona completedbox
prepared for shipment shall be considereda unit of product.

4.6.1.2 tiamination. Each containershallbe examinedfor the following
defects. Presence of one or more defects shall be cause for rejection.

111. Markings not as specified.
112● Markings missing, illegibleor incorrect.
1130 Stencil ink or paint not as specified.

5. PREPARATIONFOR DELIVERY

5.1 Preservation,packaging,and packing. Not applicable.

5.2 Marking for shipment. Marking for shipmentshall be in accordance
with MIL-STD-129and as specified(see 6.2). Unless othemise specified
(see 6.2), markings for shipmentshall be stenciledon “Door”and “Rear”
address plates only, with water-resistantblack stencil ink or stencil
paint.

6. NU1’ES

6.1 Intendeduse. The reusable metal.shippingbox is intendedfor use
in transportinghigh-densitymilitaryand quasimilitarycargo with a minimum
amount of preservationand packagingwhen the nature of the cargo requires
that the surroundingair be maintainedat @ percent or less relative
humidityto prevent corrosiondue to excessivemoisture. In addition,

9
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securityand protectionfrom pilferageare paramountconsiderations. The
box is capable of being handledby overheadhoist from front,back, or
sides by forklifttruck, and by skiddingor shunting.

6.2 Orderingdata. Procurementdocumentsshould specifythe following:

[

a) Title, number,and date of this specification.
b) Time frame requiredfor submissionof first-producedbox

(see 3.2).
( Serial number for each box (see 3.8.2).

[ /
; Marking requiredfor shipment(see 5.2).
e Number and locationof addressplates to be stenciledwith

“~~ing for shipment”if other than as specifiedin 5.2.

6.3 First-producedbox. Any changes or deviationsof productionboxes
from the approved first-producedbox during productionwill be subject
to the approvalof the contractingofficer. Approval of the first-produced
box will not relieve the supplierof his obligationto furnishboxes conforming
to this specification.

Custodian:

&’my”m

Review activity:

Army-sM

Preparingactivit~:
*

Army - ME

Project No. 8115+296
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L SPECIFICATION ANALYSIS SHEET
—-======-&L. LQT::.”?2:~ w

~~STRUCTIONS:T~jssheetIstobefilled out b~ personnel, either, Government or COntPQC?Or, hvolvcd inM*
useofthe specification in procurement of products for ultimate use by the Department Of !W?et]oe?, Tltis .shcet
tsprovided for obtaining in[o~Btlon on the use Of this specification which will in~uro that suitable prdt)dr
can be procured with a minimum amount of delay end at the least cost. Cnmments anrt the retwmofthisfo?m
willbes~precle~ed,FoldonlinesonreverseSiciestaple In comer, and send to preparing ●ctivity. Commonts

and suggestions submitted on thisfo~ donotconstituteorimplyauthorizationtowaiveanyportion of the
referenced document(s) or serve to amend cnntractua! reou~rements.

SPECIFICATION MIL-B-52508A(ME) - BOX, Metal, Shipping: Reusable, Tra,n~ort[
Controlled Humidity, Steel, 270-C!ubic-Foo’tCapacity, ~,000 Pound Maximum
ORGANIZATION LOad

CITY AND STATE CONTRACT NUMBER

MA TE~l AL PRO CUn ED UNDER A

—.L4 DIRECT GOVERNMENT CONTRACT ~ SUBCONTRACT

1. HAS ANY PART OF THE SPECIFICATION CREATED PROBLEMS ON REQUIRED tNTERPRETATION !N ~ROc~R&
MENT USE~

A. GIVE pARAGRAPkI NUMB&R ANO WOn OtNG,

B. RECOMMENDATIONS FOR CORRECTING THE DEFICIENCIES

2. COMMENTS ON ANY SPECIFICATION REQUIREMENT CONSIDERED TOO RIGID

“yes”, m what Wayg)

,, REMARKS (Attach any pertinent dsta which ma s be oi uae /n im’j80Vtn@ this specification
c1

II there ●re add{ tl one f ~r!
8tisch fo /orm and placeboth {n ●n envelom ● dressed to preparin# actfvitv)
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FOLD

DEPARI!MEMT OF TEE ARMY
U. A. J&MYX)BILITYEQUIPMENTCOMMAND POSTAGE AUO FEES pAln

REsEtmc9, mmmwml! MD F3WIFJEERIR0D~(YK)RATE
AWH : AMSME-RZD
FORT EmvoIR, V’nmmA 22060

OFPICt AL SUMUUS

IEPARI!MENTOF THEAm
U, S. ARMYMOBILITY EQUIPMENTCOMK4ND
RESEARCK. =IXX?4ENT ANDENGINEERXNCDIRECTORATE
ATTN: Jwrsm-m
FORT BELVOIR, VIIUINIA 22060

FOLD .=6.485-Ft Dtlwtr
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