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MILITARY SPECIFICATION

MIL-C~13294C

22 NOVEMBER 1906

SUPBRSEDING

MIL~C-13294B
28 JULY 1968

CABLE, TELEPHONE, ELECTRICAL
(INFANTRY FIELD WIRE, TWISTED PAIR,
WIRE WD-1/TT AND WD-14/TT)

This specification is mandatory for use by all De-
partments and Agencies of the Department of Defenve.

1. SCOPE

11 Scope. This covers
stranded conductor, polyethylene-insulated,
nylon-jacketed-or-braided, electrical tele-
phone cable (twisted pair infantry field
wire), hereinafter called “field wire”.

1.2 Classification. This specification cov-
ers the following types of field wire, as
specified (see 6.2) :

Type WD-1/TT — Extruded jacket.

Type WD-14/TT — Braided outer
covering.

2. APPLICABLE DOCUMENTS

2.1 The following documents, of the issue
in effect on date of invitation for bids or
request for proposal, form a part of this
specification to the extent specified herein.

SPECIFICATIONS
FEDERAL

J-C-98 — Cable and Wire, In-

sulated; Methods

L-P-89)

QQ-S-561
QQ-S-i81

QQ-W-348

QQ-W-461

PPP-B -686
PPP-B -840

PPP-F -320

of Sampling and
Testing.

— Plastic, Molding Ma-

terial,

- -Polyethy!-

ene, Low and Me-
dium Density.

— Solder Silver.

— Stee! Strapping,

Flat.

-— Wire, Electrical
{Uninsulated).

— Wire, Steel, (Car-

bon),

Bare and

Coated.
— B““. Fiwm.

—Box,

Fiber-

board, Corrugated,
Triple-Wall.

— Fiberboard, Corru-

gated

and Soﬁd-

Sheet Rock (Con-
tainer Grad:) and
Cut Shapes.
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— Tape, Pressure-Sen-
sitive Adhesive Pa-
per, \/ater Resist-
ant, For Carbon

Sealinyg).

— Tape, Pressure-Sen-
sitive Adhesive,
Filammt Rein-
forced.

— Preserv; tion, Meth-

ada ad
Uus v,

Organic Synthetic
Fiber.

— Spool DR-8-A.

— Reels, Cable (Reels
DR-5, DR-7, DR-
15B, RL-159/U).

Nahla Malamhana
-—vavussc, A CICSPLIUIIT,

Field, For Rapid
Paycvut (MX-
306A/G).

— Flux, S«ldering, Liq-
uid {( 3osin Base).

— Boxes Fiberboard,
Corru zated, Dou-
ble-Will, Weather
Resis!ant.

STANDARDS
MILITARY
MIL-STD-

105 — Sampling Procedures
and Tables for In-
spection by Attri-
butes.

MIL-STD-

109 — Inspection Terms

and Definitions.
MIL-STD-

129 ~— Marking for Ship-

ment and Storage.
MIL-STD-

a7 — Palletized and Unit

Container Loads.

(Copies of specifications, standards, drawings and
publications required by suppliers in connection with

-n-iﬂn procurement functions should be ghtainad
»e ARUDCWIONS SacuWG SwsaIIou

!rom the procuring activity or as directed by the
contracting officer.)

3. REQUIIREMENTS

3.1 Materials (See 4.3.3).

3.1.1 Copper strands. Copper strands
shall be tinned, soft or annealed copper wire

!n -nnnrﬂonnn with Qrnasiflecatiam NN_7_2492
AL TGANIT Willl LPECLIiCalitll W .

Each strand shall be 0.0
in diameter.

+85 percent

= -
[
b

1
-4

3.1.2 Steel strands. Steel strands shall be
round steei wire 0.0i1 inch +5 percent in
diameter. The wire shall be coated with a
smooth, continuous, uniform, and adherent
zinc coating of commercially pure zinc (gal-
vanized). The weight of zinc shall be not
less than 25 gnms of zinc per kilogram of

anadald adoo == A4 A O\
CuUBLEu suanu \M %®32.4).

32.1.3 Insulating comnound. The insulut.

el ZRINIEIINy CUTRRPOSTG. - Esw sssmwesew

ing compound shall be type III, grade 6a,
in accordance with Specification L-P-890.

/
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3.1.4 Jacketing compound. The jacketing
compound for type WD-1/TT field wire
shall be a heat-and-light stabjlized non-
oxidizing nylon compound such as Zytel 8608
NC-10 manufactured by E. I. du Pont de
Nemours and Company, Inc., or equal.

3.1.5 Texztiles.
3.1.5.1 Braid. The braid yarn for type

WD-14,/TT field wire shall be a bright, high-
tenacity yarn, type P, form Y, in accordance

with Specification MIL-C-572 (see 4.3.3).
It shall have a total of 260 denier and 17
filaments pe: end (see 4.4.1).

8.1.5.1.1 Cilor. The braid yarn shall b
dyed, beforc¢ braiding, with an oliv-dral
dye compose.; of the three dyestuffs o1 equa!
described be ow. The olive drab ma) be
composite o: 2.8 percent (A), 0.2 percen.
(B), and 0.! percent (C). The yar:. shall
be rinsed af er dyeing.

Prototype No.! Souree Deseription st seures
(A) 242 | E.1 du Pont de Nemours and Co., | Acstamine Yellow CG.
Inc, Wilmington, Del.
(B) 236 Caleo Chemieal Division of Amer- | Acetate Red GG Ex. Conc.
ican Cyanamid Co, Bound Brook.
NJd. ‘
Interchemieal Corp, Fair Lawn Interchems Acsiate Red RN.
N. J.
General Dyemstuff Corp, 435 Hud Celliton Fast Red GGA Ex. Cone.
son B8trest, New York City CF.
N. Y.
) 227 General Dyestuff Corp, 436 Hud Celliton Fast Blue AF.
son Street, New York City
N. Y.

' As por the Teshnieal Manual! and Year Beok of the Amarican Assesintion of T ctile Chamists and Oslorists.

3.2 Construction (see 4.4.1).

3.2.1 Conductors. Each conductor shall
be composed of four coated copper strands
and three coated steel strands (see 8.1.1 and
3.1.2).

3.2.1.1 Stranding. The maximum length
of Jay of the strand conductor shall be 1
inch, and the direction of lay shall be left
hand. The outside strands shall lie evenly
and smoothly around the central strand
without crowding. An antioxidant, such as
Liquid Antox manufactured by E. 1. du

Pont de Nemours and Company, Inc. Wil-
mington, Jel, or an equally satisfactory
light oil, n ay be used as a lubricant in the
stranding operation, in which case thers
shall be no excess oil on the finished strandeci
conductor.

3.2.2 In: ulation. Each conductor shall be
insulated with a tight, well-centered com-
pound, as pecified in 3.1.8, with a minimum
wall thick iess of 14.0 mils, when measuresl
as specifiel in 4.4.1. The insulation shall
strip clea)ly and readily with the use of
pliers.
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MIL-C-13294C
3.2.3 Outer covering.

3.2.8.1 jacket. Each insulate! conductor
of type WD-1/TT field wire shal: be covered
with ‘a jacket (see 8.1.4) appied by the
continuous-extrusion process, an 1 providing
a smooth, continuous, tight-fitti \g covering
containing no fiaws or breaks. '“he average
wall thickness of the jacket shal be not less
than 6.0 mils. At no point shall the wall
thickness of the jacket be less tt an 4.0 mils.

3.2.8.2 Braid. Each insulate! conductor
of type WD-14/TT field wire &1all be cov-
ered with a smooth, closely woven, tight-
fitting, dyed nylon-yarn braid (see 3.1.5.1
and 8.1.5.1.1) composed of "6 carriers,
single ply, two ends, forming a ninimum of
24 picks per inch. An adhesi’e, such as
R and A No. 411, manufactured by the Rub-
ber and Asbestos Corporation, Bloomfield,
N. J. or equal, shall be applid over the
insulation as the wire passes hrough the
braider, to preclude fraying o° the braid
when cut. A minimum amount of adhesive
shall be applied so that no diying period
is necessary and so that the turns of wire
on the reel, spool, or dispenser. as-applica-
ble, do not adhere to one anothtr.

3:.2.3.3 Overall diameter. 'T1he average
overall diameter of the finishec single con-
ductor shill not exceed 0.088 inch, when
measured as specified in 4.4.1.

8.2.4 Finishéd field wire. 1wo finished
single conductors shall be tw sted closely
Wor with a right-hand lay which shall
fot exosed 6 inches when averiged over a
10 foot Jength, to form a twiste« pair. Uni-
form tension shall be maintained on both
conductors during the twisting operation to
prevent looping or bunching of the conduc-
tor.

38 l“hy_r"al condition.

3.3.1 Insulated conductor.

3.3.1.1 Tubing. The insulated conductur,
shall show no visible strains or cracking of
the insulation, when tested as specified in
4.4.3.

3.3.1.2 Deformation. The decrease in dia-
meter of the insulated conductor, when
tested as specified in 4.4.4, shall not exceed

15 percent.

3.3.1.8 Cold bend. The insulated conduc-
tor, shall not crack, when tested as specified
in 4.4.5.

3.3.2 Jacketed conductor.

3.3.2.1 Tubing. The jacketed conductor
shall show no visible strains or cracks in
the jacket, when tested as specified in 4.4.3.

8.3.2.2 Cold bend. The jacket of the con-
ductor shall not erack either before or afiler
aging, when tested as specified in 4.4.6 and
4451

8.3.2.8 Cuiting. The average cutting load
shall be not less than 56 pounds, ard the
cutting load for any one specimen shall be
not 1éss than 45 pounds (see 4.4.6).

3.83.2.4 Breaking load. The breaking load
shall be not less than 85 pounds (see 4.4.7).

3.4 Performance. Finished field wire,
wound on its final shipping reel, spool, or
dispenser, as applicable, (see 6.2) shall meet
the following requirements:

3.4.1 DC resistance. The direct-current
(dc) resistance of field wire, at or corrected
to 20°C, shall not exceed 46 ohms per 1,000
loop-feet (see 4.4.8).

8.4.2 Dielectric strength. Fiald wire shall
withstand a potential of 1,000 volts root-
mean-square (see 4.4.9).

3.4.3 Insulation resistance. Insulation
resistance of field wire, at or corrected to
15.6° C, shall be not less than 10,000 meg-
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ohms — 1,000 single conductor feet (see
4.4.10).

35 Flatness. Field wire shall lie fiat and

straight when uncoiled from a reel or spool

or dispenser onto a level surface (see
4.4.11).

8.6 Workmanship. Field wire shall be
manufactured and processed in a carefui
and workmanlike manner, in accordance

with sound practice (see 44.12),

3.6.1 Splices or repairs.

3.6.1.1 Individual-strand joints. When
joints are required in the individual strands,
they shall be of the butt type. .Jeints in
etesl strands shall be welded or brazed.

Joints in copper strands shall be brazed
with a type Ag solder, in accordance with
Specification QQ-5-561. A brazed or welded
joint shall be not less than the same diam-

eter as the origina! strand, nor more than
0.013 inch maximum. Dressing of joints or
removal of burrs is acceptable to meet this
requirement. Welded joints shall be an-
nealed to remove any brittleness. Joints in
steel strands shall have an average tensiie

strength of not less than 85 percent of the
-ma btanetla -Mn ot _lv)f fh. If"lﬂﬂl .do

aVerX BES LUNOIIG Bul Wil vas

jacent to the joints, when tested on not less
than 12 samples as specified in 4.4.7 (see
4.4.12.1).

3.6.1.2 Scomnd splices. Splices may
be made in the uninsulated conductéyr by

joining the individual strands as described
in 8.6.1.1, Joints in the steel strands shall
be spaced at least 8 feet apart. Strands
shall not be kinked and the smoothness of
lay shall not be sltered. When a splice has
been made in this manner, it shall be pos-

“ihbs ba emnmea nat.
sible t0 move a die having a diameter of

0.038 inch and a length of 1 inch along the
length of the spliced conductor without any
binding or necessity for the exertion of a
definite pressure (see 4.4.12.2).

3.6.1.3 Conductor splices.

MIL-C-I3294C

3.6.1.3.: Nmnbor and loectum (aee .1)
Notmon than szercentoftheleugthsir

ordered ia 1-mile or 1 1/8-mile lengths, nor

more tha 1 6 percent If ordered in 34-mile or
4o-mile I ngths, nor more than 18 percent it
ordered n 214-mile lengths, shall contain
conducto - splices. Only one splice per con-
ductor pxr length shall be permitted, and
aplicee in the twisted pair shall be staggered

at least ¢ feet (see 5.2).

88.1.3.2 Procedure, The strands of the
two coniuctor ends shall be thoroughly
cleaned ‘vith alcohol or other solvent. The
four copper strands shall be separated from
the thres steel strands and cut }; inch
shorter ihan the steel strands. The copper
strands « f each end shall be butted, allowing
the stee] strands to overlap. Around this
assembly. a tinned copper strip shall be
twisted ! elically, leaving a space of approxi-
mately 1’82 inch between turns. The tinned
eoppor u:rnp uhall be approximately 0.005-

thik, 1/ /38-inch wn‘!%, and of such

Senal.

length that it will extend one.turn bexpnd_

the stra1 d ends. The ends of the strip shall
be pressid close to the conductor to elimi-
nate sharp edges. - The joint shall then be
soldered, using a rosin-base liquid soldering
flux in :ccordance with Specification MIL—
F_1495¢ Excess flux shall he ramoved with
a solven . after soldering. The splice shall
huve a tnsfle strength of at least 90 percent
of that of an unspliced adjacent section,
when tosted as specified in 4.4.7 (see
4.4.12.3)

3.8.14 Insulation repairs. Insulation re-
pairs shl be of the heat-molded type, and

-shaubemdewiththepolyethylenecom

pound specified in 3.1.3 (see 4.3.3). The re-
pair shell be cylindrical and smooth, with
no flash of exceas pntehing compound and

DUV ) | P PPty Ry |

tne mm mum WwWaill tnlclmeu anuu ue L!U
mils, wien measured as specified in 4.4.1.
The diaineter over insulation renairs. when

there is no splice in the underlying conduc-
tor and ~hen the outer covering has not yet
been ap)lied, shall be such as to permit the
extrusio 1 of a continuous nylon jacket over

-

5

”
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MII_C._1290AC

AVBARS W& AUG J ESNJS

the repair for type WD-1/TT fie d wire, or

the nppiiution of a continuous ryion braid
Ao Bald wasimean Wham 4ha
IDI’ ype: WIJ'-IQI 4% OfU wiie, vV IFGTI BEVC

outer covering has been Annhad the outer

covering lhall be cut back to jermit the
mulding operation. The original insulation
shall be removed from the faul.y section.
The cut ends of ’ti:?‘ goiye}hyie: e“n:ay ‘ne

taper-cut to & pencilled point. All insula-
ticn repairg, other than those m de aver

wsllii Z'w Swssa e e fa SwmY TYes

splice, shall undergo the cold-benc test speci

fied in 4.4.6. There shall be no vi: ible crack-

in:r of the patch, nor of the join:s between

th:: patch and the originai insuiat on. When
PO G | csmeel menml o

th:: outer covering has Previouss 7 besn ap-
nlied the remaired saction sha | then be

prrvmy  wisw &w reses v S emsras masws = wwew—es

covered with a nylon braid as :pecified in
3.28.2 (see 4.4.124).

1.8.1.0 uuwr-covmug 're'pmn yynen re-
naira are required whish invalra tha re.

PHIe fiw JV‘.LIIV\I VY ASEWELE aaETYWE » 2 wesw

moval of nylon covering, the repairs shal
be made, using a split braider, 1 y braiding
on a soction of & smooth, clos:y woven,
tisht-fitting, dyed myion-yarn biaid in ac-
cordance with 8.2.8.2. The rebr: iding shall

extend over the cut ends of tle original

ot Vessw v v wee e weew weswss e

nylon. Prior to braiding, the insvlation ahall
b dipped into an adheésive suci as vinyl
s lution A-85, manufacturod by t tae ‘Bakelite

D vision of Union Carbide and { on Cor-
n pabfan Naw Vaslkr N V  aAw e s l tn i
.‘ AWMLAVILy AVG WY ‘vl- ANe A ey VI © , w a8

sure a tight bond between the ins xlntion and
thie braid repair. Care shall b: taken to
wipe off excess adhesive immedi:itely. The
er-ds of the rebniding shall be secured to

pt event ““llng, oy serving tm enus and
h\ the annlisration n’ an adhas ve as da_

| 2134 -rvll“uvll Lo 1=~ " -
scrlbed above, over the served ends, with
cure taken to wipe the repair .horoughly.
T'ie overall diameter over a rejair in the

biaid- alone or over a braid anc insuiation

wnate ahall wat avasnad N 108 wak Mha
PaIr, Sn&u NoL SXCeSu v.iav N, 4 15

overall diameter over a splice, rpaired in-
stlation, and braid shall not e>ceed 0.146
inch. The length of a braid repa r shall not

e:ceed 8 inches (see 4.4.12.5).

4.1 Responsibility for Inspection. Unless
otherwise speciﬁed in the contract or pur-
chase order, the supplier is responsibie for
mrfnrmnnnn nf all inanastion manuimamaonts
e = Ve caswmanwe WEE AP VLLIVIE L SYWILGIIIG

as specified herein. Except as otherwise
specified, the supplier may utilize his own
facilities or any commercial laboratory ac-
cepia‘bie to the government. The govern-
ment reserves the right o perform any of
£farth in

the ingnections aat the snanifeatinn
N Bw‘lmuv.'

where such inspections are deemed neces-

sary to assure supplies and services conform
to prescribed requirements.

A Mand mmccfone acad 3 & ___ _ _as___ ‘ _ene

8.5 A@BL eqlllp-ult SR Imspecuion 1acii-
ties. Test emuinment and insnection fa-

S TES Vg wspasswasv ARPPUVNEVEIL A®

cilities shall be of sufficient accuracy,
quality, and quantity to permit performance
of the required acceptance inspection. The

e A .

manuiaciurer shail estabiish adequate cali-

bration of test eguinment to the auntiafaction
------- - V W WAEAIGIAY VU WITG SAMISASLIUIT

of the Government.

43 Acceptance inspection. Acceptance
inspection shall consiat of basic-matemll
h‘lapv\.uvn, STOGDS n, D, and b, and préepara-
tion-for-delivery inspection,

 4.3.1 Definitions. Definitions for inspec-
tion terms used herein shall be as defined in

ALTY AT Yy Pk}

MIL-STD-108, and as modified herein.

4.3.1.1 Unit of product. The unit of
product shall be a continuous length of bare,
insulated, or finished conductor, or finished
fieild wire, wound on a reel, spool, or dis-

enser, as a.ppuuole (see 8.2).

4.3.1.2 Sample unit. A sample unit shall
consist of a unit of product except for the
inspection of conductor splices (see 4.3.5.2).

A specimen shaii con-

-;-f of a lanath Af @ald 14 rimn tabom Fonwme anab

© b- il AU mll
sample unit as specified in 4.4.

LI 11

4.3.2 Resubmitted lots. 1f an inspection
lot is rejected, the manufacturer may re-
work the iot or screen out defectives and re-

atshenie 36 foc cmncbo o
SuUliiL iL 10r ATTepuance mnpocuon Resub-

LS

{

(

{
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mitted iots shail be kept separate from new
lots. The resubmitted lot shall be inspected,
using tightened inspection.

4.3.3 Basic-materials inspection. Basic-
materials inspection shali consist of verifi-
cation that the materials used in construct-
ing Seld wire, listed in table 1, are in accord-
ance with the applicable requirements or
referenced subsidiaries to this specification.

-rww ~ 2NN
MIL-C-13294C

TasLe I. Basic-materinls ingpeetion—Continue |

Applic: ble
Resuimmment | spesifer ian
M terial paragraph or paray aph
Jacketing «ompound .. 3.14
Textiles:
Braid . e 81651 | MIL—t-
e
[\ 17 S 31511
insalation repaiTs —— 8614 | L-P-310

Tamiw I Rasis-materials inspection
Applicable
Material » b |ory h
COPPEr SATADUS  memmrmcmemeree LE. B QQ-W-348
Stee! strands (coating) - 3.1.2 QQ-W—itl
and
442
insuisting compound —ee s.1.2 L-P-390

434 Group A inspection. Group A in-
spection shall consist of the examinat ons
and tests specified in tabje IIL Statistical
sampling and inspection shall be in accord-
ancs wit1 MIL STD-105. The accept 1ble

quality l vel (AQL) shall be as specifiell in
table II.

_— el R R
Visual and dimensional examination: (8ee table VII) 441 ]
Braid (yarn construction) e 8..1.5.1 JUNY. . -
Color of braid 8.1.5.1.1 N -
Conduetora® ... 82.1 T, —
Stranding* 3211 . S— 1.0
| for the
Insulation 322 3O e sTotp
sacEst - 3238.1 . S
Braid 3282 ! . S
Overall diameter 3.2.3.3 ! PR T, S
Workmanship 36 and 36132 ' .-
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MIL-C~-13294C
TasLE (I. Group A inspection—Continued
Requirement nnpection method AQL
Inspection paragraph paragraph (pereent defective)
Number and location of condu :tor 3.6.1.3.1 . 1.0
splices.’
Pe: formance:
DC resistance —— 34.1 448
1.0
Dielectric strength e 842 449 for the
group
Insulation resistance oo sessomoranmn. i 3.4.3 4.4.10
1 Made on lots of cond before imsuisting

4.3.4.1 Inspection iot. An inspection iot
shall consist of all units of procuct of one
type preduced under substantiall; the same
eonditions and offered for inspec:ion at one
time,

4.3.5 Group B inspection.

4.3.5.1 Subgroup 1. Group P, subgroup
1 inspection shall congist of th: examina-
tions specified in table 1IL

TasLE 111. Group B, subgroup 1 i 'spection

Inspection

Requiremeni method

inspection paragraph paragraph
Finished field wire ....... 324 4.4.1
Fistness .o 3.5 4.4.11
Fuotage S J— 4.4.13

4.3.5.1.1 Inspeciton iot. An inspection
ot shall consist of all the finish d field wire
of one type produced under :ubstantially
{he same conditions and offered for inspec-
tion at »ne '‘me.

4.3.7.1.2 Sampling procedurc The sam-
pling procedure shall be in accc rdance with

8

o a2 AXYY QMM

ithe smali-sampie inspéction of MIL-STO-
105, using special inspection levels. THhe
AQL shall be 4.0 percent defective and the
inspection level shall be S-4 for normal,
tightened, and reduced inspection.

4.3.6.2 Subgroup 2. Group B, subgroup
2 inspection shall consist of test of conduc-
tor splices (see 3.6.1.3.2), and shall be made
on samples from lots of splices in finished

t-*.i o n—{ra.

4.3.5.2.1 Inspection lot. An inspection lot
shall consist of from 50 to 150 splices. Lots
shall contain splices made only by operators
qualified in accordance with 4.4.12.8.

4.3.5.2.2 Sampling procedure. The num-
ber of splices specified in table IV for the
applicable inspection plan shall be selected
fwam the lot, separated into groups of 5
each, and tested as specified in 4.4.7, with
the results for each group being kept sepa-
rately.

4.3.5.22.1 Acreptance criteria. The

sample arithmetic mean and sample average

range shall be determined, using the com-
putation procedures specified in 4.3.5.2.2.4.

The lot shall be considered acceptable if the
lower specification limit (L) for percent
tensile strength specified in 3.6.1.3.2, sub-
tracted from the sample arithmetic mean

X
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{X) perceni iensiie stirengih, diviaéa oy ine
sample average range (R), is equal to or

mwmantaw tha tha annliscahla accantance con-
Breaier unall uic &pp:ilad:iC &TTCP foit i

stant (X) specified in table 1V.

X-L->
R =K

- an 2~

Mlb—b—lm

Lanta which fail ta mast this criterion shall

Sdvsens vV asew a8 =t =110

be rejecttd. A lot shall also be rejected ii

the samnle containg any individual splices

vanw srwsssspe o Ehet it AT vIual

with less than 76 pounds tensile strength.
Roioctad lots ghall he resnliced and resub-

Avwwe v s TmpeeSes S5

mitted as new lots for acceptance inspection.

TABLE 1V. Acceptance eriteria for inspection of comduct: r splices — AQL = 1 percent

Acssptanes
Inspection Sample size Individual group range Sample average renge ocsustant
nlan (n) {(R) (R) (K)
[ an A AMeamas Lab tha | B = Z R for aseh sroun 0.70R
N1 a4v A UINTIGING USLWwWewll v A = = - B
, highest and lowest obeer- 2
vation in an individual
group.
Reduced 5 R=X\~ X, iR=R 0.617
(only one group involved)
- i : o .

4.3.5.2.2.2 Normal imectim Normal

lnapecuon Bnlll oe ll‘l!lltuwu axwr OPB!"WFU
have been qualified as specified in 4.4.12.3.
Normal inspection shall be continued until
the criterion for reduced inspection is met
(see 4.3.5.2.2.3), or until two lots in suc-
cession Aare rejected, whereupon operator
qualification shall again be required.

4.3.5.2.2.3 Reduced inspection. Reduced
inspection may be instituted after ten con-
secutive lots have been accepted under the
normal inspection plan. Once instituted,
reduced inspection shaill continue until a jot
is rejected, whereupon normal inspection
ahall ha maasismad

IR W i DWWANIWW,

4.3.5.2.24 Computation.

(a) Record the breaking load for each
spiice, maintaining separate rec-
ords for each group, when appli-

rahla

e W,

(b) Record the breaking load of an un-

menliond anmdian -a‘.n-nf to ..Bh
DPIIVEU DELLIVII SUjawe.

splice being tested.

(c) 'Jompute and record the percent
tensile strength (X) for each

BanrRsw wree weegy

splice, using the dnta of (a) and
(b) above.

{d) )Determine the arithmetic mean

(X) percent tensile strength of
the aplices. that is. X =

X
number of splices

(e) l'or each group, determine the
range (R), that is, the difference
in percent tensile strengih be-
tween the highest and the lowest

nhoarvatinn in tha groun,
VSOV L VERLAVEE 2As wiiL e~
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(f) Determine the sample average
range (R), that is, thc summa-
tion of the individu.l group
ranges (3IR) divided by the
number of individual groups,

. _a 2_

that 18,

= iR
Be 'f'

4.3.5.3 Subgroup 8. Group B, subgroup
3 inspection shall consist of the examina-

tions and tests specified in table V.

4.3.6.3.1 Inspection lot. An insj ection iot
shall consist of the amount of finis 1ed single
anmdnatnar neadusad in ana foull wm Irinv dnv

VUIIUUGWIL PLIVUULECW 438 Visw aAwas Trvs

except where the amount produced therein
is more than 600 miles. In thise cases
where the amount exceeds 600 m les, a lot
shall be defined as 600 miles. By : greement

between the manufacturer and th: Govern-

ment, a day's production may le broken

asswas oTESLAR

down into smallor lots such as tl e produc-
tion of one shift or the daily prod: ction of a
group of machines, provided eac!. such lot
retains its identity and can be :egregated
any time prior to shipping.

TABLE V. Group B, subgroup & ins; ection

!
| Inepestion
Requirement |  method
Inspection h i h
|
Construction: I 4w
Infshbition | 322 ' —do—
Jacket 281 ' . do~—
|
Braid 3232 ! o
Overall diameter e 2238 |
i
Phynical condition: !
Insulat d e~ ductor:
1 ibing 3.8.1.1 443

10

TasLE V. Group B, subgroup 3 inspection

Continued

lnspestion

Requirernent methed

Inspection h h
Deformation ____ 2212 444
Cold beng e 3.3.13 445

Jacketed conductor:

Tubing 33.2.1 443
Cold bend —_ | 3.3.2.2 4«¢5
Cutting . 3323 446
Breaking load .. | 3.3.24 449

4.3.5.3.2 Sampling procedure. Six sample

canfda aka .
unfts shall be selected from the lot, and one

specimen inspected from each sample unit.

L L DL L g i ] catlil &8a

If any specimen fails to meet the specxﬁed
examinations or tests, two additional adja-
cent specimens shall be taken from the

______ L_ 3 A

umple unit which failed and uwpecwu w

determine whether the failure was caused

by damage in the preparation of the speci-
men. Failure of either of the two additional
specimens shall be cause for rejection of the
wire represented by the sampie.

4.3.54 ;h'apoaih‘on of sample units.

:sample units, apeclmens from which have

passed group B inspection, shall be de-

hvered on the contract or order, if the lot is
accepted.

4.3.6 Group C inspeciion.

4281 Sn.bnvnun 1. CGwoun C. subgronn 1

Tt Sy as ey W wmmee > =

inspection ahall consist of cold bend of
jacketed conductor after aging (see 4.4.5.1).

4.3.8.1.1 Sampiing procedure. Six sampie
units shall be selected from each 2,600 miles
of finia} gingle jacketed conductor, and

one specimen shull be cut from each umple
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unit. If any specimen fails to meet the
specified inspection, two additional adjacent
specimens shall be taken from the sample
unit which failed and inspected to determine
whether the failure was caused by damage
in the preparation of the specimen. Failure
of either of the two additional specimens
shall be cause for rejection of the sample
unit. A single defective sample unit shall
be cause for rejection of the Jot.

4382 Subgroup 2. Group C, subgroup
2 inspection shall consist of the determina-
tion, by operator qualification and process
surveillance, that the joints, splices, and re-
pairs, listed in table VI, are in accordance

PRy ¢y

with the requirements of this specification.

TABLE V1. Group C, subgroup £ inspection.

Inspection
Requt et
1nspection paragraph parsgraph
Workmanship: 3.6 44.12
Individual-strand
joints 3.6.1.1 4.4.12.1
Seven-strand splices.. 8.6.12 4.4.122
Insulation repairs — 3.6.14 4.4.124
Outer-covering
repairs 3618 4.4.125

4.3,6.2.1 Inspection. Inspection shall be
performed on all the joints, spliqos, or re-
pairs produced by the same operator.

4.3.6.2.2 Procedure. The operator shall
be qualified by the Government as specified
in 4.4.12.1 to 4.4.12., inclusive, prior to pro-
duction. If joints, splices, or repairs during
production are not in accordance with the
applicable requirements, the operator shall
make no further joints, splices, or repairs
until he is requalified.

MIL~C-13294C

4.3.6.3 .Voncomplianes. If a sample fails
to pass group C inspection, the manufac-
turer shal take corrective action on the pro-
cess and n aii uniis of product which can
be correcied and which were manufactured
with the same conditions, materials, pro-
cesses, etc, and are considered subject to the
same tes. failure. Acceptance inspection
shall be discontinued until corrective action
hss been "aken. After the corrective action,
sample w its shall be subjected to the neces-
sary group C inspection (all inspections, or
the faiied inspeciions, at the option of the
Government), Groupe A and B inspection
may be reinstituted; however, final accept-
ance shal be withheld until the group C in-
spection 128 shown that the corrective ac-

tion was successful.
4.3.7 P-*eparutiom/or—dclioerj inspection.

4.3.7.1 Preservation and packaging. In-
spection of preservation and packaging
shall be 1 s specified in MIL-P-116. Classi-

= 18 41 Loalaa.

fication o’ defects shail be &8 listed LeIoW &
Magjor iefects:

(a) Quantity per unit package not in
accordance with the contract or
ord“l

(b) Incorrect packaging method ap-
plied.

{c) Use of improper or defective me-

>

(d) Cushioning or padding not applied -
or inadequate for the protection
of the bharrier material from
projections, sharp edges, or
other similar features of the
item.

11
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(e) Cushirning inadequate o1 not ap-

plici when required for the

.. .physical and/or mecha: ical pro-
tection of the jtem.

(f) Stock number omitted, ncorrect,
or illegible.

(g) Nom<nelature incorrect or miss-
ing

(h) Quantity of items in pa«kage not
indiecated.

Minor defects.

(a) Item not properly blicked or
braced within the unit package
to prevent movement.

(b) Packaging material dams ged.

(c) Any item of marking in ormation
other than (f), (g), and (h)
listed under major defrcts miss-
ing or fllegible. - :

Notes:

1. Failure of a package to meet ny of the
group B tests specified in MIL- P-116 shall
be considered a major defect.

2. When a group C rough-handling test is per-
formed on & completed pack :s prepared
for shipment, visual examinaton, as de-
fined in section 4 of Mil~P~1 6, shall be
ciassified in accordance with th: classifica-
tion of defects outlined hereit Any de-
foet found as a result of the ) erformance
of the required tests (see 4.3. 2.8) after
the rough-handling tests, as deined in sec-
tion 4 of MIL—-P-116, shall be considered a
major defect.

4.1.7.2 Packing and marking o; exterior
containers, - Pucking and marking of ex-
terior con.eir s shall be subjected to visual
examination for the defects listed in 4.3.7.1
and below, and to determine cor formance

12
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with the approved process sheet furnished
by the manufacturer (see 6.2).

CLASSIFICATION OF DEFECTS FOR
PACKING AND MARKING

Major defects

(a) Box closure not in accordance with
specification.

(b) Type, grade, class and style of the
shipping container do not meet
the minimum requirements.

(¢) Strapping when required is omit-
ted, inadequate, or incorrectly
applied.

(d) Items not adequately blocked,
braced, or cushioned within the
shipping container to prevent
movement and/or damage.

(e) Gross weight in excess of contract
limitation.

(f) Use of improper or defective ma-
terial,

(g) Shipping documents or packing
list omitted (when required).

(h) Stock number (when required)
omitted, incorrect, or illegible.

(i) Nomenclature (when required)
omitted or illegible.

(J) Quantity incorrect or missing.

(k) Destination marking incorrect or
illegible.

(1) Service designation (color mark-
ing) missing.

(m) Special marking and labeling re-
quirements cited in the contract,
such as MAP labels, shipment
digit markings, etc, not applied.
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(n) Overseas-code marking — illeg-
ible, incomplete, or missing.

Minor defects

(2) Unsealed carton.

PR | PuRy

{b) Defective taping or seaing of

carton.

(c) Any other box defect which may
be considered minor by defini-
tion of MIL-STD-105.

(d) Any item of required marking in-
formation, other than (h)
through (n) listed under major
defects, missing or illegible.

4.3.7.2.1 Inspection lot. A lot for visual
inspection of the pack shall be all completed
packs which are identical and are submitted
for inspection at one time.

y C

4.3.7.2.2 Sampling procedure. The sam-
pling procedure shall be in accordance with
the special inspection level S-4 of MIL~
STD-105. The AQL shall be 4.0 (percent

a
K

MIL-C-13Z94C

defective) for major defects and 10.0 (per-
cent defective) for minor defects.

4.8.7.2.3 Rough handling. When rough
handling i: specified (see 6.2), the follow-
ing tests ihall be conducted to determine
freedom fiom malfunction caused by rough
handling :

(a) I c resistance (see 4.4.8).

(b) I ielectric strength (see 4.4.9).

(¢) Tisulation reaistance (see 4.4.10).
4.4 Met] ods of examination and test,

4.4.1 Viiual and dimensional ezamina-
tion. Fiel! wire shall be examined to verify
that the (haracteristics listed in table VII
are in ac:ordance with the applicable re-
quirement:.. The examinations and meas-
urements specified in table VII, with the
exception >f preparation for delivery, shall
be made 0.1 specimens not less than 2 feet in
length and cut no closer than 6 feet from
the end o1 the sample unit. The examina-
tions and measurements shall be made as
specified in table VII.

TAsLE VII. Visual and dimensional ex wmination

Esamination Requirement parsgraph Twt methed
Braid:
Yarn construction 3.1.5.1
Color 8.1.5.1.1
Construction:
Conductors 321
Stranding 8.2.1.1
Insulation 822 ! Method 1018, Specifications J-C-98
, Jdncket 8.2.3.1 17 Method 1018, Specifieation J-C-08
~—" )-
: Braid 3.2.3.2

13
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Tasre VII. Vis..al and dimensional examination—Continued

Eszaminatioa Reguirement paragraph Test method

Overall diamester 3.23.38 * Method 1011, Specification J-C-98

Finished fleld wire oo $.24
Workmanship 3.6 and

3.6.1.3.2

Number and location of conductor splices 35.13.1
Preparation for delivery S Section 5 Specification MIL-P-116

1 An average diameter shall be considersd to be the of the i btained by making two messurements at right

angles 0 ench other at three different points al ag the length of & 12-inch specimen.
* The age wall th shall be consider 4 equal to one-bulf the difl the wse diameter of the f

P

condustor and the imsulnted sonduwsior for the s .me opssimen.

4.4.2 Coating (see 3.1.£). Tre weight,
uniformity, and adherence of zinc coating
on steel strands shall be determine1 as speci-
filed in the tests for weight of t n or zine
coating, uniformity of zinc coating (Preece
method). and adherence of zinc crating for
classes 1, 2 and 8 wire of Speciﬁc ation QQ—

- Q2

W—JIDI, witn iné Iouowmg moum..au
the Preece method:

(a) All specimens shall withastand at
jeast one immersion.

(b) Uniformity shall be dete ‘mined on
three specimens from each
sample unit of stranc. and the

time of immersion stall be 16
D S L P T T
+ -~ seconds. The coiting shall

be considered uniform if all
three spacimens withitand the
) same number of inmersions
+ 1 before the end point is

reached.

(c) The length the specime: shall be
5 feet.

4.4.3 Tubing. The specimen (insulated
conductor or jacketed conductor shall be

14

looped back and wound tightly on itself for
five close turns. The ends shall be securely
taped, and the specimen shall be placed in
an air oven maintained at a temperature of

95° -+~ 1°* C. for 1 hour = g minutes.

The specimen shall then be removed from
the oven and the insulation or jacket, as

applicable, examined for strains or cracks
nAa -errn {an nf -0 loact thraas d'.ln_

ifirat
Unaer 8 magnincalion o1 al oasv three

eters (focal distance 8 centimeters (cm))
see 3.3.1.1 and 3.3.2.1.

4.4.4 Deformation. The gage shall eon-
sist of a dial micrometer gradusted to read

in increments of 0.001 inch and equipped

with a flat anvil not less than 0.375 inch in

diameter and a flat pressure foot 0.376 =
0.001 inch in diameter attached to a plunger.
The anvil and pressure foot shall be parallel

" nnne — . =l ?

to within 0.0001 inch. The plunger shall be
designed to supnort a weight of 260 grams.

K= elgiit U1 L0

The gage shall ‘be placed in an oven main-
tained at a temperature of 95° =+ 1° C for a

period of 1 hour =+ g minutes. A speecimen
of insulated conductor at room temperature
shaii then be piaced on the piatiorm, cen-
trally located under the foot, and its diam-

V4
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eter shall be read exactly 6 seconds after
being so placed. The gage and specimen

—moee o S an dlen mura

shall then remain in the oven for a period
of 1 hour = g minutes at the above tempera-

ture and the diameter of the specimen again
read without disturbing the specimen or

gige \“m“" 33.1 2)

4.4.5 Cold bend. The specimen of insu-
lated or jacketed conductor, as applicable,
and a mandrel of 0.080 + 0.003-inch diam-
eter for insulated conductor, 0.090 = 0.003-
inch diameter for jacketed conductor, and
0.160 =+ 0.006-inch diameter for conductor
with insulation repairs, shall be placed in a

cold chamber maintained at a temperature
of —40° =+ 1° C for a period of 24 :t%

hours. At the end of this time, while still
in the cold chamber, the specimen shall be
wound around the mandre! for five close
turns at the rate of approximately one turn
per second. The specimen shali then be ex-
amined under a magnifying glass at least
three diameters magnification (focal dis-
tance 8 cm) for visible evidence of cracking
of the insulation or jacket, as applicable.
During the above processing, no object hav-
ing a temperature higher than —40° = 1* C
shall come within 12 inches of the part of
the specimen being examined (see 3.3.1.3,
3.3.2.2 and 8.6.1.4).

4A4.5.1 After aging. A specimen of
jacketed conductor shall be dried in an air
oven for a period of at least 24 hours at
80° = 1° C and then transferred directly

{within E minntes) from the air oven to an

N TTETEEEAE W SRESSSMVVSF & wRka

oxygen bomb containing an atmosphere of
oxygen at 300 = 10 pounds per square inch
at a temperature of 70° = 1° C, and held

there for a period of 96 =2 hours. Alter-

v
nately, the specimen may be tranaferred di-
rectly to a desiceator containing a drying
agent to preclude reabsorption of water and
then to the oxygen bomb when the bomb is

available. After 96 = ‘8, hours in the oxygen
bomb, the specimen shall be transferred di-

MIL-C-13294C

rectly to 2 desiceator containing a drying
agent, anc held there for at least 24 hours
and until such time as the specimen is
transferrel directly 1o a cold chamter. The
conditione | specimen shall then be rested as

specified i1 4.4.6 (se: 3.3.2.2).

4.4.6 Citting. A specimen of jackcted
conductor shall be cut in half, and the in-
sulation s'ripped from one end of each piece.
One piece shall be formed into a loop, the

ends of \-hich shall be tightly clumped in
one of tha grips of a tenaile tester. The

second pi:ce shnll be passed through the
loop and its ends shall be tightly climped in
the other rip of the tensile tester. The two
bared ends shall be connected in series with

PR PRpv ) P PRI g P | Liad ahall

an electri :al-alarm cu'vuu ANa & 1080 snaun
be applie« to the looped conductors by sep-
aration of the jaws at a rate of 2 inches per
minute uitil they cut through the outer
covering nd insulation, thus making elec-
trical con:act as indicated by the eiecirical
alarm. Oae of the metal grips of the tensile
machine nay have to be electrically insu-
lated fror. the rest of the machine to avoid
false indi -ations (sec 3.3.2.3).

4.4.7 B ‘eaking load. The breaking load
or tensile strength, as applicable, shall be
determined using the apparatus and method
described in method 3211 of Specification
J-C-98 (:ee 8.8.24, 3.6.1.1, and 3.6.1.3.2).

4.4.8 D: resistance. The dc resistance of
field wire shall be determined as specified in

method 61121 of Specification J-C-98, except

that the immersion period shall be 4 hours,
immediat:ly prior to shipment (sec 3.4.1).

449 Dmhntrip strength (see 2...2), The

WIS @ TUTYWEI YW WET -Ivg eI | www W ey - e

dielectric strength of field wire shnn be de-
termined as specified in method 6111 of
Specificat on J-C-98, except that:

(a) The immersion period shall be 4
hours,

15
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(b) On¢ terminal shall be bc th conduc-
tors connected togeth:r, and the
other shall be the waier.

4,410 Imsulation ycsistance (iee 3.4.3).

WiWIRY B revmee e L

The insulation resistance of field wire shall
be determined as specified in met! od 6031 of
Specification J-C-98, except that

(a) The immersion period shall be 4
hours.

(¢c) The

(d) One terminal shall be b« th conduc-
tors connected togeth(r, and the
other shall be the water,

(e) For purposes of comput: tion, twice
the field wire footag: shall be

[y, e Ao lacodl ad anmdicaban

taken as the ®ngin 01 CONGUCLOT

under test.

(f) If the measurement is nade at &

temperature other than 156.6°C

1N anrwmant

AL aeee ah.
84w COTTeCe

the manufacturer
the measured value of insulation
resistance to the res stance at
15.6°C. However, if .he insula-

tion resisiance is eq.lu to or
greater than that ﬂ:!llll‘ad by

8.4.3, when the meas: rement is
made at a temperatu e greater

than 15.6°C, no correc .ion factor

need be employed. “'he manu-

facturer shall demon:trate that
the correction factor ;3 accurate
for his compound.

test may

bg terminuud in hrs than 1

minute if the galvan( meter has
- censed fluctuating an¢ the read-

¥ PRy - p=
indicatus that ste: dy insula-

n-resistance value has been

:” fo

16

obtained. However, readings
obtained on 5 percent of th2
iengihs after i-minute electrifi-
n.ﬁnn ahall hn reeo: nedad Qn eR.

Siaia & WV WEwa

tablish a continuous check of
quality.

or dispenser, as applicable, a;d- :l-lowed to
lie free on a flat floor. With no strain on

the free end, a point along the wire 3 feet
from tha fmaa and shall he not leas than 94

AAVIM UWIV J1WU WU DiMns aSswe

feet from the original 100-foot mark on the
wire (see 3.5).

4.4.12 Workmanship. Field wire shall be

inanastad fow m.b'n-n-hin at anv stacse of

APDYVCVINL AVL  VVVUA RS BV ey T =

production. Any faulty workmanship
pointed out by the Government shall be cor-
rected by means satisfactory to both the
manufacturer and the Government. If suit-
ability of means of correction of any work-
manship defect cannot be resolved, the mat-
ter shall be referred to the contracting of-

" A

ficer {(see 3.0).

44.12.1 Individual-strand joints. Joints

in “individual steel strands shall be made
only by operators who have been qualiﬁed

.. AL P Lo cvcmene o -meem

by the Government by preparing three suc-
cessive groups of 12 specially prepared
samples. To quslify, no individual splice
shall have a tensile strenzth Jess than 3&

pemnt ? the average tensile lmll.“ (1) 4
the strand .dinmnf to the m“el At the

option of the Govemment. an operator may
be required to qualify for making joints in

copper strands, using the same procedure ak

for operator gualification for steel strands.

If. in the opinion of the Government, joints
in individual strands checked on the produc-
tion line do not meet specified roquirements

At A b1 el e Saedhao talaba

tNé OPeravwur Snall masc v uruxr JOINIVe
unti] he i{s regualified (see 8.6.1.1

=sswes & g e e = ‘_ =2

4.4.12.2 Seven - strand splices. Seven-
strand splices shall be made only by opera-

tors who have been qnn“ﬁ.ﬂ to make indi-

WIS VViiv s vwe —ouseasw

vidual-strand joints, and shall be subject to
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the procedures and requirements applicable
to operators making individuai-strand joints
{see 3.6.1.2).

nfylnz operators shall rest thh the manu-
facturer., The manufacturer shall conduct
all qualification - of - operator inspection,
maintain aii test data, and, upon request,

hall make available to the Government the
blll.lll 11J8NRT BYBIIVIT W W VVS] Mildswiavy wis

results of qualification-of-operator inspec-
tion. The ldentlﬁcatlon numbers of quali-
fied operators their machine location, and
other information necessary for the identi-
fication of the position of quaiified operaiors
Governmernt.

h
--
—s
:a

shall ha mmanda nwvailahla ¢4 tha
Sndun O Maae avalaoie W uie Ul

The manufacturer shall qualify operators to
start production work on conductor splices
by inspecting 40 completely fabricated sam-

ples of smg]e conductor splices taken con-

o AT _ W o AL _ P Py & A Y. AL _
secutivery uurlng' ine span OI not I1ess inan <
warkine dave and sanagidovad ag 10N orranna
WL MAIAE ARy sy SAIU VUVNSIUTITU GO AV mi vwpo

4412.3.1 Computation. _

(a) Determine the average percent ten-
sile strength (X) for each group

(b) Determine the grand average per-
cent tensile atrengl:h (X) for 10

(e) Determine the range (R) for each
group of four, as follows:

= largest percent tensile of
the four minus smallest
percent tensiie of the

fnlu
AVWI

(d) Determine the average runge (R)
for groups of four as foliows:

Qnmn
AJEEE VU

¥y
>
r g
D
Pud

R

]
[
o

4.4.12.: .2 Acceptance criteria for qualifi-
cation- of-operator inspection.

2.\ AT o ok donailoac NN A
(a) AIl ave (- niL tensies (Aj) O
of groups of four shall bn ahove

averages (X — 0.729R).

(b) All ranges for the groups of four
shall be below the acceptance

$enala Lo

IOr Tanges

N o
—
—
é
«

(¢) Al individual values shall be at
least 90 percent tensile (see

3.6.1.83.2).
LAY Mha mwnsaes anmtnal lHmid fam avan.
ay 4RI PI UL CUKICAUI 131333y LUL &VGS
e IV n19aBy  shall ha
apc L 2N - Vii&TEv) DI  we

0.729R).

4.4.12.& inauiaiio1r repairs
the insulation shall be made Gﬁ}}' bj‘ gua

fied operators. An operator may be quali-

fied by the Governmeut by preparing 12
specially prepared samples. Six of these
samples shall be checked for wall thickness
and the remaining six sampies shali be
tested fo: cold bend (see 4. 4.5). Failure of
any of t] e samples shall disqualify an pgr

ator. However, an operator will be pe

mitted t» make groups of samples until he
becomes proficient in the operation and qual-
ifies. If in the opinion of the Government,

fhn :x—n:‘nn#inn

inanlatin -nnn‘ru shanlrad
(<] ProGucuess

AIDOUIGBVIV L LR A 2L PT AS ¥ o Gn vi
line do niot meet specified requirements, an
operator shall make no further insulation
repairs intil he is requalified (sec 3.6.1.4).
Guter—

4.4.12.) Ou rer—covermg repazr.s

17
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ators who have been gualified to make such
ins and shall he subject to the proce-

lcpnu §y GAIIA Orveas NPT JEL LU

dures and requirements applicable to opera-
tors maiing lnsulstion repairs (see 3.6.1.5).

nits of product shall be
i ttat footage

e eV avw

insure
counter: and measuring machines are accu-

5. PREPARATIO OR DELIVERY
5.1 Preservation and packaging. Preser-
g shall be Level A or C

vation ::nd packagi
as specified (see 6.

f.1.1 Level A.

5.1.1.1 Cleaning. Cable, Telefhone, Elec-

trical (Infantry Field Wire, Tv isted Pair,
Wire, WD-1/TT and WD-14/T'T) shall be
cleaned in accordance with process C-1 of
MIL-P-1i6.

3.1.1.2 Drying. Cable, Telepione, Elec-
trical. {Infantry Field Wire, Tv-isted Pair,

Wire WD-1/TT and WD-14/T°T) shaii be

dried in accordance wi t}‘ mu..-}'-ns

3.1.1.3 Unit packaging. Unit protection
shall be in accordance with the n ethods pre-

prynp— PNy PV |

scribed in MIL-P-116 and 1s speciiied
herein.

5.1.1.3.1 Wire on Reels RL-1:9( )/U or
Dic-5. The wire on reels RL-159( )/U or

Dii-b (both covered by MIL-R-3241) shall

be packaged met othod 111 as follovs: Wire, in

G BEIN AR

the required length, shall be fully and evenly

wound on reals. Secure the ouiside end of
the wire to the adjnmt turn of wire. The

Voo cecdhocadd

inside end of the wire, previoutiy exiengeu

outside the reel for testing, shall be cut back

to one foot and nnahed throus:h the oval
access hole into the center of the reel. Each
recl with wire shall be overwiapped with
one thickness of ﬁberboard conforming to
PiI'P-F-820, type SF, class-weather resis-
tant orade V2R of anflieiont width to extend

LEIHL, KiSUe 7 V) Vi wwmassvewess L]

the full distance between the ree! flanges and
of sufficient length to overlap he ends by

18
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at least six inches, The fiberboard over-
wrap shall be secured with two bands of re-
inforced filament tape eonformmg to Specl-
fication PPP-T-97, Type TV, equally spacerd
between the reel flanges for RL-158( )/U.
The overwrap on Reel DR-5 shall be secured
with two bands of flat steel strapping con-

forming to Specification QQ-S-781, Type 1,
Class B, % inch wide by 0.020 inch thick.

5.1.1.3.2 Wire on spool DR-8-A. The

wire on spools DR-8-A (covered by MIL-S-

2140) shall be packaged method III as fol-
lows: Wire, in the required length, shall be
fully and evenly wound on the spool. Both
ends of the wire shall be brought out and

secured, Each spool shall be placed within

e eloss fitting, fiberboard box conforming to
PPP-B-636, atyle RSC, grade Wbc. Closure
shall be in accordance with the appendix to
the box specxﬁca.tion. In addition, seal al!
seams and joinis with pressure-sensitive

tape con ing to PPP-T-76 not less than

£ enermn
AL UL SRS Sg Te some SIi=Il

two inches wide.

5.1.1.8.3 Wire dispenser, MX~406A/G
with wire. Each dispenser MX-808A/G
(covered by MIL-C-10868) with wire shall
ha naskasad mathnd 11 as fellowa: Each

O PaTRGFTU Ntuavu asa = STUSUES

dispenser with wire shall be placed within
a close-fitting fiberboard box conforming to
PPP-B-636, style RSC, grade V3c. A liner
made of fiberboard conforming to PPP-F-

320, type CF, class WR, variety TW, grade

1100, sh.ll be placed against the inside
walls of the box. The liner shall have its
ends butt in the center of a side panel of
the box. The dimensions of the iiner shaii

| T avemler maitda

be such that the liner will fit snugly insice
the box. Closure shall be in accordance with
the appendix to the box specification. In
addition, seal all seams and joints with pres-
sure-sensitive tape conforming to PPP-T-
76 not less than two inches wide. The box
shall be reinforced in accordance with the
appendix to the box specification, using tape

conforming to PPP-T-97, type IV.

5.1.2 Level C. Cable, Telephone, Elec-
trical (Infantry Field Wire, Twisted-Pair,

~———

NA
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Wire WO 1T amd WD 1L ET) shall b
preserved -nd packaged in a manner that
will afford idequate protettinn against cor-
rosion,  de: srioration and uamage during

'Y TO% sy cae dgy Hha fhest
¥ Wi Teiee lll" l IO TN -v- u-u sy

5.2 Packig. Packing shall be Level A,
B or C as pecified (see 6.2).

~ae F. ... A
Dekeeld L VUL A,

5.2.1.1 Wire on Recls RL-159( )/U or
DE-<5. No packing required. When speci-
fied by the Procuring Agency, wire on reels
shali be palleiized in accordance with M-
sSTHh M7

5.2.1.2 Wire on spools DR-%-A. A quan-
Lity of apoobs, packaged as speeitied in b,
shall be packed in close-fitting fiberboard
boxes conforming to PPP-B-640, class 2,

e asww PP -

grade A, style E, MIL-B-43291, or PPP-

[T HITH S, DO Ll A0 . Prg e
§i v I'll \ {184 LA YR Al . El FIAE LN ALl e = § VI
woelghi of shimineg containoery conforming
weoelpgnt SpPRNg conlarners cuinerniaig

to PPP-B-640 shall not exceed 200 pounds.
The gross weight of shipping containers
conforming to MIL-B-43291 shall not ex-
ceed the weight limitation of the box speci-
ficativii. The gross weight of shipping
containeri: contorming to PPP-B-636 shall
not exceed the weight limitation of the box
specification for special requirements use.
The box closure shall be ax specified in the
appendix fo the applicabie box s;wcil’it'uiitm.
Shipping colainers shall b reinforced vy

pressure-sensitive filament tape banding or
nonmetallic strapping conforming to PPP-
T type IV and PP S i6, Lype H, re-
spectively; selection of the materia!l and
applicnﬁtion shall be in accordance with the
appendix to the applicable box specification.

B2 LA Ware spenser MA oG A 0 n

5 - N
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wire. No packing required.

5.2.2 Level B.

2:2.2.1 Wire on Reeis RI-159¢ )/U or
DI-5. No packing required. When speci-

fied by The Procuring Ageney, wire on reel.
shall be palletized in accordance with Mii,
STD-147.

B229 Wire un \'nnn’x DR-%-A A quan-

tity of spwls shall be pucked ag specibied in
5.2.1.2 ex:ept that the shlppmg containers
shall be limited to PPP-B-640 and PP)’-B-

636 and shall be class 1 and class domestic,
respectively.

5.2.2.2 Wire Dispenser, MX-306A/G with

wire. N. packing required.

Wiy 1 4 ,"I"I‘i nal o
Y 37 . ’

Qi Teels;, S0all D patatd

contmner in a manner that will nll‘ord udq--
(it e procection against. domage Lo the poek-
age and .ts contents during shipment [(rom
source to the first recelvmg activ-

__a_

ng containers and reels shall

|u'|nnu of the

traneport wtion,

5.3 Marking. In addition to any special

marking required by the contract or order,

sraimmer moan_

interior packages and exterior shipping con-
tainers shall be mar ked in gccgrd:;nge with
MIL-STI:~129 (see 6.2).

6. NO1ES

6.1 Intended use.  Wire DW /1T and
wire WI1:-14/TT are general-purpose field

wires for use in the field as comnmunication
Wlll‘.i_

6.2 Ordering data. Procurement docu-
ments shouid specify the following:

sanes " Y Y T
uer, uuu Uul‘ I uns

(b) Type required (see 1.2).

(c¢) Reels, spools, or dispensers will be
furnished {o the manufuacturer

19
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() Lengths on reels or spools or dis-
pensers (see 3.6.1.3.1).

(e) Rough-handling test, il required
{fann A2 Ly 3 BY
IREE 1.0, 1eetv .

() Levels of preservation, packaging,
packing, and markinz (see sec-
tion b.)

(g) The specific paragraph: of section
5 which are applicible to the
particular procurement.

6.2.1 Indirect shipments. The packaging.

packing, and marking specified .n section b
4

&
pply only to direct purchases by or direct
shipments to the Government ; nd are not
intemded to apply Lo contracts o oprders be
tween the manufacturer and prime contrac-
tor,

Navy—YD
Air Force—-80

Review:

Army—AT, AV, ME

Navy--MC

Air Foree—17
International (See Sect 6)

20
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the rontraet or m‘dvr
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1:

ommended that the
1

6.3.1 Additional inspection. 1t should be
understomd  Lhat  additional — examination,
measturement, sund nondestraciive  Lesiing:
may be performicd by the Governmient when
considered necessary to determine comnli-

consieerea nECcossary AUt LS e At) 1)

avee with this specification and other appli-
cable documents.  Accordingly, the Govern-
ment may withdraw materials or field wire
in any stage temporarily from production
for such inspection, performed either at a

Government laboratory or the manufactur-
er’s plant,

6.4 International standardization agree-
ments. The provisions of this specification

are the suhiect of international standardiza-

WET LT OWJULTY V4 ALV L@ UIUIidel Ouissiiaiss v

tion agreements When amendment, revi-
sion, or cancellation of this specification ix
proposed, the depar tmeptal coartodings will
inform their respectwe Departmental Stand-
ardizaiion Offi (

artafsn aelion 1
#E JeR R asn |:l‘lll L]

internationa] agreement cuncerncd.

Preparing activity:
Army—EL
Project No. 61450485
Code “C”
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\_/‘ZTRUCTIW: In » continuing effort 10 make our standardisation documents wtier, the DoD provides this form for wee in

_4mitling comments and suggestions for improvements. All users of military star fardization documents ase invited to provide
suggestions This form may be detached, folded along the lines indicated, taped s g the Jooes edge (DO NOT STAPLEK), and
mailed. In block 6, be as specific as possible about particular problem aress such s wording which required interpretation, wes
too rigid, restrictive, Joose, ambiguous, or was incompatible, and give proposed wc ding changes which would alleviate the
problems. Enter in block 6 any remarks not related to a specific paragrapb of the document. If block 7 is filled out, an
scknowiedgement will be mailed to you within 30 days to let you know that you) comments were received and are being

comsidered.

NOTE: This form may not be used to request copies of documents, nor o reque t waivers, devistions, or clarification of
specification requirements on current contracts. Comments submitted on this fon i do not constituts or imply authorization
to waive any portion of the referenced document(s) or to amend contractual requ rements.
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