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MILITARY SPECIFICATION
FRAME, CAP, MAN'S
This specification is zpproved for use by U. S. Marine Corps, Department of the.
Navy, ard is available for use ty all Departments and Agencies of the Department
of Defense.
1. SCOPE

1.1 Scope. This specification covers requirements for service and dress cap
frames.

1.2 (Classification. Te cap frames shall be in the following types, classes -
and sizes, as specified (see 6.2):

Type I - Black porameric visor N
Class 1 - with black porameric chin strap '
Class 2 - with gold chin strap

‘
¥

Type II - Black broadcloth visor

Class 1 - with field grade embroidery and g)ld chin strap
Class 2 - with general officer embroidery and gold chin strap
Class 3 - with general officer embroidery and black porameric chin strap

Schedule of Sizes {cm)

6-3/8 (5t1) 6-7/8 (55) 7-3/8 (59)
6-1/2 (52) 7 (56) 7-1/2 (60}
6-5/8 (53) 7-1/8 (57) 7-5/8 (61)
6-3/4 (54) 7-1/4 (58) 7-3/4 (62)

Beneficial camments (recommendations, additions, deletions) and any pertinent data
which may be of use in improving this document should be addressed to the Com-
manding General (PSE-C}, Marine OQorps Research, Development, and Acquisition Com-
mard, wWashington, D.C. 20380, by using the self-addressed Standardization
Docunent Improvement Proposal (DD Form 1426) gopearing at the end of this
document <r by letter.

FSC 8405
MMSC - N/A

Distribution Statement A. PApproved for public release; distribution is unlim=
ited. )
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2. APPLICABLE DOCIMFNTS

2.1 Government documents

2.1.1 fpecifications and standards. The following specifications and standards
handbooks form a part of this document to the extent specified herein. Unless
otherwise specified, the issues of these documents are those listed in the issue
of the Department of Defense Index of Specifications and Standards (DODISS) ard
supplement thereto, cited in the solicitation (see 6.2)

SPECIFICATIOW
FELERAL )
L-P-375 - Plastic Film, Flexible, Vinyl Chloride
L-P-390 - Plastic, Molding and Extrusion Material, Polyethylene and
Copolymers (Low, Medium, and High Density)
V-T-276 - Thread, (otton
v-T-295 - Thread, Nylon
NN-P-71 - Pallet, Material Handling, Wod, Stringer Construction, 2 Way
and 4 Way (Partial)
PPP-B-636 - Box, Shipping, Fiberboard
DDD-1-20 - Label, Far Clothing, Equipage and Tentage (General Use)
- \ -
MILITARY '
MIL-B~3461 - Button, Insignia, Metal, Uniform,‘and Cap
MIL~P-15011 Pallet, Material Hardling, Wod, Post Qonstruction,
4 Way Entry
MII~E-17568 Embroidery Materials, Metallic and Synthetic Metallic
MIL-C-18186 Crowns; Service Cap
MIL~-L-202N Lace, Gold, Crnamental
MIL-C-41820 Cloth, Gabardine, Polyester and Rayon
MIL~S5-43993 Sweatband, Headwear, Artificial Ieather
MIL-T-43548 Thread, Polyester Core, Cotton, Rayon or Polyester Covered
MIL-C-82252 Cloth, Broadcloth, wool and Wool Synthetic (Moth Proofed)
STANDARDS
FEDERAL
FED-STD-151 Metal Test Methods
FED-STD-191 Textile Test Methods
FED-STD-311 Leather, Methods of Sampling and Testing
FED-STD-731 Quality of Wol Members for Containers and Pallets
FFD-STD-751 Stitches, Seams and Stitchinos
MILITARY
MIL-STD-105 Sampling Procedures and Tables for Inspection by Attributes
MII~STD-129 Marking for Shipment and Storage .
MIL-STD-147 Palletized Unit Loads
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(Unless otherwise indicated, copies of federal and military specif'ications,
standards, and handbooks are available fram the Naval Publications and Forms
Center (Attn: NPODS), 5801 Tabor Avenue, Philadelphia, PA 1%120-5099.)

2.1.2 Other Government documents and publications. The following other Govern-
ment documents form a part of this dooment to the extent specified herein. Un-
less otherwise specified, the issues are those ‘cited in the solicitation.

LAWS AND REGUIATIONS
U. S. Postal Service Manual

(Application for coopies should be addressed to the Superintendent of
Documents, U, S, Goverrment Printing Office, Washington, DC 20402.)

Department of Defense (DoD) Standard Color Card of
Official Standardized Shades for Sewing Thread 1968

(Application for copies should be aldressed to the (olor Association of the
United States, Inc.,, 200 Madison Avenue, New York, NY 10016.)

2.2 Non-Govermment Publications. The following document(s) form a part of this
document to the extent specified herein. Unless otherwise specified,” the issues ~
of the documents which are DoD adopted are those listed in the issue'of the DODISS
cited in the splicitation. Unless otherwise specified, the issues of documents
not listed in DODISS are the issues of the documents cited in the solicitation
{see 6.2). '

NATIONAL MOTOR FREIGHT TRAFF IC ASSCCIATION, INC., AGENT
National Motor Freight Classification

(Appl ication for <oopies should be addressed to the American Trucking
Association, Inc., Tariff Order Section, 1616 P Street, N.W., Washington IC°
20036.)

INIFORM (QASSIF ICATION (UMMITTEE, AGENT

Uniform Freight Classification Rules

(Appl ication for oopies should be addressed to the Uniform Classification
Cormittee, Room 1106, 222 South Riverside Plaza, Chicago, IL 60606.)

2.3 Order of precedence. In the event of a conflict between the text of this
docment and the references cited herein (except for associated detail specifi-
cations, specification sheets or MS standards), the text of this document takes
precedence. Nothing in this document, however, supersedes gpplicable laws ad
regulations wnless a specific exemption has been cobtained.

3. REQUIREMENTS

3.1 Standard sample. Standard samples are furnished solely for gunidance and
information to the contractor (see 6.4). Variations fram this specification may
appear in the sample, in which case the specification shall govern.

3
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3.2 Pirst article. When specified (see 6.2), a sample shall be subjected to
first article inspection (see 6.3) in accordance with 4.4,

3.3 Materials.

3.3.1 Inner band. °The inner band shall be of a high density (linear) polyethy-
lene plastic material, in black shade, conforming to type III, class H, grades 1
or 2, of 1I~P-390, except that the low temperature brittleness, dielectric ocon-
stant, dissipation factor, ard thermal stress cracking resistance reguirements
shall not be applicable. The band meterial shall ke extruded, stripped, slit, or
cut 2-1/4 + 1/16 inches {57 + 1.6 mm) in width, 0.050 + 0.002 inch (1.25 + .05 mm)
in thickness, and shall be perforated to match the sample (see 6.3). A margin of
3/8 inch (9.5 mm) at the top and .bottom edges of the band material shall be unper-
forated. Testing shall be as specified in 4.6,

3.3.1.1 stiffness. The perforated band shall have stiffness (scale reading)
between 11 and 27 inclusive when tested as specified in 4.6.1.

3.3.1.2 Bending. ‘The perforated band shall show no evidence of cracks after
the berdino test specified in 4.6.2.

3.3.2 Headband outer covering. The headband cuter covering shall be made from
cloth, gabardine, polyester, and rayon, black shade, conforming to’ type I of
MIL-C-41820. As an alternate, wool-synthetic lxroadcloth-of a compatible weight in

- e - |

I-.'| -
d MNiaUuk blld—ﬂ ll.hdy IJC Uneu,

3.3.3 Headband reinforcement. The headband reinforcement shall be a high grade
galvanized cloth oovered spring steel wire band, one-sided, 1/16 inch (1.6 mm)
wide.

3.3.4 Sweatband. The sweatband shall conform to MIL-5-43993 except it shall be
dyed brown arnd shall be 1-7/8 + 1/16 inch (48 + 1.6 mm) wide.

3.3.5 Sweatbhand seam reinforcement. The seam the
shall be reinforced with a 5/8 to 3/4 inch (16 to wide
xylin cooated ootton fabric cut the width of the sweatband,

cited in 3. 3.6 may be used.

ining the ends of !:h._ sweathand
rip of brown pyro-
the plastic film

3.3.6 Plastic film welt. The plastic film for the sweatband shall be 0.010
inch (.25 mm) in thickness, conforming to type I, class 2 of LP-375. The oolor
of the plastic film may be brown ar hlack.

3.3.7 Viscr. The visors shall be constructed from the following materials:

3.3.7.1 . The type I visors shall consist of a top ply, bottom ply and
reinforcement eﬁunper paper, bonded together, with binding owver the edge ({see
Figure 1).

3.3.71.1 ly. The top ply shall be anooth, high-gloss porameric material,
0.045 + 0.003 inches (1.1 + .075 mm) thick, 16.5 + 1 ounce per square yard (464 +
28 g). . -

3.3.7.1.2 Bottom ply. The bottom ply shall be of reconstituted leather, in a
black pebbled gloss finish and shall be 6.0 to 6.5 ounces (169 to 183 g) thick.

A
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3.3.7.1.3 Plumper paper. The plumper paper for laminating to the top and bot-
tar plies of the wvisor ‘shall be 20 gage and treated so that 1t: retains its origi-
nal shape after being subjected to immersion test.

3.3.7.2 Type II. The type II visors shall oonsist of top ply of black hbroad-
cloth conforming to type I, class 4 of MIL-C-82252 and a bottaom ply of reconsti-
tuted leather in a hatters green or black pin seal gloss finish. The top ply
shall be embroidered with tarnish resistant synthetic gold yarn conforming to type
II1, class 8 of MIL-E-17568. The design of the embroidery shall be as shown in
Figure 1. !

3.3.8 Adhesive. The ajhesive shall be suitable for use in cementing the compo-
nent parts of the visor together. The aihesive shall be either natural or synthe-
tic rubber cement. Lamination strength shall be a minimum of 5 lb/inch (9.85
n/cm).

3.3.9 Binding. The binding for visor edge shall be made fram a plastic film,
weighing not less than 12 ocunces per sguare yard (337 g), and having a thickness
of not less than 0.0013 inch (.03 mm). The plastic film shall have a gnooth high
finish, and the oolor shall match that of the top piece for the visor. The bind-
ing shall not crack and shall show no evidence of tackiness. The binding shall be
tested as specified in Section 4, Table III.

3.3.10 Support stay and holder. The support stay and support Holder shall be
stamped from straight chramium stainless steel, commercially designated as type
430 stainless steel with material composition as show below when tested as speci-
fied in section 4, Table III. The support, and support holder, shall oconform in
all respects to the design, dimensions and details shown on Figure 2 and as speci-

fied herein.

Composition: Carbon - 0.12% max. (ladle analysis (L.A.))
Marganese - 1.00% max. (L.A.)
Silicon - 1.00% max. (L.A.)
Chromium -14.00% min. 18.00% max. (L.A.)
Phosphorus - 0.040% max. (L.A.)
Sulphur - 0.030% max. {L.A.)

(Remainder iron and constituents)

3.3.11 Buttons. The screwpost hutton shall be 27 line conforming to MIL-B-3461
as follows: .

Cap Button
Type 1I, Class 3 Type 11, style 3, class B, subclass 1, black
Type 1, Classes 1 & 2 and Type II, style 3, class A, subclass 1, gold

Type II, Classes 1 § 2
The button screw tube shall be 1/4 inch (6.4 mm) in length.

3.3.11.1 Washers. The tinnerman lock washers for securing the screw tube to
the frame shall be of spring steel with internal locking flanges to grip the screw
twe. As an alternate, heavy duty wire staples may be used to secure the screw
tubes,

Source: https://assist.dla.m'r?-- Downloaded: 2016-05-14T13:37Z
Check the source to verify that this is the current version before use.
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3.3.12 Grommet. The grommet wire shall be high grade spring steel, 5/16 inch
(7.9 mm) wide, 0.020 + 0.002 inch (.5 + .05 mm) thick; with a white pyroxylin
coating not less than 0.003 inch (.07 mm) thick. The grommet wire shall be cut as
follows: 32 1/4 inches (819 mm) long for sizes 6-3/8(51), 6-1/2(52), 6-5/8(53)},
6-3/4(54); 33-3/4 inches (857 mm) long for sizes 6—7/8(55), 7(56), 7-1/8(57),
7-1/4(58), amd 35-1/2 inches (902 mm) long for sizes 7=3/8(5%), 7-1/2{(60),

7-5/8(61) and 7-3/4(62}. See Figure 3 for assembled view.

3.3.12.1 Clamp. The adjustment clamp clinched to one end of the steel grommet
wire shall be made of the following materials:

Base and clanp - Carbon steel AISI 1020, hardness Rockwell B scale 66,
thickness 0.031 {+ 0.002) inch (.78 + .05 mm).

Slug - Carbon steel AISI 1015/1020, hardness Rockwell B scale 90,
thickness 0,015 + 0,002) inch (.38 + .05 mm).

Assembled clamp - Flectroplated with zinc 0.00005 inch (.007 mm) minimum
thickness, chrane plated finish.

The clanp assembly shall be approximately 1 inch (25 mm) long and its design shall
conform to Figure 4, The width of the base component shall be sufficient to ac-
canmodate the width of the grammet wire. Testing shall be performed as specified
in Table IIl, Section 4. ‘ .

3.3.13 Rivets. The rivets for securing the grommet to the sa.xpport stay shall
be nickel Eass, with 3/32 inch (2.4 mm) minimun diameter head, when tested as
specified in section 4, Table III. The length of the rivets shall be sufficient
to provide a roll over edge of 0.045 inch to 0.050 inch (1.1 to 1.3 mm). As an
alternate, steel rivets of alequate size and length may be used to attach the
grammet wire providing the head of the rivet does not exceed 0.040 inch (T mm} and

the rolled over edge presents a gnooth c¢linch with no more than 3 splits in the.

coil.

3.3.14 . Stagles. The staples shall be stamped fram a heavy duty flat steel wire

0.0250 + 0,005 inch (.63 + .1 mm) in thickness, and shall be of sufficient length
to thoroxghly secure the applicable component parts and leave a smooth flat clinch
without any distortion of the materials. The staples shall be corrosion resistant
finish, amd shall show m evidence of corrosion when tested as specified in
4,5, 1. .

3.3.15 Crown protector. Each cap frame shall he furnished with a crown frotec—
tor for the cap oover. ‘The crown protector shall be made of clear, oolorless
acetate sheetino 0.008 + 0 001 inch (.2 + .02 mm) thick.and shall be oval shaped,

241

...... 1A {medeme e 81 inches + m..-m\-. [DEA bur a 2 )
R /79 LIkl Vo U! =t J- HELLY o
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3.3.16 Thread.

3.3.16.1 Thread, Cotton. The ootton thread for seaming amd stitching the cap
frame shall conform to type IC1, 3-ply, ticket No. A; type IC2, 3-ply, ticket Nos.
A and 00; amd type IB3, 4-ply, ticket No. 24, of V-T-276. The oolor of the thread
shall be vat dyed black AA. The dyed thread shall show good oolorfastness to
laundering, perspiration, wet-dry cleaning, and light. Thread, polyester, cotton-
oowered, size 50, conforming to MIL-T-43548 may be used.
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. 3.3.16.2 'Thread, Nylon. The nylon thread for seaming and stitching the cap
frame shall conform to type IV, size C, 2-ply, of V-T-295, The oolor of the
thread shall be vat dyed black AA. The dyed thread shall show gpod mlorfastness
to wet-dry cleaning and perspiration.

3.3.16.3 Tarnish-resistant. The thread for embroidering the visors on the type
II caps shall be tarnish resistant synthetic gold yarn conforming to type III,
class 8 of MIL-E-17568.

3.3.17 Chin straps. ;

3.3.17.1 Black chin straps. The black chin straps for the type I, class 1 and
tyoe II, class 3 caps shall be made of a single ply of porameric material speci-
fied in 3.3.7.1.1. The design shall be as shown in Figure 5 which gives dimen-

sions and construction requirements.

3.3.17.2 14 chin straps. The gold chin straps shall be gold laced conforming
to class 1 of MIL-1.-20271, 5/8 inch (16 mm} wide, constructed with tarnish resis-
tant synthetic yarn conforming to type III, class 8 of MIL-E-17568. The gold lace

shall be munted on leather or other suitable material to provide body to the
etran The design shall be as shown in Figure 5 which gives dimensions and con-

=R -1 2 Lagaa s odliio SR8

struction requlranents

3.3.18 Llabels. Each cap shall have a cloth cambination identification-size
label and a stamped or paper size label, conforming to the followind:- -

3.3.18.1 Identification-size label. The dcmbinatipn identification-size label
shall conform to type VI, class 4, of DDD-1.-20, except that the label shall bear
the following inscription:

NCOMENCLATURE: FRAME, CAP, MAN'S
CONTRACT ND.: DLA-000-000-0000 (Example)
STOCK NO.: 8405-00-000-0000 {Example)

SIZE: 7(56) (Example)
NAME (F CONTRACTOR

Wl ek e e Pl W ok AW e el L)

The printing on the label shall show fastness to dry cleaning only.

3.3.18.2 Stamped or paper size label., & The starrped size label shall conform to
type IV, class 2, of IDD-L-20, except that only the size shall be Gesignated and
it shall show fastness to dry cleaning anly. The label shall be of a mressure
sensitive adhesive type, with the size only legibly printed with numerals not less

than 5/16 inch (7.9 mm) in height with a black marking m__ediun.

3.4 Design. The cap shall be the Marine Qorps de:séign shown in Figures 1
throwgh 6, consisting of a circular inner headband, with crescent shaped, embroi-
dered cloth or porameric top visor centered at the front of the frame, The sup~

port, support holder, and ajjustable steel wire grommet shall conform in all re-
spects to the design, dimensions and details shown on the attached Figure 2

Aoy Mot iaaWlie LS S LOila E=1o et Lo

throogh 3 and as spec1f1@ herein. Each cap frame shall have a chin strap attach-
ed to the cap with two insignia buttons inserted through lower sides of the head-
bard into their respective screw tubes and securely attached. Each frame shall be
supplied with a clear acetate crown protectar (see 3.3.15).

7
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3.5 Patterns. The mtterns for cutting all parts of the cap frame shall be
furnished by the oontractor, and shall be of the proper proportions to mrovide
good fitting cap frames conformming to the finished dimensions in Table II.

3.6 Construction.

3.6.1 Manufacturing requirements. The frames shall be manufactured in accord-
ance with the operations and the stitch, seam, and stitching types specified in
Table I. The contractor is not required to follow the exact seguence of opera-
tions as listed in Table I but all qaeratlons gpecified shall be used to manufac-
ture the cap frame,

3.6.1.1 Stitches, seams, and stitching. The stitch, seam, and stitching types
specified in Table I shall conform to FED-STD-751. Where stitch type 101 or 401
is used, the looper (under thread) shall be on the inside of the cap frame, The
nunber of stitches per inch as specified in Table I, indicates the minimum rumber
permitted.

3.6.1.2 Tacking and backstitching. Ends of seams and rows of stitching with
301 type stitch, when mot caught in other seams or stitching, shall be securely
backstitched not less than 1/4 inch (6.4 mm). Thread hlreaks (all stitch types)
shall be secured by st1tchmg back of the break mot less than 1/2 inch (13 mm).
When stitch type 401 is used, ends of seams and rows of stitching shall be caught
in other seans or rows of stitching, and skipped stitches and thread breaks may be
repaired using stitch type 301 backstitched mot less than 1/2 inch (13 mm} on each
suﬂe of skip or break.

3.6.1.3 Oweredge stitching. Overedge stitching shall be done on serging ma-
chines with lnife attachment roperlv set o trim the raveled i n

Liad i VA i L N = | S R - Y 1i—rd i L B W A

the material.

Source: https://assist.dla.miB-- Downloaded: 2016-05-14T13:37Z
Check the source to verify that this is the current version before use.
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TABLE I MANUFACTURING REQUIREMENTS

NO

OPERATION

STCH
TYPE

SEAM/
STCH

TYPE

STCH/
IN

NDL

BOB/
LPR

Cuttigg.

a. Qut the headband cuter covering
from the polyester and rayon mater—
ial. The outer coovering of the
heaiband shall be cut, 3-3/4 + 1/8
inches (95 + 3.2 mm) wide in the
warp or filling direction, to the
proper length to snugly fit around
the headband and provide a 3/8-inch
(9.5 mm) allowance for the back
seam,

b. CQt the headband fram the high
density plastic. The headband shall
be 2-3/4 + 1/B inches (57 + 3.2 mm)
wide and long enough to permit the
ermds of the band to be lapped 1 +
1/4 inch (25 + 6.4 mm), -

¢. Qut the cloth cwered wire band
to form the headband reinforcement
to the mpoper length, allowing 1
inch (25 mm) for owerlap.

d. Qt the plastic film welt for
the sweatband 5/8 to 3/4 inches (16
to 19 mm) wide and the full lemgth
of the sweatband.

e. Qut the ootton coated fabric or
plastic film for the sweatband seam
reinforcement 5/8 to 3/4 inch (16 to
19 mm) wide axd 1 1/2 + 1/8 inches
(38 + 3.2 mm) long. -

i

f. Qut the plastic binding

visor edge 3/4 to 7/8 inches (19 to
22 mm) wide in an appropriate length
to fully bind the cutside edge of

the visor.

ok i iy fnr +
L ] o e Tl s

g. Qut the 3/8B-inch (9.5 mm) wide
spring steel for the grommet to the
length specified in 3.3.12.

h. Qut the clear acetate crown
protector as specified in 3. 3.15.

i. Qut the poromeric material for
the type I visor top in accordance
with requirements of Cperation 3.d.

Source: https://assist.dla.mil --g:)ownloaded: 2016-05-14T13:372
Check the source to verify that this is the current version before use.
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TABLE I MANUFACTURING REQUIREMENTS

NO

OPERATION

STCH
TYPE

SEAM/
STCH
TYPE

STCH/
IN

NDL

BOB/
LPR

Cutting. (cont'd)

j. Qut the leather bottam ply for
the wvisor in accordance with re—
qguirements of Cperation 3.d.

k. Qut the cloth, broadcloth or
the type II visor top in accordance
with requirements of (peration 3.d.

3

1. Qut the visor reinforcement fram
plunper paper in accordance with
requirements of Qperation 3.d.

Replacement of damaged parts.

a. Replace, at time of cutting, any
part oontaining damages such as
holes or seriously weakening defects
such as gmnashes, multiple floats,
am slubs likely to develop into
holes.

Make visor.

The finished visors shall be as
shown in Figure 1.

a. The type I visor shall be con
structed by laminating the top ply
of porameric material to the plumper
paper and the bottom leather ply
with the adhesive specified in
3.3.8.

b. The type II visor shall be con-
structed by laminating the top ply
of wol broaicloth to the reinforce-
ment piece of cloth ootton twill
face side up with the alhesive spec—
ified in 3,.3.8, T the wool broad-
cloth, stitch the required synthetic
gold nmetallic goplique (see 3.3.7.2
and Figure 1).

c. For type I and II visors, stitch
the visor binding (see 3. 3.9) around
the cutside edge 1/16 inch (1.6 mm)
fram the turned edge of binding on
top of the visor and catching the
other edge in the stitching on the

Hand-
' BEmbroi-
dered

301

BSh~1

6-9

Source: https://assist.dla.mill-pDownloaded: 2016-05-14T13:37Z
Check the source to verify that this is the current version before use.
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TABLE I MANUFACTURING REQUIREMENTS

NO

OPERATION

STCH
TYPE

SEAM/
STCH
TYPE

STCH/
IN

KDL

BOB/
LPR.

Make visor. (cont'd)

bottom of the visor. ‘The binding
shall finish on top of the visor
3/16 to 1/4 inch (4.8 to 6.4 mm)
wide. S&ive the assembled oompo~
nents 1/4 + 1/16 inch (6.4 + 1.6 mm)
along the™ inside fram tip to tip
fram top side of visor.

d. ‘e finished visor for type I
arnd II cap frames shall be properly
molded with heat into a wmiform
crescent shape, ard shall be of one
size only with dimensions as fol-
lows:

1. Overall width of visor, be-
fore assembly, at center,
1/8 inches (67 + 3.2 mm).

at center of
inches

2. Depth of arc,
backedge, 2-7/8 + 1/8

3.2 mm).

3. Width of visor, after assem
bly, at center fram front edge W
lower edge of band, 2-1/4 + 1/8
inches (57 + 3.2 mm).

4. Distance fram left tip to
right tip of visor before assembly,
when spread flat shall be 8 + 1/8
inches (203 + 3.2 mm).

5. Distance fram left tip to
right tip after assembly, at lower
edge of headband, shall be 11 + 1/4
inches (279 + 6.4 mm).

Make poromeric chin strap.

Finished appearance. thin straps
shall be made in two sections with a
hole at one end ad a loop at the
other end of each section. The two
sections shall be identical except
for the manner of attaching the
loops. All edges shall be stained
black. The top and bottom edges of

e v | e | bt Rl
Lllt‘.' bLLdy aMd Jic L-UJ. ic O U J.WP

2-5/8 +

(73 +

Source: https://assist.dla.mil t-1Downloaded: 2016-05-14T13:372
Check the source to verify that this is the current version before use.
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TABLE I MANUFACTURING REQUIREMENTS

NO

OPERATION

STCH
TYPE

SEAM/
STCH
TYPE

STCH/
IN

NDL

BOB/
LPR

5.

{cont'd)

Make poromeric chin strap.

shall have an anbossed line, 'The
loops shall be positioned with the
point in the center of the strap and
the back edge of loop parallel to
the square end of strap (see Eigure
5).

a. 'The chin strap shall be made of
one piece for each strap, and e
piece for each loop. o

b. TPRosition the loop for the top
section on the cutside of the strap,
and stitch loop to strap 1/16 inch
(1.6 mm} fram the right and left
edges. MOntinue stitching cut to
the ends of the loops (see Figure
5).

c¢. lap the ends of the loop 1/4 +
1/16 inch (6.4 + 1.6 mm) on the
underside of the strap and fasten
the lapped end with two staples
throxgh the ends of the loop only.

d. Stitch the loop for the bottom
section 1/16 inch (1.6 mm) fram each
edge fram end to erd.

e. Position the loop on the bottom
section and lap the ends of the loop
1/4 + 1/6 inch (6.4 + 1.6 mm) on the
underside of the strap. Fasten the
lapped ends of the loop ad the

str ap onlv
f. Punch a 3/16-inch (4.8 mm} di-
ameter hole, centered in the strap,
3/8 + 1/32 inch (9.5 + .8 mm} from
the rounded end of each strap.

S A

g. Assemble the straps through the
leoops.

Make gold chin straps.

Finished appearance. Chin straps
shall be made in two sections with
an gyelet at one end and a loop at

301
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Make gold chin straps. (cont'd)

the other end of each section. The
upper section shall consist of a
strap amd loop and the lower section
shall consist of a strap, loop, and
pointed tab for sewing to the loop.
The loops shall be msitioned per-
perdicular to the straps (see Figure
5).

a. Qut two pieces of strap material
2-1/4 + 1/78 inches (57 + 3.2 mm)
long for making the loops. Qut the
upper strap 10-1/4 + 1/4 inches (260
+ 604 mm) long with pointed ends.
Cut the lower strap 9 + 1/4 inches
(229 + 6.4 mm) long with one pointed
end and ane square cut end.

b, Position one loop over the upper
strap with cutside edge 5/8 inch (16
mm) fram the pointed end and stitch
the loop to the strap.

¢. Fold to form the loop around the
strap, turning under the cuter end
A okidkmabh ks cewne] aka e TAames

Gl OLiLLULil WY \MIIHLCLC WiT  AWVAS e

d. Fosition the secord loop over
the lower strap end 5/8 inch (16 mm)
fram -the pointed end and stitch the
outside edge.

e. Fold to form the loop around the
square end of the lower strap, turmn
ing under the outer erd. Stitch
through the ends of loop and strap.
The finished length fram pointed end
to pointed end to be 10-1/4 + 1/4
inch (260 + 6.4 mm).

f. Insert a 3/16-inch (4.8 mm)
inside diameter eyelet through the
erds of each strap, opposite the
loop end, with the center of the
eyelet finishing 3/8 + 1/32 inch
(9.5 + .8 m) from the pointed end.

g. Assemble the straps through the
loops.

301
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Make inner headband.

a. Lap the ends of headband 1 + 1/4
inch (25 + 6.4 mm) and fasten to-
gether with not less than two sta-
ples.

Attach headband reinforcement. ;

a. Place headband reinforcement
inside inner headband with top edges
even and join together with' stitch-
ing through center of reinforcenent

e | | S |
band with lapped ends of band fin~

ishing at either side of the cap.

Make headband outer cover,

a. Fold the polyester amd rayon
cloth strip lengthwise and stitch
1/16 inch (1.6 mn) fram fold, form
ing a welt 2 + 1/16 inches (51 + 1.6
from tr)o edge of finished

LLIEALY = 11 LA S = mi®)

b. Serge stitch top and bottam edge
of cover,

c. Join erds of strip with a 3/8-~
inch (9.5 mm) sean.

d. Open sean and press gnooth ad
flat.

Make sweatband assembly.

a. Fold plastic welt strip in half
lergthwise. PRosition edge of sweat-
bard to extend 1/16 to 1/8 inch (1.6
to 3.2 mm) from turned edge of strip
and stitch together with one row of
zig-zag stitching.

b. Btt ends of sweatband assembly
together and reinforce with ootton
strip or plastic film at Jjoining
seam, Attach the size label on the
outside of the sweatband.

© 301

301
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301
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TABLE I MANUFACTURING REQUIREMENTS
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STCH
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SEAM/
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STCH/
IN

NDL

BOB[
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10.

11,

lAssemble headband with label.

Finished appearance. The lapped
erds of the inner headband shall be
to the right or left of the center
*of the visor position ensuring that

er, ‘The headband cover shall fit
smygly on the inner headband; shall
have a smooth, flat appearance
throughout, without puckers, wr'in-
kles, or any other type of distor-
tion; shall fit smoothly and tightly
over the inner headbard; the back
sean shall be vertically straight at
center back of frame; and the welt
shall be wniformly parallel with and
3/16 + 1/16 inch (4.8 + 1.6 mm) from
the bottam edge of headbard.

a. Set headband reinforcement wire
amd fld headband outer oover o
inside of inner headband and stitch
top edge of cover to inner headband
/2 + /B inch (13 + 3.2 mm) from
top edge, enclosing the wire band.

b. Form headband coover on inner
headband. Fold cover over bottom
edge of inner headband amd stitch
with a single row of stitches along
the welt, at the back, catching the
lower end of the combination label
ard the turned under portion of the
cover on the inside of headband in
the stitching. 'The stitching may be
above or below the welt, but shall
be stitched as close as possible to
the welt s0 a t be mactically
invisible on the outside of the
frane. The label shall be position~
ed at the rear of the headband ei-
ther to the right or left of center
sean,

Assemble support stay.

a. The support stay shall be assem-
bled by securely riveting the middle
of the grommet wire to the top end

the lapped seam will clear the plac- .
ing of the crown support stay hold-

301
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1.

-
[

Assemble support stay. (cont'd)

of the stay with edges even. Twol
rivets, 5/8 inch (16 mm) apart, cen-
ter to center, shall be inserted from
the front or back through the center
of the wire., ‘The aljustment clamp
shall be securely clinched at one el
of the grommet wire. Thread free grvﬂ
of wire through the adjustment ¢l

approximately 1 1/2 inches (38 mm)
and clinch the clamp. R

a. Position the headband on the tor
of the visor hinge with the welt
the inside and the visor motch
line with the center front of th
headband. Join the visor to the
inside of inner bhand with a 1/8
1/16 inch (3.2 + 1.6 mm) seam fr
the skived edge of visor and 174
1/16 inch (6.4 + 1.6 mm) fram
bottom edge of inner band. The se
of the visor fram the horizont
plane of the headband shall mot
more than 35 degrees or less than 3
degrees (see Figure 6}.

b. stitch the finished sweatband
inner edge of welt strip with
ends of the seweatband at center bac
and the stitching througgh the plasti
welt strip amd adjacent to the adg
of the sweatband. The visor shall
flanged cutward and set so that
stitching does mot touch the for
head. The sweatband shall mot be
visible at the lower edge of the
headband.

C. The crown support stay holden
shall be vertically straight, flush,
arml secure gainst the headband,
the stay shall be readily engaged
disengaged in both slots of holder.
The wvertical center line of holde
shall be centered in wvertical aligr
ment with
3 1

301
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12-. Assemble frame. {cont'd)

the crown support stay holder dn
inside of center front of headband
with all four prongs forced to out-
side of frame as far as possible.
The prongs shall be flattened
against the headband with the points
embedded in the cloth headband cuter
covering material to securely attach
the older to the frame., The upper
prorgs shall be bent downward: and
the lower mongs bent uward, (see

Figure 2).

d. Punch a hole through left ard
right sides of the headband for
button screw tubes., The hples shall
be positioned so that the center of
the acrew tube on both sides of the
finished frame shall be 5-3/4 + 1/16
inches (146 + 1,6 mm) fram center of
visor and 5/8 + 1/16 inch (16 + 1.6
mm) from lower edge of headband.

e. Incsert a hutton screw tube
throogh the hutton tube hole ad

secure fto the inner headband with a
t innerman lock washer.

or

As an alternate method, the screw
tubes may be secured to the cap with
a minimum of one heavy duty staple.

f. Insert support stay securely in
the support holder. The finished
height fram the visor to the top
center ¢of the support stay shall be
4-1/8 + 1/8 inches (105 + 3.2 mm)}.

g. Assemble the campleted top ad
bottom sections of the chin straps
to emyage on the hutton screw tubes
ard snugly fit the headband. Screw
the battons into the tubes the en-
tire lergth of the screw.
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TABLE T MANUPACTURING REQUIREMENTS

SEAM/
NO OPERATION STCH STCH STCH/ NDL BOB/
TYPE TYPE IN LPR
13. 1Qean frame. ‘
a. Trim all ends of stitchings and
ranove all loose threads from frame.
Remove all spots and stains from the
frane without injury to the mater-
ial. ‘
14.(Size label. |

a. Stanp or attach the size label on
the autside of the sweatband near the
rear of the frame.

Source: https://assist.dla.mi] 8 Downloaded: 2016-05-14T13:37Z
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1.7 Dimensions. Each frane chall e oo 1 cizan and marked arcardi

- l."“"!"' =P YAy Al Al M FWACWE T e W

ingly.
The finished frame shall he checked for size by taklnq the head measurement with
Gage No. 201. ‘The head measurement shall be the inside circumference of the head-
band at the lower edge of sweatband. The head measurement of each size frame
shall be as specified in Table II.

Table 11 - Head measurements

Size of frame Head measurements 1/
; (1nches) {cm)
6-3/8 ! 20-1/8 51
6-1/2 ; 20-1/2 : 52
6-5/8 20-7/8 53
6-3/4 . ) 21-1/4 54
6-7/8 o 21-5/8 55
7 22 56
7-1/8 22-3/8 57
7-1/4 22-3/4 58
7-3/8 23-1/8 59
7-1/2 23-1/2 60
7-5/8 23-7/8 61
7-3/4 24-1/4 62

1/ All head measurements + 1/8 inch (3.2 mm).
LN
3.8 workmanship. 'The finished frame shall <onform to the quallty and grade
of product established by this specification. .

4. QUALITY ASSURANCE FROVISIONS

4.1 Responsibility for inspection. Unless otherwise specified in the contract
or purchase order, the contractor 1s responsible for the performance of all in~
spection requirements as specified herein. Except as otherwise specified in the
contract or purchase order, the contractor may use his awn or any other facilities
suitable for the performance of the ingpection requirements specified bherein,’
unless disaprroved by the govermment. The goverrment reserves the right to per-
form any of the inspections set forth in the specification where such inspections
are deemed necessary to assure supplies and services conform to prescribed re-

iy n e s b

YULLONCTHILD.

4,1,1 Responsibility for compliance. All items must meet all requirements of
sections 3 and 5. 'he inspection set forth in this specification shall became a
part of the oontractor's overall inspection system or quality program. The &b~
sence of any inspection requirements in the specification shall mot relieve the
contractor of the responsibility of assuring that all products or supplies submit-
ted to the Govermment for acceptance canply with all requirements of the oontract.
Sampling in quality oonformance does not authorize submission of known defective
material, either indicated or actual, nor does it commit the Govermment to accep-
tance of defective material.

4.1.2 Certification of campliance. Wwhere certificates of compliance are per-
mitted, the Govermment reserves the right to check test such items to determine
the validity of the certification.

Source: https://assist.dla.mil -- Downloaded: 2016-05-14T13:37Z
Check the source to verify that_@ls is the current version before use.
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4,2 C(lassification of inspection. The inspection reguirements specified herein
are classified as follows:

a. First article inspection (see 4.4).
b. OQuality conformance inspection (see 4.5).

4.3 Inspection conditions. Unless otherwise specified all inspections shall be
in accordance with the test conditions sgecified in MIL-STD-105.

4.4 First article inspections. When a first article is required (see 6.2}, it
shall be examin for the defects specified in 4.5.3.1 and 4.5.3.2, The resence

of any defect or failure to pass any test shall be cause for rejection of the
first article. The number of units to be inspected shall be specified by the
contracting officer (see 6.2).

4.5 Quality conformance inspection.

4.5.1 Testing of components. In accordance with 4.1 above, ocomponents and
materials shall be tested In accordance with all the requirements of referenced
specifications, figures and standards unless otherwise excluied anended, modified
or qualified in this specification or agpplicable purchase document. In aldition
to testing provisions contained in subsidiary specifications, figures' and stand-
ards, testing shall be performed on components listed in Table III'for character-
istics noted. All test reports shall contain individual values utilized in ex-
pressing the final results. whenever gpplicable, tests shall be oconducted in
accordance with FED-STD-1921. o

4.5.1.1 Sampling for testing. Unless otherwise specified in subsidiary speci-
fications, sampling shall be 1n accordance with the following. The lot shall be
unacceptable if one or nore sample wnits fail to meet any test requirement speci-
fied herein.

Lot size (lot unit) Sample size (sample unit)
800 or less

801 through 22,000
22,001 and owver

W N

LR

The wnit for expressing lot size ad sample wmnit for testing each camponent shall
be in accordance with the applicable subsidiary specification and as follows:

Component Lot size expressed as Sample unit for testing
Inner headband feet (cm) 1 yard strip (91 om)
Headband reinforcement wire feet (cm) 1 yard strip (91 om)
Sweatband sean reinforcement yard (m) 1 foot length (31! am
Binding 10 yards (m) 1 square foot (.09 m)
Rivets Gross 3 each

Staples Gross 10 each

Gronmet 10 camplete units 1 unit

Clamp Gross 10 each . -

Crown Support and holder 100 camplete units 1 camplete unit
Button, button screw tube Gross 10 complete units

Source: https://assist.dla.mi;ZQ Downloaded: 2016-05-14T13:37Z
Check the source to verify that this is the current version before use.
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4.5.1.2 Certification of compliance. COomponents and materials listed below may
be accepted on the basis of a contractor's certification of a:mpllance for re-
quirements indicated:

Rgmt. Para.

Camponent Characteristic
Inmer headband Material identification 3.3.1
Headband cuter cover and Material identification 3.3.2
sweatband welt
Healband, wire Material identification 3.3.3
Sweatband Material identification 3.3.4
Sweatband seam reinforcement Material identification 3.3.5
Visor, top piece Type I Material identification 3.3.7.1.1
Visor, bottom piece Material identification 33712
Visor, top piece Type II Material identification 3.3.7.2
Plumper paper Material identification 3.3.7.1.3
Adhesive Material identification 3.3.8
Binding Material identification 3.3.9
Chin strap Material identification 3.3.17
Rivets Material identification 3.3.13
Staples Material identification 3.3.14
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4.5.2 In~process inspection. Inspection shall be performed during the manu-
facturing of the end item to ascertain that the operations are performed as speci-
fied bherein. The Govermment reserves the right to determine the acceptability of
construction methods not performed in accordance with specified requirements for
operations or subassemblies.

4.5.3 Examination of end item. The defects found during examination of the end
item shall be classified in accordance with 4.5.3.1, 4.5.3.2, and 4.5.3.3. The
sanple wit shall be one cap frame. All defects shall be as indicated below ex-
cept those with an asterisk (*) in classification column vhich shall be classified
as listed below. The inspection level shall be III (see 6.5).

Major defect - When serigusly affecting gppearance or serviceability
Minor A defect - When affecting appearance or serviceability, but not
seriously.

4.5.3.1 General defects. General defects shall be classified as follows:
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CLASSIFICATION

EXAMINE DEFECT MAJOR MINOR
A B
Material defects {a. Headbard covering, sweatband welt.
and workmanship i
1. Any hole or weakening defect, X
such as gmash, multiple float,
or loose slub that may develop
into a hole.
2. Tears, mend, burn, cut, needle X
chew' etc.-:
3. Shale bar or unsightly slub:
- on acutside. *
- on inside. X
)
NOTE: Material defects are to be classified as indicatedﬁmly when Lle cordifion
is one which definjtely weakens the fabric ar when it is po oconspicuogsly locgted
as to be clearly njticeable. Material defects which are Inconspicuou$ amd do ot
weaken the fabric ghall mot be classified as defects.
Cleanness a. Any spot or stain clearly ¥
moticeable:
~ on autside ,: X
- on ingide . X
b. Threal emis not trimmed, or loose X
thread ends mot removed (to be
scored only when the condition
exists on major portion of frame).
Ccrrponents' andd a. Any camnponent or required X
assembly cperation anitted.
b. X

Any camponent not as specified.

Source: https://assist.dla.mil -Zlbownloaded: 2016-05-14T13:372
Check the source to verify that this is the current version before use.




Downloaded from http://www.everyspec.com

MIL-F-~20268G (MC) .
CLASSIFICATION
EXAMINE DEFECT MAJOR MINOR
A
Cutting Any camponent part not cut in X
accordance with specification *
requirements.
Seans and a. Accuracy of seaning:
stitchimy
1. Seams twisted, puckered, or X

2,

3.

Gage of stitching;

1.

2. Edge or raised stitching sewn
too close to e&lge, resulting
in damage to camponent.

3. Beyord rarge of width ;
specified or varies more than §
1/16 inch (1.6 mm) when no
range is specified.

Upen Seams:

1-

pleated, affecting appearance.

End of stitching (when not
caught in other seam o
stitching) backstitched less
than 1/4 inch (6.4 mm).

Stitching of threal breaks
overlapping less than 1/2 inch
{13 mm} at each erd of break,

Any camponent part caught in |
an wrelated cperation or ‘
stitching.

Wrong color thread.

Unevenly gaged, affecting
appearance (to be scored only
when the cordition exists on
major portion of seam):

- on visor,

- on all other camponents.

Any seam open on visor joining
seam, visor binding, sweatband

(a8
“n
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CLASSIFICATION

EXAMINE DEFECT MAJOR MINOR
A B

joining to frame, back seam of
sweatband or back seam of
cloth bard. . 1
- less than 1/4 inch (6.4 mm)
- more than 1/4 inch (6.4 mm) X

2. On all other seams:
- less than 1/4 inch (6.4 mm) X
- 1/4 inch (6.4 mm) but not
more than /2 inch (13 mm) X
~ more than 1/2 inch (13 mm) X

NOTE: A sean shal] be classified as open when one or marJe stitchesj&rining alseam
are broken or when|two or more continuwous skipped or run—$ff stitches|occur.
: !

d. Raw edges.

Any raw edge on binding on upper X
edge of visor or on cloth at
bottan edge of cap frame. 1 L

NOTE: Raw edges ngt securely caught in the stitching sha.“ 1 be classi Lied as gn open
seam. ;

e. Runoffs:
1. On joining seam - when X

resulting in an gpen seam, use
"Open seam” classification.

2. Edge or raised stitching
: (when not resulting in an open

seam:
- 1/4 inch (6.4 mm) up to 1/2
inch {13 mm) inclusive. X

~ more than 1/2 inch (13 mm). X

f. Seam amd stitch types.
Not specified seam ar stitch type X

g. Stitch tension: :

1. Loose tension resulting in a
loose seam ar exposed loose
top or bottam thread:

- on visor joining seam o on X
stitching of visor bimding. .
on all other seams or ' X

+1+ohime
ca WlNargs.

(L
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CLASSTFICATION

DEFECT

MAJOR

MINOR

A B

NOTE: Puckering i
be tested by exerting

Marking

h.

2. Tight tension (stitches break
when normal strain is applied
to the lemgthwise direction of |
seam cor stitching}.

* evidence of tight tension. When pucl;#

pull in lengthmse direction of se

Stitches per inch (to be scored
only when the ‘condition exists on
major nortion of seam).

1. Less than minimum specified
except on hand felling of
sweatbard: .

- 1 stitch.
- 2 stitches.
- 3 or more stitches.

2, ILess than minimum specified on]
hand felling sweatband:
- 1 stitch.
- 2 stitches. W
- 3 more than minimum
specified.

Canhined identification and size label
missing, incorrect, illegible.

4.5.3.2 Detailed defects. Detailed defects applicable

frame shall be cla$sified a5 ollows:

Visor

a.

Not securely or evenly stitched
with sweatband welt to inner
headband.

Set fram vertical front of cap at
an agle of more than 35 degrees

e Vmmem Al A T
I 1855 1ai Ju UTyLees,.

o]

Center of visor offset fram center
of crown support by more than: -
- 3/8 inch (9.5 mm)

- 1/4 to 3/8 inch (6.4 to 9.5 nm)
- 1/8 to 1/4 inch (3.2 to 6.4 mm)

Skiving amitted on inside edge.

Front edge uneven or not molded to

proper shape.

ring is evidlent, sedm shall

cr stitchi

to specific

9.

. )
parts off the-
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CLASSI FICATION

DEFECT

MAJOR

MINOR

A

Embroidery
(Type II)

Chin straps and
Jocps

Binding not securely cawght to
edge of visor.

Binding not firmly amd srﬁoothly
joined to visor edge, affecting
appearance.

Bimding is peeling, cracked,
tacky, spotted, discolored or
blistered.” .-

Finished width of binding an top
of visor under 3/16 inch (4.8 mm)
or ower 1/4 inch (6.4 mm) (but of
uniform width),

Binding not of uniform width on
top of visor, affecting appearance

Width of visor at center less than
2-3/16 inches (56 mm) o more than

2-5/16 inches (59 mm).

Distance between ends of attached
visor at headband less than 10-3/4
inches (273 mm) or more than
11-1/4 inches (286 mm).

Poorly lamninated, affecting
appearance.

Visor joining seam, more than 3/16
inch (4.8 mm) ar less than 1/16
inch (1,6 mm) fram lower skived
edge.

Omitted.
Not specified type.

Core yarn not fully covered with
metallic ribbon,

Loose stitches.
Lemgth of each section under 10

inches (254 mm) or over 10-1/2
inches (267 mm).

>e
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DEFECT

CIASSIFICAT.ICN

MAJOR

MINOR

A

Buttons and screw
tuwbes

i.

a.

Width of each section under 9/16
inch (40 mm) or over 11/16 inch

(43 mm). . 1

Edges of straps or points or loop
not embossed. (Type I, class 1 or
Type II, class 3). Bmbossing
acceptable if visible at distance
of 18-24 inches (45-61 cm).

Edges not stained or poorly
stained.

Loop not securely stitched to top
strap or not stapled with two
staples.,

- Bottamn section of loop not.

securely stapled to bottom strap
or not stapled with two staples,

Lerngth of lcops under 1-1/8 inch
(29 m) or ower 1-3/8 inch (35 ,¢
mm). .

Center of hole under 11/32 inch
(8.6 mm) over 13/32 inch (10.2 mm)
fram end of strap.

Size of eyelet opening or punched
hole wnder 5/32 inch (3.9 mm) or
over 1/4 inch (6.4 mm). -

Holes off center of strap ower
1/32 inch (.8 mm). -

Opening of loop narrow, curling
edge of strap.

Center of tube urder 9/16 inch (16
mm} or aver 11/16 (17 mm) from
lower edge of headbard.

Distance of screw tubes fram
center of crown support less than
5-5/8 inches (143 mm) or more than
5-7/8 inches (149 mm).

Any button or screw tube amitted.

X
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CLASSIFICATION

DEFECT

MAJOR MINOR
A B

Headband, outer
covering

Innerband

Innerband rein-

forcement wire

Grommet {with
¢ lamp)

f.

a.

Tube{s) not securely locked.

Ta1

s

[
affecting function,

o o eorowr Fiiboe Aafoct iuo
LS el et N e N ¥V e ) i e e e e A Y W

i

Welt anitted. ;

Back sean not spread gpen or
partially lapped over.

Back seam offéet fram center back
of frame by more than 1/4 inch
(6.4 mm).

Back seam not in vertical position
by more than 1/8 inch (3.2 mm).

Outer band badly puckered,
pleated, or twisted, affecting
appearance.

Raised, irregular welt.

Outer bard irregular in width by
1/8 inch (3.2 mm) or over (to be
scored only when condition existg
on major portion of band).

Overlap not positioned either to
the right or left of center visor.

Width under 2-3/16 inches (56 mm)
or owver 2-5/16 inches (59 mm).-

Ends overlapped urder 3/4 inch (1
mm) or over 1-1/4 inches (32 mm).

Omitted or positioned on outs ide
of innerbard.

Wire not positioned at top edge of :

inner headband.

Not fabricated of pyroxylin co'ata#
spring steel.

When wire depressed together into
figure 8 position, and released,
it does not spring back to its

original circular shape.
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CLASSIFICATION

DEFECT

MAJOR

MINOR

A

Support stay and
holder:

Finish

Design

Coating is not smooth amd

adherent, e.g., contains beads,
blisters, lumps, specks, pits or |
foreign matter.

Coating is missing, scratched,
scuffed, araded ar otherwise
danaged, in area of: '

- 1/16 inch (1.6 mm) or more in

Not clean.
Length 1/2 inch (13 mm) more or
less than required for size of
cap.

Clanp hinge not on inside of
granmet wire.

Clamp mot securely clinched to
wire,

Clamp does rot function properly.

Rough or sharp edges on wire or
clanmp.

Dirty, 1.e., surface contains
grease, mill =oil, or other
foreign matter,

Any operation not in accordance
with specified requirements.

Source: https://assist.dla.mil

width or 1 inch (25 mm) or nore
in length.

More than 1/32 inch (.8 mm), but
less than 1/16 (1.6 mm) in width
or more than 1/2 inch {13 mm),
but less than 1 inch (25 mm) in
lergth. .

1/32 inch (.8 mm) or less in
width or 1/2 inch (13 mm) cr
less in lergth.

Pownloaded: 2016-05-14T13:372

Check the source to verify that tﬁls is the current version before use.
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CLASSIFICATION

DEFECT

" MAJOR MINOR

A

Construction and

JEOS, PRI S

wWOTHnansni

Assembly

Camponent missing, cracked,
fractured, bent cut of shape,
distorted, malformed, defomnmed, ox%
otherwise impaired.

Not connected or joined as
specified or poorly accamplished.

Sharp edge; burr or sliver that
may injure personnel o damage

L lAnre A

Rivet missing, wrong type or size,
or is not peened, i.e., can be
removed by hard,

Rivet head broken off.

Clinch of rivet incamplete,

insufficient or set improperly,
i.e., loose/can be rotated by hand
or tool. .
Flexing of crown wire causes rivet
to loosen or wire to separate.

Rivet insufficiently peened but iﬁ
cannot be removed by hard.

Setting of rivet is poorly
accampl ished, resulting in sharp,
rough edges. '

Rivets are not placed equidistant
fram edges of the stay (+ 1/32
inch) (+ .8 mm).

Rivets are not 5/8 inch (+ 1/32

inch} (16 mm + .8 mm) apart,

center to center.

Stay and support holder will not
mate, or a loose fit is effected.

bAssambled height less than 4 inch
{102 nm) or more than 4 1/4 inch
{108 mm).

L Xa

*
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CLASSIFICATION
EXAMINE DEFECT MAJOR MINOR
' A
Sweatband a. Edges of back seam out of align- X
ment with outer covering. seam by |
1/4 inch (6.4 mm) or more,
b. Strip on underside of back seam X
omitted ar not securely stitched.
c. Strip not trimmed even with top
edge of sweatband.
d. Poorly felled to outer bamd and X
welt, i.e., stitching very
irreqular in appearance,
e. Ends mot &'utte?‘. properly X
f. Felling stitches exposed on out- X
side of frame.
y
g. Twisted or puckered, affecting X
wearing comfort, _
h. More than 1/8 inch (3.2 mm) above X
bottom edge of frame.
i. width:
- under 1-13/16 inches (46 mm).
- over 1~-15/16 inches (49 mm).
Labels a. Combination identification and
size label: :
1. Omitted, incorrect, or X
illegible.
2. Misplaced. X

3. Not securely caught in stitch-
ing, or stitching through the
printing.

Source: https://assist.dla.mil 3Pownloaded: 2016-05-14T13:37Z

Check the source to verify that this is the current version before use.
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4.5.3,3 Finished measurements. Any head measurement deviating from the nominal
dimensions amd tolerance specified in Table II shall be classified as a size
measurement defect. The inspection level shall be $-3 (see 6.5).

4.5.4 Examination of packaging. An examination shall be made to determine
canpl iance wth packaging, packing and marking requirements of Section 5 of this
specification. Defects shall be scored in accordance with the list below. The
sample wnit shall be one shipping container fully packed, selected just prior to
closing cperation. Defects of closure listed below shall be examined an shipping
containers fully prepared for delivery.  The lot size shall be the number of ship-
ping containers in the inspection lot. ‘The inspection level shall be S-2 (see
6.5). '

Examire - Defect

Marking (exterior amd interior) Onitted; incorrect; illegible; or improper
size, location, seguence or method of appli-
cation.

Materials Any camponent missing, any camponent damaged,

affecting serviceability.

Workmanship Inadequate gpplication of camponents, such
as: incomplete closure of casqg liners, com—
tainer - flaps, looge strapping,” inadequate
stapling. Bulging or distortion of con-

tainers. ;

i
Content Nmber of cap frames per container is more or
less than required. Size shown on one or

more cap frames not as specified on ocon-
tainer.

4.6 Tests. The inner band shall be subjected to tests as follows:

4.6.1 Stiffness test. The band shall be tested for stiffness at room tempera
ture according to FED-STD-311, method 4211, using a span length of 1.0 inch (25
mm}, a moment weight of 1.0 inch-pounds (.1! N/om), and measwring the load at 20°
on the anqular deflection s=cale. 'The specimen shall be a rectangle perforated
band, 1 inch (25 mm) wide, 4 inches (102 mm) long. It shall be cut from the cen-
ter part of the band containing perforations and the cut edges may contain perfor-
ations.

4.6.2 Bending test. The test is run on five 4 inch (102 mm) long pieces of the
perforated band. Each piece shall be bent across its width at least 180° around a
metal test mandrel, a round metal bar measuring 1/8 inch (3.2 mm) diameter. The
piece shall be mressed firmly against the mandrel and the bend made at the loca-
tion of the perforations. Each piece shall be examined for cracks, both while
bent and after removing fram the test. The test shall run & 0°F., The specimen
shall be straightened to its original position after removal fram the mandrel.
All samrples and the test mandrel shall be kept in a c0ld box at a temperature of
0° + 3°F for mot less than 4 hours before the test. The test shall be run in the
cold box and the samples of the mandrel handled only with heavy gloves s as to
prevent warming of the samples during the test.

Source: https://assist.dla.mil -- Downloaded: 2016-05-14T13:37Z
Check the source to verify thaB4his is the current version before use.
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5. PRCKAGING

5.1 Packaging. Packaging shall be level A or commercial as specified (see
6.2). :

53.1.1 Level A. Each cap frame, thh grommet, crown protector, and with chin
strap and tuttons assembled thereon shall be placed within an individual polyethy-
lere bag, with the visor facing the bag opening. The bag shall be of sufficient
length to allow closure by tying with a covered wire tape. The polyethylene film
shall be 0.0015 inch (.004 mm) thick. !

5,1.2 Commercial, Commercial packaging shall afford adequate protection
against deterioration and physical damage during shipment from the supply source
to the first receiving activity. The oontractor may use his standard practice
provided it meets the reguirements specified for commercial packing.

5.2 Packing. Packing shall be level A-B or commercial as specified (see 6.2).

5.2.1 Lewel A, Ten .cap frames of one type, class, and size only, packaged as
specified in 5.1, shall be packed in a fiberboard shipping container conforming to
style RSC-L, grade V2s of PPP-B—636. Level A packages shall be placed ane on top
of each other with alternate visors reversed front to back, two in length, one in
width, and five in depth within a shipping container. Inside dimensions of each
shlgplng cmtalner shall .:-pproxnnate 23-1/2 inches (58 am) in lenqth, 15 inches
(38 on) in width, and 15 inches (38 an) in depth. fppruxh‘ﬁa‘té dimensions are
furnished as a guide only. Each shipping oontainer shall be closed in accordance
with method II1I, waterproofed in accordance with methed V, and reinforced as spe-
cified in the appernrlix of PPP-B-636.

5.2,2 level B, Ten cap frames of one type, class, and size anly, packaged as
specified in 5.1, shall be packed in a fiberboard shipping container conforming to
style RSC-L, type (G, variety SW or DW, class domestic, grade 275 of PPP-B-636.

The inside of each container shall be fitted with box liner conforming to type G,
class damestic, variety IW, grade 275 of PPP-B-636. Ievel A packages shall be
placed one on top of each other with alternate visors reversed front to back, two
in length, one in width, and five in depth within a shipping container. Inside
dimensions of each shipping container shall aproximate 23-1/2 inches (58 om) in
length, 15 inches {38 om) in width, and 15 inches (38 om) in depth. BRpproximate
dimensions are furnished as a quide only. -Each shipping container shall be closed
in accordance with method II as specified in the appendix of PPP-B-636.

5.2.3 Commercial. Cap frames, packaged as specified in 5.1, shall be packed in
a manner to ensure carrier acceptance and safe delivery at destination at the
lowest transportation rate for such supplies. The quantity per shipping container
shall be the same as that normally used by the supplier for retail distribution.
Containers shall comply with U.S. Postal Service Manual, tniform Freight Classifi-
- cation Rules, or National Motor Freight Classification Rules, as spplicable.

5.3 Marking, In addition to any special merking required by the oontract or
order, unit packages, intermediate packages, and shipping oontainers shall be
marked in accordance with MIL-STD-129,

Source: https://assist.dla.miB5 Downloaded: 2016-05-14T13:37Z
Check the source to verify that this is the current version before use.
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5.3.1 Polyethylene bagged packages. Folyethylene bagged packages shall have
the followina information legible printed or stamped in black, bold letters 1/4
inch (6.4 mm) in height directly an the bag across the center face or on a white
paper label inserted within the bag 0 as to permit ready identification.

Nomenclature
[ o F Sy ugs. P8 R o b
2 LUCHA A SIS N
Size

Contract Number
Name of Obntractor

5.4 Palletization. when specified (see 6.2), cap frames packed as specified in
5.2 shall be palletized an a 4-way entry pallet in accordance with load type Ia of
MIL-STD-147. Pallet types shall be.type I (4-way entry), type IV, or type V in

accordance with MIL-STD-147. Pallets shall be fabricated fram wood groups I, II,
117, or IV of MIL-STD-731. Each rrpnarpt‘l load shall B honded with rrz'lrn:w-y 2

secondary straps in accordance mth bondmg means K and L or film bording means O
or P. If the ocontainer is of a size which does not conform to any of the pallet
patterns specified in MIL-8TD~147, the pallet pattern used shall first be gpproved
by the oontracting officer. -

6. NOTES

(This section contains information of a general or explanatory n@ture that may
be helpful, but is not mandatory).

6.1 Intended use. The cap frame covered by this spec1f1cat1on is for use with
the service cap ocovers specified in MIL-C~18186.

6.2 Acquisition requirements. 2Acquisition documents should specify the follow-
ing:

{(a) Title, mmber and date of this specification.

(b). Type, class and size required (see 1.2). _ :

(c) When first article is required and the number of mits for the first
article (see 3,2 ard 6.3).

(d) Selection of applicable levels of packaging and packmg (see 5.1 and
5.2).

(e) When palletization is required .(see 5.4).

{f) Acceptance criteria required (see 6.5).

6.3 Pirst article. when a first article is required, it shall ke inspected and
approved under the appropriate ;rovisions of FAR 52.209. . The first article should
be a Hcy&&uyt;uu ac:ul.uc. The u.ll.bl.al.-l.-l.ll’ officer at"‘ﬂuld ayc\.;;x the cyyx.uyl..l.uu:
type of first article and the mumber of wits to be furnished. The contracting
officer should also include specific instructions in acquisition documents regard-
ing arrangements for selection, inspection, and approval of the first article.

6.4 Sample. For access to samples, aldress the oontracting activity issuing
the invitation for bids or request for proposal.

K17
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6.5 Acceptance criteria. The acceptance criteria below are recommended for
use. The acceptance criteria as specified in the oontract or purchase order shall
be binding. Uthless otherwise specified, the following acceptance crxterla are in
accordance with MIL-STD-105,

6.5.1 For end item visual examination. An acce
expressed in terms of defects per hundred Lm.ts,' of 1.
major and minor A ccmbmed and 15.0 for major, minor
ed- {

ptance quality level (AQL),
5 for major defects, 6.5 for
A & B combined is recommend-

6.5.2 For end item dimensional examination. An AQL, expressed in terms of
defects per hundred wnits, of 4.0 i1s recammended. '

6.5.3 For packaging exammatlon. An AQL, expressed in terms of defects per

-
himAvad ik AF ) B 1o wassmmensied]
nunareg wmits, Of <. > 15 refcanmanded.

6.5.4 For palletization examination. An A0L, expressed in temms of defects per
hundred units, of 6.5 15 recammended.

6.6 Figures. Figures 1 through 6 are furnished for information purposes only.
To the extent of any inconsistencies between the written specification and the
figures, the witten specification shall govern.

6.7 Key word llstlnc-

Embroidery
Enlisted
Officer
Porameric

6.8 Marginal notations. Asterisks are not used in this revision to identify
changes with respect to the mrevious issue, due to the extensiveness of the
changes. .

Preparim activity:
- Navy = MC
Project No., 8405-N118
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TYPE |

TYPE It -~
\

-

CLASS 1

FIGURE 1. FRAME, CAP, MAN'S

38
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ASSEMBLY

CLAMP

\ -

) ___~{ROUNDED EDGE OPTIONAL)

SLUG

FIGURE 4. CLAMP

Source . https://assist.dla.mil -- Downloaded: 2016-05-14T13:37Z
Check the source to verify that lhis is the current version before use.
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