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MIL-F-27272B
20 AUG 1991
SUPERSEDING
MIL-F-272724
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2 May 1966

MILITARY SPECIFICATION

FITTINGS, TETRAFLUOROETHYLENE
HOSE HIGH TEMPERATURE, MEDIUM

PRESSURE, GENERAL SPECIFICATION FOR

This specification is approved for use by all Departments and Agencies of
the Department of Defense
1. SCOPE
1.1 This specification covers the general requirements for medium-
pressure, high-temperature, tetirafiuorethylene hose fittings.

1.2 Classification. The fittinge shall be the following types and
classes listed as specified (see 6.2).

Clags 1 - All corrosion-resisting steel (+450° F)
Class 2 - Combination aluminum and corrosion-registing
steel (+275° F)

{Lightwieght -8 size and larger)
Type Il - Maximum fluid operating temperature ~275°F
- i ~450°
Type 111 Mayximum fluid operating temperature *450°F

Beneficial commentg (recommendationg, additions, deletions) and
any pertinent data which may be of use in improving this document
should be addressed to: The Technology & Industrial Services

Divigion, SA-ALC/TIRDM, Kelly AFB, TX 78241-5609 by using the
Standardization Document Improvement Proposal (DD Form 1426)
appsaring at the end of this document or by letter

AMSC N/A FSC 4730

DISTRIBUTION STATEMENT A. Approved for public release; distribution is
unlimited.




2. APPLICABLE DOCUMENTS
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2.1. Government documents.
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tiong and standards form a part of this document to the extent specified

herein. Unless otherwise specified, the issues of these documents are those
ligsted in the issue of Department of Defense Index of Specificationg and
Standards (DODISS) and supplement thereto, cited in the solicitation (see 6.2).
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Standards

Federal

Military
MIL-STD-10S

MIL-STD-128

Standard Test Fluide, Hydrocarbon
Boxes, Folding, Paperboard

Boxes, Wood, Cleated-Plywood

Boxes, Wood, Nailed and Lock-Corner
Boxeg, Shipping, Fiberboard

Cushioning Material, Plastic, Open Cell

Drawings, Engineering and Associated Lists
Preservation, Methods of

Hydraulic Fluid, Petroleum Bage, Aircraft, Missile,
and Ordnance

Turbine Fuel, Aviation, Grade JP-4 and JP-5

Crnamw Theandos Qrandand Nntimiim Coalantad Cantan
SLiTw sul Teus w»VRIIUGITY , belllulll PTATLVEU wITI4ACD
General Specification For

Lubricating 0il, Aircraft Turbine Engine, Synthetic
Basge

Anodic Coatings, for Aluminum and Aluminum Alloys
Screw Threads, Radius Root, for lIncreased Fatigue
Life and Stress Levels

Hose, Tetrafluoroethylene, High Temperature, Medium
Pregsure

Cleaning, Compounds
Water Dilutable

Aircraft Exterior Surfacesg

L _________ Py

ety Data, Transportation Data and
a tor Hazardous Materials

' m

18
Dispoeal Da

Sampling Procedures and Tables for Inapection by
Attributes
Marking for Shipment and Storage
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MIL-STD-130 Identification Marking of US Military Property

MTI1.-QTN-4K1% Inenartinn adinasranhir

MIL-STD-453 Ingpection, Radiographic

MI1.-STD-831 Test Reportg, Preparation of

MIL-STD~-845 Fitting, Hose, Tetrafluoroethylene, High Temperature,
Medium Pressure, Clamgification of Defects

MIL-STD-870 Standards and Specification, Order of Precedence
for the Selection of

MS33514 Fitting End, Standard Dimensions for Fiareiess Tube
Connection and Gagket Seai

M333656 Fitting End, Standard Dimensions for Flared Tube
NRamonnmdinn and Naoslbkat Caal
WVl VA VI @il AV 1-T-¥ S [~A-1 -2

M2313786 Fitting Ingtallation, Flared Tube and Hosze, Swivel

(See Supplement Bl for list of MS sheet form standards.)

(Unlegs otherwige indicated, copies of federal and military specifica-
tions and standarde are available from the Standardization Documents Order Desk

2.2 Non-Government publications. The following documents form & part of
thig document to the extent epecified herein. Unleas otherwige gpecified. the
iggueg of the documentg which are DOD adopted are those listed in the issue of

documents not listed in the DODISS are the issues of the documents cited in the
solicitation (gsee 6.2).

ARSI/ASKE B46.1 Surface Texture {(Surface Roughnéas, Waviness and Lay!
(Copieg of the above publication may be obtained from the American
National Standards Institute, 1430 Broadway New York, N.Y., 10018.)
Society of Automotive Engineers, INC (SAE)
APR 603 Impulse Testing of Hydraulic Hose, Tubing, and
Fitiing Assemblies
{Copies of the above publication may be obtained from the Society of
Automotive Engineers, Inc (SAE) 400 Commonwealth Drive, Warrendale, PA 15086.)

{Non-Government standards and other publications are normally available
from the organizations that prepare or distribute the document. These documents
also may be available in or through libraries or other informational services.)

2.3 Order of the precedence. In the event of a conflict between the text
of this document and references cited herein (except for related associaled
detail specifications, specification shests, or MS standards), the text of this
document takes precedence. Nothing in thig document, however, supersedes
applicable lawe and regulations unlegs a gpecific exemption has been obtained
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3.1 Specification sheets. The individual item requirements shall be as
specified herein and in accordance with the applicable specification sheet. In

the event of any conflict between the requ1renent8 oi this ape01xlcanxon and

Abhn e emd £ mebdoc wabh-b dha labbam ahall ALAmnwame (T4 a aamanidin mamitimamand

Vile Specliliicavion suneeyr, vt iavuvel Suaili puvvera. lldl @ SpPTLiIiLAL FTyuwirTuch v

arnamnitiad hanain {8 naAat nmamiiinad fan an i1tam it ohall ha an indinated Aan tho
DPC\"I AT N Ui il - I v lc\!u‘l T\ a4 e “&Ji A Ve sy - - DAL A & - - SR A A W W W A AR
gpecification gheet; for example, “Shock - N/A®).

3.2 Qualification. The hoge fittings furnished under this specification
shall be productz which are authorized by the qualifying activity for listing
on the applicadble qualified products list at the time of award of contract
(see 4.4 and 6.3). )

-~ - ma_a P ~L 1 L M. 4 AL o i #4_ 3 __  aL . _—__ 11 ___L1._

Q.9 maverials. onall De ji1mlirvea L0 vnose @gpecliied On wvne appilcaovile
Aadoadlad Milidamesr Cramdamdas (MO) fumam thin dantimand and +ha annn\AmAnf lioting
UT LALITU MlllIVAalI'Y OVAIIUGIUD 1MJ/ 11V Vilid UVLUNITH YV &MU VAT OUpPpPLISRISIIVY Li8Vviupg -

3.3.1 Heat treatment. Aluminum alloy materials shall be heat treated in
accordance with the applicable MS from this document and the supplement list-
ing.

3.3.2 Hazardous materials. The materials cited in this documents are

not congidered hazardous in a pasgive environment. However, if the end user

TOWOrks (@.§., Culs Erinds, welds) Lhe material, hazardous dusi and/or iumes

matyy ha danawnwatad At o wnoasald 1€ tha indunadiantds sn ¢hia 1dtam ama hawandannas

ln] we o'll'l W VEA . =14 < d VONME WV A4 VIS &llbl CMAGIHI VD 4 viiA® 4d VSN @i T MBI UVULED

then the item muat be aggumed to be hazardoug and must be marked in accordance
with MIL-STD-129, and Material Safety Data Sheets shall be provided in

accordance with FED-STD-313.

3.3.3 Recovered materials. Recovered materials are those materials which
have been collected from solid waste reprocessed to become a source of raw

materiaig, as distinguished from virgin raw materials. The pieces and partis
dovmnmmomamadad < & o 4ibblumdn wmaor ha wmamlesr € abherd madad B onmms wnsmmmasmem a esad mewmd ol
dNvvipvraveu Lll ViE 141VViINEDS y VT iTwily Jlavricaleu A'vam recouveEr’tuy aaverialrs
tan tha mavimiim avtant nnoantinahla nunrridad tha fittinda nunadnnad meaats all
to the mawvimum extent practicable, provided the fittings produced meesta all
other requirements of this gpecification

3.4 Selection of specification and standards. Specification and standards
for necessary commoditiegs and services not specified herein shall be selected
in accordance with MIL-STD-970.
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5 Desi struction. The design and congtruction of the fittings
abhald | N dom sammmcndacas sed bbb bk sl d oL ). AN SN _ 1 _ 1 & Ao . L _ Y P
Biall ve 1 acCurdance wiui Lvae applicapie mo. opecilial jealvures snaii nouv pe
mwead An tha nAantdinarn Af ¢tha €fit+ting ¢that atbnnhaon +¢a $tha hawma Mhn $4é8dw st
UOTU Vil vMaT puULl vaUvInn va ViT JdVVIAE VGV avvalvucss o WuE JMVUST. iaw iivvinugs
ghall be designed for use with hoge tn accordance with MIL-H-27287.

3.5.1 ﬁittings; The fittings shall mate with fitting ends designed in

accordance with MS33514, MS33656, and mounting pad as shown on MS33786 as
applicable.

3.5.2 Dimensiong. Dimensions of the fittings shall be as specified on the

applicable MS.
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3.6 Periormance The {i1ttings shail meet the followings per{ormance re-
——id e = s IMeoced &nmmcnomnbsimas bdam Niacna N fittinda ahall ha 2780 L whanavanr
JUITFBSWEINILVLS . 1185V LEMPEravui’es 1Vl LVIadd <« 1l vvigd buealsds ve 4y & wavswvel
a hidhan tamnanatiima 1o enanifiad )
- ll‘-a““l VMW EE VUL E - - “r‘\n‘l‘---l

3.6.1 Lubricant wear. (Applicable only to class 1 fittings.) The fittings
ghal]l be assembled six timeeg and disagssembled five times, not exceeding the
torques listed in Table II1 (see 4.6.2).

3.6.2 Proof pressure. The fittings shall be subjected to the proof
pressure gpecified in Table I for at least 30 seconds but not more than 5
minutes {see 4.5.4).

3.6.3 L

.o,

aksge. The fitt

- . as'™

ngs 2hall not leak whan suhiected to 2 o

——-.,

-3
which the pressure iz increased to 70 percent of burst pressure, held

minutes, and then released (see 4.6.5).

3.6.4 Room temperature bursgt pressure. The fittings shall not leak or
blow off the hose at any pressure below the burst pressure specified in Table
I. Room temperature shall be 68° through 78° (see 4.6.6}.

72 & B Cbmann dasmadndinm Bhon ¢ibtintn nhall nat lanbadga na onani{fiad

g.U. QS LITCBD UGEPBUCH&UH. AUE JLAVUVINED BiliGali NIVl LTAGAGET GO epTL-diiaivwu
whan testad {n acoordancs with 4 6.7 1 and 4 6.7 2 Fittings ghall not leak
when pressgurized at low temperature

3.6.6 Effusion. The effusion rate of the asgemblies shall not exceed the
values ligted in Tadle V (see 4.6.8).

(]
(@]
o 3
g/
=
E
ct
-
0
]
c
"3
po,
O
-3
o
(1]
iy,
[
(a4
c*
[
-
oo
L}
4]
=4
[
o
—
b=
o]
*
o
1.4
P
'
L
=]
[
[ ]
[ }
c*
14
[+
»
>4
[
L]
e ]

he conducted in ancordance with

W
Q
(2]
o
=1
o
»
- d
2]
L]
2
-
o »
-2
O =
—
(=]

3.6.9 High-temperature burst pressure. The fittings shall not leak or
blow off the hose at any pressure beiow the burst pressure specified in Table I
when tested in accordance with 4.06.11i.

3.8.10 Fuel registance. The fittings ghall not leak when aged and pre-
aggure tested with the applicable fuels in accordance with 4.6.12 and 4.6.12.1

3.6.11 Corrosion. The fittinge shall function satisfactorily at the com-
pletion of 172 hours of cycling in accordance with 4.6.13.

3.6.12 Overtightening torque. The fittings shall withstand overtightening
15 times in accordance with 4.6.14.

(S 31—V N

wn
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TABLE 1. Test samples, proof and burst pressure (for assemblies)

Length of Length of Operating | "1/ Burst Burst Minigur

Size | 6 samples 10 samples préssiire Proof pressure | pressure | bend radius
fan imnnlas fan all athan (nei min ) nrooeRg raom tawn hish temn |(incide of hendl
LB 21 L.‘}J\JLU‘ Vi @444 VVULI \ya& i yl\.l}cul& P vvms 'ulur. SGaps vemy. TAP eV Va Vaitw
tegt inches) | tests {inches) psi min.) | (psi min.)| (psi min.)|  (inches)

-3/4 14 18 1,500 3,000 12,000 7,000 2

-4 14 18 1,500 3,000 12,000 7,000 2

-9 16 18 1,500 3,000 10,000 6,500 2

-8 18 18 1,500 3,000 9,000 §,800 [}

-8 21 18 1,500 3,000 8,000 6,000 4-5/8

-10 ’ 23-172 18 1,500 3,000 7,000 5,500 5-1/2

-12 27-172 i8 i,000 2,000 5,000 3,500 6-1/2

-6z 18 18 1,250 2,500 5,000 3,500 7-3/8

-202 18 18 1,000 2,000 4,000 3,000 11

-4 18 18 1,000 2,000 4,000 3,000 14

‘1/ Assemblies bhaving aluminum flange fittings shall be proof pressure tested to the
pressures listed under "Operating pressure’ above. Assemblies bhaving steel flange

fittings shall be proof pressure tested to the values listed in the "Proof pressure
colum. *
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3.8 Screw threads. Threads shall be in accordance with MIL-S-7742, except

those for coupling nuts mating with MS33514 or MS33656 fitting ends, which
shail be in accordance with MIL-S-887S.

3.8.1 Mipple threadg. MIL-S-7742 threads on corrogion regigtant steel
nipples ghal) be formed by rolling
rr v <
3.9 Finish

3.9.1 Aluminum partg. Unless otherwise specified, aluminum parts szhall be
finighed in accordance with MIL-A-8625.

o
n

shall then be thoroughly rinsed in water and dried (see 4.6.13).

3.10 Brazing. Fittings requiring brazing operationg shall be brazed as
specified on the applicable MS. The requirements of paragraph titled “Detailed
data’ and "Retention of radiographs™ o gshall not appxy to brazed

H 1

< d - 1
18VINE all be tested in accordance
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3.11 1Identification of product. Fittings shall be marked for identifica-
tion in accordance with MIL-STD-130 and applicable MS.

3.12 Workmanship. Fittinge shall be free from cracks, laps, seams, burrs,
longitudinal and gpiral tool marks, or any other defects which may detrimental-
ly affect their suitability for the service use intended.

4.1 Responsibility for ingpection. Unless otherwise specified in the
contract or purchase order, the contractor is responsible for the performance
of all inspection requirements (examinations and tests) as specified herein.
Except as otherwige specified in the contract or purchase order, the contractor
may use hig own or any other facilities suitable for the performance of the

inspection requirements speciiied herein, uniess disapproved by the Government
Mha Navvamnmant manamiran $ha midhet ta mamd ame ames aAd % Amn mnd Samébh
4MT WWVVEIMMTIHV JI"TOoTI'VED Ll l‘&sll‘: wu PCX'AUX'HI Blly v uut Jll.PB\-\IJUI r-3 [ A AU vl
in this gpecification where guch inspections sre deemed nepessary to ensure
supplies and services conform to prescribed requirements.

4.1.1 Besponsibility torﬁqggpllance All items shall meet all require-
ments of sections 3 and $. The inspection set forth in this specification shall
become a part of the contractors overall ingpection system or quality program.
The absence of any inspection requirements in the specification ghall not

relieve the contractor of the responcibility of ensuring that all producte or

supplies submitted to ihe Government ior accepiance compiy with ali require-
- b oo -d ' N PR SNy O mnenl d o o 4 om o mom o md d o PO Y o B e omoad m ommdcson d me M aem m e
ueliva Vi vile Conuvrracey Ddﬂlpll“s idnspecuion, as pHX'L o1 nuiacuLvul 1"5 UPEX'IL'
ions, is an accepitable practice to ascertain conformance (o regquirements, how-
ever, thig does not authorize submizgion of known defective material, either
indicated or actual, nor does it commit the Government to accept defective
material

~I
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4.2 Clasgsification of inspections.
herein are classified as follows:

The inspection requirements specified

{a) Qualification inspeciions isee 4.4)
WY Nesnls by mandammann Tsmmrnmmt 4t AR (san 4 K\
\vJ wWuUuaidld \ly CWwiliwvr Ilnll\- l.uoyv\.vauu AIPTE . )

4.3.1 Preparation of test specimens. Test specimens shall be prepared by
assembling straight- typefand 90-degree end fittings (see 4.4.1.2), designed to
mate with fitting ends in accordance with MS33856 with hose conforming to
MIL-H-27267. The length of the assemblies shall be as specified in Table I,
asgembly and disagsembiy procedures shail be ag foiiows.

and

A4 T 1 1 Aavsamhly Aananadiuinae
4.2.1.1 Assembly preocsdures
4.3.1.1.1 Cutting the hose. The hose shall be cut to the required length.

Using a cutoff wheel, each end shall be cut saquare.
minimize braid flareout.

Care shall be taken to

.1.1.2 Flaring the hose. One end of the hogse wire braid shall not
ilare out as much az ihe other end. The sockeis shaii be piaced back-to-back
- A 'S ——- 1% - - [y Y | bt ) P N -_—-—mlsaba wed b -~ S hemnndles
aJla viie =B 121 €1na vl buﬁ llUHI! .uun:l U LIIr0uUgl DU VLIl SUCAT LW WiV & LVur'vceulny
madtdnn
AN Vv A WV

£.3.1.1.3 Nipple hex. The nipple hex shall be ‘held firmly in a vise:and
the hogse pushed onto the nipple. The hose shall be oscillated around the nipple
to separate the wire braid from the tube. This applies only to the neck-down
end. (The hose shall be started onto the nipple carefully to prevent damage to
the end of the tube.) The hose shall then be removed from the nipple.

Al aneea

e . Gas arwer~

le e 8

,,,,,,,,,,,,,,,

and completel positioned by pushing tirnly aga
tube bottoms against the shoulder inside sleeve.

4.3.1.1.5 Ingserting the tube of the hose. The tube
fitted to the gleeve by pushing the gleeve and hose onto
sr.eaay force and a nugnt. rotation of the hose until the

of the hose shall be
the nipple with a
sieeve botioms against

&> - - wnam oA mh e b o Mhc =)accea -aned b onn —_-ba VY o enmaosad 41a amabanbddoms
Vi Nilppi€ TO&AEWET. 108 Ji108Ve &Nd N08® Siaii ve TemdvVed Wuiie TIOLAUVINg
ali1ahélu and a Ahanal mada A {inerima ¢that tha tnha (e o+4l)l hatéamad agained
- A ‘6‘] M.I., " il =3 - dh e AR \S vw A WL W Vi v VAT whwT -“e O wad idd WV YV VWVAIGC W ub“&lla ~
the gleeve ghoulder

4.3.1.1.6 Sleeve bottom against the nipple chamber. The hose and sleeve

shall be pushed again onto the nipple unti]l the gleeve bottoms against the

nipple chamber. The socket shall be slid up and
No additional lubricant (Class I fittings only)
nipple 18 dry film lubricated. SAE-30 lubricant
fittings.

2

A L |
T do A

L

hand threaded onto the nipple.
will be required since the
shall be used for Class 2
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ey N, oA o= o o . P | P S e, am N NN k) 4
and nippie shail be tightened together, until the minimum gap (0.025 inCh) 1i8
obtained. The final reading of the torgue wrench shall be recorded. (See Figure
1 4Aam dam maneitimamant )

1 for gap measurement.)

4.3.1.2 Disassembly procedures.

4.3.1.2.1 BRemoving the nipple. With the proper gize wrench, the nipple
ghall be loosened and removed from the socket and hose.

- P - P - N - a Y P — = = U V.

4.3.1.2.2 BHemoving the sockei. The socket shail be looasened irom theé hose
by holding the hose behind the socket and {irmly tapping the threaded end flat
against a table or bench. The socket ghall be threaded back cff the end of the
hosge

4.3.1.2.3 BRemoving the sleeve. The sleeve ghall be removed by gripping it
lightly with pliers acrogs the outer diameter, or by inserting the nipple
slightly into the end of the sleeve and gently prying it out without damaging
the metal seal area of the sleeve. The socket ghall then be slid off the hose.

a 2 1 N a o IR NP P ey PR mL _ £44a - smbal | NN

2.0.1.4.% viealnling &ana ilnspecuvion. ine i1iviinyg componenvs sialiil ve
cleaned with air pressure tc remove dirt or other foreign matter, and shall be
ingpected in accordance with MIL-STD-845, prior to regembling

4.4 Qualification inspection.

4.4.1 Sampling instruction. The samples shail congist of 32 fittings of
each gize as sgpecified herein and tetrafluoroethylene hose conforming to MIL-

H-27267 made up into 16 assembiieg of the lengths, specified in Tabie I. All
P R T Y | 4 a8 d AL AL . —ro -l omhoiannon ! = e - d emesmal e -l &
snmpxes SHalil De 1deniiliied WiLn L€ manulacuurer s jidme , pBl'I. numver , ana wae
smrnanifinatbinm niasmhan
BP‘\-&J&\—-ULVII JIAMBVE 3

4.4.1.1 Torque test. The sampleg shall also include two fittinga of each
gize and clags in each style to be qualified, flared and flarelegs, to be
subjected to the overtightening torque test (4.6.14).

1 2 Fitting ends Qualification inspections shall be pe ormed on

clasg to be qualified shall be subjected to the examination of product (4.6.1),
proof pressure (4.6.4), leakage (4.6.8), and room temperature burst pressure
(4.6.6) tests. Satimfactory test reeults on these fitting ends (flareless
gstyle) shall constitute qualification approval on fitting ends (MS27381 through
M527385) in the size inspected. All other fittings that use an identical

attachment method, as in the gtandard fittings (MSZ70060 and MS52738] throu g

Ve L L T -0 [ R S I S SRS G S RN WUPUORPE SN e maian oo
MmMOLIODBI) , but have apeCl.a.l conllsura‘lona, 8113-11 be BUDmlbbeQ 10 the procuring
antiuitu 44 aﬁannna]

aluviVivy 137

Ky Ve d .

4.4.2 OQualification

..... ation report and gsamples. When tests are performed at a
location other than the laboratory of the activity responsible for qualifica-
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tion (see 6.3), the following shall be furnished to that activity:

(a) Reports: Three copies of a test report in accordance with
MIL-STD-831.

(b) Samples: All samples that were tested and three untested samples
of each size for which qualification is desired, i{f requested by
the activity responsible for qualification.

4.4.3 Ingpectiongs. The qualification inspectiong shall congist of all the
inspectiongs described under 4.6. The qualification inspection schedule ghall be
in accordance with Table II.

4.5 Quality conformance inspections. Quality conformance ingpections
shall be performed in conformance with MIL-STD-105, with the exception of the
individual testz. The ingpections shall congist of the following:

(a) Individual tests (4.5.1)
(b) Sampling tests (4.5.2)
(c) Periodic control tests (4.5.3)

4.5.1 Individual tests. Each fitting assembly, or parts thereof (of a
procurement) shall be subjected to the examination of product as specified in
4.6.1.

4.5.1.1 Brazed, welded, and mechanically attached fittings. In addition
to the test specified in 4.5.1, each fitting assembly, or subassembly having a
brazed, welded, or mechanically attached joint shall be subjected to the joint
integrating proof pressure test as specified in 4.6.3.

4.5.2 Sampling tests.

4.5.2.1 Lot. A sampling test lot shall consist of not more than 3,000
fitting assemblies, or parts thereof, all of one dash size, manufactured under
esgentially the same conditions, and at essentially the same time.

4.5.2.2 Tests. Sampling test fitting assemblies, or parts thereof, shall
be individually selected at random over each entire lot. The fitting assemblies
or parts thereof, shall be inspected for defects in accordance with MIL-STD-
845. A single sampling plan shall be used, unless the procuring activity is
notified in writing prior to testing that a double sampling plan will be used
for the procurement. The Acceptable Quality Level (AQL) for each class of de-
fects ghall be as follows:

Major - 1.0 percent defective
Minor - 6.5 percent defective, at general inspection level Il
Spot check - 4.0 percent defective at special inspection level S-1

Additional fitting assemblies, or parts thereof, shall be selected at random
from the lot. These shall be assembled to the appropriate standard hose and
subjected in the order indicated, to tests listed below and specified in 4.6.
A single sampling plan shall be used at special inspection level S-2 with an
AQL of 1.5. Any fitting assembly, or part thereof, failing to pass any one, or

11
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TABLE 11, QUALIFICATION TNSPECTION SCHEDULE

~ Hose assemblies
1
| . 5/ 13 19
| 5 U6 LU 9 10 17! 12 throngh and
_ 18 20
M 1.6.1 §.6.0 1 46,1 46,0 &.6.0 | 6.0 46,0 | 46l | 46 4.6.1
Donbde [ A6 V6 Fab )10 8l {2086, 37867 [34.e.2 34,612
i
_M RS 063 ] 6o ey ] 6] et ] 46y ] ded o464 4.6.5
! 0602 1 4na b et ke ] 467 467D a6t | delds foae 00 4,6.6
i
, LRI R AR AT 4.6, | d.b.b
}
m Ghb oGS 1.6, b
| |
_ _ $.0.1

U S I R N RO R N S -

Two samples — flaved type Tittings,

fwo samples - flarve

Ihese samples shall have a 902 elbow ritting on

Applies only to cla

less

ss |

type rittings,

fittings.

lhese samples are with rlareless rittings,

one end of the assembly.

Pwo sanples (13 and 14) are to have an MS27057 elbow ritting on one end of
the assembly (1f size 1s appliacable).

o~
-—
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a combination of the following tests, ig counted as a defective unit:

(a) Proof pressure (4.6.4)
{(b) Leakage (4.6.5)
(c) Room temperature burst pressure (4.6.6)

Fitting asgemblies, or parts thereof, subjected to these destructive tests
ghall not be delivered to the Government.

4 = e = A _ ) A _ oA
4.0.9 Periodic control tests.

4.5.3.1 Lot. A periodic control lot shall conegist of not more than 9,000
fitting assemblies, or parts thereof, all of one dash size, manufactured under
essentially the same conditiong, and at essentially the same time.

4.5.3.2 Tests. The following tests, as described under 4.6, ghall be
periormed on random sanple: An AQL of 1.5 percent is required for each test at

{a) Lubricant wear - 8 fittinge (Clags 1, only) (4.6.2)
(b) Impulse test - 4 unaged hose assemblies

(with 8 brazed fittings) 1/ (4.6.10)
(c) Room temperature burst presgsure - 4 hose

assemblies (4.6.6)

1/ Applies only to brazed fittings.

ot ha dalivamad to the Qrvoarnnman
CL & ge.llivered ¢ 1Uoe covernmen

t.
4.5.4 BRejection and retest. The provisions of this paragraph apply to
both the sampling tests, and the periodic control tests. If a sample has de-
fects equal to, or greater than the rejection number, the lot it represents
shall be rejected. Once a lot, or part of a lot, has been rejected by any
Government or commercial procuring activity, before it can be resubmitted for
tests, full particulars concerning the cause of previoug rejectionsg and the
csuitable action takaen to correct the defecte in the 1ot 2hall he furnighad in

=e S e vaPia SEaS: “vaieew Vaie MTLIiTLYE Ll VUT AVV SUMRAL WE AW MNASMUHTW, &

1
writing, by the contractor.

4.5.5 Switching procedures. Switching inspection severity levels, e.g.,
from normal to tightened inspection, shall be in accordance with MIL-STD-105.

4.5.0 Destructive teat sampies. Prior to testing, a letter D" shall be
impregsion stamped on each end fitting assembly, or part thereof, used for
destructive teats (mee 4.5.2 and 4.5.3)

4.6 Inepection methods.

4.6.1 Examination of product. The fittings shall be examined to determine
compliance with the material, workmanghip, and marking requirements specified
herein. )

4.6.2 Lubricant wear (applicable only to Class 1 fittings). The fittings

—
(¥%)
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shall be assembied to the hose as specified in 4.3.1.1.1 through 4.3.1.1.7 six
times and disassembled {ive times as specified in 4.3.1.2.1 through 4.3.1.2.3.
T ¢ha €fidmal ¢+Anmin an mamandad v 4 T 1 1 7 avmaad~s +ha walaos ananifiand tn
41 vile 4 dIIR I ASDY HUC' ao IS eVi ucwu P 2] hr AR S R 3 4 o7 v CALWETTWUD vwile VEaAUTo DbeLA ATW A
table 111, the fittings fhall be rejected. New endg of hose ghall be ugsed for
each assembly (see 3.6.1)
TABLE III. TORQUE
Size Socket torque
{pound-inches)
-/ _ A 10n
7 = 4 4V

-4 180

-5 240

-6 300

-8 540

-10 840

-12 1,020

-162 1,680

nNnnNnmo n Lo V-7

T 4&VL L4 TOV

-242 3,900

4.6.3 Joint integrity proof pressure. Fitting asgsemblies or subassemblies
having brazed, welded, or mechanically attached joints shall be subjected to
the applicable proof pressure specified in Table I. One end of the test sample
shall be capped and the proof pressure applied through the other end for a

minimum of 30 seconds and a maximum of 5 minutes. The tegt fiuid shall be
_-t..- Awmer moees Aamoma ~é € i Vesemmn od - S SN < d oo b PR VO T T S -
wauvel ally svidTiive vl 1aliur av any Ul viies e JULHbB snalil ue cause 10('
re;ectzon of the fitting (sgee 3.10)

4.6.4 Proof pressure. All test samples of each size shall be subjected to
the applicable proof pressure specified in Table I for minimum of 30 seconds
and a maximum of 5 minutes. The test fluid shall be water. The samples shall
then be purged with compressed gas and pressurized with air or nitrogen to at
least the operating pressure specified in Table 1 for a minimum of 30 seconds.
During this time, the samples shall be submerged in water containing a wetting

Yy Mh . - maem ) A= PI1YS ) . P e | g ) QPR P - e - cod B ome omad a. - Py ST |
ageitu. 1€ Samples slail ve € amined 10r ieaKkdyge ar eviaenceud vy & sivream 01l
ain hiithhlae Anu auvidanmas At 1aalada ad +hn and 44 tndms ahall ha naness faAm

L= VUYWL G sy S VAWMGII - e A‘ﬂ-“ﬂbc @ v s Cil\a d 4V \ILJAED MG LA L we wauo T 43

rejection. However K random air bubbles entrapped or retained on the gurface

shall not be cause for rejection (see 3.6.2)

4.6.5 Leakage. Two test samples of each size shall be subjected to the
leakage test, using test fluid in accordance with MIL-H-5606. While at room
temperature, the sample shall be pressurized to 25 pounds per square inch (psi)
for a minimum of 5 minutes. The pressure ghall be increased to a value equal to

70 percent of the rated burst pressure specifiied in Tabie I and again held ior
- X am & mas mame - L = Py S S mL o Py -l _ 1 AL _ _ h S, e Y _ A a Y oaa PO R | £ . =
4 minimum o1 9 11ULes. 10e€e pI‘USBUI‘e soalil uvnen ove compievely rejeasea 10rr 0
minutez, again increased to 70 percent of the rated burst pressure, and held
for 2 minimum of § minutesg, Any evidence of leakage 2t the end fittinge chall
be cause for rejection (gee 3.6.3)

14



Downloaded from http://www.everyspec.com

MIL-F-27272B

4.6.6 Room temperature burst pressure. Two test samples of each size
ghall be subjected to a presgure gufficient to burst the samples at a rate of

presgure rise equal to 20,000 +5,000 psi per minute. The samples shall be
obgerved throughout the test and the type of fajilure and the pressure at which
failure occurred shall be recorded. The end fittings shall not leak or blow off
at any pressure specified in Table I. Room temperature shall ‘be 68° through 78°
{see 3.6.4).

4.6.7 Stiress degradation

4.6.7.1 Stress degradation. Two hose assemblies of each size 2hall be
subjected to this test. The hose assemblies shall be filled with oil conforming
to MIL-L-7808 (see 3.6.5)

4.6.7.2 Hose asgemblieg. The home assemblies ghall then be placed in an
oven which shall be maintained at a temperature of 450° +10° F. Precautions
shall be taken to assure that the hose assemblies do not come in contact with

parts of the oven that are at a nxgner temperatiure. A pr ’ss“ e egual 1o the
mndbad memnemnd oAt memaAnmmriemA e s Meabhla T aohall ha app 1iad +A tha haoa
faveu Upelﬂbllls preassure IPE&LIIEU Jll davie 1 suaiad < yy Ls€W vw VUT MuMVecC
aggemblies (gee 3.6.85).

4.6.7.3 Flughing the hose assemblies. After a minimum of 20 hours at 450°
F, the pressure shall be gradually released and the assemblies shall be removed
from the oven, drained, and cooled to room temperature. The assemblies shall
then be flushed with a quantity of new Type III fluid conforming to TT-S5-735,
equivalent in volume to at least twice the test sample volume and drained.

=r

A A =2 A I & - T Y - m - homota o oow st o N mbhall & oA PN

‘. el . riiiin LIIE HUSE ad3Secmuvlicecs. 1118 HNUSE aSsTCUVlILICDSD duaild viieils vtT
f£i11ad with naw Tuna JTT flnid AAanfAanming tn TT_Q_.728 A mnrnocoume anmual tn the
filled with new Type III fluid conforming to TT-5-738. A pressure equal to the
rated operating pressure specified in Table I shall be applied and held for a
minimum of 2 hours at room temperature.

4.6.7.5 Empting the hose agsemblies. The hose assemblies shall then be
emptied and filled with oi]l as specified in 4.6.7.1. The procedure specified in
4.6.7.2, 4.6.7.3, and 4.6.7.4 shall be repeated.

4 3 Lol = | & P oy } " T R £4 11 d -~ e ol P | M o Immmm omma b ¥ d oA mahatll & oo
2.V.71.9 oVBE &B3TMULILIES 1.1l1lT0U 451U Cappeu. 1€ UUSTE adbtmuiied puaii vuwvu
ha f4)11ad with Tune TIT €1nid Aanfanming tAn TP.Q_-TT8 and individnallv cannad
- bbb dwNw e VA "r‘ - A & & A Ndéd WA W lll‘llb LA - & - W s . Sss = a vV aAwwmwmaay g & Al
While at mroom temperature, the agsemhlies ghall he bent argund a mandrel having

assenblies sball be bent around the mandrel and straightened for 20 cycles. The
assemblies shall be held by the fittings while the bending ig being performed.
The procedure specified in 4.6.7.1, 4.6.7.2., 4.6.7.3, and 4.6.7.4 ghall be
performed for a third time.

N
o
o

a2 Y -3 » [, ] "o _ o ' R _ = — 4 _ 2 P — a oo L oA AL _ £ 4 . - 1 ~ | S —

.0./7/.1 rress Py 10N perioaqa. wWitnin & nOoursg aiver uvane 11nal JZs-nour
mmasnsimiIiwadiman mantiad wmidh Meeomwa TTYTY €1laii A mAanfrnmindg ¢4 PN _C TR *thn asanmhl o
yl COOUL VLIV yvx 4V W4 Vi Lypc A d AL d dUdLNd WVl VI lllLll6 v 4 3 [~} L R ) VAT STV
aa shall ha Ana<nad and €fliahad with MTT N Q070TR anAdA nlomaad in an Avan fan 1
e DAL S [Y4A-1 TN - PRI GBI A ANWDIITU wdid val A M W W Ioww L-YF3AVY y;n\.cu Pl o A A A =311 AWV 4
hour. The temmerature of the oven ghall be maintained at 160° +10° F

4.6.7.8 Drying process. Within 8 hours after completion of the drying
process, the assemblies shall be subjected to an air-under-water test. To

15
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conduct this test, the hose assemblies shall be installed in an apparatus
constructed in accordance with Figure 2.

A & 7T O Averawa Ty Mhis annamnatna with +tha hasa acosamhlvuv inotallad
*.Q. 7.0 nggnl'svua . 41314 D ﬂyy-l avuo , wd Wil VT MUVUST @moowwmuUly A0 WA AT W,
ghall be immersed in water containing no wetting agent. A pressure equivglgnL

to the rated operating pressure epecified in Table 1 shall be applied for a

period of 15 minutes to allow any entrapped air in the hose to escape During
this period, the shield of the tegt apparatus shall be closged.

4.6.7.10 Cause for rejection. The shield of the test apparatug shall then

be opened and the pressure held for an additional S5-minute period. During this
time, effused gas shall be collected in the increment of the apparatus which

{nalundas tha iimatiima af tha haee to tha fitting 1¢ after the S-minute neriod
AV AUUMES VAT JuUunLvvuI T v Vil MJUMUVeT vV vaT davvaedaipn - 4 sy Al Ve vaite attaVe pos aUS
of presgurization, the rate of effugion at the junction of the hose to the

fitting exceeds the values ligted in Table IV, it shall be cause for rejection

and considered failure to qualify.

TABLE IV. EFFUSION

Hose size Cubic anuiﬁGt‘ -
per inch per minute
-3/-4 8
-4 8
-5 8
1 -6 8
-8 4
=10 2
-12 2
-162 2
-202 2
-24Z 2

4.6.7.11 Leakage. At the completion of tests specified in 4.6.7.2 through
4 AR 7 1IN Sha hama mnama mhldaoe ahall ha (11484 md oAl and ewlamad e PYSY. ]
.UM .0V, LT lIUDT asstiiviices SuUaelid VE JlillilivU WlLvl Uil anu pialtu an & <¢oid
chamber for 8 hours while the temperature is maintained at -67° +2° F. After
the 8-hour cold goak, the assembliesg shall be gsubjected to a presgsure equal to

ha
the operating pressure specified in Table I. The pressure shall be held for a
minimum of § minutes and then released. This shall be repeated for a total of
10 times with a minimum of $ minutes between each pressure application and with
MIL-F-27272B the samples still in the -67° +2° F cold chamber. At the end of
this time, oil at a temperature of 450° +10° F shall be circulated through the

samples. Within 15 seconds after introduction of the hot oil, the pressure
ahall ha inAnaasacad ¢a ¢ha nmatad mnannt oregssure nnnni((na iv Mabhla T amd hald
oSMadl v dlli TadoTu v Vil Ifaveu yl VWi yl ool © DPCL. d iU 4dl dawic Py alilu 1uciu
for a minimum of 2 minutes. Any evidence of leakage at the end fittings shall
be cause for rejection

4.6.8 Effusion. Two hose assemblieg of each gize ghall be used for this
teat. The assemblies shall be subjected to the operating pressure specified in
Table I for 1 hour at room temperature. The total amount of effusion through
the hose and two fittings shall be collected over the last 30 minutes of

16
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Lesrlng and shall not exceed the values in Table V. The coliecting device
: - bo bhad mbhanen mem Didrvimns T (maa T K R
Unuulu UC Sl.ml Ldl vo viilal Jvwil Ol TlERU'T o \srTEe J.UVU.UJ .,

Size -3/-4] -4 -5 -6 -8 -10 | =12 -162| -202 -242

A £ N D mccmmm ot m mesem € Mowr hommon aoamcamhliane ~AF amh osien thaéd mana

2.V9.9 JTIHNCUWBA VIC JSUI'pe. AWU JIIVUST aAabdTUUVILIITO Vil Talvll 046 vuay wol ©
gubjected to the effusgion test (4.68.8) ghall be used for this tegt. The
aggemhiiea gshall be installed in test apparatus in accordance with Figure 4.

They shall then be subjected to the rated operating preasure specified in Table
I for 25 minutes at room temperature. After this period of pressurization, the
exhaust valve shall be opened within 50 milliseconds to permit the rapid dis-
charge of the compressed gas. After 5 minutes, the valve shall be closed and
the pressure recycled. This sequence of Z5 minutes at operating pressure and 5

. = A _ = = —_—— o o= = —_ e ] | S Py G | [ ey eppiay } - A -3 A d o [, ] S ) S
manBeB alt zero pPessure sSnail ve repeaveaq a vovai 01 10 vi 8. 1€ Nnupe
----- hldommw cwbhall ¢thaee ha amrsthinmtad ¢4~ tha matad vmnAand munasoima onamnifiad in
ASdTMUVLITD Jualdl ViITIl VT JSuvjTuvewou vwv VAUT 1@ VTU PI VUL PiITOOUI S SpSviistua au
Table I for 2 minimum of 2 minutes. Any evidence of leakage at the end fittings

ghall constitute failure. The filter downstream of the hose shall be examined
for evidence of inner tube degradation. Any evidence of degradation shall
constitute failure (see 3.6.7).

4.6.10 Impulse. The impulse test shall be conducted in accordance with
APR 603 and the iollowing:

A K 1n 1 Camnlam Q4 ¢noét samrnlas Af aanh osiea mweind landthe an

TV AV A unmeaca . o~ A A veEo W DGHIPLCD AV Y SO\ M S d Ty UBLACE AL VML -
specified in Table I, ghall be subjected to thig test. Three sgamples ghall be

i
immergsed in hydraulic oils conforming to MIL-L-7808, or one of the three
commercial oils listed in 4.6.7.1, for 168 hour at 400° +10° F. The other three
samples shall be aged in air 400° +10° F for 168 hours. All samples ghall be
gsubjected to the proof pressure test specified in 4.6.4 (see 3.6.8).

4.6.10.2 Sizes. All sizes through -iZ shali be instaiied in the impuisge
b memdmn emidb o bhoend meddeim ~mecnl ba bdlnd memmmd £ -d o Mokl T Dadb ccde & bk~
VES LED Wil a4 DEIIU rallus Eyudl VWO uviial SpeELCLILIEU 15l J4avulie 1. DUWVL Taus vl v
camnlae cehall ha Aannantad ¢n a midiAd osnnnAnt Qinaes «1RBR2 and landan ahall ha
aumyacc DML A - WIS W VA LA - & Lb&\l nuyrvl . -~ d e &N SRiIANA & A 6“ S AQ LA L e
ingtalled straight, one end of which may be left free.

4.6.10.3 Impulse pressure. Electronic meaguring devices shall be used for
determining the impulse pressures within the limits of figure 2 for gizes -3/-4
through -16Z. Sizes -20z through 24z shall be tested similarly, except that

peak pressure need not exceed the operating pressures specified in Table 1. All

sizes shall be subjected tO 100,000 pressure impulse cycles applied at a

irequency of 60 to 70 cyc per minute {(cpm). The temperature of the test
£1.:2d o3 acbhid-_cd oiow mhaltl e oo icédaicmad ~4 ANAND +1N0 © ML . & aced £Veidd =ba1d
11UiUu 4llU amulellLv dilr Sliall Ve mdalnvalljied auv 4vv llu . 41 LEB L 11ilUlU SUall
ha in anmnaAandannsna wmith 4 & 7 ) Anuy avidanmsne Af laalkada hlamwaff Af fittinan An
we &8 GewWi WA Ww ST VA WA B e W . 'y ll‘l, VYV AWMGCIiIWS ~ & ‘U‘-“b: [] WAVWY A S & 4+ & 'Ub“eﬂ r A
other malfunction prior to completion of the 100 000 cycles ghall be cauge for
rejection

18
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§.6.10.4 Dynamic pressure impulses. The curve shown on Figure 5 is the
i

approximate pressure-time cycle determined to be of proper severity for impulse
testing of the assemblies. Whg]n it ie mandatory only that pressure peak rises
to 125 percent of the operatxng prossure at some potnt pr10r to leveling off at
rated pressure, it is desirable that the pressure-time curve be confined to the
shaded area indicated. One benefit to be gained in this manner is that results
of tests performed on different test machines will be more nearly comparable.

4.6.11 High-temperature burst preggsure. Two test samples of each size
shall be filled with a suitable test fluid and soaked for | hour with the

ambient and fluid temperature at 450° +10° F. After 1 hour, the pressure shall
be raised to the operating pressure and held for 5 minutes. The preassure shall
then be increased at a rate of 20,000 +5,000 psi per minute until bursting or
leakage occurs. Any leakage at the end fittings at pressures below the rated

valueg listed in Table I shall be cause for rejection (see 3.6.9).

________ PR { =

resistance test (see 8

4.6. 12 Fuel resgigtance. xwo test sampies of each gize ghall be subjected
1
ue .U.I

w
(&

4.6.12.1 Resistance test. The samples shall be filled with a test fluid
conforming to TT-S-735 or fuel conforming to MIL-T-5624 and placed in an oven
maintained at a temperature of 260° +10° F for a period of 48 hours. Pre-
cautionsz shall be taken to assure that the gamplesz do not come in contact with
parts of the oven that are at a higher temperature. Oven temperatures high
enough to 1gn1te the fuel shall be avoided. Pressures equal to the operating

o os a om e mies m as - M. L . - ~ oo A mam ) A
presgures specified in Table I shall be applied to the test samples (3.6.10).

4.6.12.2 Leakage. At the end of the 48-hour period, the test samples
shall be drained and allowed to cool for 20 minutes at room temperature. The
samples shall then be filled with Type III fluid conforming to TT-S-735, and a
pressure equal to the rated operating pressure applied and maintained for a
minimum of 2 hours at room temperature. Any evidence of leakage at the end
fittings during or at the completion of this test shall be cause for rejection.

4.6.13 Corrogion. Two test samples of each gize and class shall be
mounted in a vertical pogition and immersed in a 2-1/2 percent solution of
sodium chloride for 5 minutes. They ghall then be air dried at 140° F for 25

minutes. This cycling shall be continued for 172 hours with the hose press-
surized to normal operating pressure. Following the cycling, one sample shall
be subjected to the room temperature burst pressure test (4.6.6) and the other
sample shall be subjected to the high-temperature burst pressure test (4.6.11).
Any evidence of leakage or malfunction below the respectlve burs pr 8sures
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4.6.14 Overtightening torque. Two flared type end fittings of each size
shall be gubjected to the following test by agsembling on a fitting end of
steel construction in accordance with MS33656. The threads of the MS33656
fittings shall be lubricated with oil conforming to MIL-H-5606 prior to this
test. The fittings shall be tightened to the appropriate overtightening torque
specified in Table VI and then loosened. This sequence shall be repeated 15

= s e Y =YY

A d oo . PPN - -~
times. After this sequence, there shall be no evidence of failure or deforma-
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THE PRESSURE-TIME CURVE BE CONFINED TO THE SHADED AREA IN-

NTCLATED
el e e Bt @

PA'T'E OF DTcE IS wnm'rum

AL MITIPN /NY A% ;em s s am
4ANLU AD ink SLUYE QF THE

FRESSURE-TIME CURVE. FOR PURPOSES OF DEFINITION, THE SLOPE

S0 UL SLlAfRL LaViey waiD

&\S &L

SHALL BE DETERMINED BY USE OF A STRAIGHT LINE BETWEEN 10
PERCENT AND 90 PERCENT OF PEAX PRESSURE, RATE OF RISE WILL

TL NAT ATTT amres

DS WALUULAL

WHERE ¢

'ED AS FOLLOWS:

RATE OF RISE (PSI/SEC) = 22E = «1P

1‘2 - Tl

P = FEAK PRESSURE IN PSI
Ty « TIME AT 10% P (SEC)

TZ = TIME AT 50 % P (SEC)

FIGURE 5. DYNAMIC PRESSURE IMPULSES
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tion of the fitting assemblies, and the swivel nuts shall be iree enough to
permit turning on the nippie by hand Vertxgniéﬁiﬁg uaﬁqu‘ shall also be
applied to two flareless type end fittings of each size by assembling on a
fitting end of steel construction in accordance with MS33514. Lubrication test
sequence, the overtightening tgrqugg and conditions for flareless fittings are
the same as specified above for the flared type fittings (3.6.12).

4.6.15 Pregervation, packaging, packing, and marking. Preparation for
delivery shall be examined for conformance with section 5.

Titbind aien Mlacse 1 fittinds Clagg 2 fittingse
X L\llllllb DALG VilH0Oo 3 ddvvinpge VAo -~ s e vVVasige
{poundg-inchesg) {pound-incheg)
-3/-4 130
-4 160
-5 240
-6 300 .
-8 560 300
1n AN aANnN
bl 3V [A'AY IVV
-12 1,000 625
-18z 1,550 1,050
-20z 1,550 1,350
-242 1,575 1,375
5. Packaging.
8 1 Damnsnsmesra i mon Dmamamesrat iam ohall ha laesnal A Aam M ao onanmnifiad
S TN § A1INEDCI VB VvAVUIL JINEDELI VA VAVII Ddualil v AT VT L &5 Vi v oo GYPE-Li LT,

5.1.1.1 Cleaning. Fittings shall be cleaned by process C-1 of MIL-P-116.

5.1.1.2 Drying. Fittings shall be dried by an applicable procedure of
NIL-P-116.
$.1.1.2 Preservation Preservatives shall not be used.

MIL-P-116, five each in a paperboard carton conforming to PPP-B-566. Cushioning
shall conform to PPP-C-1842, Type III.

5.1.1.4 Unit Packs. Fittings shall be unit packaged Method III of

8.1.1.5 Level C. All fittings ghall be preserved as specified for Level
A, except vendors may use fiberboard box.

1 T_ A 84 _a_ W3 4 A e Y A o 24 _ s DA b d o A Lo 4
0.1.4 invermeclave racks. N1l PpACKE nNOL exceeqaing 04 CupaiC i1ancnes in

mioma wmhatltd a eo)aaa - mbommadi adbas mamdainama manfamemin ~ Do YT

Si&LE dllall bc PidUCd i" int:rmcd;ﬂtc ‘-'Vlltﬂlllcl'ﬂ UUJ[{UX'W.‘L lg tU PPPB 636' CICDO

Anemncat i~

yvacs viw

N
[9%)
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5.2 Packing. Packing shall be Level A, B, or C as specified.

§.2.1 Level A. All fittings packaged as specified berein shall be packed
in overseas type, style optional, shipping containers conforming to PPP-B-60!
or PPP-B-621. Closure and gtrapping shall be in accordance with PPP-B-60! or

5.2.2 Level B. All fittings packaged as specified herein shall be packed
in a class weather-resistant, style optional, shipping containers conforming to
PPP-B-636. Closure and strapping shall be in accordance with PPP-B-636.

""" gs packaged as speciiied herein shall be packed

H\

5.3 Marking. In addition to any special marking required by the contract,
each unit, intermediate and exterior container shall be marked in accordance
with MIL-STD-129.

6. NOTES.
(This section contains information of a general or explanatory nature that
may be helpful, but is not mandatory.)

6.1 Intended use. The fittings covered by this specification are intended
for use in high-temperature fuel, lubricating oil, water-alcohol, chemical-
fluid system, and hydraulic and pneumatic systems. The temperature range for
Class ] fittings is from -65° to +450° F and for Class 2 fittings from -65° to
+275° F. Operating pressures are listed in Table I of thies specification.

!J.‘AL_—TG ------------- di~N o

High-pressure pneumatic storage system applications are not recommended. In-
gtallations in which the limits specified herein are exceeded or in which the
application is not covered specifically by this specification will be subject
to the approval of the procuring activity.

6.2 Acquisition requirements. Procurement documents should gpecify the
follows:

ra

{a} Title, number, and date of the specification.
b) Sizes, Classes and Types of fittinge required (gee 1.2).
{c) Applicable levels of packaging and packing (gee 5.1)

6.3 Qualification. With respect to producte requiring qualification,
awards will be made only for producte which are, at the time of award of
contract, qualified for inclusion in Qualified Products List QPL No. F-27272
whether or not guch products have actually been g0 ligsted by that date. The
attention of the contractors is calied to these requirements, and manuiacturers
are urged to arrange to have the products that they propose to offer to the
Federal Government tested for qualification in order that they may be eligible
to be awarded contracts or purchase orders for the productgs covered by this

gpecification. The activity responsible for the Qualified Product List ig San
Antonio Air Logistics Center, ATTN: SA-ALC/TIRDM, Kelly AFB, TX 78241-5000,
and information pertaining to qualification of products may be obtained from
that activity.
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6.5 Changes from previous issue. Marginal notations are not used in this
revigion to identify changeg with respect to the previous igsue due to the
extengiveness of the changes.

Cugtodiang: Preparing fotivity:
Army - ME Air Force - 82
Navy - SH
Air Force - 89 Agent Activity:

DLA-CS

Reviewer Activities:
Army - AV Project number:

o ~ e Tt T Y Y T

2 7/59U-0VUYs

o
Lo

i
L Y

=
-
-

User Activities:
Army - MI
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