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IMPREGNATED WADDING, METAL POLISH
This specification is approved for use by

all Departments and Agencies of the Depart-
ment of Defense.

1. SCOPE

1.1 Scope. This specification covers the requirements for a metal polish
impregnated wadding intended for polishing heavily oxidized aluminum surfaces.

2. APPLICABLE DOCUMENTS

2.1 Government documents.

2.1.1 Specifications and standards. The following specifications and
standards form a part of this specification to the extent specified herein.
Unless otherwise specified, the issues of these documents shall be those
lTisted in the issue of the Department of Defense Index of Specifications and
Standards (DODISS) and supplement thereto, cited in the solicitation.

SPECIFICATIONS
FEDERAL
QQ-A-250/5 - Aluminum Alloy Alclad 2024, Plate and Sheet.
QQ-A-250/13 - Aluminum Alloy Alclad 7075, Plate and Sheet.

R

4 . e e
Beneficial comments (recommendations, additions, deletions) and any pertinent
data which may be of use in improving this document should be addressed to:
Systems Engineering and Standardization Department (Code 93), Naval Air
Engineering Center, Lakehurst, NJ 08733-5100, by using the self-addressed
Standardization Document Improvement Proposal (DD Form 1426) appearing at the

end of this document or by letter. o —t

AMSC N/A FSC 7920

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

Sges
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SPECIFICATIONS - continued

QQ-C-576 - Copper flat Products With S1it, Sl1it and Edge-
rolled, Sheared, Sawed or Machined Edges,
(Plate, Bar, Sheet and Strip).

T7-T-291 - Thinner, Paint, Mineral Spirits, Regular and
Ouu.!ess

CCC-C-458 - Cloth, Flannel, Cotton.

DDD-C-441 - Cloth, Polishing.

DDD-R-30 - Rag, HWiping, Cotton and Cotton Synthetic.

PPP-B-636 - Box, Shipping, Fiberboard.

PPP-C-96 - Cans, Metai, 28 Gage and Lighter.

MILITARY

MIL-S-7952 - Steel, Sheet and Strip, Uncoated, Carbon (1020
and 1025)(Aircraft Quality).

MIL-A-8625 - Anodic Coatings, for Aluminum and Aluminum
Alloys.

MIL-T-21595 - Tape, PrQSSJre Sensitive Adhesive, Masking,
Non-Staining, For Aircraft Paint1ng Applica-
tions.

STANDARDS
FEDERAL

FED-STD-141 - Paint, Varnish, Lacquer and Related Materials,
Methods of Inspect1on Sampling and Testing

FED-STD-313 -  Material Safety Data Sheets, Preparation and
Cithmiccinn nf

MILITARY

MIL-STD-105 -  Sampling Procedures and Tables for Inspection
by Attributes.

MT! _CTN_12a _ Markina fAar Chinmant and C+Arane

mMa - o 1V 1< J llﬂll\lll’ [V ] ] JIIIP"ICIIL QAirg o LAY uy‘_.

(Copies of specifications and standards required by manufacturers in
connection with specific acquisition functions should be obtained from the
contracting activity or as directed by the contracting officer.)

2.2 Other publications. The following documents form a part of this
specification to the extent specified herein. Unless otherwise specified, the
issues of the documents which are DOD adopted shall be those listed in the
issue of the DODISS specified in the solicitation. Unless otherwise
specified, the issues of documents not listed in the DODISS shall be the issue

of the nongovernment documents which is current on the date of the

cnY i~ a3 e
SO1LICT a1 0Ormn.
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3.5 Fase of removal and corrosiveness. The polished test panels of

LS U

aluminum clad alloy, copper, and steel shall show no discoloration or any
other evidence of corrosion when tested as specified in 4.5.4.

3.6 Effect on painted surfaces. The impregnated wadding shall not cause

softening, discoloration, or duliing of aircraft lacquers and shall not cause
a decrease of surface hardness greater than one pencil hardness when tested as
SEEC:H';@G in 4.5.5.

3.7 Attack on acrylic base plastics. The impregnated wadding shall not
cause crazing, crack1ng or other attack on acrylic-base plastics under stress
when tested as specified in 4.5.6.

3.8 Abrasive number. Th
S

abrasive number shall be not greater than 6 when
the impregnated wadding i st
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4.5.8.

3.10 Eg}isgigg,ability The impregnated wadding shall p

refiectance equal to or better than that produced by the co
product similarly tested when specified in 4.5.9.

3.11 Retention of reflectance. A polished test panel shall retain not

less than 95 percent of its original reflectance when tested as specified in
4.5.10.

3.12 Stability. The impregnated wadding shall show no evidence or
separation of solvent or powder when tested as specified in 4.5.11.

3.13 Flash Point (of solvent ingredient). The flash point of the solvent
ingredient shall be not less than 55.6°C (130° F) when tested as specified in

4.5.12.

3.14 HWorkmanship. The impregnated wadding ingredients shall be intimately
assembled and of the high quality material necessary to meet the requirements
of this specification.

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility for inspection. Unless otherwise specified in the
contract or purchase order, the contractor is respons1ble for the performance

of all inspection requirements as specified herein. Except as otherwise

specified in the contract or purchase order, the contractor may use his own or

any other facilities suitable for the aothrm:nce of the inspection

requirements specified herein, unless disapproved by the Government. The
Government reserves the right to perform any of the inspections set forth in
the specification where such inspections are deemed necessary to assure
supplies and services conform to prescribed requirements.

£H
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AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)

ASTM D 3951 - Commercial Packaging

ASTM F 484 - Stress Crazing of Acrylic Piastics in Contact with
l ymvudid Ar Cami I1nn|A CAamnAaiinde Tact MoatrhAd FAae
Ligyuiu i Jle‘qu "u LUmpUUHU), 1oL micLnovu PO .

(Application for copies should be addressed to the American Society for
Testing and Materials, 1916 Race Street, Philadelphia, PA 19103.)

(Nongovernment standards and other pubiications are normally available from
the organizations which prepare or which distribute the documents. These
dAnriimantce alen mav hoe availahle in Ar +hrAaiiah 1ihrariocoe Ar A~thar infAarmatimanal
UL/ LUITITL D Qiov by Ve Svair irAv I © tEE \J Lt VUil rtiTvIral 1Ty wvi WLt i yrama L ruiial
services.)

2.3 Order of precedence. 1In the event of a conflict between the text of
this specification and the references cited herein (except for associated
detail specificatons, specification sheets or MS standards), the text of this

3

rnnr;€1r3+1ﬁn chall $aba nrarcdanca Mn&knnn in +hic pnani::n\&aan Aruara
JpTLit ITLatLtruld Sriail i Lant proLouciiie. IO L g Vil LIty > Sl i 1Cation UWEVC
shall supersede applicable laws and regulations unless a specific exemptlon
has been obtained.

3.REQUIREMENTS

.1 Firct article When specified in the contract or purchase order a

PO IR | FrroL Ry vivi o LALRASS b o2 S B B B S i Liic Lol av L Vi pgUl Lia ocC Vit UcT T o
sample shall be subject to first article inspection (see 4.3 and 6.3).

3.2 Compesition. The composition of the impregnated wadding shall be
optional with the manufacturer, but shall be restricted by the requirements

..... |

)pELlIIEU HETEIH

.2.1 Non-volatile content. The non-volatile content of the impregnated

waddlng shall be between 35 and 45 percent by weight when tested as specified
in 4.5.1.
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Ash content.
hn 0 anAd 1 A sme cmamd
vt O arig i g as prLlllEU lH 4. 3

3.3 Toxicity. The impregnated wadding shall have no adverse effect on the
health of personnel when used for its intended purpose. Questions pertinent
to this effect shall be referred by the acquiring activity to the appropriate
medical service who will act as advisor to the acqu1r1ng actxvxty The

manufacturer shall certify that the impregnated wadding contains no substance
knnwn +n ho +Aviece +A +ho 11icar 1inAdar nAarmal ~AndidtiAane ~AF iicn u\¢aw.\1 cxfaby
ANowh L0 Ue tOXIiC 1O ©ne uséer yndger norma: COnNaGiTions oOr use. flaLetl ral salt Ly
data sheets shall be prepared and submitted in accordance with FED-STD-313.

3.4 Volatility. The volatility of the impregnated wadding shall be equal
to or less than that of distilled water when tested as specified in 4.5.3.



Downloaded from http://www.everyspec.com

MIL-TI-22590C

1

~+

ibility f om meet all requirements

3

y for ¢ nce. All items mus

S10 O ia U
of sections 3 and 5. The inspection set forth in this specification shall
become a part of the contractor's overall inspection system or quality
program. The absence of any inspection requirements in the specification
shall not relieve the contractor of the responsibility of assuring that all
products or supplies submitted to the Government for acceptance compiy with
all requirements of the contract. Sampling in quality conformance does not
authorize submission of known defective material, either indicated or actual,
nor does it commit the Government to acceptance of defective material.

s

4.2 Classification of inspection. The inspection requirements specified
herein are classified as follows:

a. First article inspection (see 4.3).
b. Quality conformance inspection (see 4.4).

4.3 First article inspection. The first article inspection of the wadding
shall consist of tests and examinations for all the requirements of this
specification.

4.3.1 First article samples. Unless otherwise specified, as soon as
practicable after the award of the contract or order, the contractor shall
submit four two pound samples of the wadding. The samples shall be
representative of the construction, workmanship, components and materials to
be used during production. HWhen a contractor is in continuous production of
the wadding from contract to contract, submission of further first article
inspection samples, on the new contract, may be waived at the discretion of
the acquiring activity (see 6.2.1). Approval of the first article inspection
samples or the waiving of the first article inspection does not waive the
requirements of performing the quality conformance inspection. The first
article inspection samples shall be furnished to the Government as directed by
the contracting officer (see 6.2.1). The first article inspection sample
shali be identified by securely attached tags or labels durably marked with
the following information:

Sample for First Article Inspection
IMPREGNATED WADDING, METAL POLISH

Name of manufacturer

Name of distributor (if applicable)

Product designation (manufacturer's)

Date of manufacture

Submitted by (name)(date) for first article in

(S SR VI ¥ QLT

spection in
accordance with the requirements of MIL-1-22590C

4.3.2 Test report. Two copies of the contractor's test report, containing
complete test data for the end item and for each component required herein and

referring specifically to the appliicable paragraphs, shail be submitted with
the first article inspection sample.
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4.4.1 Lot formation. A lot shali be defined as the end product of all raw
materials mixed or blended in one operation.

4.4.2 Sampling and examination.

4.4.2.1 Examination for defects in appearance. The sample unit for this

examination shall be one filled primary container. The inspection levels and
the acceptabie quaiity ieveis (AQL) are as iisted in Tabie I. Examinations
ch
>

21 ha ac enarifiad in Tahla 17T
L} Ut ao QpTL I ITUV i ravic 14 .

Hna

TABLE I. Inspection levels and acceptable quality levels (AQLs).

r T
l Examination l Inspection AQL |
l~ Paragraph ' Level :J
' 4.4 21 l S-4 § 2.5 l
P 4420 I S—4 6.5 l
I 4.4.2.3 ) S-2 . |
p 4.4.2.4 f S-2 ] .0 ]
g - — S i SRS SR o—
* Containers with less than specified weight shall be replaced at time of
inspection.
TABLE II. Examination for defects in appearance.
i il _-F =0 1 GPbEd] O _ ,
Examine Oefect

1._7 _ |

Iﬁ> Appearance Wadding not impregnated, hard or dry.

l Wadding not clean, not free of foreign

| materials or imbedded particles.

' Wadding loose or difficult to separate into

l usablie wads.

Cvrmrneceriun imnvranmnand
I ) LALT OO VYT |lllp CSHOIIL.

4.4.2.2 Examination for defects in materials and construction. The sample
unit for this examination shall be one primary container. The inspection
level and AQL are as listed in Table I. Examination shall be as specified in
Table II1.

TARIF TTT Fvaminatinn fAar dofortcec in matoriale and ranctrirtinn
[Ralo . PO O S CLAGIII i L i 1 UTI TGV LD 1l TG LT T AT o TWIIU LW L UL L VT
M NPTttt Mg S RN
l Examine Defects
I Appearance Dents, holes, bulged or distorted.
l Lid missing.
| Construction Not material specified, or size specified
i _ . ~ — R,
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4.4.2.3 Examination of the primary container for weight of wadding. The
sample unit shall be one primary container. A minimum of ten sample units of
each size shall be examined and the average weight per primary container shall
not be less than the indicated or specified weight. The inspection levels and

(AQL) are as listed in Table I.

4.4.2.4 Examination of preparation for delivery. An examination shall be
made to determine that the packaging, packing and marking shall comply with
the requirements set forth in Table IV and Section 5. The sample unit snall
be one shipping container fully packed, selected just prior to the closing
operation. Shipping containers fully prepared for delivery shall be examined
for closure defects. The inspection levels and AQL are as listed in Table I.

TABLE IV. Packaging inspection.

ety A A s S e
Examine Defect
S e aaaa — C- ast
Intermediate packaging Not material, construction or closure as
specified.
Packing Not level specified.

Container damaged or packing otherwise damaged,
affecting serviceability.

Any component non-conforming, damaged, or
missing.

Count Number of intermediate containers not as
indicated, specified or required by contract.

Markings Interior or exterior markings, as applicable,
omitted, illegible, incorrect or not in
accordance with contract requirements.

4.4.2.5 Quality conformance test samples. The quality conformance test
samples shall consist of two two-pound samples of impregnated wadding taken at

random from each lot.

4.5 Test and inspection method conditions. Examinations and tests shall be
performed at temperature and humidity conditions as specified in FED-STD-141.
Unless otherwise specified, the values specified in Section 3 apply to the
average of the determinations made on the unit of product.
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A § 1 on- unlatila rAantant A vanvacantatiua nartinn Anf the camnla
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weighing approximately 10 grams, shall be accurately weighed and placed in a
we1ghed porcelain crucible. The crucible shall be he ted on a steam bath for
O

45 minutes and then in an oven at 105°+ 2° C (221°=« 4° F) for 2 hours
cooled, and weighed. The percentage of non-volatile matter shall be

caicuiated as foliows:

A-B x 100 = % non-volatile matter
A

weight of original
weight of samplie Teft in crucible

A
B

]

4.5.2 Ash content. The

DN S LT LT

be heated, using on]v moderate h ]
off. The crucible shal] then be coo
shall be calculated as follows:

~+
+
3]
it

weight of original (4.5.1)
weight of residue left in sample
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into a qlass nvannrahnn rhch' An equivalent uplnhf of di

be adaed to a second d1sh Both shall be exposed for 30 mlnutes in a
free atmosphere having a temperature of 24°+ 3 ° C (75°+ 5° F.) and a
relative humidity of 50 = 5 percent. At the end cf the exposure period, the

comparative loss in weights shall be observed.
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4.5.4 Ease of removal and corrosiveness. The impregnated wadding shall be
applied in accordance with the manufacturer's instructions to three 1 by 6
inch, c¢lad aluminum panels conforming to QQ-A-250/13. The panel shall then be
placed in a horizontal position under an infrared reflector drying lamp
{(polished face up, and without wiping off the spent poiish). The refiector
apparatus shall then be adjusted so that a 260 watt drying lamp shall be 12
inches above the test panels. The temperature shall be not less than 49
°C (120° F) at the pane] level and shall be not greater than 60°C (140° F)
during drying of the test panels. After allowing the rays of the drying lamp
to act upon the panels for 30 minutes, the lamp shall be turned off. After
the panels cool to room temperature, they shall be wiped c1ean with polishing

e A E o~ nMN h 22N -~

clath canfarm +~ DNN_C_AAY A m
Lroen LUHIU|muug to DDD-C-441 or cotton wlplng rayos LUHlUlmng LU DDO- -3V aiiu
be observed. Thp

the ease with which the dried film is removable shall
polished surfaces shall be observed. The polished surfaces shall be examined
for corrosive attack, staining, or discoloration. The test shall be repeated

using I by 6 inch copper panels conforming to QQ-C-576 and steel panels

conforming to MIL-5-7952.
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4.5.5 ect on painted surfaces
4.5.5.1 Test panels. The panels shall be made from 0.51 millimeter (0.020

inch) thick aluminum alloy sheet conforming to QQ—A 250/5 anodized to conform
to MIL-A-8625 (chromic acid type film) and finished as specified in Table I.
The panels measuring 7.6 by 15.2 cm (3 by 6 inches) shall have corners and

edges broken and smoothed.

4.5.5.2 Surface hardness loss. The hardness of the lacquered panel

surfaces shall be measured by means of a Sward Hardness Rocker, using a hard

level surface, such as that furnlshed by the Cyanamid Panel Holder, as a base.
The rocker sha11 be calibrated and adjusted to give a value of 100 (50 cycles)
on a polished glass surface. The hardness of the lacquered surfaces shall

then be measured and the reading recorded. A brush shall be prepared for test

nadad

as described in 4.5.7. Hith the pad prepared from the impregnated wadding
test sample held firmly in place, the weighted brush 1.3 Kg (3 1lbs) shall be

passed 10 times over the lacquered surface. At the end of this polishing
phase, the film shall be allowed to dry for 10 minutes. The panel shall be
wiped clean with a minimum amount of pressure, using a cloth of flannel

conforming to Type I of CCC-C-458, and examined for OISCOIOratIOn ano dulling.
The film hardness of the lacquer shall once again be measured with the Sw ard
Hardness Rocker, after the panel has been allowed to stand for 2 hours. The
percent loss of surface hardness shall be calculated with the following
formula:
Percent of Surface Hardness Loss = 100 - (H, x 100)_

1

where H, = Original surface hardness of unused panel.

H: = Surface hardness of panel after test.

4.5.6 Attack on acrylic base plastics. This test shall be performed using
ASTM F 484 Type A acrylic material.

4.5.7 Abrasive number. A weighed 2.54 by 15.24 centimeters ( 1 by 6 inch)
polished aluminum panel shall be set in the recess of a polishing table. A
brush shall be prepared for the test by attaching a portion of sample to the
bristles of the brush. This portion shall measure 3.7 by 8.74 by .62 1

1/2 by 3 1/2 by 1/4 inch). With the impregnated wadding sample held f1rm1y in
place the weighted brush (2.7 kg, 6 1bs) shall then be passed 100 times over

the test paneil. At the end of this polishing phase, the fiim formed shall be
air dried and removed with a piece of flannel, conforming to CCC-C-458,
restricting the rubbing to a minimum. The weight loss of the panel in
milligrams shall be taken as the abrasive number.
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8 ODry 1ng time A brush shall be prepared Tor the test as described -in
Hlth the pad f»fm%y in ptate, the weighted brush (2.7 kg, 6 Ibs.)

] be naccod 10 times over a 7.6 hu 8.74 cm (3 hu 6 inch) clad aluminum

loy panel surface held in a hor1zontal position. Careful note shall be made
of the time required to produce a dry film, the timing to start immediately

after the last pass made by the brush.
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4.5.9 Polishing ability.

—

ale :_
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4.5.9.1 Preparation of panels. The clad aluminum alloy panels used
testing the polishing properties shall be cut from .130 centimeter (0.05}

pro
inch) thick sheet of 7075-T6 clad aluminum alloy conforming to QQ-A-250/13.
They shall be approximately 12.7 centimeters (5 inches) wide by 40.64
centimeters (16 inches) long with corners and edges broken and smoothed with a
1.59 centimeter (5/8 inch) hole drilled near each end of each panel.

4.5.9.2 Selection of panels. The reflectance of each panel shall be
measured as specified in 4.5.9. 3. If the reflectance reading is greater than
60, the panel shall be tarnished as specified in 4.5.9.4 unti) a reflectance
reading of not less than 4C nor greater than 60 is obtavned The pane? shall
9.7.

then be considered suitable for the polishing procedure described in 4.5.

4.5.9.3 Reflectance meaiggg@gpts. All reflectance measurements shall be

de in accordance with Method 6121 of FED-STD-141. The instrument shall be
andardized with a polished black glass having a refractive index of 1.52,

the instrument being set so that the glass gives a reflectance reading of

15.0. Check sett1ngs on the reFerence standard shall be made at sufficiently
brief intervals to insure accurancy of results within 2 percent. Five
different portions on the surface of the test panel, shall be measured in
order to obtain the average refiectance reading.

4.5.9.4 Tarnishing.
4.5.9.4.1 Reagents. The reagents shall consist of the following:

a. Solution No. 1 - 1600 milliliters of a 5 percent by weight
solution of sodium hydroxide in water.

b. Solution No. 2 - 800 milliliters of a 1 percent by weight
solution of potassium persulphate in water.

4.5.9.4.2 Procedure. Solution No. 1, shall be heated to a gentle boil in a

flat, 45.72 by 30.48 by 6.35 centimeter (18 by 12 by 2.5 inch) pyrex dish. The
flame shall be removed and Solution No. 2 carefully added with gentle

stirring. The test panel shall be immersed in the solution with the polished
face upward. As soon as bubbles form (2 to 3 seconds maximum immersion) the
panei shalil be removed, rinsed with cold water, and dried. The tarnished

panel should then give a reflectance reading of not less than 40 nor greater
t+han £0

10
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4.5.9.5 Polishing apparatus. Polishing shall be done with weighted
brushes. The brushes used for the polishing operation shall consist of metal

’~—“~_—“~h

or wooden blocks measuring 1.27 by 3.81 by 8.89 centimeters (1/2 by 1-1/2 by
3-1/2 inches), with brush stock of approx1mate|y staggered tufts, each tuft of
cnN N | Pl S N b liemadban [ not S emamb ) Al amadac mit)lom Fibhawe Avdbandin~
AU T O HLTalynit .20 LeiiLimeLel \.UJI IHLHI ulanig L el HleH Hiueil o TALTniuiIny
1.59 centimeter (5/8 inch) beyond the block. The two brushes together shall
be weighted with a 2.72 kilogram (6 pound) weight. A smooth, lined,
horizontal polishing table, having a recess 12.7 by 15.24 by .127 centimeter
(5 by 6 by .05 inch) to hold the panel, shall be provided.
4.5.9.6 Control formula product. The control product to be used for
Siidrnin~a +ha narfarmanca ~AF dha maniifFarbiivrarlie nradiird ehall ha aceamhlad in
JUU!I Ig LT PCI 1O gL vl LT HiaituraLLuilr i S PIUUULL 21a 1 1 UT GoocCcinvicu i
strict accordance with the formula specified in Table V.
TABLE V. Control formula product.
I Ingredient ' Composition by
1_ Weight, grams
S o b o -'n-an-l-—_ = e e ——
Stearic Acid (USP) I 20.0
Mineral Spirits (TT-T-291) i 225.0
Talc USP) 25.0
Kaolin (Acid Washed) ' 25.0
Calcium Carbonate (Precipiated) I 25.0
Clurarin IHCD\ cE N
UlyLCIIH \uJ bV
Infusorial Farth (White Calcined) 12.5
Jeweler's Rouge 0.5
Absorbent Cotton (Shredded) 10.0 |
- A o — e 4
NOTE: The Control Formula Product shall be prepared by combining the first
RN 122 3 ommunadIand~ " - o~ o~ mnimd £l Andbl A e o, e bl $ e £
ClgHL ngIUUItHL) i a Olle—pine 11 1CLIOTI LUp Calli ainu 5”dkl”g [RO4]
approximately three minutes using a paint shaking apparatus. The
cotton shall be added, the 1lid reolaced and the shaking shall be

continued for approxtmate]y ten minutes. Immediately after shaking,
the contents of the can shall be transferred to a suitable device in

which the 1mpregnated cotton may be subjected to pressure in order

b Lmnrm = mdamss - ea -.-\,J —— - - o - n - 7 by 3l «f $ em o~k 3 e N R N -

LO 101 a LllLUldl pau mEd)U’ng l  Cm .70 tncry) I LtnicRness> anyd

7.6 cm (3 inches) in diameter after all of the excess vehicle is
removed. The device shall include a perforated cup measuring 7.6 cm (3
inches) inside diameter by 7.6 cm (3 inches) in height and shall be

provided with a 7.6 e¢m ( 3 inch) disk which may be lowered into the
cup, piston fashion, under pressure.

1
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4.5.9.7 Polishing procedur The tarnished pane! shall be set in the

recess 0f‘TﬁE’DO1T?hTﬂg*fﬂb}€' ~The brushes shall be prepared for the test by
attaching a portion of the test sample to the bristles of one brush and
similarly attaching a portion of the control formula product on the remaining
brush. The portions shall each measure 3.81 by 8.89 by .635 centimeter (1-1/2
by 3-1/2 by 1/4 inch). MWith the impregnated wadding materials held firmly in
place, the brushes shall then be passed 15 times over the tarnished panel. At
the end of this polishing phase, the film formed shall be allowed to dry for
ten minutes and the foregoing procedure shall be repeated except that pieces
of flannel conforming to Type III, Class 1 of CCC-C-458 shall be attached to
the bristles of the wevghted brushes in place of the impregnated wadding
previously used. The paraliel polished areas shall be compared visually and
by averaged reflectance readings. The polishing procedure shall be performed
and reflectance measured on each of three panels. In cases where there may be
doubt as to the performance of the materials in actual use, it shall be
subjected to the practical polishing test (4.5.9.7.1) and shall show polishing
properties equal or superior to the control formula product.

m

4.5.9.7.1 Practical polishing test. Comparable heavily oxidized unpainted
altuminum aircraft surfaces shall be separately polished with the impregnated
wadding sample and the control formula product. The polished areas shall be
examined visually for compliance with 3.10.

4.5.10 Retention of reflectance. The polished panel from 4.5.10.7 shall be
allowed to stand 24 hours in a room reasonably free of corrosive vapors. The
reflectance calculated by the following formula:

Percent Retention of Reflectance =

Reflectance rnad1nn after aging X 100

T vy Qv

Reflectance read1ng before aging

4.5.11 Stability. The test sample of impregnated wadding shall be shelved
with container unopened for 72 hours. At the end of 24 hours the container
shall be inverted. This procedure shall be repeated at the end of the second
24 hour period. At the end of the third 24 hour period the container shall
be opened and the contents shall be transferred intact to a wide mouth glass
jar with screw cap. The interior of the original container shall be examined.
Evidence of solvent or powdered sediment separation shall be noted. The glass
container shall be shaken for 15 minutes in a mechanically operated sieve
shaker which vibrates approximately 950 times per minute and receives two
impacts per revolution. A semi-soft rubber disk shall be placed between the
bottom of the glass container and the vibrating platform to prevent sharp

VUL L S VUL E

impact. Separatmon of solvent or powdered solrd shall be noted

12
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4.5.12 Flash point (of solvent ingredient). The flash point of the solvent
ingredient shall be determined by Method 4291 of FED-STD-141.

4.6 Submission of Material Safety Data Sheets. The contractor shall
furnish to the contracting activity the toxicological data and formulations
required to evaluate the safety of the material for the proposed use through
the submission of the Material Safety Data Sheet detailed in FED-STD-313.

5. PACKAGING

5.1 Preservation. The preservation shall be Level A or C as specified
unless otherwise specified by the procuring activity. The container, closure,
sealing devices or contents shall not interact physically or chemically so as
to alter the strength of the container and purity or quality of the contents
for at least one year from the date of shipment. All containers shall be new

and free of foreign contaminants.

5.1.1 Level A. The impregnated wadding shall be rolled and preserved
within a round metal can measuring six inches in diameter and five inches in
height with a diameter tolerance of +0.5 and -0 inches for the two pound size,
and measuring three and one half inches in both diameter and height with a
dimensional tolerance of +.25 and -.0 for the five ounce size. The container
shall conform to Type VI of PPP-C-96. The cans shall be fabricated of metal
with a minimum hot dipped tinplate weight of 1.25 pounds per base box or
electrolytic tinplate weight of 0.25 pounds per base box. The exterior
coating of the cans shall conform to Plan "A" of PPP-C-96. The side seams of
the cans shall either be fabricated as specified in PPP-C-96 or cemented or
locked. A continuous strip of pressure sensitive tape, conforming to MIL-T-
21595, shall be used to seal the can closure in a manner that will preclude

the formation of channels in the seal.

5.1.2 Intermediate packing (5 ounce size). Twelve cans shall be packaged
within a close fitting fiberboard container conforming to PPP-B-636, Type I or
II, Class 1. The arrangement of the containers may be three by two floored
with two tiers or a single tier of three by four. Double faced corrugated
pads shall be placed between the rows as well as the tiers of cans.

5.1.3 Level C. The impregnated wadding shall be preserved in
accordance with ASTM D 3951.

5.2 Packing. Packing shall be level A, B or C, as specified (6.2).

5.2.1 Level A.

13
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5.2.1.1 Two pound size Twelve unit containers preserved as specified shall
be packed within a close fitting fiberboard shipping container conforming to

PPP-B-636, Type I or II, Class 2. The containers shall be placed in two tiers
of three cans per row, or in one tier of twelve cans, consisting of three rows
of four cans per row. Double faced corrugated pads shall be used between the
verticle rows of cans and between the tiers, when the two tier pian is
utilized. The closure procedure and strapping shaii be in accordance with the
appendix to PPP-B-636.

5.2.1.2 Five ounce size. Six intermediate containers of twelve cans each,
packaged as specified in 5.1.2, shall be packed within a close fitting
flberboard container conforman to PPP-B- 636 Type I or II, Class 2. The
intermediate packages shall be arranged in two tiers of three each.

5.2.2 Level B. Shall be the same as for Le
containers shali be domestic service grade tyaes a
Type 1 or 11, Class 1.

v P
—_ o~
o

1
~
c

5.2.3 level C. Unit containers packaged as specified in packages that
require overpacking for acceptance by the carrier shall be packed in exterior
type shipping containers in a manner that will insure safe transportation at
the lowest rate to the point of delivery, and shall meet as a minimum, the
requirements of the rules and regulations applicable to the mode of
transportation selected.

& 2 Markinn

> R llull\l|v=

5.3.1 Standard marking. All unit and shipping containers shall be marked in
accordance with MIL-STD-129.

ments of 5.3.1,

5.3.2 Spec1al marklng In addition to the m
the iat € container m

ﬂ) ‘1
c:.m

abel on the unit container shall be ma

DIRECTIONS FOR USE

LU AN VN § &

a. Tear off small portion of wadding and rub in a straight line
motion over a small area.

b. After film dries, wipe with dry wiping cioth until surface has
lustre finish.

lwayvs renlace the lid after removal of desired quantity of wadding.

a n
wUys oGl nOoval ' H uaf

(&)

lal

d. Caution: Do not use on acrylic plastics.

14
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b. Moderately toxic - Use gloves or wash hands after using. Continu-
ous contact with the skin will cause irritation.

c MNTCC
0. nuUicS

6.1 Intended use. The metal polish impregnated wadding is principally
intended for polishing aluminum or alclad aluminum aircraft surfaces, and may
also be used for polishing many other metal surfaces including copper, brass,

steel, and chromium plating.

6.2 Ordering data.

6.2.1 Acquisition requirements. Acquisition documents should specify the
following:

a. Title, number and date o
b. Quantity desired.

c. Type and size of container in which wadding is to be furnished.

(=18

6.3 First article. HWhen a first article inspection is required, the
impregnated wadding should be a first production item. The first articie

should consist of the sample specified in 4.3.1. The contracting officer
should include specific instructions in acquisition documents regarding
arrangements for examinations, approval of first article test results and
disposition of first articles. Invitations for bids should provide that the
Government reserves the right to waive the requirements for samples for first
articie inspection to those bidders offering a product which has been
previously acquired or tested by the Government, and that bidders offering
such products, who wish to rely on such nroductmn or test, must furnish

SwLr

ev1dence with the bid that prior Government approval is presently appropriate
for the pending contract.

6.4 Material safety data sheets. Contracting officers will identify those
ardtivitiae ranmtiivrias rAniace AF rAamnlabad Madbavia) Cafady; Nadas Chande smmmca=a
acttiviticvo 1cyuit ing Ltopres O Lompieileu mdilel idl >diely Udla DSiievl> preparead
in accordance with FED-STD-313. The pertinent government mailing addresses
for submission of data are listed in appendix B of FED-STD-313.
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INSTRUCTIONS: In a continuing effort to make our standardization documents better, the DoD provides this form for use in
submitting comments and suggestions for improvementa. All users of military standardization documents are invited to provide
suggestions. This form may be detached, folded along the lines indicated, taped along the loose edge {DO NOT STAPLE}, and
ar problem areas such as wording which required interpretation, was

mailed. In block 5, be as specific 22 possible about partic
too rigid, restrictive, Joose, ambiguous, or was incompatible, and give proposed wording changes which would alleviate the
problems. Enter in block 6 any remarks not related to a specific paragraph of the document. If block 7 is filled out, an

acknowledgement will be mailed to you within 30 days to let you know that your comments were received and are being

considered.

NOTE: This form may not be used 10 request copies of documents, nor to request waivers, devistions, or clarification of
specification requirements on current contracts. Comments submitted on this form do not constitute or imply authorization

to waive any portion of the referenced document(sj or io amend contractual requirements.
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