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5 June 1972

SUPERSEDING

MIL-M-45013C
- 10 June 1964

MILITARY SPECIFICATION

MACHINE GUN, 7.62MM: M&O
This specification is approved for use by all Departments and Agenciles
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¢f the Department of Delensc.

l. SCOFE

1.1 This specification covers one type of 7.62 millimeter {mm),
gas-operated, air-cooled, link-belt fed, lightweight machinegun furnished
with one spare interchangeable barrel assembly with bipod assembly. The
machinegun 1s capable of being fired from either the shoulder, bipod ,y or
pedestal or a triped mount.

A VUV T A T T s b e

2. APPLICAELE DOCUMENTS

2.1 Tbe following documents, of the issue in effect on date of in-
vitaticn for blds or request for proposal, form a part of this specificaticn
to the extent specified herein:

SPECIFICATIORS

Mild

MII-P-116 - Preservation, Methods of.

MIL-W-13355 - Weapons., Small Arms and Aircraft Armament.
Subgystéms, General Specification for.

MIL-I-45607 - Inspection Equipment, Acquisition, Main-
tenance and Dinposition of. )

Military

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

MIL-STD=-109 =~ Quality Assurance Terms and Definitions.

FBC 1005
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DRAWINGS
H;S' Army Weapons Command B
F7269100 - Machine Gun, 7.62MM: M60,
TELT27U5hsS | - Index of Inspection Equipment Lists.

(Part drawings referenced in this specification form a part of Drawing
F7269100; inspection equipment drawings form a part of Drawing IELT2Th54S.)

PUBLICATIONS

U.S. Army Weapons Command
m13009 = _'pnrﬂrna'ina Inta Sheet for Machine Gun

T 27 = A aiA

7. 62MM M60, w/Equipment

(Coples of specifications, standards, dravings and publications required
by suppliers in connectlion with specific procurement functicons should be
nbtrinad from the nroruring ectivity or As directed hv the contracting

3.1 First article. Requirements for submission of & first article
by the contractor shall be as specified in the contract (see 6.1). Unless
otherwise specified (see 6.1), the first article shall include the pilot
pack (see 5.1).

3.2 Materials and construction, Machineguns and parts shall conform
to the materials and construction requirements specified herein, on
Drawing F7269100 and drawings applicable thereto, and shall be in accord-
ance with the applicable materials and construction processes of MIL-
W-13855.

3.3 Design. Machineguns and parts shall conform to the design
specified herein, on Drawing F7269100 and drawings applicable thereto,
and shall be in accordance with the applicable design provisions of
MIL-W-13855,

3.3.1 Barrel assembly with bipod assembly, The barrel assembly
with bipod assembly shall be capable of beilng manually assembled to &nd

dinagssemhled from the receiver vhen the barrel lock 18 in the vertical
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positlon and when the bolt is fully retracted, The barrel assembly
with bipod assembly shall be so fabricated that when the machinegun 1s
completely assembled, the requirements for targeting and accuracy
hereinafter prescribed shall be met.
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3.3.1.1 PBarrel assembly. The barrel asseubly shall be free of
cracks and seams and the bore and chamber shall be free of pits. The
chromivm plating shall be free of nodules, flaking, stripping, anode burns,
and evidence of etched base steel. No mechanical methods for removal of

chyomdum nlating are mrrrr!f'!‘pﬂ in the tuhe hore, Burg and n'hn?"h edoen
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shall be removed from chaﬂber edges and scratches or marks, occurring in
a chamber which otherwise meets the surface roughness requirements, shall
be permitted provided they do not cause marks on the case of a high-
pressure test cartridge fired in the chamber. The barrel assembly shall
be proof and magnetic particle inspection marked in accordance with the
applicable drawing.

3.3.1.1.1 Gas cylinder., The gas cylinder shall be fastened securely
on the tube assembly by the gas cylinder rivets so that there shall be
no relative movement., With the barrel asgsembly with bipod assembly disas-
sembled from the recelver assembly, the gas piston shall move of its own
welght through 1ts full range of travel in the gas cylinder.

3.3.1.1.2 Front sight. The front sight shall be fastened securely
In thc tule cfzecmly Ty ihe front sipght rivets sc that there shall be no
relative movement.

3.3.1.2 Bipod assembly. The bipod assembly shall be retained on
the barrel assembly by the flash suppressor and when assembled shall be
capable, by its own weight, of rotating on the tube assembly between
its stop positions. The legs shall lock in place in the open or folded
positions and shall be capable of being manually released from each position
by a pull action within the load limits specified on the applicadble drawing.
The inner legs shall be capable of being manually extended by & pull action
within the load limits specified on the applicable drawing and shall lock
under spring action of the retainer in any of the five locking positions,
The inner legs shall not retract from amy locked position unless the re-
tainers are mamually depressed.

3.3.1.3 Flash suppressor. The flash suppressor shall be fastened
securely to the barrel assembly by the staked pin so that there shall be
no relative movement.

3.3.1.4 Gas cylinder extension, nut, and plug. The gas cylinder
extension and mut shall be assembled securely to the gas cylinder so that
there shall be no relative movement and shall be retained by the lock
washers., The gas cylinder plug shall be assembled to the gas cylinder
with the torque specified on the applicable drawing. The gas cylinder
plug and the gas cylinder extension lock washer shall be lock wired as
specified on the applicable drawing.
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3.3.2 Rear sight assembly. The rear sight base shall be staked securely
to the dovetall recess of the receiver, after targeting and accuracy firing
tests, so that there shall be no relative movement of the rear sight base.
The rear sight leaf shall move manually between the horizontal and vertical
positions and shall be held in the vertical positions and shall be held in
the vertical position under spring action until manually changed. When
the elevation button is depressed the aperture slide shall move without
binding in the leaf, and when the elevation button is released the aperture
slide shall be held in position under spring action. The elevation and
windage adjustment knobs shall turn manually through their full range of
travel and shall produce position retention perceptible by touch for each
detent notch when the sight is adjusted. When the elevation knob is rotated,
the aperature slide shall not cant.

3.3.3 Barrel lock. When in the locked position, the barrel lock shall
be capable of being manually unlocked by the application of finger pressure
to the barrel lock retaining ring so that the barrel lock is moved through !
its full range of travel to the right. When unlocked, the barrel lock
shall be capable of being pivoted manually between the closed (horizontal)
an? open (vertical) positions. It shall be held in the open position by
spring aclion permitting the barrel assembly with bipod assembly to we
assembled to or disassembled from the receiver. When the barrel lock is
returned to the closed position it shall lock under spring action, When
in the closed position, the barrel lock shall be capable of retaining the
barrel assembly with bipod assembly in the receiver,

tmmren poe

3.3.% Bolt assembly. With the cover assembly opened and the bolt
assembly disengaged from the operating rod yoke, the bolt assembly shall
move of its own weight through its full range of travel in the slideways
of the receiver. Firing pin protrusion shell be as specified on the
applicable drawing. The bolt assembly shall be proof and magnetic particle
inspection marked in accordance with the epplicable drawing.

3.3.4.1 Cam actuator assembly. The cam actuator assembly shall be
retained on the bolt by the bolt plug and shall rotate without binding
on the bolt. The bolt guide roller and the cam actuator roller shall be
retained on the cam actuator by the roller rivet and shall rotate without
binding on the cam actuator.

o7
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3.3.4.2 EJECtOT. ‘ne EjECtUr shall be retaine i
e

spring pin and shall be held in the forwar position by spring action,
g

The ejector shall move through its full range o travel under spring
action without binding. '

o

3.3.4.3 Extractor. The extractor shall be retained i
extractor plunger and spring. The extractor shall move through i
range of travel under spring action without binding.
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3.3.4.54 Firing pin. The firing pin shall move through its full
range of travel in the bolt under spring action without binding.

3.3.5 Buffer assembly. The buffer assembly shall be retained in
the receiver assembly by the buffer retaining yoke. The buffer retaining
yoke and the buffer assembly shall disassemble from the recelver assembly
wvithout the use of tools. The plunger shall be capable of being moved
through its full range of travel in the buffer body and shall return to
its original position by spring action after partial or full travel.

3.3.6 Butt stock agsembly. The butt stock assembly shall be retained
on the receiver by the buffer assembly under Spring action of the latch.
The butt stock assembly shall disassemble from the receiver when the latch
is depressed using a tool simulating the bullet nose of a cartridge and
shall manually reassemble to the receiver without the use of .tools.

3.3.6.1 Shoulder rest assembly. The shoulder rest assembly shall
move mamally between the open and closed positions and shall be retained
in either position by spring action.

3.3.6.2 Sling swivel assembly. The sling swivel assembly shall be
fastened to the butt stock assembly by the screws so that there shall be
no relative movement except that the swivel loop shall rotate without
binding.

3.3.7 Carrying handle assembly. The carrying handle assembly shall
be retained on the receiver by the spring pin. The carrying handle assembly
shall be held in the side position or in the carrying position by spring
action end shall move mamually from one position to the other.

3.3.8 Tray and hanger assembly. The tray and hanger assembly
shall be retdIMEA"ON THE racelver by the cover hinge pin.

3.3.8.1 Cartridge retainer pawl., The cartridge retainer pawl shall
be retained in the frame assembly by the shaft, The cartridge retainer
pawl shall be held normally in positien by the spring and shall be re-
turned to the original position by spring action after partial or full
travel. The pawl shall move through its full range of travel under spring
action without binding and shall retain the linked cartridges in the feed
mechanism. -

3.3.8.2 Bandolier hanger assembly. The bandolier hanger assembly
shall be retained in the frame assembly by the shaft and shall rotate
wvithout binding on the shaft and the bandolier shall mount on the
bandolier hanger without the use of tools and be securely retained.
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3.3.9 Cocking handle assembly and cocking handle gulde. The cocking
handle assembly shall be retained on the recelver by the cocking handle
guide and shall move without bindling through its full range of travel in
the slideways of the recelver., .The cocking handle asserbly shall be held
in the forward stop position by the spring action of the retaining atch,.
When retracted, the cocking handle assembly shall engage the operating
rod assembly and shell retract the operating rod assembly and the bolt
assetibly. The cocking handle guide shall be fastened securely to the
recelver by the screw and lock washer s¢ that there shall be nc relative
movement.

3.3.10 Cover assembly. The cover assenbly shall be retained on the
receiver assembly by the cover hinge pin. The cover assembly shall be
capable of being locked in the closed position by the cover latch only
vhen the bolt assembly 1s fully retracted. The cover shall open when the
cover latch 1s released, and shall be retained in the fully open position
by spring action. All riveted and brazed parts shall be tight, undamaged,
and without relative movement.

3.3.10.1 Latch lever assembly. The latch lever assembly shall
rotate manually to disengage the cover assembly from the receiver assembly
and shall be returned to the stop position by spring action after partisal
or full travel. The latch lever assembly shall rotate the cover latch
to lock and unlock the cover assembly,

3.3.10.2 Cartridge guldes. The cartridge guides shall be retained
in the cover housing assembly by the cartridge guide shaft and cotter
Pin. The cartridge guldes shall operate turough their full range of travel
under spring action without binding and shall be so positioned as to
properly guide cartridges into the chamber.

3.3.10.3 Feed cam assembly. The feed cam assembly shall be retained
in the cover housing assembly by the feed cam retalner and shall move
through its full range of travel under spring action without hinding.
The feed cam assembly shall return to its stop position by spring action
after partial or full travel. Movement of the feed cam assembly shall
cperate the feed pawl assembly,

3.3.10.4 Feed pavwl assembly. The feed pawl assembly shall be retained
in the cover housing assembly by the chassis rollers_and when disengaged
from the feed lever assembly shall move of its own weight through its
full range of travel. The feed pawl assembly shall be capable of feeding
linked cartridges into the feed mechanism.

""F‘,
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3.3.11 Forearm assembly. :The forearm assembly shall be retained
on the receiver by the spring caich, The forearm assembly shall dis-
asgsembly from the receiver when the spring catch is depressed using a
tool simulating the bullet nose of a cartridge vhen the barrel assembly
vith bipod assembly i1s removed from the machinegun. The sling swivel shall
be fastened to the forearm assembly by the gcrews so that there ghall be
no relative movement except that the swivel loop shall rotate without
binding.

3.3.12 Operating rod assembly.

3.3.12,1 With the cover assembly opened, the drive spring and
guide assembly disassembled from the operating rod assembly, and the
sear disengaged; the cperating rod assembly, together with the bolt
asgembly shall slide from the open to closed position by 1ts own
welight.

3.3.12.2 The operating rod assembly shall manually assemble to and
disassenble from the slideways of the receiver. The yoke and head shall
be retained on the tube by staked rivets so that there shall be no
relative movement of these parts. The roller shall be retained on
the yoke by the yoke roller pin and shall rotate without binding.
The yocke roller pin shall be retained securely by the spring pin. With
the trigger released and the operating rod retracted into the cocked
position, the sear engagement notch on the operating rod shall be
engaged by the sear and the operating rod shall be held in the cocked
position until the trigger 1is pulled.

3.3.13 Receiver assembly group. The slideways of the receiver
assembly shall be smooth and free of burs, The rear mounting pin shall
be retained on the receiver by the taked pin. All riveted parts shall

.
PPy . — A trd bl ke Tas —
e tight, undamaged, and without relat movement.
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3.3.14 Trigger mechanism grip assembly. The trigger mechanism
grip assembly shall be retained on the receiver asseably by the re-
taining pin and shall disassemble from the receiver assembly without
the use of tools. The retaining pin shall be locked in place by
the spring lock. Use of a tool vwill be permitted, when required,
to assist in disassembly of the spring lock.
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3.3.14.1 Safety. The safety shall move manually between the safe

and fire positions, and shall remain in the position set under spring
action until reset manually. The trigger mechanism shall operate when

the safety is positioned at the letter "F" and shall not operate when
the safety is positiomed at the letter "S".

3.3.14.2 Sear. The sear shall be capable of full engagement with
the sear engagement notch on the operating rod and of holding the operating
rod in e cocked position. When the safety is in the firing position and
the trigger is pulled, the sear shall disengage from the sear engagement
notch on the operating rod allowing the operating rod to move forward
under spring action. When the trigger is released, the sear shall return
to the engaging position by spring action of the sear plunger.

3.3.14.3 Trigger. The trigger shall return to its normal forward
position under spring action after partial or complete trigger pull.

3.4 Performance characteristics.

3.4.1 Headspace. The headspace in the assembly gun shall be not
less than 1.6315 inch and not more than 1.6365 inch when measured to the
0.400 diameter datum on the first shoulder of the chamber. Testing shall
be as specified in L.h.3.2,

3.4.2 Firing pin indent. The firing pin indent shall be 0.030 to
0.035 inch, and shall not be off center more than one-half the dismeter
of the firing pin indent. Testing shall be as specified in 4.kh.3.3.

3.4.3 Trigger pull. The trigger pull shall be free of creep
and shall be greater than 6 pounds but shall not exceed 1l.5 pounds.
Creep shall be interpreted to mean any perceptible rough movement between

the time the trigger sleck is taken up and the sear is disengaged from
the Aanarating rnd ‘T‘nn'l-'{nrr shall he as smeciflied in h lL Q '2
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3.4.4 High-pressure resistance. Machineguns shall be capable of
withstanding the firing of Govermment standard 7.62mm M50 high pressure
test cartridges. Parts shall be free of cracks, seams, and other injurious
defects often proof firing as evidenced by visual and magnetic particle
inspection. Testing shall be as specified in U4.4.3.1.

3.4.5 TFunctioning. Machineguns shall operate with Govermment
standard 7.62mm, M59 or M80 ball cartridges and 7.62mm, ML3 links with-
out malfunctions or unservi ceable parts, and the cyclic rate of fire shall
be Kithin 500 to 650 rounds per minute. Testing shall be as specified
in 4.4,3.1.

Y S
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3.4,6 Targeting and accuracy. Using Govermment standard 7.62nm,
M59 or MBO ball cartridges and 7.62mm, M13 links, nine rounds of a 10
round burst fired from the machinegun at a range of either 50 yards or
100 yards shall be within the extreme spread and targeting area specified
on mwing C726921L4 for the applicable range. Testing shall be as specified
in 3.1.

3.4.7 Epdurance. Machineguns shall be capable of firing 10,000
rounds of Govermment standard 7.62mn, M59 or MBO ball cartridges with
not more than the number of malfunctions and unserviceable parts allowed
in Table I, and the cyclic rate of fire shall be within the limits
specified in 3.4.5. Testing shall be as specified in bL.4.3.k,

3.5 Interchangeability. Unless otherwise specified on the
drawings, all parts shall be interchangeable. (In normal assembly

operations there shall be po objections interposed to preferential
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assembly of parts provided that all parts are dimensionally accept-
able.) Testing shall be as specified in L4.hL.3.4,

3.6 Marking. Marking shall be in accordance with the applicable
dravings and Hil-w-13855.

3.7 Workmanship. Workmanship shall be in accordance with the
vorkmanship requirements of MIL-W-13855.

\D
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TABLE I. Malfunctions and Unserviceable Parts

Number permitted

Code Malfunctionsl - in 10,000 rounds
LP Loosening of parts (failure of bonding 0
and riveting).
LPS Loosening of parts (faillure of staking). 1
FF Failure to feed. 4
FEJ Failure to eject. 3
FEX Failure to extract. 1
oM Other malfunctions, 1

Number permitted
Code Unserviceable parts’ in 10,000 rounds

First Second
5,000 5,000
rounds TrTounds

WL Lock washer. 1 1
oP Other partse. .e .o

Lhen malfunctions are traceable to particular parts, it is permissible
to replace such parts and record them as unserviceable, subject to
limitations of Table I. When it is definitely established by the
Government representative that previously recorded malfunctions are
attributable to an unserviceable part, such malfunctions shall not

be counted against the machinegun being tested, provided that they
occurred not more than 200 rounds prior to replacement of the un-
serviceable part. These 200 rounds shall have been fired with the
unserviceable part. However, such malfunctions shall remain recorded
and properly identified. An unserviceable part is one that causes
malfunctions or impeirs the safety of the weapon. Malfunctions
attributable to links and ammunition shall not be counted against the ma-
chinegun however, such malfunctions shall be recorded.

20ne unserviceable part other than that specified shall be allowed in
the test and shall be subject to the judgement of the Government rep-
resentative that the failure does not represent an unsafe condition or
a defective condition which is prevalent throughout the lot of items
involved.

10
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k. QUALITY ASSURANCE PROVISIORS

4.1 Responsibility for inspection. Unless otherwise specified in
the contract or purchase order, the supplier is responsible for the per-
formance of all inspection requirements as specified herein. Except as
othervise specified in the contract or order, the supplier may use his
own or any other facilities suitable for the performance of the inspec-
tion requirements specified herein, unless disapproved by the Govermmeat.
The Government reserves the right to perform any of the inspections set

forth in the specification vhere such inspections are deemed necessary
to assure supplies and services coanform to prescribed requirements.

4,2 Quality assurance terms and definitions. Quslity assurance
terms and definitions used hereln are in accordance with MIL-STD-109.

4,3 First article inspection. The first article shall be selected
from early production and submitted for testing in accordance with the
contract requirements (see 6. 1). The first article shall be a representa-
tive of the production processes to be used during quantity production.
The first article shall be subjected to all examination and test specified
herein, and such other inspection as is necessary to determine compliance

v

with the requ1remenr.s of the contract.

L.4 Quality conformance inspection.
4,.4.,1 Inspection lot.

k. 4,1.1 Machineguns. The number of machineguns in an inspection
lot shall be either 200 or one month's production, whichever is smaller.
Machineguns shall be assembled from lots of component parts that have

met all inspection requirements specified herein. Endurance test lot
gize ghall he ag gnecified in 1 h '2 ': 1. :

oAl P i h A

4.5.1.2 Parts and packaging. The formation, size and presentation
of inspection lots of parts and packaging shall be in accordance with
MIL-STD-105. Inspection lots shall be as large as practicable, in
consideration of quality history, manufacturing conditions, and con-
tractor's delivery schedule, and within the limitations of MIL-W-1385S.

L., 4.2 Examination.

L.4.2.13 Component parts and concurrent repair parts. Examipation
of parts shall be performed in accordance with the criteria specified
in the contract (see 6.1). The contractor's examination of parts shall
be accemplished prior to their assembly into the end item or submission
for acceptance as repair parts.

4. 4,2,2 Machineguns. Final examination of machineguns shall be
performed after completion of all testing and Just prior to preservation
and packaging. Each step tn the examination shall include a visual
examination for proper cleanlng and presence of the specified protective
P e ¥ i N 2N L m mmomre wmmmmmmmd-n almaTT e wwen Lo
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Each machinegun shall be examined as specified below.
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h.h,2.2.1 Visually examine mechineégun for cleanliness, workmanship,
and completeness of manufacturing, assembly, finish, and marking (identi-
fication, proof firing, and magnetic particle inspection). Manmually
examine machinegun for functioning of operating parts and visually examine
markings for clarity and legibility (See 3.2 through 3.3.1%.3, 3.4, and

3.5).
k. h.2,2.2 Butt stock assembly

a., Manually examine butt stock assembly for compliarnce with

3.3.6.
b. Disassemble butt stock assembly from the receiver.

h },2,2,2,1 Shoulder rest assembly. Manually examine shoulder rest
assembly for compliance with 3.3.6.1.

b h 2.,2.2.2 Sling swivel assembly. Manually examine sling swivel
assembly for compliance with 3.3.6.2.

k. h,2,2.3 Buffer assembly.
a. Manually examine for secure retention of buffer assembly in
receiver.
b. Disassemble buffer assembly from receiver by pushing buffer

mmart ey his PP e Mawriien T Ver Awnmd e

forward and removing buffer J.cuua.u;.ug, Yoig€. rElusi.y eXanmulie
to assure that yoke disassembles from receiver freely.

c. Examine spring action of buffer assembly for compliance with
3.3.5.

d. Visually examine buffer assembly to assure freedom from
burs, cracks, deformations and leakage of hydraulic fluigd.

4 4, 2.2.4 Driving spring and driving spring guide assembly.
a. Disassemble driving spring and guide assembly irom operating

rod assembly and buffer plunger.

b. Visually examine ends of spring for secure brazing (see
Drawving B7269303).

c. Visually examine guide assembly for secure brazing of stop
to rod (see Drawing C7269199).

L.k, 2.2,5 Operating rod assembly and bolt assembly action. Examine
action of operating rod assembly and bolt assembly for compliance with
3.3.12.1

12
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L. 4.2.2.6 Overa
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ting rod assembly.

a. Disassemble operating rod assembly from bolt assembly end

visually and mesnually examine operating rod assembly for

compliance with 3.3.12.2,

Visually examine rod for excessive wesr or mutilations on

sear engagement notch.

c. Visually examine ycke for mutilations or burs on bolt canming
surfaces.

d. Visually examine roller for excessive wear or muitllations.

o

4. 4,2,2.7 Bolt assembly.

a. Visually examine bolt for presence of proof and magnetic
particle inspection marks ?ﬁee Draving F11010358).

b. Examine firing pin protrusion using the inspection equipment
in accordance wvith Drawing CT274295 (see Drawing D11010357.)

c. Visually examine to assure that ejector face is flush with
or below front of bolt {see Drawing D11010357).

4. k. 2.2.7.1 Cam actuator assembly. Manually examine cam actuator
assembly for compliance with 3.3.4.1.

4,%,2.2.7.2 Ejector. Manally examine retention end spring action
of ejector for compliance with 3.3.4.2,

b 4.2,2.7.3 Extractor. Manually examine spring action of extractor
for compliance with 3.3.5.3

4,4.2.2.7.4 Firing pin. Manually examine firing pin for compliance
with 3.3.k.4,

4. 4.2,2.7.5 Disassembly of bolt assembly.

a, Disassemble all parts except ejector from bolt assembly.

b. Visually examine all parts for mtilations, breaks, or
cracks,

c. Visually examine bolt lugs, operating cam cut, rollers,
guideways, cam actuator assembly, extractor lips, end
ejector face for cracks, burs, sharp edges, or deformations,

d. Visually examine firing pin striker peint; it shall be smooth
and free of pits and burs. Examine fillet radii at spools
for craecks and deformation.

e. Reassemble bolt assembly, assuring that cam actuator assembly
is properly assembled with roller end forward on beolt and
that extractor is securely retained by the plunger and spring.

13
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h.4.2.2.8 Trigger mechanism grip assenbly.

a,

b-

Dicassemble trigger mechanism assembly from receiver assenmbly
manually examining for compliance with 3.3.1k.

Visually examine for secure riveting of trigger mechanism
frame assembly to channel assembly.

4.4.2.2.8.1 Safety. Visually and manually examine safety for
compliance with 3.3.1&.1.

4 4.2,2.8.2 Sear. Visually and manually examine sear for compliance
with 3.3.14.2.

4.4, 2.2.8.3 Trigger. Manually examine trigger for compliance with
3.3.14.3,

L. 4.,2.,2.9 Cover assembly. Visuaslly and manually examine cover
assembly for compliance with 3.3.10.

4. 4,2.,2.9.1 latch lever assembly. Manually examine spring action
of latch lever assembly for compliance with 3.3.10.1.

4 k. 2.2,9.2 Cartridge guides.

a,

o.

Visuaelly and manually examine retention and spring action
of cartridge guides for compliance with 3.3.10.2.
Visually examine cariridge guides for cracks, burs, sharp
edges, or deformations.

4.4,2,2.9.3 Feed cam assembly.

a.

b-

Visually and manually examine feed cam assembly for compliance
with 3.3.10.3.

Visually examine feed cam assembly for burs, cracks, sharp
edges, or deformations.

k. 4,2,2.9,4 Feed pawl assembly.

a.

b.

Visually and manually examine retention and free travel of
feed pawl assembly for compliance with 3.3.10.4.

Visually examine feed pawl assembly for cracks, burs, sharp
edges, or deformations.
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' L.4.2,2.10 Tray and hanger assembly.

a. Visually gxamine the tray and hanger assembly for compliance
with 3.3.0.
b, Vigually examine feed plate guideways and cartridge stops
for cracks, burs, sharp edges, or deformations,
Y

a. Vigually and marmually examine retention, spring action, and
free travel of cartridge retainer pavl for compliance with
3.3.8.1.

bh. Visually examine the cartridge retaining pawl for cracks,
burs, sharp edges, or deformations,.

4.4 ,2.2,10.2 Bandolier ggg%er assemh%x. Mamially exsmine the bandolier
hanger assembly for cowpliance vit .J.8.2.

L,4,2,2,11 Barrel assembly vith bipod assembly (two per gun). Dis-
asserble barrel assembly vith bipod assembly from the receiver. ‘Assure that with

barrel lock lever in the vertical position-disassembly from the receiver 1is
readily accomplished. Assemble to and disassemble spare berrel assembly

vith bipod assembly from the receiver.

h.h,2.2.11.1 Barrel sssembly.

a. Visually examine the barrel assemblies for mutilations, cracks,

and seams, Visually examine bore and chamber for foreign
i matter, corrosion, pits, burs, bulges, and deformations. The

chrome plating shall be free of nodules, ancde burns and
flaking or stripping.

b. Visually examine barrel esssemblies for presence of proof and
magnetic particle inspection marks on the tube assezbly
(see Drawving F72600L2}.

4.5,2,2.11.1.1 Gas _cylinder.
a. Visually and mamually examine gas cylinder for compliance

B, Disassemble gas cylinder nut and extention, lock washers and piston,
visually examine piston and lock washers for cracks, burs, or deforma-
tions. Reassemble, assuring that head of piston is assembled
toward breech (rear) end,

c. Visuslly and sanuslly examine gas cylinder plug and gas cylinder
extension lock wesher or secure lock wiring end secure assembly.
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. 4.b,2,2,11,1.,2 Front sight. Examine front sight for compliance (’-j
: with 3.3.1.1.2.

4.4, 2,2,11.2 Bipod assembly. Manually examine bipod assembly
for compliance with 3.3.1.2 except that load requirements shall not

Tha ahasalad Assead s It n Avwormd wadd -
U Cacuacu uu-l-.l-l.lﬁ viii8 SXGOinavion,

4.4.2,2.11.3 Flash suppressor. Examine flash suppressor for
compliance with 3.3.1.3

4. 4,2,2,12 Forearm assembly. Manually examine for compliance
3.3

a., Vieually and mauuﬁlly examine receiver assembly group
for compliance with 3.3.13.

b. Manually examine cocking handle gulde, screw, and
lock washer for compliance with 3.3.9.

k.4 2,2,13.1 Cocking handle assembly.
:

: e
a. Manually examine retention and free movement of cocking o)
handle assembly for compliance with 3.3.9. QQH)
b. Manually examine spring action of retaining latch on A
cocking handle assembly for compliance with 3.3.9.
4. 4,2.2.13.2 Carrying handle assembly. Examine carrying handle
assembly for compliance with 3.3.7.
L.4,2,2,13,3 Barrel lock, Manually examine barrel lock for
compliance with 3.3.3.
4.4,2,2,13.4 Rear sight assembly. Visually and manually examine
rear sight assembly for compliance with 3.3.2.
4,4,2,2,14 Headspace. Prior to reassembly of machinegun, check
for headspace requirement (see 3.3. 15) using the test meﬂaods specified
in L4.5.1.
i 16
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4.,4,2.2.15 Reassembled machineguns.

a, While reassembling barrel assembly with bipod assembly to
receiver assembly, examine to assure that wvhen barrel lock
lever 18 set in closed position barrel is retained in re-
ceiver (see 3.3.3).

b. Reassemble machinegun without the use of tools and hand
operate to assure proper function of all parts.

c¢. Manually examine safety for proper function. Safety sust
move readily, with positive retention in the "S" and "F"
positions. When the trigger is pulled, the sear shall
not release operating rod when safety 1s in "S" position
and must release operating rod vhen safety is in "F"
position.

d. Visually examine machinegun for presence of proof mark

{see k.5.5).

b.4,2,.2,16 Inspection approval stamp. Machineguns which have passed
all examinations after successful completion of testing shall be stamped
by the contractor with the Department of Defense complete inspection
approval stamp as specified on the applicable drewing. The Government
representative will observe the stamping operation and control the
stamps used for such stampings.

4L.4.2.3 Packaging. Examination of packaging of machineguns shall
be performed in eccordance with the classification of defects and
acceptable quality levels (AQL's) specified in 4.4.2.3.1 (see 6.1).
Sample size shall be in accordance with MIL-STD-105, using inspection
level I, The following provisions shall apply:

a. The AQL's are specified as percent defective.

b. An individual AQL is specified for each defect, not for
a group of defects.

c¢. Examination for packaging defects specified in 4.5.2.3.1
shall apply to each item of the applicable sample of
machineguns, interior packages, or exterior containers,
as applicable,

4.4.,2.3.1 Classification of defects for packaging. (Unless other-
wise specified in each listed defect, the packaging requirements are
specified on Packaging Data Sheet P8413999).

Categories Defect - AQL
Critical: Hone defined.

Ma jor:

101 Illegible or incorrect marking. 1.0
102 Improper level of packaging and packing (see 1.0

procurement documents).

17
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Categories Defect AQL s
|
103 Missing items of equipment.. 1.0
104 Inadequate cleaning and drying. 1.5
105 Improper preservative application and drainage. 1.5
106 Improper assembly of package: position of as- 1.5
semblies in supports, position of separator
between supports, and assenbly of cells,
107 Improper closure of interior packages. 1.5
108 Improper closure and strapping of shipping con- 1.5
tainers.
Minor: None defined.

4,4.2,3.2 Examination of packaging of repair parts shall be
?erforme% in accordance with the criteria specified in the contract
see 6.1).

L.4,3 Testing.

L 9 wressure resistance
""."‘.J-J. l.]..L&I.L-LJJ.CD We JChlouvaiivoy

*?
!
ct

{rmr nnd +n'-nn+'thrv and
iliE,y Al W\IglvillE Qi

accuracy firing testing. The contractor shall test each machinegun for
high-pressure resistance, functioning, and targeting and accuracy using

the test methods specified in 4.5.5, 4.5.6 and 4.5.7 respectively.

Machineguns failing to meet any of the requirements shall be relected.

In addition, the contractor shall test five machineguns from each in- ' )
spection lot for functioning with the magezine, using the test methods Q;
specified in 4.5.6.2. Also, if machineguns are fired for targeting and

accuracy at a range of less than 100 yards, the contractor shall test

a sample of 5 machineguns (which have passed the test at the shorter range)

from each inspection lot at a range of 100 yards using the test methods
specified in 4.5.7. Failure of any machinegun in the sample to meet

the requirements shall cause rejection of the represented lot.

\.-

4.4.3.2 Headspace testing. The contractor shall test each machinegun
for headspace using the test methods specified in 4.5.1. Machineguns
failing to meet the requirements shall be rejected.

4.4 3.3 Firlng pin lndent and trigger pull testing. The contractor
shall test a sample of 10 machineguns selected by the Government repre-
sentative from each inspection lot for firing pin indent and trigger pull
using the test methods specified in 4.5.2 and 4.5.3 respectively. Fallure
of any machinegun in the sample to meet the requirements shall cause re-
Jjection of .-the represented lot.

18



Downloaded from http://www.everyspec.com

MIL-M-45013D

[F%)
o
=
o
cr
1]
)
gn
al
[t}

[ N
4.4,

L.k, 3.4.1 In plant.

4.4,3.5.1.1 Machineguns. Ten machineguns with only the assigned
barrel assembly with bipod assembly, selected by the Covernment representa-
tive from each inspection lot shall be tested by the contractor for inter-
changeability using the test methods specified in 4,5.4,1,1. Machineguns
taken for interchangeability testing shall have been found satisfactory
in 8ll other examinations and tests. Test frequency tay be reduced to
not less than 1 test of 10 machineguns each month when & record of con-
sistently satisfactory results has been established. Tiie 10 machineguns
shall be tested for and shall comply with the requirettents for headspace,
firing pin indent, and trigger pull before and after interchange of perts,
using the test methods specified in 4.5.1, 4.5.2, and 4.5.3 respectively.
In addition, the machineguns shall be tested for functioning and targeting
and accuracy requirements after interchange of parts using the test methods
specified in 4.5.6 and 4.5.7. No failures shall be allowed in the function
firing test and failure of not more than two machineguns shall be alloved
in the accuracy firing test. Targeting results shall be recorded and shall
not be basis for rejection and the sights shall not be adjusted. At the
completion of the interchangeability test the barrel assembly with bipod
assembly shall be reassembled to the original machinegun. Failure of the
interchangesbility test shall cause retest or rejection of the represented
lot. At the discretion of the Government representative, an interchange-
ability retest may be allowved without reconditioning the lot of machineguns.
Failure in the retest shall cause rejection of the represented lot subject
to reconditioning and further test as a reconditioned lot. A sample of
20 machineguns fros sach rotest or reconditionsd lot shall be i=sterd using
the same procedure described above except that failure in the accuracy
firing will be alloved on not more than 4 machineguns.

4. 5.3.4,1.2 Concurrent repair parts. The contractor shall subject
at least two parts from each inspection lot of concurrent repair parts
to the interchangeability test specified in 4.5.4.1.2, Failure of any
part to meet the requirements shall be cause for rejlection of the repre-
sented lot of parts subject to reconditioning and further test as a
reconditioned lot. A sample of double the number of parts used in the
original test shall be tested from each reconditioned lot using the test
method specified in 4.5.k.1.2,

4.4.3.4,2 Interplant. When machineguns are manufactured concurrently
by more than one contractor, each contractor shall forward monthly six
machineguns, for the interplant interchangeability test specified in
4. 5.4.2 (see 6.1). The contractor vill be informed of any failure of
the mechineguns to meet prescribed requirements. Upon completion of
inspection by the testing agency, samples may be commercially packaged
and will be returned to the contractor for repackaging in accordance with
procurement documents at the contractor’'s expense.
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k.4.,3.5 Endurance testing.

4.4.3.5.1 Lot size. The firast five endurance test lots. shall each..-
consist of 200 machineguns or a month's production, whichever 1s smaller.

Fh2n five successive lots meet the endurance reqdirements; the lot size:shall
be increased to 500 machineguns or a month's production, whichever is smaller.

When five successive lots of the increased size have met the endurance require-

‘ments, the lot size shall be further increased to 1,000 machineguns or a

month's production, whichever is smaller. If rejection of a lot occurs
at any time, the next smaller test lot size eriteris shall be reinstated
and the above procedure repeated in returning to the larger lot size.

4.4.3,5.2 Procedure. One machinegun selected by the Government
representative from each endurance test lot shall be tested by the con-
tractor for endurance using the test method specified in 4.5.8. The con-
tractor shall provide replacement parts as required to complete the test
at no additional cost to the Government. If the endurance reguirements
are not met, the represented lot shall be rejected subject to retest or’
reconditioning and further test as a reconditioned lot. An endurance retest
of two other machineguns from the same lot shall be made without reconditlioning
the represented lot, unless in the opinion of the Government representative,
the fajlure indicates serious defects in tlie item, in which case retest
shall be made only when authorized by the procuring agency. Fallure of
eilther machinegun in the retest to meet the requirements shall cause re-
jection of the represented lot subject to reconditioning ané further
testing as a reconditioned lot. Prior to submission of a lot of machine- P
guns as 8 reconditioned lot, the cause of fallure shall be determined :
and contractor correction shall be effected on all machineguns in the
lot, Sample size and test methods for reconditioned lots shall be the
same as for retest.

L.4.3.6 Component parts and concurrent repair parts testing. Raw
material testing, part testing and certification shall be performed in
accordance with the criteria specified in the contract (Bee 6.1). This
will include chemical analysis and physical tests of materials, and tests
of protective finish, heat treatment, bonding, and function of parts as
applicable, The contractor shall accomplish these tests prior to as-
sembly of parts into the end item.

L. 4 3,7 Packaging testing.

b 4,3.7.1 Machineguns.

L. 4.3.7.1.1 The contractor shall furnish the Government representative
with certification that the packaging materials conform to the applicable

packaging data sheets and specification,

20
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4.4,.3.7.1.2 Determination of cleanliness. The contractor shall test
items from each inspection lot for cleanliness using the test methods
specified in 4.5.9.1. Sampling shall be in accordance with MIL-P-116,

4.4.3.7.1.3 Heat-sealed seam and vacuum retention. The contractor
shall test level A unit packages from each inspection lot for heat seal
apd vacuum retention using the test methods specified 1in 4.5.9.2 and L4.5.9.3
respectively. Sampling shall be in accordance with MIL-P-116.

t .

2 Hepalrgparts. Testing of packaging of repair parts shall
in accordance with the criteria specified in the contrasct

4.3.7.
be performed
(see 6.1).

4.b. 4 Inspection equipment.

4.4.4.1 Unless otherwise specified in procurement documents (see
6.1), responsibility for acquisition, maintenance and disposition of

measuring and testing equipment prescribed on lists contained on the
Tnﬂav of Insnaction F‘ﬂn{manf TAato Drawutne TW'?D'T!J.';!J.‘: and for all nfhpr

AP P e WAL LS iy Al vl MiGwLlE AR R TS ST aa
inspection equipment required to perform 1gapection prescribed by applic-
able specifications, shall be in accordance with MIL-I-L560T.

L.,4. 4.2 Ammnition and links {see 6.1).

b .4 4.2,1 Ammnition. Unless otherwise specified in procurement
documents, Government standard T.62mm, MS0 high-pressure test cartridges
8hall be used for the high-pressure resistance test; M59 or MS80 ball
cartridges shall be used for all other firing tests; afd durmy-inert cart-
ridges shall be used as required in the functioning firing test.

L.4.4.2.2 Links. Government standard 7.62mm, M3 links shall be
used for linking ¢« munition required for firing tests.

k.5 Test methods.

L4.5.1 Headspace test. Each machinegun with both its assigned and
spare barrel assembly with bipod assembly shall be gaged for headspace
requirement {see 3.4.1) after proof firing, prior to acceptance,.in ac-
cordance with instructions specified on Drawing B7274136 using the inspection
equipment conforming to Drawing D7274S1S and FT274459.
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L4.5.2 Firing pin indent test. Bach sample machinegun with both its
assigned and spare barrel assembly with bipod assembly shall be tested
for firing pin indent requirement {see 3.4,2) using the inspection equip-
ment in accordance with Drawings D727h381 and CT318984, The machinegun
shall be cocked and then held in a horizontal position with the cover
assembly opened. The holding fixture containing the copper compression
cylinder shall be inserted into the barrel chamber, the cover closed, and
the trigger pulled to release the bolt and indent the copper cylinder.
The holding fixture shall be removed from the machinegun and the depth
of the indent in the copper cylinder computed by measuring the distance
from the original surface of the copper cylinder (before indentation) to
the bottom of the firing pin impression. If any firing pin indent is not
within the requirements, three more impressions shall be taken and the
average depth of the three indents of each test shall be within the re-
guirements. All firing pin indent impressions shall not be off center
more than one-half the diaméter of the firing pin point as evidenced by
visual examination. '

k.5.3 Trigger pull test. Machineguns shall be tested for trigger
pull regquirement (see 3.4.3 using the inspection equipment in accord-
ance with Drawing CTT796424., The machinegun shall be cocked and the
safety shall be in the "fire" position. The load shall then be gradually
applied to the trigger in the direction specified on the applicable
drawing. The trigger pull shall also be tested for creep by applying pres-
sure manually to the trigger at a uniform rate of increase over a period
of not less than 3 seconds,.

4. 5.4 TInterchange of parts,

4.5,k.,1 In plant.

k. 5.4.1.1 Machineguns. Machineguns shall be tested for interchange
of parts (see 3.5) by disassembling and then reassembling parts ueing
the parts and prearranged system prescribed below. Interchange of parts
shall be accomplished by dividing the parts of each machinegun into 10
groups of nonmating parts as shown below and distributing the groups into
10 different trays until each tray contains s complete machinegun. Groups

of -n:nﬁ-e from mnr\hﬁnngun mumher 1 shall be taken in order and 'n'laced in

trays 1 through 10; groups of parts from machinegun number 2 shall be
taken in order and placed in trays 2 through 10 to 1; groups of parts from
machinegun number 2 shall be taken in order and placed in trays 2 through
10 to 1; groups of parts from machinegun number 3 shall be taken in order
and placed in trays 3 through 10 to 2, ete, Commercial parts such as
screws, nuts, washers and pins shall be placed in the same tray as their
mating or associate part. Any commercial part rendered unserviceable by
disassembly shall be replaced without penalty to the interchangeability
test. The machineguns shall be reassembled using only those parts which
are in the same tray.
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Groups of Nonmating Parts

Group I

Actuator assembly, cam (7269063)

Barrel assembly v/bipod assembly
(7269027) (with gas cylinder
extension, mut, plug, and
lockwashers removed

Bearing, firing pin (7269065)

Catch, forearm (7269180)

,,,,,,

Group III

Extractor {7790907)

Guide assembly, driving spring
(7269199)

Handle assembly, cocking (7791621)
Housing essembly, cover (7269118)
Housing assembly, trigger (7269203)
Spring, helical, torsion {11686315)
(used with feed lever assembly -
T269119)

Group V

Buffer assembly (11010518)
Guide, cartridge, front {7269116)
Guide, cocking handle {11010155)
Latch, hinge pin (7269243)
Lever, feed (72691ks5)

Nut, gas cylinder (7269031)
Spring, helical, compression
(7269211 )(used with sesr

plunger - T269207)
Group VII

Cuide. ecartridos. rear (?’2"91 7)

WRANC; CEILTA0eS,; wal -1 F

Pavl assembly, feed (7269120)
Pawl, cartridge retainer (7269332)
Pin, catch forearm (7269184)

Pin, firing (11010376)

Pin, retaining (7269205}

Spring, helical, compression
{11010197)(used with barrel

lock - 1101018%4)

Group II

Cam assembly, feed (1169981%4)
Extension, gas cylinder (7269030}
Plunger, safety (7269206)
Receiver assembly {11686308)

Spring, catch, forearm (7269187)

Group IV

Rod assembly, operating (11686309)
Shaft, cartridge guide (11010152)
Shaft, cartridge pawl (T790T72L)
Spring, firing pin (7269087)
Spring, helical, compression
(7269086)(used with extractor
plunger - 7269083)

Group VI

Forearm assembly (11010430) with
catch, pin, and spring removed)
Bandolier, Hanger Assembly (&::8k14)
Pin, hinge cover (72692L7)

Plunger, extractor (7269083)

Sear (7269209}

Spring, driving (7269303)

Plunger, sear (7269207)

Safety (7269415)

Spring, helieal, torsion (7269335)
(used with cartridge feed tray
assembly - 84L48415)

Spring lock, retaining pin (7792398)

Stock assembly, butt (11686711)
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Group IX

Lock, barrel (11010184)

Pin, straight, headless (7792920)
(used with bolt plug essembly -
7791523)  °

Pin, shoulder, headed (726920L)
(used with trigger asse,bly -
T269212)

Piston, gas (7791247)

Plug assembly, bolt (7791523)

Plug, gas cylinder {7792093)

L,5.4.1.2 Concurrent repair parts.

" Group X

Frame assembly, cartridge tray
(T792097)

Ring, retaining (11010377)(used
with barrel lock - 11010184)

Spring, helical, compression
(7269210)(used with safety
plunger - 7269206)

Spring, helical, torsion
(7269301) (used with cover
assembly - T26911%)

Trigger assembly (7269212)

Washer, lock (7269035)

Yoke, buffer retaining {11699786)

Concurrent repair parts shall

be tested for interchangeability requirement (see 3.3.18) by disassembling
two machineguns, previously tested in &.4.3.4.1.1, as necessary and then
reassembling them using the concurrent repair parts., HNo hand refinement
of parts will be allowed, and the machineguns shall operate and function
properly. This test may be performed independently of the machinegun
interchangeability test specified in 4.4.3.4.1.1 and at more frequent in-
tervals using accepted machineguns taken from current production.

b.5.h.2 Interplant. Machineguns to be subjected to the interplant m\
interchangeability test shall be given preliminary hand functioning to (i:"J

assure proper operation before parts are disassembled from the machinegin.

Machineguns shall be interchanged in a manner similar to the detailed plan
in 4.5.4.1.1 except that parts shall be divided into six groups and, that
vhen disassembling, every other machinegun used shall be one produced by

a different manufacturer. The machineguns shall be tested for and shall
comply with the requirements for headspace, firing pin indent, trigger
pull, functioning, and targeting and accuracy before and after interchange
. of parts using the test methods specified in 4.5.1, 4.5.2, 4,5.3, L4.5.6,
and 4.5,7 respectively. Parts shall be identified with their manufacturer
throughout the test. Before machineguns are returned to the contractors,
the original parts shall be reassembled to their respective machineguns
and the machineguns given a hand functioning test to sssure proper operation.
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L.5.5 High-pressure resistance test. Machineguns shall be tested
for high-pressure resistance requirement (see 3.4.h) by firing one high-
pressure test cartridge (see.b b .b.2.1) through its assigned barrel as-
sezbly with bipod essembly. Machineguns shall be tested using the
firing fixture conforming to Drawing F7273925. Each tube assembly shall
have been proof fired end magnetic particle inspected in accordance with
the applicable drawing before assembly to the machinegun for this test.
Bolts and assigned barrel assemblies to be assembled into production
machineguns shall be proof fired only as part of the completed machineguns
and magnetic particle inspected and marked in accordance with the ap-
plicable dravings and other applicable documents. Bolts and barrel as-
semblies to be used as repair parts and spare barrel assemblies shall
be proof fired independently of the production machineguns and magnetic
particle inspected and marked in accordance with the applicable drawving
and other applicable documents. After proof firing, machineguns shall
be examined for cracks, deformations, and other evidence of damage,
and cartridge cases shall be visually examined for bulges, splits,
rings, and other defects caused by defective barrels. Proof marks
shall be applied as indicated on the applicable drawings on machineguns
that have passed this test.

L.,5.6 Functioning firing test.

) L.5.6.1 Machineguns shall be tested for functioning requirement

(see 3.h4.5) in sccordance with the schedule specified in Table II. The
machineguns shall be tested using the firing fixture conforming to Drawing
F7273925. For the Pirst 500 machineguns, the ammunition shall be linked
together in 100 round belts with & dummy cartridge separating each 50 rounds,
and for all other machineguns, the ammunition shall be iinked together in )
100 round belts with a dummy cartridge separating each 20 rounds (see &4 4.4.2).
The belts of ammunition shall hang unsupported vertically from the firing
fixture feed tray for & distance of not less than 4 feet (see Drawing CT273911).

4.5.6.2 The sample machineguns shall be tested for functioning re-
quirement (see 3.4.5) using the firing fixture specified in 4.5.6.1 and
using the magazine attached to the machinegun. Firing shall be accomplished
using either the assigned or spare barrel assembly with bipod assembly.
The magazine shall be loaded with a cartoned 100 round belt of ammnition
having a dummy cartridge separating each 50 rounds (see 4.4.4.2). The
first SO rounds shall be fired in interrupted bursts {see note 1 of Table
II) and the next SO rounds shall be fired in one continuous burst.
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Table II. Functioning Firing Test Schedule

First 500 All other Type of
machine- machine- firing

guns guns

rel 50 rounds 20 rounds Interrupted
burstst
50 rounds 20 rounds One contipuous
burst?
Second barrel (spare) 50 rounds 20 rounds Interrupted
burstsl
50 rounds 20 rounds One continuous
burst?

1The trigger shall be intentionally released to stop firing at least

five times furing the interrupted burst firing.

“Rate of fire shall be measured and recorded on every tenth machinegun
during the one continuous burst firing of each barrel using a timer gage
conforming to Drawing D7273920. Failure of any sample machinegun to meet
the cyclic rate of fire requirement shall be cause for measurement of the
cyclic rate of fire on the other nine machineguns represented.

4.5,7 Targeting and accuracy firing test.

L.,5.7.1 In lieu of the 100 yard range specified in 34,6, machineguns
may be fired at a range of not less than 25 meters witn suitable correlatious
in the accuracy and targeting requirements as indicated on the.targeting
and accuracy diagrem, Drawing C7269214, and as approved by the contracting
officer (see 4.4.3.1). Each machinegun shall be tested with both its
sssigned and spare barrel assembly with bipod assembly with the same sight
setting for compliance with the targeting and accuracy requirements of
3.3.21, The emmunition and links shall be in accordance with b b bk 2,

4.5.7.2 Machineguns shall be tested using the test fixture conforming
to Drawing F7273907. With the rear sight set at zero windage and the
elevation scale set so that the scale retaining screw 1s approximately
at the midpoint in the slot, the sight aperture slide shall be brought to
the elevation setting indicated on the targeting and accuracy diagram.
With the sights alined at 6 o'clock on the sighting image of the targeting
and accuracy diagram, a 10 round burst shall be fired for the targeting
and accuracy requirements. The barrel assembly with bipod assembly shall
be repleced by the spare barrel assembly with bipod assembly and with a
6 o'clock hold on the sighting image of a new target a 10 round burst
shall be fired for the targeting and accuracy requirements. Adjustment

of the sights may be made within the limitations of 4.5.7.3 %6 bring the

two barrels within the targeting requirements with the same sight setting.
A 10 round warmup burst is allowable when testing each barrel assembly
with bipod assembly,
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4.5.7.3 Adjustment to the rear sight shall not cause overhanging
of the rear sight base. Vertical adjustment shall be made by movement
of the adjustable elevation scale and, after adjJustment, determination
shall be made that the required additional adjustment is available {see
3.4.6). Filing of the top of the front sight dlade shall be allowed
to correct for vertical deviation provided that resulting bright areas

are covered with an approved touchup paint.

4.5.7.4 Upon satisfactory completion of the targeting and accuracy

firing test, the rear sight base shall be steked in place and the ad-
Justable elevation scale shall be set at the correct scale graduation.

4.5.8 Endurance test.

h:S 8.1 Testing of machineguns for endurance requirements (see
3.4.7) shall be accomplished with the machineguns held in a firing fixture

conforming to Drawing F7273925.

4.5.8.2 A total of 10,000 rounds shall be fired in the initial test
machinegun from each test lot regardless of the mumber of malfunctions
or unserviceable parts requiring replacement in order to complete the test.

4.5.8.3 Firing shall be accomplished using 100 round belts. Every
other belt shall be fired in interrupted bursts with at least 10 intentional

interruptions in firing. All other belis shall be fired in one contimicus
burst. One barrel assembly with bipod assembly shall be used throughout
the entire test. For the first half of the endurance test, the belts

of ammunition shall hang unsupported vertically from the firing fixture
feed tray for a distance of not less than L feet (see Drawing C7273911);
and the second half of the test shall be fired using the bandolier loaded
with a cartoned 100 round belt, attached to the machinegun. The ammnition
and links shall be in accordance with &4, L 4. 2,

4,5.8.4 The machinegun shall be cooled to ambient temperature after
each 200 round series using cooling aids other than water. The cyclic
rate of fire shall be measured and recorded on each fifth series, It
shall be permissible to clean and oil the machinegun at intervals of not
less than 2,000 rounds. At the close of each day's firing, the machinegun
shall be protected against corrosion No parts shall be altered and only
parts broken or worn to the extent that they are unserviceable shall be
replaced.

4,5.8.5 Complete accurate records shall be kept for each endurance
test, shoving each malfunction and part replacement including the number
of the round at which each occurred and corrective action taken.
4.5.8.6 At the completion of the endurance test, machineguns shall
be disposed of as specified in the contract (see 6.1).
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4.,5.9 Packaging tests.

4.5.9.1 Determination of cleanliness. The applicable surfaces
(except for barrel bore and chamber) of each sample unit shall be
subjected to the determination of cleanliness test in accordance with

MTT, D 114 PR fag 7
MIL-P-116, except that the wipe test shall not be applicable to parts

with black oxide or anodized protective coatings. The barrel bores

and chambers shall be wipe tested for cleanliness using clean white
bore cleaning swabs, and the degree of cleanliness shall be verified

by comparison of the test swabs with standard swab samples furnished by
the contracting officer.

4,5,9.2 Heat-sealed seam. The level A sample unit packages shall
be subjected to the heat seal test specified in MIL-P-116,

4,5.9.3 Vacuum retention, A sufficient vacuum shall be drawn to
cause the flexible barrier to cling snugly to the enclosed item. Care
shall be exercised to insure that an excessive amount of vacuum is not
applied which might cause puncture or rupture of the barrier. Without

releasing the vacuum, the final opening in the barrier shall be sealed.

4.5.9.3.1 Interpretation of results. After remaining undisturbed
at room temperature for 2 hours, the barrier shall be examined to de-
termine whether it is still taut snd retracts against the item when
drawn away and quickly released.

5. FPREPARATION FOR DELIVERY

'3‘1 Pilot pack. A pilot pack consisting of a complete and packed
unith, 111 be packaged and packed in accordance with Packaging Data
Sheet 3999 to the level of protection specified in the contract
(see 6.1) and packed level C shall be forwarded as specified in 3.1.

& 2 Pragsarvati
S WA .

5.2 Pres n, packaging, packing a2nd marking Marnhinaoming

t ’ t-'“ a ub-l.llﬁ, bﬂ-l\-l L-Iﬁ b A RAL BEAL i Ib I'I-h\-lldpll\-b“lbl-'
with equipment shall be preserved, unit packaged, packed, and marked in
accordance with the requirements of Packaging Data Sheet P8hl3999,

5.3 Repair parts. Repair parts shall be prepared for delivery in

accordance with the applicable packaging data sheets as specified in the

contract (see 6.1).
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6. ROTES
6.1 Ordering data. Procurement documents should specify the following:

a, Title, number, and date of this specification.

b. List of drawvings and specifications pertinent to the machine-
gun, showing applicable revision dates.

c. Examination criteria not specified herein (see L.4.2.1,
L.4.2.3.2 and 4.5.3.7.2),

d. Index of inspection equipment lists pertinent to the machine-
gun, showing applicable revision dates.

€. That packages opened for examination shall be repackaged by the
contractor at the contractor's expense.

f. Disposition of tested machineguns (see 4.5.8.6).

g. Shippin? instructions for firat article and pilot pack (see 3. 1
and 5.1

h, Selection of applicable levels of preservation, packaging,
and packing.

1. Packaging instructions for repair parts {see 5.3).

J. Place of final inspection and acceptance (see Notes in
MIL-W-13855).

k. List of acceptance inspection -equipment to be furnished the
contractor {see 4.4.1) and responsibilities for other Govern-
ment property to be furnished the contractor. )

1. Responsibilities for furnishing ammnition and links {see 4.4.4.2).

! B m., HResponsibility for test firing facilities and operating pro-
cedures (see 6.3).

n. Shipping instructions for machineguns when an interplant inter-
changeability test is required (see 4.4.3.4.2).

0. Procedures and methods for demilitarizing and disposing of
rejected material.

p. Disposition of Government furnished property.

6.2 Test firing facilities and operating procedures should be designed
by the contractor in conformance with local, state, and federal regulations.
They should be suitable for carrying out prescribed firing tests and insure
the safety of operating and visiting personnel. Coples of these contractor
designs should be forwarded to the contracting officer. Government facilities
may be viewed upon application to the contracting officer.

6.3 When action by a testing agency 1s required, work programing will
be effected with the testing agency at the earliest practicable date.

6.4 To avoid delay in test firing, the Government representative

should maintain a minimm of 2 months' supply of ammunition as determined
by anticipated firing requirements.
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6.5 Contract data requirements. Revorts of the results of final
examination and funct¥oning firing, targeting and accuracy, endurance,
and interchangeability tests shall be specified for delivery-on the DD

6.6 When warranted, the contract should specify the application of
MIL-Q-9858 or MIL-I-45208, as appropriate, on the Management Control Systems
Summary List, DD Form 1660,

6.7 Unless otherwise specified (see 6.1 k), the contract should
specify the application of MIL-I-LS60T and MIL-C-45662 on the Management
Control Summary List, DD Form 1660.

Custodians: Preparing activity:
Army - WC Army - WC
Navy - 0OS
Air Force - 84 Project Number:
1005-0429

¢ U. 5. GOVERNMENT PRINTING OFFICE: 1972.714-907/48
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