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MTLM-45920

30 July 1971

SUPERSEDIITO
(See Section 6)

PROI=XED

MUZTARY SPECIFICATION

MACSINE GUN, AIRCRAFT 7.62MM: M134 (GAU-2B/A)
-,

This specification is mandatory for use by all Departments and
Agencies of the Department of Defense.

1. SCOPE

1.1 This specification covers one type of multibarrel, electrically
driven, ~.62:milli.meter(mm) n!achinegunfor installation in aircraft arma-
ment systems.

2. APPLICABLE mums

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

SPECIFICATIONS

Military
141L-P-116 preservation, M?thods of.
MI’LW-13855 1 Weapona, Small Arms and Aircraft Armament

Subsystenw, General Specification fOr.
MILF-45598 - Feeder, Delinking, MrichineGun, Alrcraf%

WJ.J-56/A.
=1-45607 - Inspection Equipment, Supply and”Mainten-

ance of.
MIL-L46150 - Iubricant, Semi-Fluid: Low Friction

(AutomaticWeapona).
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MIL-M-45920

STANDARDS

Military
MIL-STD-105 - Sampling Procedures and Tables for

Inspection by Attributes.
MIL.STD-109 - Quality Assurance Terms and Definitions.
MS21318 Screw, Drive, Round Head, Type U,

Steel, Carbon, Cadmium Plated.

DRAWINGS

U.S, Army Weapons Command
b5F9877 Aircraft, I.kcliineGun, 7.62MM

(GAU-2B/A).

(Piodtictdrawings referenced in this specification form a.part of 65F98~. )

WBLICATIOm

U.6..~&. Weapbris.Com&nd’
P65F9&77 Packaging Eeta Sheet for Aircraft

I.&chineGun, 7.62MM: 1.O.3b(&lU+Z!R/A).
iEinoi3id - Iridexof Inapectio% Equipment Lfet.

(Acceptance inspection equipment drawings referenced in this specification
forioa part of IELl1013164.)

(Copies of specifications,standards, drawings, and publications required o
By suppliers in connection with specific @’ocurement finctiona sliouldbe
obtained from the procuring actIvity or as directed by the contracting
officer.)

3.1 Firat tiicle. Requirements for aubmiaslon of the first article
aball be aa specified in the contract (see 6.1), Unl.easotherwise speci-
fied (see 6:1)> the first article still include the pilot pack (see 5:1.).

3.2 Naterials and construction. Mschinegugs and parts shall conform
to the materials and constructionrequirements specified herein, on
Drawing 65F9877 and drawinga appllcable thereto, and shall be in accordance
with the applicable materials and construction provisions of MIL-w-13855.
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3.3 Design. ?.iachinegunsand parts shell conform to the design
specified herein, on drawing 65P98T7 and drawings applicable thereto, and
shell be in accordance with the applicable design provisions of hftL-w-13855.

3.3.1 Aft bearing. The aft bearing shell fit in the housing to its
full depth of seat, shall be lubricated with the lubricant specifled on
the applicable drawing, and the Inner race of the bearing shall rotate
without binding.

3.3.2 Aft gun support. The aft gun support shell be fastened
securely to the rotor with the bolts as specified on the applicable drawing
so that there shell be no relative movement of the aft gun support on the
rotor and shell retain the rotor within the housing.

3.3.3 %z-re~. The barrels shell be so fabricated that upon being
assembled to the kotor assembly, the requirement for targeting and accuracy
hereinafter prescrlbed shall be capable of being met.

3.3.3.1 The barrels shall be free of cracks, seams, and mutilations.
The bore and chamber shall be free of foreign matter, corrosion, pits,
burs, sharp edges, bulges, and deformation. The chromium plating in the
chamber and bore shall be free of nodules, anode burns, flaking, and
stripping. Scratches or marks, occurring In the chamber which otherwise
meets the surface roughness requirements, shell be permitted provided they
do not cause marks on the case of a high-pressure test cartridge fired in
the chamber (see 4.6.3). The barrels shell be proof and umgnetic particle
inspection marked in accordance with the applicable drawings.

3.3.3.2 with the barrel clamp removed, the barrels shell assemble
to and disassemble from the rotor assembly without the use of tools.

3.3.4 Barrel clamp. The barrel clamp shell be fastened securely to
the barrel by the bolt as specified on the applicable drawing so that
there shall be no relative radial movement of the barrel clamp on the
barrels.

3.3.5 Bolt assemblies. The bolt assemblies shell move through
their full range of travel on the trackways of the rotor assembly without
binding. During the forward motion of the bolt assemblies, the firing
pin tang shall engage the cam on the rotor and shall be held in the cocked
position on the rotor until rotation of the bolt head causes disengagement
of the fIring pin tang. Once disengaged from the rotor, the fIrlng pin
shell be driven forwaid by spring action. With the removable tracks re-
moved from the rotor assembly, the bolt assemblies shall readily assemble
to and disassemble from the treckways of the rotor“assenibly.The firing
pin shall move through its full range of travel in the bolt body and bolt

3
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head under spring action without binding. The firing pin spring shell be
retained in the firing pin by spring stop and spring pin. The locking
‘pinsshall.be secorely retained iu the bolt head by the spring pin so ●
that there shall be no relative movement of the locking pins. The cam
roller shall be retained on the bolt body by the thrust washer as specified
on the applicable drawing and shell rotate on the bolt body without binding.
When the bolt assembly is in the unlocked p-asitionas in the machinegun
and the firing pin is held fnrward against the locking pins in the bolt
head, the tip of the firing pin shall be flush with or below the face of
the bolt head (cartridge seat). The bolt head subassemblies shall be
proof and magnetic particle inspection marked In accordance with the
applicable drawings.

3.3.6 Guide bar. The guide bar shall be securely retained on the
housing by the screw and spring pin ao that there shall be no rebtive
movement.

3.3.-I Housing. The spline nut shall be securely retained in the
housing aa’specified on the>applicable drawing ao that there’shell be
nn relative’looseness.

3.3.8 Housing cover and saflng sector. The housing cover and safing
sector shall be secuxely retiined on the housing by the quick release pins
and shall readily assemble to and disassemble from the housing when the
quick release pins are removed. The quick release pins shall readily
assemble to and disassemble from their respective positions and when
assembled shall remain in position by action of the ball detents.

3.3.9 Identificationplate. The identiflcation plate shall be
● ’

securely attached to the housing by the drive screws so that there shell
be no relative movement.

3.3.10 Removable tracks. The removable tracks shall.be retained on
the rotor assembly by the studs and nuts and shall readlm assemble to
and disassemble from the rotor assembly without the neceseity of loosening
the nuts more than two turns. The renmvsble tracks shell retain the bolt
asaesioliesin the trackways of the rotor assembly..

3.3.1.1 Rotor aBSeMbly. The forward and aft gears shall be fastened
securely to the rotor by the epring pins as specified on the applicable
drawing so that there shall be no relative mnvement of these prts. The
studs shall be threaded into the rotor and secured with the spring pins,
or<en%ed with the slpts in the forward position, so that there shall be
no relmtive movement of the studs. The bearing shall be lubricated with
the lubricant specified on the applicable drawing and shall be retained
on the rotor by the forward gear. The rotor assembly shall rotate In the
housing without binding. The rotor assembly shall be proof and magnetic
particle inspection marked as specified on the applicable drawing.

&
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3.3.12 Timing pin. The timing pin shall be retained in the housing
by the spring pin, shall move through its full range of travel in the
housing without binding, and shall be normally retnmned to and held in
the extended position by spring action.

3.3.13 HeadsPace. The headspsce shall be 1.630 inch minim-m to
1,’641inch maximum before proo~ fiting and shall be 1,630 Inch minimum
to 1.642 inch maximum after proof firing as measured from the face of
the bolt head (cartridge seat) to a 0.400 inch datum diameter in the
barrel chamber.

3.3.14 Breech lock gap. The breech lock gap, measured &om the
forward stop fiuffaceof the bolt head to the rear face of the barrel,
shall be not less than O.C@ Inch and not,morethan 0.012 inch before
proof firing and shall be not less than 0.004 inch and mot more than 0.013
inch after proof fIring.

3.3.15 Firing pin Indent. The firing pin indent for each firing
position of each machinegun taken in soft, annealed, 99.90 percent pure
copper compression cylinders, shall not be less than 0.013 inch nor
more than 0.025 inch and it shall not be off center more than one-half
the diameter of the firing pin indent. Testing shall be as specified
in 4.5.3.2 and 4.6.1.

3.3.16 High-pressure resistance, Machineguns shall be capable
of withstanding the high-pressure resistance test. Parts shall be free
of cracks, seams, and other injurioua defects after proof firing as
evidenced by examination by visual and magnetic particle process, Testing
shall be in accordance with 4.5.3.1 and 4.6.3.

3.3.17 Functioning. I&chineguns shall operate without malfunctions
or unserviceable parts at both the high rate and low rate of fire. In
addition, machineguns shall meet the performance requirements specified
in Table 1. Unless otherwise specified herein; the steady state rate
of fire shall be calculated using the hst 50 percent of a 100 round I
burst, excluding stopping time. Testing shall be in accordance with 4.5.3.1
and 4.6.4.

3.3.18 Targeting and accuracy. At a range of 1,000 inches 80 percent
of a 100-round burst fired from the machfnegun shall.be completelywithin
an 8.o inch diameter circle to qualify for accuracy; and the center of
the 80 percent group shall be within 5.0 inches to the left of or 1.0
inch to the right of and 2.0 inches below or 4.0 inches above the true
boresight point to quali~ for targeting. Testing shall be in accordance
with 4.5.3.1 and 4.6.5.
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Table1. Performkmcerequirement6

%chlnegun
torqueat
minimum
oteadyrate
of fire.

Accelerationtime
(fromthe time of
applicationof
currentto the
drivemotorto the
time minimum
steadystaterate
of fireiB reached).

High 180 pound. 0.4 seconds(max.)
rate inches(max.)

Law 105pound- 0.4 seconds(max.)
rate inches(max.)

Steadystate
rateof fIre
(average
roundsper
minutefired).

6.OQOtm
6;400

2,01XJto
2,500

stoppingtime
(fromthe time
current16 removed
fromthe drivenmtor
untilthe machine-
gun comesto 8 cOm-
pletestop.)

0.2 secondsto
0.5 seconds

0.,2eecondato
0.5 BecOndB

3.3.19 Endurance. ~chineg.ms shallbe capableof withstandingan
endurancetestof 30,~ roundswith no unserviceablepartsand not more
t~n a totalof two machinegun’malfunctions.In addlticm,machinegune
st!al..lmeetthe accelerationtime,steadystaterate,end strippingtime
requirementsspecifiedin Table1. TeBtlngshallbe in accordancewith
4.6.6.

3.3.20 Interchangeability.Unlessotherwisespecifiedon the drawings,
all partsshellbe interchangeable.(Innormalassemblyoperationsthere
shellbe no objectionslnterpmed to preferentialahwmbly of -s pro-
videdthatall partsare dimensionallyacceptable,) Machinegum and
rewir partsshallbe capableof meetingthe interchangeabilitytests ●
specifiedin 4.5.3.4and 4.6,2.

3.4 R.istoricalrecord. Upon completionof all inspection,required
data dm.11be enteredon DD Form829,HistoricalRecordforAeronautical
Equipment,and DD Form 829-1,HistoricalRecord. TechnicalInstructions
ComplianceRecord. One eachof the completedformsshallbe provided
vith eachmschinegun.

3.5 Nkrki
+

Eachmachinegunshallbe markedin accordancewith
the appl.icabe drawingsand kUL-W-13855.

3.6 Worknmnship..Worknmnshlpshallbe In accordancewith the
vorkiramhiprequirementsof KCLW-13855.

6
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4. QAULITY ASSURANCE PROVZSIOl?S

k.1 Respomibility for’inspection. Unless otherwise specifled in
the contract or purchase order, the supplier is responsible for the
perfonrmnce of all inspection requirements ad .epecifiedherein. ticept
as otherwise specified in the contract or order, the supplier my use
his own or any other,facilities suitable for the performance of Inspection
requirements herein unless disapproved by the Government. The Government
reserves the right to perform any of the Inspections set forth in the
specificationwhere su?h inspections are deemed necessary to assure
supplies and aervlces conform to preecrlbed requirementfi.

b.2 Quality assurance tenss and definitions. Quality assurance
term and definitions used herein are in accordance with =SfD-109.

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

a. First article (free4.4).
b. Quality conformance inspection (free4.5),

4.4 First article inspectlori. First article samples shall be
SeleCted frOuIearly Production and fiubmlttedfOr immection in accordance
with contract requir&enta. The samples shall be representative of the
production procefisefito be used during quantim production. The first
afiicle fiamplefishall be subsected to the quality conformance inspection
specified herein and such other impaction as Is neces6

7
to determine

compliance with the requirementfiof the contract (Gee 6.1 .

4.5 Quality conformance inspection.

4.5.1 Inspection lot.. The formation, fiize,and presentation of
inapectfon lots of rachinegnna, IXIrtS,and packaging 61s311be in accordance
with MIL-STD-105. Inspection lote shall be as large a6 practicable, In
comideration of quallty history, manufacturing conditions, and contractor’s
delivery schedule, and within the limitation of RtTLw-13855. Machine@ns
sbdl be a66eISbledfrom lots of component pr’ts that have met all inspection
requirementfispecified herein. Endurance test lot size shall be as
6peClfled in 4.5.3.3.1.

4.5.2 Examination.

4.5.2.1 Component ~ s and concurrent rep ir ptu-ts. Examination
Of COISpODent~B and COnCUITeDt rC@r -S fi~ be performed in ac-
cordance with the criteria specified in the contract (see 6.1). The
contractor!s examination of these parts fihallbe.accomplished prior to
their a6Sembly into the end item or subm.lssionfor acceptance as repair
parts.

7
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1+.5.2.2 Machineguns. Final examination of each machinegun shell be
performed after completion of all testing and just prior to preservation
and packaging. Each n!achinegunshall.be examined BB specified below. ●
I.hchinegunsfailing b meet the requirements shell be rejected. Each
step in the examination shall include a visual examination for proper
cleaning and presence of the specified protective coating and to determine
the general quality, completeness of manufacture, assembly, and workmanship.

4.5.2.2.1 Housing cover and saflng sector.

a. Disassemble the housing cover and saflng sector examining
for ability to be readily disassembled (see 3.3.8).

b. Visual.1.yexamine the houalng cover and safing sector to
assure freedom from burs, cracks, and mutilations on the
cam surfaces.

4.5.2.2.2 Removable tracks.

a. Disassemble the removable tracks examlnlng for abtlity
to be readily diaasaembled (see 3.3.10).

b. Visually examine the removable tracks to assure freedom
from burs, cracks, and mutilations.

4.5.2.2.3 Bolt assemblies.

a.

b.

c.

d.

e.

f.

6.

h.

i.

J.

Disassemble the bolt assemblies exusining for ability to
be readily diaassesbled (see 3.3.5).
Visually and manually examine retention of the firing
pin spring in the firing pin to detemlne compliancewith 3.3.5,
Manually exemlne free movement of the firing pin in the
bolt body and bolt head under spring action to determine
compliance with 3.3.5.
Visually and manually examine secure retention of the
locking pins to determine compliancewith 3.3.5.
Visually and manually examine retention and free rotation
of the rollers to determine compliance with 3.3.5.
Visually examine to asaure the tip of the firing pin la
flush with or below the face of the bolt when in the unlocked
position to determine compliancewith 3.3.5.
Visually examine the etiractor lip on the bolt head to .asaure
freedom from burs, cracks, and mutll&ions.
Visually examine the bolt head subassembly to assure presence
of proof and

7
netic particle inspection marks (see

Drawing 6529867 .
Vieual.lyexamine the trackways on the bolt head and bolt body
to assure freedom from burs, cracks, and mutilations.
Visually examine the firing pin to aasure that the striker
paint is smooth and free of pits and burs. Visually _ne
to aaaure that the firing pin locking shoulders and tang are
free of burs~--cracks,and mutilations.

● ’

8

Downloaded from http://www.everyspec.com



MIIA.L45920

4.5.2.2.4 %rrel.s.

a. Disassemble the barrel clamp from the barrela and disassemble
the barrels from the’rotor examini~ for ability of barrels
to be disassembled from the rotor without the use of tools

~ (see 3.3.3.2).
. Visually examine the barrels to determine compliance with

3.3.3.1.
c. Visually examine the bamel locking lugs to assure freedom

from burs,.cracks, and mutilations.
d. Visually examine the barrels to assure presence of proof

and magnetic particle ina~ction mrks (see Drawing FI.I.70X204).

4.5.2.2.5 Aft bearing. Visually and manually examine the aft bearing
to determine compliancewith 3.3.1.

4.5.2.2.6 Aft gun support. Usnually examine the aft gun support
to determine compliancewith 3.3.2.

to determine

surfaces

h.5.2.2.T Rotor assembly.

a. Visually and manually examine the rotor assembly
compliance with 3.3,11.

b. Visually examine the cam tracka end bolt locking
on the rotor asaembly to assure freedom from bum, cr8CkS,

●
and mutilations.

c, Visually examine the rotor asserinlyt.aassure presence of
proof and magnettc particle inspection marks (see Drawing
65F98T7).

4.5.2.2.8 &U.5iw,

a. Visually and manually examine the housing to determine com-
pliance with 3.3.7.

b. Visually examine the cam tracks in the housing to assure
freedom from burs, cracks, and mutilations.

4.5.2.2.9 Guide bar.

a. I.&unmllyexamine the guide bar to determine complalncewith
3.3.6.

b. Visually examine the guide bar to assure freedom from burs,
cracka, and nmtilationa.

9
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4.5.2.2.10 Identification pIate.

a. Visually and manually examine the identificationplate
to determine compliancewith 3.3.9.

b. Visually examine the identificationplate tn
that all pertinent date+has been applied.

4.5.2.2.11 Timing pin. Mmually examine the timing
mine compliance with 3.3.~.

assuxe

pin to deter-

s.

b.

c.

d.

e.

“’f.

6.

h.

i.

10

4.5.2.2.12 Machinegun assembly.

Reassemble the barrels, examining for ability of
barrels to be assembled to the rotor without the
use of tools (see 3.3.3.2).
Reassemble the barrel clamp and manually e@mine to
determine compliancewith 3.3.4.
Reassemble the bolt assemblies and removable tracks
examining for ability to readily assemble to the
motor assembly (see 3..3.5and 3.,3.10).
+kinuallyexamine bolt assemblies for free movement
and function of the firing pin tang in rotor cam
~th to determine compliancewith 3.3.5.
Reassemble the housing cover and the safing sector
examini for ability to readily asaenble to the
houBing?~ee 3.3.8).
lhmelly examine for secure retention of the housing
cover and safiog sector to determine compliance with
3.3.8.
Examine for headspacerequirement (see 3.3.13), using
the inspection,equipmentin accordance with Drawing
Dl17016C0. The spring loaded plug shall be placed in
the machinegun and fed into each barrel by menually
rotating the barrel cluster until the bmel con-
taining the Plug is in the firing paition with the
bolt locked. The thickne6s gage shall then be in-
serted through the houBing aeaembly to check the
distance between the plug head and gage body. The
headspace is within requirements if the minimum
thicknesa end of the gage enters and the uaximum
thickness end of the gage does not enter between the
pluR head and gage body.
hfenua~, rotate the barrel cluster until each bolt
assembly in turn is in the firing position and with
the bolt head held againat the rotor locking Bhoulder,
examine for breech lock gap requirement (see 3.3.14)
uslog feeler gages.
VisualJy examine the umchinegun to asaure that all
markinga Fescribed by the drawingB have been applied.
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4.5.2.2.13 Visually examine DD Form 829, Rlstorical Record for
Aeronautical Equipmentj and DD Form 829-1, Historical Record - Technical
Instructions Compliance Record,.to assure that all pertinent data has
been entered.

4.5.2.2.14 Inspection approval stamp. I&chineguns which have mssed
811 examinations after successful completion of testing shall be stamped
vith the Department of Defense complete Inspection approval etemp in the
area provided on the identification pbte. The Government representative
will control the stamps used for such stampings to assure successful
completion of all required examination and tests.

4.5.2.3 Packaging. Examination of packaging of mschlneguns shall be
performed in accordance with the chssification of defects and acceptable
quality levels (AQL’s) specified in h.5.2.3.1 (see 6.1). Sample size shall
be In accordance with _STD-105, using Inspection level I. The following
provisions shall apply:

The AQL’s are specified as percent defective.
:: The AQL listed for each defect shall be applied to the

individual defect, not to 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
mschinegune, interior packages, or exterior containers,
as applicable.

4.5.2.3.1 Classification of defects for packaging. (Unless other-
wise specified in each listed defect, the packaging requirements are
specified on I%ckaging Data Sheet p65F987’7’.)

Categories Defect AQL—

Critical: None defined.

hh,jor:
101 Illegible or incorrect marking. 1.0
102 Inadequate cleaning and drying. 1.0
103 Improper preservative application and drainage. 1.5
104 Improper assembly and closure of package. 1.5
105 t.iissfngDD Forum 829 and 829-1. 1.5

Minor: l?onedefined.

U
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4.5.2.3.2 Examination of packaging of repair parts shell be performed
in accordance with the criteria Bpecified in the contract (see 6.1).

4.5,3 Testing.

4.5.3.1 High-pressure resistance, functioning, and targeting and
accuracy testing. The contractor shell test each machinegun for high-
-pressureresistance, functioning, and targeting and accuracy using the
test methods specified in 4.6.3, 4.6.4, 4.6.5 respectively. I@chineguns
failing to meet the requirements shall be rejetted. Hetests shall be
contingent upon analysis and control procedures approved by the Government.

4.5.3.2 Firing pin indent testing. The contractor shell test a sample
of three mechineguns, selected by the Government representative from each
month1s production, for firing pin indent using the test method speclfied
in 4.6.1. Failure of any mechinegun in the e.ampleto meet the requirement
shell cause re~ection of the represented lot eub~ect to reconditioning
and retest.

4.5.3.3 Endurance testing.

4.5.3.3.1 Lot size. The initial endurance test lot size shall
consist of the initial month’s production; subsequent endurance test lot
sizes shall consist of 100 nmchineguns. The initial test machinegun shall
be taken from the first ten smchineguns produced and shall be considered
an the test for the initial month’s production. When five Bucceseive
lots meet the requirements, the endurance test lot size shell be increased
to 200 machineguns.

4.5.3.3.2 Frocedure. One mechlnegun selected by the Government
representative from each endurance lot shell.be tested by the contractor
for endurance using the test method specified in 4.6.6. The contractor
shall provide replacement parts as required to complete the test. If the
endurance requirements 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 another mechinegun from the same lot shall
be made without reconditioning the represented lot, unless in the opinion
of the Government representative the failure indicates serioue defects
in the item, in which case retest shell be made only if authorized by
the procuring agency. Failure of the machinegun in the retest to meet
the requirements shell cause re,jection of the represented lot subject
to reconditioning and flrther testing as a reconditioned lot. Frior
to submission of a lot of machineguns as a reconditioned lot, the cause
of failure shell be determined and contractor correction shall be ef-
fected on all machineguns in the lot. Sample size and test methods for
reconditioned lots shall be the same as for reteat.

12
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4.5.3.4 Interchangeabilitytesting.

4.5.3.4.1 In plant.

4.5.3.4.1.1 lkwhineguns. The contractor shell test a sample of
three machineguns randomly selected by the Government representative,
from each month’s production for,interchangeabilityusing the test
method specified in 4.6.2.1.1. Mchineguns taken for interchangeability
testing shall have been found satisfactory in all other examinations and
tests. The three nmctiinegunashall be inspected for and shall comply
with the requirements for heads~ce, breech lock gap, and firing pin
indent before and after interchange of parts using the inspection methods
specified in 4.5.2.2.12(g), 4.5.2.2.12(h), and 4.6.1, respectively. In
addition, the skechinegunsshall be tested for functioning end targeting
and accuracy requirement after interchange of parts usi~ the test
methods specified in 4.6.4 and 4.6.5 respectively. Failure of the inter-
changeability test shall cause retest or rejection of the represented
lot. At the discretion of the Government representative,and inter-
chanseabiliti retest maY be allowed without reconditioning the lmt
of machineguns. Failure in the retest shall cause rejection of the
represented lot subject to reconditioning and further test as a re-
conditioned lot. A sample of six scichinegunsfrom each retest or recon-
ditioned lot hall be tested usins the same procedure described above.

4.5:3.4.1.2 Concurrent repair partB. The contractor shall subject
at lead.“two parts from each inspection lot of concurrent repair *B ta
the interchangeabilitytest specified in 4.6.2.1.2. Failure of any p=t
to meet the requirements shall be cause”for rejection of the reweaented
lot of -s 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 speci-
fied in 4.6.2.1.2.

4.5.3.4.2 Interplent. When machinegune are manufactured concurrently
by more than one contractor, each contractor shall forward monthly, to the
testing agency specified in the contract, one machinegun for the interplent
interc~aability test.spacified in 4.6.2,2 (we 6.1). lb contmact,orwill
be informed of the results of the test which indicates failure of the
mechinegun to meet prescribed requirements.

4.5.3.5 Certification. Uoless othervlse specified, the contractor
shall be responsible for testi% necessary to accO@i Qh ce~if i~tion.
For each inspection lot of machineguns, the contractor shall provide the
Oovermnent representativewith certified statements of compliance with
applicable drawings and specificationsof the following materials and
processee specified on Drawing 65F98T7.

::
c.
d.

Plate, identification (65S9926).
Lubricating oil (_ L-46150)(see 4.5.4.8).
Touch-up (MIL-W-13855).
Screw, drive, round head (K321318-20).
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4.5.3.6 Compnnent parts and concurrent repsir parts testing. F@w
material testing, part testing, and certification shell be performed in
accordance with the criteria.sDecified in the contract (see 6.1). This ●
will include chemical anelysia-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 assembly
of parts into the end item.

k.5.3.7 Packaging testing.

4.5.3.7.1 h!achine~ns.

b.5.3.7.1.1 The contractor shall furnish the Government representative
with certification that the packaging materials conform to the applicable
packaging data sheete and Specifications.

4.5.3.7.1.2 Determination of cleanliness. The contractor shall test
items from each inspection lot for determinantion of cleanliness using the
test method specified in 4.6.7.1. sampling shall be In accordance with
MIL-P.116.

4.5.3.7.1.3 Vacuum chamber. The contractor shall test unit packages
from each inspection lot for leakage using the test metboda specified in
4.6.7.2. Sampling shall be in accordance with KIL-P-116.

4.5.3.7.2 Repsir ~rts. Testing of packaging of repsir parts shall
be performed in accordance with the criteria specified in the contract
(see 6.1). ●

4.5.4 Inspection equipment.

b.5.4.1 Acquisition, maintenance and disposition. Unless otherwise
specified, responsibility for acquisition, maintenance and disposition
of acceptance inspection end test equipment prescribed on lists containd on
Index of Equipment List, Drawing IRLl1013164 snd for sll other ins ection equip-

%ment required to perform inspection prescrib.edby applicable speci i-
cations, shall be in accordance with MIL-I-45607.

4.5.4.2 When specified in the procurement document (see 6.1), copies
of drawings of contractor desi~ed inspection equipment shall be for -
warded as speciffed.within the contract.

14
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●

●

●

4.5.4.3 Ammunition and links (see 6:1).

4.5.4.3.1 Ammunition., Ammunition used in the high-pressure re-
sistance test shell be as specified in 4.6.3. Ammunition required for
all other firing tests shall be Government standard 7.62~ ball cartridges
and XML72 inert loaded 7.62tIuudummy cartridges aa applicable (Bee 6.1).

4.5.4.3.2 Links. Government standard T.62mm, M13 links shall be
used for linking amnronition(see 6.1).

4.5.4.3.3 Annnunftlonfeeding. A Government standard UAu-56/A de-
linklng feeder in accordance with hflL-F-45598 shall be used for feeding
ammunition to the mschinegun (see 6.1).”

4.5.4.4 Firing test fixture. All firing test shall be accomplished
with the test fixture conforming to F11T01814.

4.5.4.5 Drives. Electric drives conformingto Drawing 65C9761
shell be used for test firing mechineguns at the high rate of fire and
,electricdrives conforming to Drawing D11686350 shall be used for test
firing machineguns at the low rate of fire. Drives shall be calibrated
for torque versus speed and torque versus current using the calibration
procedure specified on B11T01406.

4.5.4.6 Power supply. “Powershall be furnished to the drives using
a Per SUPP1.Yand electric test set conformingto .DrawingsAl1701323
and ‘Fl1701815respectively.

4.5.4.7 Recording instrumentation. Instrumentationused for re-
cording the required date shsll be an oscillograph conforming to
Drawing Al1701914.

4.5.4.8 Lubrication. All functioning surfaces of the machinegun,
except the ball besrings, shsll be coated with lubricating oil conforming
to KCL-L-46150. The ball bearings shall be protected against cleaning
materials during cleaning operations.

4.6 Test methods.

4.6.1 Firing pin Indent test. Mechlneguns shall be tested for
firiog pin indent requirement (see 3.3.15) using inspection equipment in
accordance with h-stings c73189&, DU701599 and Government standard
copper compression cylin~er Drawing A39436. The u!achinegunshall be
held In a horizont.alposition (approximately)and the copper compression
cylinder holding fixture containing the copper compression cylinder shall
be fed into each barrel chamber by manually rotating the berrel cluster

15
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in the direction to move the barrel into the battery position releasing
the firing pin and indent the copper cylinder. The holding fixture au
then be removed from tbe barrel 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 flrlng pin
impression. The fIring pin indent shall be measured on three cupper
compression cylinders for each firing position shall be calculated to
determine if the requirement has been met. Eech indent shall be VISUS12.Y
examined to determine if the concentricityrequirement has been met. The
recorded measured values shall be fomarded in accordance with 6.1.2.
After the copper cylinder samples of three consecutive machineguns have
been tested without rejectlon, one copper compression cylinder nay be
Indented for those firing positions where the indentation is at least
.001 inch more than the minimum or .001 irichless than the maximum allowed
in 3.3.15.

4.6.2 Interchange of pe.rts.

4.6.2.1 In plant.

4.6.2.1.1 l.ktiineguns. I’.hchinegunsshall be tested for interchange
of parts (see 3.3.20) by disassembling and then reassembling @a using
the -s and pre-arranged system specifled below. Interchange of parta
shall be accomplished by dividing the parts of each machinegun into three
groups of non-mating parts as shown below and distributing the groups into
three different trays until each tray contains parts for a complete machlne-
gun. Groups of parts from the flrat machinegun shall be taken in order and
placed in trays 1 through 3; groups of parts from the second machinegun ●
shall be taken in order and placed in trays 2, 3 and 1; groups of parta
from the third machinegun shell be taken in order and placed in trays
3, 1 and 2. Parts such as screws, nuts, washers and spring pins shall
be placed In the same tray as their mating or associate ~. Screws,
nuts, washers and spring pins rendered unserviceable by disassembly shall
be replaced vithout penalty to the interchangeabilitytest. The machine-
gun shall be reasseribledusing only those parts which are in the same tray.

Groups of non-mating parks

!?Z9!lN

llar,guide (65P9809)
[

pin, ~ring 65F1oo57)(6 required)
Clamp, barrel, 7.62M4 (65D9813) Pin, timing 65Ei97@)
Cover, housing (65w773 ) Rotor, gun (6x9769)

16

Downloaded from http://www.everyspec.com



MLJ!-45920 .- -

Group 11

● c&, aft, rotor (65c97sz)
&ar, forward,rotor (65C9753)
Head, bolt subassembly(65S9867)
(6 required)

Houeing,gun, 7.62Mu (6’jF9~4)

Group III

Barrel, gun: 7.62hf4(11701.204)
(6 required)

warins, bau, aft (65s9879)
Bearing,ball, forward (65s9878)
Bolt, subassembly(65S9865)
(6 required)

Stop, spring (63B10878)(6 required)

[
support,aft gun 65c9750)
Track, retnnvable65C9?+9)
(6 required)

Sector,saflmg (65F9807)
Spring,helical,compression
(63B10721)(usedwith pin,
firing - 65F1oo57 (6 required)
Stud (65B9755)(6 required)

4.6.2.1.2 concurrentrepair prts. Concurrentrepair parts shall
be tested for interchangeabilityrequirement(see 3.3.= ) by disassembling
tvo macblneguns,previouslytested in k.5.3.4.1.1,as necessaryand then
reaseeublingthem using the concurrentrepairp.rts. No band refinement
of parts vil.1be allowed,and the mchlneguna shall operateaad function
properly. This teat may be performedIndependentlyof the nachinegun
Intertiangeabllityteat specifiedIn 4.5.3.4.1.1,and at mnre frequent
intervalsusing acceptedmachlnegunstaken from currentproduction.

4.6.2.2 InterPlant.

●
4.6.2.2.1 l&chine~ns. !&hineguaa to be subjectedto the lnter-

plant interchangeabilitytest eballbe inspectedfor headspace,breech
lock gap, and firingpin indentusing the inspectionmethodsspecified
in k.5.2.2.12(g),k.5.2.2,12(b)and 4.6.1 respectivelyand shallbe given
e ~eli~~g firi~ test Of 1.2roupds of 8i.aIIdE.dball ammunitionto
assure proper operationbefore parts are interchanged. Perts shall then
be disassembledfrom the machinegna and identifiedaB to manufacturer.
Eleaesembledparts shall be mixed and the mechinegunashall.be ree!meubled
by random selectionwithout alteringor hand fittingany psrt. After
assembly,the machinegun8shallbe inspectedfor heedspace,breech lock
gap, firingpin indent,functioning,and targetingand accuracyrequire-
ments using the inspectionmethods epecif’iedin 4.3,2.2.Ii?(g),4,3.2.2.12(h),
4.6.1, 4.6.4 and 4.6.5 respectively. Before machinef.y.maare returnedto
the contractors,the originalputs shallbe reassembledto their respective
machinegunaand the machinegunsgiven a functioningtest ue.ing a belt of
50 dummy cartridges.

17
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L.6.2.2.2 Repair parts. The concurrentlymanufacturedrepsir parts
submittedfor tests shallbe assembledin the machinegunspreviously
tested in k.6.2.2.1without &and fittingor alteringany part. Mschlne-
guns shallbe assembledusing differentcombinationsof parts to the
extent deemed necessaryto assure that parts are interchangeable.After
assembly,the machinegunsshallbe tested for functioningand targeting
and accuracyrequirementsusing the test methods specifiedIn 4.6.4
and 4.6.5 respectively.

k.6.3 High.pressureresistancetest. kfachinegunsshall.be tested
for high-pressureresistancerequirement(see 3.3.16)by firing one
Governmentstandard7.62mn, M60 high-pressuretest cartridgein each
barrel after the machinegunshave been given the prefirlngfunctioning
specifiedin 4.6.4.1. This proof firingshallbe accomplishedwith the
mschinegunmounted on the test fixturespecifiedin 4.5.b.k. Barrels
and bolt head subassembliesto be assembledinto productionmschineguns
shallbe proof fired only as prt of the completedmachinegunsand in-
spectedand marked in accordancewith the applicabledrawingsand other
applicabledocum?nts. Bsrrels and bolt head subassembliesto be used
as repair psrts shallbe proof fired independentlyof the production
machinegunsand impscted and marked In accordancewith the applicable
drawingsand other applicabledocuments. After proof firing,machlneguns
shall be visuallyexaminedfor cracks,defornmtlon,and other evidence
of damage and cartridgecases shall.be visuallyexadned for bulges,
splits,rings, and other defecte causedby defectivebarrels. All -S
shall be reassembledto the machinegunsfrom which they were remved and
proof marks shallbe applied as indicatedon the drawingson machineguns
that hsve passed this test,

4.6.4 Function@ test. Testing of machlnegma for functioning
requirements(see 3.3.17)shall be accomplishedusing the feeder,test
fitiure,electricdrives,piniersupplyand electrictest set, and re-
cordinginst-nt.ation specifiedin 4.5.4.3.3,4.5.4.4,4.5.4.5,
4.5.k.6,and 4.5.4.7respectively,Be&p and operatedin accordancewith
DrawingB11701405. Ammunitionand links shall.be in accordancewith k.5.4.3.

4.6.4.1 Prefiringfunctioning. Frior to functionfiringand the
high-pressureresistancetest (seek .6.3),nachinegunsshallbe manually
operatedusing a 12-roundbelt of d- cartridgesto assure proper timing
and functioning.

4.6.4.2 Functioningfiring. After the prefiringfunctioningteat
and the high-presmue resistancetest, machinegunaehallbe function
fired as specifiedIn 4.6.b.2.l and 4.6.4.2.2.

18
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●
4.6.4.2.1 High rate firingteet. One MN-round belt of bti

cartridgesshallbe fired to test the machinegunfor functioningat
high rate. ‘he 100-roundbelt shallbe fired at a steady statepte
of 6,000 to 6,400 roundsper minyte to teat the mchinemn for acceleration
and stoppingtime, steady stite rate of fire, torque,targetingand ac-
curacy (see 4.6.5),and functioning.

4.6.4.2.2 W rate firingtest. Two 150-roundbelts of ball
cartridgesshallbe used to test the machinegumat low rate. Each belt
shallbe fired at a steady state rate of 2,000 b 2,500 rounds per minute
to test the machineguqfor accel=ation and Bt0PPim3ti~, steady s~te
rate of fire, torque,and functioning.

4.6.4.3 Tbe recordedmeasurementsfor accelerationand stopping
time, steady state rate of fire, and torque alongwith the appliedvoltage
at the drive motor for both the high rate and the lW rate firing shall
be forvardedin accordancewith 6.1.2.

4.6.5 Targetingand accuracyte6t.

4.6.5.1 Testing of machine@ms for targetingand accurecyrequirecaenta
(see 3.3.18) shallbe accomplishedusing the feeder,test fi.xture,high
rate electricdrive, and pawer supplyand electrictest set specified
in 4.5.4.3.3,4.5.k.4, 4.5.4.5and 4.5.4.6respective~, setup and Ow~ted
in accordancewith B11701405and ucing a boresigbtkit confofing tO CN~583.
The machinegunshallbe foresightedby in6ertingthe boreaightin the
muzzle egd of the barrel in firingpesitionwhen the macbinegunla in each

o of the aix indexedpositions. The true boresightpoint of the u!achinegun
1s then determinedby the geometricalcenterof the six boreaightpoint
of the machinegunis then determinedby the geometricalCenter of the aix
boreeightpnlnts. The boresight shall then be removedand a 100-round
belt of ball cartridge fired from the maehincgun. The target shallbe
checkedto determinewhether the targetingand accuracyrequirements
have been met. The actual gruup size and locationof centerof impact
shallbe recordedaud forwardedin accordancewith 6.5.

4.6.5.2 hhchinegunaumy be fired at a range of 2,000 or 3,000 inches
providedthat suiteblecorrelations,approvedby the contractingofficer,
are made. In addition,if the contractor’srange facilitiespermit,thle
test shallbe fired as part of the functioningtest (see 4.6.4).

4.6.6 Enduranceteat.

4.6.6.1 TeetiW, of machinegunsfOr end~~ce rewire=nt (ace
3.3.19) sh811 be accomplishedusing the feeder,test fix@cre,high rate
electricdrive, power supplyand electrictest set? and recordingin-
strumentationspecifiedin 4.5.4.3.3,4.5.4.4,4.5.4.5,4.5.4.6and
4.5.4.T respectively,setup and operatedin accordancewith Drawing . . ....
Bl1701405.

I
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4.6.6.2 Testing shall be accomplished using ball cartridges in
belts of 150Q rounds each. The machinegun shall be fired using ten
bursts of approximately 150.rounds each at a steady state rate of 6,OOO
to 6,400 rounds per minute. Acceleration and stopping time, torque, and
steady state rate of fire shall be measured and recorded on the last
burst of each 1500-round belt. These recorded values shell.be forwarded
in accordance with 6.1.2.

4.6.6.3 After each 150-round burst the machinegun shall be allowed
to cool (without cooling aids) for 5 to 15 seconds. After each 1500-round
belt, the machinegun shall be cooled to within 25% of room temperature
(using cooling aids other than water). After each 3000 rounds the
mad inegun shall be examined and lubricated as necessary. Parts removed
from the machinegun during examination shall be replaced in original
firing position from which they were removed. HeadsPace and breech lock
gap shall be examined at the start of the test and at the end of the test
on the cleaned and unlubricated machinegun. At the end of each day’s
firing, the machine~n shall be protected against corrosion.

4.6.6.4 NO alteration or replacement of parts shall be made unless
the partB are either broken or worn to the extent that they are unae~ce-
able. An umerviceable part is one that causes malfunction or impairs
the safety of the machine~n. A complete record shall be kept for each
endurance test, shnwing each malfunction and all parts replaced in-
cluding the number of the machinegun round at which they occurred.

4.6.6.5 The contractor shall investigate causes of malfunctions
and unserviceable parts and indicate corrective action taken.

4.6.6.6 ‘hduranee tested smchlneguns and F rts shall be disposed
of as specified in the contract (see 6.1).

b.6.7 packaging teata.

4.6.7.1 Determination of cleanliness. The applicable surfaces (ex.
cept for barre1 bores and chambers) of each sample unit shall.be subjected
tn the determination of cleanliness test specified in MIL-P.116, except
that the wipe test shall not be applicable to parts with black oxide or
anodized protective coatings. %rrel bores and chambers shall be wipe.
tested for cleanliness uslog clean white bore cleaning swabs.

o

4.6.7.2 Vacuum chamber. The sample unit packages shall be sub-
jected to the vacuum c@nber teat specified in KtLP-116.
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5. PREPARATION FOR DEIJVERY

● 5.1 Pilot pack. A pilot package shall be forwarded in accordance
with the contract [see 6.1). Pilot packages shall be psckaged to the
level of packaging specified in the contract and packed level C in
accordance with the requirements of Packaging Data Sheet p65F98T7.

5.2 preservation, packaging, pecking and marking. Mechineguns
shall be preserves, psckeged, packed and msrked in accordance with the
requirements of Packaging Data Sheet P65F9877.

5.3 Repair parts. Repair parts ehe11 be prepsred for delive~
in accordance with applicable packaging data sheets as specified in
the contract (see 6.1).

6. NOTES

6.1 Ordering data. Procurement documents should specify the
following:

6.1.1

;:

c.

d.

e.

f.

;:

1.

J.

k.

:.

m.

n.

Procurement requirements.

Title, number’end date of this specification.
List of drawings and specificationspertinent to the
machinegun showing applicable revision dates.
Requirements for and the number of machineguns to be submitted
for first article by the contractor (see 3.1 and 4.4).
Criteria for examination of component parts and concurrent
repair parts (see k..5.2.1).
Criteria for examination of packaging of mschineguns (see
4.5.2.3) and repsir psrte (see 4.5.2.3.2).
Criteria for performance of testing of component parta and
concurrent repsir parts (see 4.5.3.6).
Criteria for testing of packaging of repair parts (4.5.3.7.2).
List of inspection equipment, responsibilitiesfor acquisition,
maintenance and dispasltlon of, if other than as specified
(see 4.5.4).
Place of final inspection and acceptance (see Notes in MIL-
w.13855).
Responsibilities for furnishing ammunition, links, feeders
and drives (see 4.5.4.3).
Shipping instructions for mschlneguns and parts when an inter-
plsnt interchangeabilitytest is required (see 4.5.3.4.2).
When required shipping instructions for copfes of contractor
designed inspection equipment (see 4.5.4.2).
Dlspnsition instructions of endurance tested machlneguns
and parts (see 4.5.3.3).
Procedures and methods for disposing of rejected material.

-o
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o,
P.

q.

m.

s.

Disposition of Ocwenssent furnished property.
That packages o~ned for examination shall be repackaged
by the contractor at the contractor’B expense.
Shipping instructions for first article samples and pilot
pack (eee 3.1 and 5.1).
Selection of applicable levels of preservation, packaging
and ,m~ing (see 5.2).
Packaging “instructionsfor repair parts.

6,1.2 Contract data requirements. hkmthly reports of the results
of final examination and functional testing shall be specified for delivery
on a DD Form 1423 included in the contract.

6.2 When warranted, the contract should specify the application of
MIL-Q-9858 or ML-1,-45208, as a~priate on the Management Control Summary
List, DD Form 1660.

6.3 Unless otherwise .pscified (see 6.1.1 h), the contract should
spscify the application of =1-L 5607 and KCL-C-k5662 on the Management
Control summary List, DD Form 1660.

6,4 Test firing facilities and operating procedures shall be de-
aigned by the contractor in conformancewith local, state and federal
regulations and suitable for carrying out prescribed firing test .tith
safety of operating and visiting personnel. Copies of these contractor
designs shall be forwarded to the contracting officer. tive~nt
facilities may be tiewed upon application to the contracting officer. ●

6.5 When action by a testing agency is required, vork$programing
will be affected with the testing agency a$ the earliest practicable date.

6.6 TO avoid delay in test firing, the Government representative
should maintain a minimum of two mnnth’s supply of high preesure and
stand- ammnition as determined by anticipated firing requirements.

6.7 Supersession data. This specification Includes the require-
ments of .?.pringfie~+irmnrypurchase Description SAPD-287, Amendment 3,
dated 8 tdirch1967.

Custodian:
~.wc Repring activity:
Air Force - @+ ~-wc

Project Number:
1C05-A417

22.
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use .( the specification in procurement of product. (or .Itirrmle .s. by [he Department 0( Defense. Thi. she.

is provided for obtai. ing information . . the .s. of this specification which will inure that wil. bl. pr. du.,1.
can be procured with . ,minimyn .m.unl of delay and .! !he 1.. s! ..s1. Comments and the r.t.rn O( I hi e f.rx.

will be nppr.. iq!ed. k-old on !!.. s . . revere.e side, staple i. corner, and send 10 preparing e.ctivily. Comment
..d ..ggcs!i,ms submitted on this form do not constitute m inwly authorir.t ion 10 waive any portion .f the
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