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MILITARY SPECIFICATION

MAGNITIC DISK, DATA STORAGE; WFACTURING
PROCESSES AND INSPECTION OF

1. SCOPE

1.1 This specification covers the manufacturing and inspection of
the Magnetic Disk, Data Storage: 10526600(Memory) a part of the Gun Direction

Computer: M18. This comp~ter is used for field artillery applications.

2. APPLICABLE DCICT_S

‘The following specification.s,2.1 . standards, drawings, and publica-
tions of the issue in effect on date of invitation for bids or request for
proposals, form a part of this specification to the extent specified herein.

SPECIFICATIONS

Federal

o-T.236

Military

MIL-C-4003
MIL-B-5087
MIL-T-7003
MIL-A-8623

MIL-A-9067

MIL-F-13926

MIL-I-16923
MIL-C-26074

MIL-I-45607

MIL-C-46357

MIL-M-60183

STANDARDS

Federal

FED-STD-151
FED-STD-175

Tetrachloroethylene, Perchloroethylene,
Technical Grade

Cement, General Purpose, Synthetic Base

Bonding (Electrical), for Aircraft, ASG
Trichlorethylene; Stabilized Decreasing
Adhesive, Epoxy Resin, Metal to Metal
Structural Bonding
Adhesive, Bonding, Process smd Inspection
Requirements For
Fire Control Material, General Specification
Governing The Manufacturing and Inspection Of
Insulating Compound, Electrical, Ihbedding
Coating, Nickelj Phosphorous, Electroless
Nickel, Requirements For
Inspection Equipment, Supply tid Maintenance
for Ordnance
Computer, Gun Direction: ~8, Manufacturing
Processes and Inspection of
Magnetic Disk, Data Storage: 105266oc

Metais, Test Methods

Adhesives, Methods of Testing

— . ..-
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STANDARDS

Military

—

MIL-STD”105

MIL-STD-109
MIL-STD-194

MIL-STD-414

MIL-STD-1242

DRAWING

Sampling Procedures and Tables for Inspection
by Attributes

Quality Assurance Terms and Definitions
Painting and Finishing Systems for Fire Control
Instruments

Sampling Procedures and Tables for Inspection by
Variables for Percent Defective
Machining Standards for Fire Control Materiel

U.S. Army Munitions Conrnand

F105266OO Magnetic Disk, Data Storage

3. REQUIREMENTS

3.1 Order of.precedence.- Order of precedence shall be as established in

the detail specification with the exception that any conflict occuring between
the detail specification and this specification, the detail specification shall
take precedence.

3.2 Materials and equipment.- Materials and equipment used in the fabrica-
tion and assembly of the memory shall be of high quality, suitable for the pur-

pose, and shall conform to such specifications as are specifically applicable
under the contract.

3.3 Solderi.ng.- The solder and soldering of connections shall be in
accordance with the soldering requirements of MIL-C-46357. Consideration shall be
given to the use of high temperature solder or other means where connections are
made in high temperature areas.

3.4 Bondin&.- Bonding shall be accomplished as necessary to insure the
performance of the memory, computer and its components, and to provide for
safety during maintenance. Bonding shall be accomplished in accordance with the
applicable sections of MIL-B-5087.

3.6 Solvent vapor de~reasing.

3.5.1 Cleaning.- Oily and greasy parts shall be cleaned in a solvent
vapor degreaser when it is necessary or desirable that they be clean for easier
handling, for easier working or for application of protective films during fabri-
cation.

3.5.2 Holding devices.- All holding fixtures such as racks and baskets and
their associated parts such as chains, hooks, etc., shall be of metal. Baskets
shall be constructed of expanded or perforated metal, or mesh.

2
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3.5.3 Precautions. - Work shall be introduced and withdrawn slowly to and

from the degreaser to minimize decreasing solvent vapor drag out. The intro-
duction of moisture into the degreaser shall be avoided. Water-set work shall

never be introduced.

3.5.4 DexreasinR materials.

3.5.4.1 Perchloroethvlene. -

as defined in O-T-236 is intended
greasers only.

3.5.4.2 Trichloroethylene. -

defined in MIL-T-7003 may be used

Decreasing materials such as Perchloroethylene
specifically for use in the vapor type de-

Degreasing materials, Trichloroethylene, as
in all applications.

3.5*5 ~reasing. - The work shall be allowed to stand for at least five

minutes after withdrawal from the degreaser and then visually examined for
completeness of cleaning. If not completely clean, repeat the particular com-

plete decreasing cycle or hang the work in the vapor phase only, for an addi-
tional period.

3.5.6 Maintenance provisions.

3.5.6.1 Control of pH.- The degreaser solvent shall be maintained at a pH

of not lower than 7.0, or as specified. Solvent shall be maintained at a tem-

perature sufficient to maintain a vapor phase, depending upon the decreasing solu-
tion used.

3.6 Precision bonding with resinous compounds.

3.6.1 ~- This bonding procedure shall be used to eliminate creep

properties in the micro-inch range. Precise measurement of ingredients, applica-
tion, and curing procedures shall be adhered to. Glass, metal, and plastics

may be cemented to the same material or other materials using Epon VI or equal
and the method outlined herein.

3.6.2 Cleaning.- Surfaces to be bonded shall be cleaned with clean ace-
tone. The wet surfaces shall be immediately dried. If acetone is allowed to dry
on the surface, the area will still be contaminated. The cleaned surfaces shall

not be touched with the fingers or allowed to become contaminated in any manner,
Unless otherwise specified, cleaning shall be done in accordance with MIL-A-
9067.

3.6.3 Mixing materials.- All equipment used in preparing and mixing resinous

compounds shall be cleaned with acetone or equivalent before each usage. The

container and stirring rod used for mixing shall be made of glass, polyethylene,
or other suitable non-porous material.

3.6.4 Preparation of resinous compounds.

—
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3.6.4.1 Curing agents.- Curing agents shall
colored glass container fitted with a self-sealing

/
a glass stopper. If a rubber cover is used on the

be kept in a clean, dark-
silicone rubber cover or
container, the curing agent

shall be withdrawn with a clean hypodermic syringe. If a glass stopper is used

as a closure, it shall be replaced immediately after the required amount of

curing agent is withdrawn.

3.6.4.2 Resinous compounas.- Resinous compounds shall be processed such that
the end results will produce physical and electrical properties in accordance

with MIL-A-8623 or MIL-I-16923 or MIL-c-4003 whichever is applicable or as speci-
fied on the applicable drawing.

3.6.5 De-airing resinous comPounds.- When required by applicable drawing,
the activated resinous compound shall be de-aired by placing it in a suitable
evacuation chamber and stirring for 2 to 5 minutes while maintaining a vacuum of
29 or more inches of mercury.

3.6.6 Application of resinous compounds.- Resinous compounds shall be applied

in an even, continuous film over the entire area of both surfaces to be bonded
conducive to the best available properties.

3.6.7 Joining of parts.- Parts shall be assembled immediately after applica-
tion of resinous compound, The mating surfaces shall be brought together and
light pressure applied by suitable means to maintain proper contact and align-
ment during the curing cycle. Spring clamps will be satisfactory for most joints.

Excess resinous compcund squeezed from the joint shall be removed Inznediately
after the clamps are applied. Parts requirdng rework shall be thoroughly cleaned
of all cured material prior to reapplication of resinous compound.

3.6.8 Curiu of resinous comPounds.- The curing time and temperature shall
be such that the required bonding adhesion, tensile strength, and other properties
are produced with no detrimental results to parts or components.

3.7 Plating, electrodeposited iron.

3.7.1 Prohibited materials.- Cadmium, lead, bismuth, antimony, zinc, and

tin, when present as plating, solders, or portions of the assembly or of parts to

be processed shall be removed or effectively masked with vinyl maskant or equiva-
lent before plating.

3.7.2 Materials, fixtures, toolin&.- Fixtures or tooling used to hold or
agitate parts during plating process shall not consist of or contain any of the
materials listed under prohibited materials. Materials that melt or soften at or
below 210°F shall be removed completely from parts before processing.

3.7.3 Processin~.
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3.7.3.1 Positioning. - The position of a surface will affect the plating

deposited on it. Parts shall be positioned in the plating bath so that the cri-

tical surfaces will receive the best obtainable plating.

3.7.3.2 Controls.- The plating operation shall not be interrupted by the

removal for inspection or ether reasons. Test panels shall be simultaneously

processed with the work and used as a means of control to check the thickness of

the deposited plate or any other specified tests. Immediately after rinsing,

the work should exhibit no water break. If a water break is present, repeat the

cleaning process. This step shall be used as a prerequisite for the zincate dip

(see 6.2).

3.7.4 Platin~.

3.7.4.1 APpearance.- The iron plate shall be smooth, fine grained, adherent,

and free from blisters, pits, modules, porosity, and excessive edge build up.

3.7,4.2 Tensile strength.- The tensile strength of the joint shall be tested

by ?lethod 211._l,FED-STD-151,

3.8 Processing of aluminum alloys for dimensional stability.

3.8.1 Preparation for heat treating.

3.8.1.1 Cleaning.- Paint, dye, grease, oil, and other foreign matter shall

be removed from parts prior to solution heat treatment, precipitation hardening,
and stress relieving.

3.8.1.2 ~. - Straightening and forming shall be
done only prior to solution heat treatment and shall not be done at any other
time during processing. Straightening or forming parts after solution heat
treatment will be cause for rejection.

3.8.2 Solution heat treat.- When specified, solution heat treating shall
be done in accordance with the applicable drawing call out.

3.8.3 Thermal shock cYcle.- When specified, thermal shock cycling shall

be done in accordance with the applicable drawing call out.

3.8.4 Precipitation hardenin~.- When specified, precipitation hardening shall
be done in accordance with the applicable drawing call out.

3.8,5 Stress relief heat treating.- When specified, stress relief heat
treating shall be done in accordance with the applicable drawing call out.

3.9 Spray coating of magnetic memory recording disk.

3.9.1 Preparation of disk.

u “..——.”
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3.9.1,1 Masking.- Mask all surfaces to be void of dispersion coating.
-

3.9.1,2 C1eaninR. - Areas on face of disk to be coated shall be cleaned

with acetone. No visible residue from the acetone should remain on this disk.

Areas on face of disk to be coated shall be free of any contaminate and corrosion.

3.9.1.3 w“ - Dry the disk and return to room temperature of 70 ~ 2oF
by blowing clean dry nitrogen over the disk. The disk shall then be coated
immediately.

3.9.2 Preparation of magnetic dispersion.- After shaking the container of

magnetic dispersion coating on a paint shaker for 45 minutes, remove approximately
75 cc and place in a clean mixing container. Add predetermined amount of thinner

to the 75 cc and shake for 10 minutes.

3.9.3 Application of coating to disk.- After an additional five minutes

shaking of the mixture, place it in a properly cleaned and prepared applicator.
Apply the coating to the disk in such a manner that a uniform coating, free of
all pin holes, checks and cracks, results on the entire face of the disk. The

coating and caating surface must be free from contaminates, obvious orange peel,
globs or lumps in excess of 0.010 inches. The applied coating should have a thick-
ness 6;002 to 0.003 inches.

3*9*4 Coating cure.- The coating shall be oven cured at temperatures and
times conducive to the properties required for the magnetic memory disk per
MIL-M-60183.

3.10 Precision cleaning and assembling of magnetic memory parts.

3.10.1 Cleaning.- All operations shall be performed in a dllst-free tempera-
ture and humidity controlled environment as specified in MIL-C-46357, unless
otherwise specified within this specification. To obtain proper results from
the cleaning as specified herein it is mandatory that all parts receive proper

preliminary cleaning and final deburring in accordance with MIL-STD-1242. It is
a requirement that the cleanliness of containers or handling devices be main-
tained, to the same degree as that of the parts being handled or packaged.

3.10.2 Handlin&.- Parts must be transported and handled with great care as
specified in MIL-C-46357, It is a requirement that the parts be handled by
means of special fixtures or tools, whenever possible, in preference to handling
by hand. All parts in transit or storage shall be adequately protected from any
environment or condition which may tend to damage, contaminate, or otherwise
degrade the parts to a level or in a manner not normally corrected by subsequent
scheduled cleaning procedures.

6
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3.10.3 Cleaning solutionsO- All solvents and cleaning agents must be filt-

ered through a filter, 0.30 micron maximum size, or distilled immediately prior

to use. In no case will the solvents be used more than once before redistilla-

tion, or filtration, except the solvents used in vapor decreasing.

3.10.4 Cleaning methods.

3.10.4.1 Method A.- Method A cleaning shall be performed as outlined herein:

a. Fill beaker with Freon TF, in a sufficient amount, to insure
coverage of the part.

b. Place part in beaker and place beaker in the ultrasonic cleaner,

fc.ra period of 3 to 10 minutes. The ultrsonic cleaner may use

either ethyl alcohol, distilled water, or Freon TF, as a COUPl-
ing fluid.

c. Turn part several times during cleaning operation to insure com-
plete cleaning of all surfaces.

d. Blow dry with nitrogen.

3.10.4.2 Method B.- Method B cleanir.g shall be performed as outlined herein:

a. Fill beaker with Freon TF in a sufficient amount to insure
coverage of the part.

b. Place part in beaker and place beaker in the ultrasonic cleaner,
for a period of 3 to 10 minutes. The ultrasonic cleaner may
use either ethyl alcohol, distilled water, or Freon TF as a
coupling fluid.

c. Turn part several times during cleaning operation to insure com-
plete cleaning of all surfaces.

d. Blow dry with nitrogen.

e. Place part in clean oven, and vacuum bake at 130 ~ 15°F for 30
min’utes minimum.

3.10.4.3 Method C. - Method C cleaning shall be performed as outlined herein:

a. Vapor degrease in accordance with the applicable section of
this specification except use Freon TF as the decreasing solvent.

b. Vapor degreasing shall be dme within an atmosphere controlled
drybox. The environment shall be as specified under assembly
area of this specification except temperature control.

c. Blow dry with nitrogen.

—- .— —----
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3.10.5 Assembly procedure.

3.10.5.1 Assembly area.- Final assembly shall be done within an atmosphere
controlled dry box or equivalent with an environment as specified in MIL-C-46357
except that the dust particle size shall not be greater than 0.5 micron nor shall
‘there be more than 200 particles within the range of 0.3 to 1.5 microns per cubic
foot ● Between the cleaning and assembly atmosphere controlled dry boxes there
shall be an intermediate atmosphere controlled dry bo~ with locking doors in the
connecting passages. At no time shall both doors be opened simultaneously. The
atmospheric pressure within the atmosphere controlled dry box shall be as follows:

am 1st atmosphere controlled dry box (assembly) positive

b. 2nd atmosphere controlled dry box (intermediate assembly) positive

c. 3rd atmosphere controlled dry box (final cleaning) least positive,
but a minimum of 0.15 inch of water above ambient.

3.10.5.1.1 Cleaning precautions.- All items entering atmosphere controlled
dry boxes 1 and 2 must have had vapor degrease (Method C) or hand clean with
heated Freon TF. Final cleaning and assembly shall be done by operators using hw~dl-
ing equi’pmcnt of a design to i“nsuceno human contact and non violation of the n-
virmment specified in 3.10.5.1. Should the completed memory assembly be opensd
other than in the specified environment, the entire cleaning procedure shall be rerun,

3.10.6 Headplate assembly.- Clean in accordance with methods B and C in
sequence, except the method B cleaning shall be a minimum of 8 minutes with a
minimum of 4 minutes in the inverted (air bearing up) ~osition. After method C
cleaning, a waiting period of 2 hours minimum or evacuation of the part to a
pressure of 1 millimeter of (Hg) Mercury maximum for 10 minutes minimum, shall
be in effect before final assembly.

3.10.7 Housing assembly.- Clean in accordance with methods B and C in
sequence. After method C cleaning, a waiting period of 2 hours minimum or
evacuation of the part to a pressure of 1 millimeter of Hg maximum, for 10
minutes minimums shall be in effect before final assembly.

3.10.8 Rotor assembly.- Clean all details except the bearings in accordance
with methods A and C in sequence and assemble.

WARNING : At no time shall cleaning solvent of any nature be allowed to contact
the bearing surfaces, or the bearing be allowed to reside in the Number 3
atmosphere controlled dry box, as solvent vapor may have a detrimental effect
on the lubricant.

3.10.8.1 Guring of cement.- After assembly, the component may be transported
into the environment specified in MIL-C-46357 for cement cure. Upon completion
of the cure the component shall be returned to the atmosphere controlled dry

box Number 3 for hand cleaning with dust free absorbent paper, and Freon TF,
before going to final assembly.

8
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3.10.9 Seals and O-rings.-Clean in accordance with methods A and C in

sequence. Method A cleaning shall be limited to a UEUCimUm of 5 minutes.

3.11 Heat treating magnetic materials.

3.11.1 Cleanin~.- Annealing shall be performed after all machining, stamp-

ing, deburring, or other similar operations have been completed. Annealing
boxes, holding fixtures and parts to be annealed shall be cleaned of oil, scale,
and other foreign material immediately prior to processing. Unless othemise

specified, cleaning shall be by vapor decreasing.

3.11.2 Type I and Type III steels.

3.11.2.1 Types.- Type I steels are nickel-iron alloys and Type III steels

are grain oriented silicon. steels.

3.11.2.2 Preannealing operations.- Loading: Laminations shall be stacked

in the annealing box; toroidal cores and C cores shall be laid on their sides.

Parts shall be ~tacked in such a manner as to prohibit warping and distortion.
Holding fixtures shall be used where required to prevent shifti~g of parts;
however, parts shall be held loosely, without clamping, bolting, or undue pressure.
Each part shall be completely surrounded by a thin, even layer of dry calcined
alumina, to prevent physical contact with the annealing box, holding fixture, or
other parts. After the alumina has been applied, care shall be taken in htidiing

and transporting the annealing boxes to prevent dislodging of the alumina. The
annealing boxes shall have a gas tight seal, and shall have means for maintain-
ing positive pressure inside the box. Any leaks shall be eliminated prior to

the annealing operation. The annealing box shall be placed in the furnace and
the necessary connections made to permit flow of the gas for atmospheric contrcl.

3.11.3 Annealing.

3.11.3.1 Type I steels.- Type I steels shall be annealed by a pre-anneal
using forming gas, then switching to a hydrogen atmosphere at annealing tempera-
tures, then cooling using a controlled hydrogen atmosphere and temperature, and
finally switching to a second atmosphere of forming gas.

3.11.3.2 Type 111 steels.- Type 111 steels shall be annealed under controll-
ed temperatures and atmosphere with a final controlled cooling.

3.11.4 Unloading.

3.11.4.1 @ening atmosphere and temperature.- Atmospheric control gas lines

shall be disconnected, and the ends capped as soon as the flow of gas is stopped.
Annealing boxes shall not be opened until the temperature has reached 300°F or
less. Wel’ded annealing boxes shall be opened by means of a cold cutting device.

3.11.5 Quality.- The specified materials, when annealed, shall be capable
of meeting the performance specified in MIL-M-60183.

9
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3.12 Worlananship.

3.12.1 Asse~lies.- The equipment, including all parts and accessories,
shall be constructed and finished in a thoroughly workmanlike manner. Particular
attention shall be paid to neatness and thoroughness of soldering, wiring,
impregnation of coils, marking of parts and assemblies, plating, machine-screw
assemblage, and freedom of parts from burrs and sharp edges.

3.12.2 Dimensions.- Dimensions and tolerances not specified shall be as
close as is consistent with best shoD Dractices. When dimensions and tolerances
affect the
they shall

3.12.3
the use of

3.12.4

interchangeability, opera~i&, or performance of the equipment,
be held or limited accordingly.

Fabrication. - Machining, drilli”ng, and forming shall be done with
accura~e templates, jigs, or gages.

Cleanup.- Units shall be thoroughly cleaned of loose, spattered, cr
excess solder, metal chips, and other foreign material after final assembly.
Burrs and sharp edges as well as rosin flash which might crumble shall be
removed.

3.12.5 Wire Stripping.- Wire stripping shall be done without nicking or
.O therwise damaging the wire.

4. ~UALITY ASS-UIUiNCEPROVISIONS

4.1 Responsibility for inspection.- Unless otherwise specified in the
contract or purchase order, the supplier is responsible for the performance of
all inspection requirements as specified herein. Except as othewise specified,
the supplier may utilize his
able to the Government. The
the inspections set forth in
necessary to assure supplies

4.1.1 Ganeral provisions.
13926 form a part of the Qual

own facilities or any commercial laboratw~ accept-
Government rese~es the rigl.tto perform any of
the specification where such inspections are deemed
and services conform to prescribed requirements.

-The component inspection requirements of MIL-F-
ity Assurance Provisions of this specification.

Definitions of inspection-terms-shall be as listed in MIL-STD-109.

4.2 Inspection provisions.

4.2.1 Submission of Product.- Unless otherwise specified herein, or by
the contracting officer, inspection lot size, lot formation and presentation
of lots shall be in accordance with “Submission of Product’i as specified in
MIL-STD-105.

4.2.2 Examination and Tests.- Inspection to determine compliance with
Section 3 herein shall be performed on a defect (individual characteristic)
basis in accordance with MIL-sTD-105, and the inspection level and sampling
plans specified in Tables I to VIII inclusive. The tabulated classification
of defects shall constitute the minimum inspection to be performed by the supplier
prior to Government acceptance or rejection by lot. The Government resenes
the right to inspect for any applicable requirement, and to reject individual
non-conforming items.

10
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4.2.3 Acceptance and rejection.- Rejected lots shall be screened for all

defective characteristics. Removal or correction of defective units and re-

submittance of rejected lots shall be in accordance with ‘tAcceptance and Re-

jectiontfas specified in MIL-SID-105.

TABLE I - DECREASING

Use Inspection Level 11 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Requirement Method of InspectionClulracteristic...—-—--- ——

Critical: None

Malor: AQL 1.0% defective

lo~, Cleaning
102. Precautions
103. Decreasing

3*5.1
3.5.3
3.5.5

Vis, WE
Vis
Vi.s

Minor: None—,—— .. .

TABLE II - BONDING

Use Special Inspection Level S-4
of Table I with Sampling Plan Table II-A of MIL-STD-105

@arscteri9tic—..-..—..—.,

Criticai: None.—-

M~or: A~l.07!, defective....— — ....—

1~4.

105.
106.
10?.
108.
log,

111.
112.

Bonding
Useage
Cleaning
Mixing materials
Curing agents
De-airing resinous
compounds
Application of
resinous cc~~~ounds

Joining of parts
Curing of resinous
compounds

.Requireme~ ~ethod of Inspection

3.4
3.6.1
3.6.2

3.6.3
2.6.4.1
3.6.5

3.6.6

3.6.7
3.6.8

MIL-B-5087, 4.4.1.1
Vis., SME
Vis
Vis
Vis
Vill, SME

Vis

Vis
Vis

Minor: None—-.. c
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TABLE III - PMTING

~!seSpecial Inspection Level S-4 of Table I

with Sampling Plan Table II-A of MIL-STD-105

Characteristics Requirement Method of Inspecti~’:.

CRITICAL: NONE

MAJOR: AQL 1.OX defective

113. Prohibited materials
114. Materials, fixtures, taoling

115. Positioning
116. Contrcls
117. Appearance
118. Tensile strength

3.7.1
3.7.2
3.7.3.1
3.7.3.2
3.7.4.1
3.7.4.2

MINOR: NONE

I’ABLEIV - PROCESSING OF ALUMINUM ALLOYS

Use Special Inspection Level S-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Characteristics Requirement

CRITIGAL: NO@

MAJOR: AQL 1.0% defective

119. Cleaning
120. Straightening
1::~* Solution heat
1X2. Thermal shock
1~3. Precipitatim
124. Stress relief

MINOR: NONE

Characteristics

CRITICAL: NONE

3.8.?.1

and forming 3.8.1.2

treat 3.8.2

cycle 3.8.3

hardening 3.8.4

heat treating 3.8.5

TABLE V - MAGNETIC DISC

Use Special Inspection Level S-4 of Table I
with Sampling Plan Table II-A of M1L-STD-105

Requirement

Ml@OR: AQL 1.0% defective

1“25.Masking
126. Cleaning
1’27. Drying
128. Preparation of
129. Application of

13Q. Coating cure

12
@

magnetic dispersion
coating to disk

Visual
Visual
Visual

4.4.1.2, 4.4.1.4
Visual

4.4.1.3

Method of Inspection

Visual

Visual, SME
Visual, SME
Visual, SME
Visual, SME

Method of Inspectix

3.9.1.1 Visual

3.9.1.2 Visual

3.9.1.3 Visual

3.S.2 4.4.1.5

3.9.3 4 4.1.6, SME

3.9*4 MIL-M-60183
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MINOR: NONE

TABLE VI - ASSEMBLY CLEANING

Use Special Inspection Level S-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Characteristics Requirement.-

CRITICAL: NONE

?@iR: AQL 1.0% defective

131. Cleaning 3.10.1
132. Handling 3.10.2
133. Cleaning methods 3.13.4
13L. :fssembly area 3.10.5.1
135. CIear.ingprecaution.s 3.10.5.1.1
~-jfi,Head plate assembly 3.10.6
~j-i, Hcusing a~sembly
]~~, Rotl--assembly
1.3;. Curirigof cement
14{). Seals ar!dO-rings

3.10.7
3.10.8
3.10.8.1
3.10.9

Method of Inspection

MIL-c-46357, Vis.
MIL-c-46357, Vis.
Vis.
MIL-c-46357, Vis.

Vis, WE

Vis, SME
Vis, SME
Vis.
MIL-c-46357, Vis.

Vis.

.mNoIi: NONE-.—.—-.—. ..—

TABLE VII - HEAT TR.EATMEENTOF STEELS

with

~~aracteristics

CR1TICA14: NONE-.—

Use Inspection Level 11 of Table I
Sampling Plan Table II-A of MIL-STD-105

Requirement Method of Inspection

YWOR ; A.L ?..0%defective—— .

].[+10 Cleaning
142. Tr?anneaiing
143. Typ’: I Gtecls
1?}!+. Type TI oteels
1.45. opcni]~gatmosphere and temperature
146. Quality

3.11.1 Visual

3.il.2.2 Visual
3.11.3.1 Visual
3.11.3 2 Visual
3.11.4.1 Visual
3.11.5 MIL-M-60183

MINOR: NONE

13
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TABLE VIII - WORKMANSHIP

Use Special Inspection Level S-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Characteristics Requirement Method of Inspection

CRITICAL: NONE

MAJOR : AQL 1.0% defective

147, Soldering 3.3 MIL-c-46357, Vis.

148. Assembling 3.12.1 Vis, Tactile

149 ● Dimensions 3.12.2 SME

150. Fabrication 3.12.3 SME

151. Cleanup 3.12.4 Vis, Tactile

152. Wire stripping 3.12*5 Vis, Tactile

MINOR: NONE

4.2.4 Certification. - Certification will be accepted for the requirements
in Table IX and shall ii~cludetest data and results for all characteristics speci
fied. Certification will be required prior to performing final acceptance in-
spection and shall suffice for the remainder of the production quantities, pr~-
vided the manufacturing processes and techniques used to produce the items fcr
which certification was issued have not been changed or revised. Any and all

changes will require

Characteristics

Materials

a new certification from the contractor.

TABLE IX - CERTIFICATION

Requirement

3.2

Decreasing materials 3*5.4

Resinous compaunds 3.6.4.2

Cleaning solutions 3.10.3

Type I and Type 11 steels 3.11.2.1

Quality 3.11.5

4.3 Inspection equipment.- Except as otherwise provided for by the con-

tract, the contractor shall supply equipment in accordance with the applicable re-
quirements of MIL-I-45607. The Government reserves the right to use the test
equipment for its owr,independent inspections CC the extent that such use will

unduly interfere with the contractor’s delivery schedule.

4.3.1 Contractor design.- The contractor shall prcn’ide irispectionequipm~~t
compatible with 4.3.1.1 and the following tolerance criterion for all standard
measuring equipmer.t specified in Tables I to VIII inclusive and “Test Methods and
Procedures” specified in 4.5. Since tolerance of test equipment is normally con-
sidered to be within 10% of the product tolerance for which it is intended, this
inherent error in the test equipment design must be considered as part of the pre-
scribed product tolerance limit. Thus , concept, construction, materials, dimen-

sions and tolerances used in the design of test equipment shall be so selected ar.d
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controlled as to insure tt-,atthe test equipment will reliably ~ndic~te accepta-

bility of a product which does nat exceed 902 of the prescribed tolerance limit,

and peinnit positive rejection whc.n:~on-conforming. Construction shall be such as

to facilitate routine calibration of test equipment.

4.5,1.: Test equipment.- In conjunction with 4.3.1, the following test

‘;’mentsilallbe utilized in the performance of the applicable tests.eqf...

TTE”4NUMBER.:L..’..—..

!“~lding devices (see 3.5,3)

Control of pH

N!aterials, Fixtures tooling
(see 3.7.2)

Cleaning requirement
(see 3.6.2)

Temperature controls
(see 3.9.1.3)

Max humidity controlled area

Assembly area (see 3.1O.5.1)

Annealing boxes (see 3.11,2.2)

Materials, Fixtures tooling
(see 3.7.2)

DESCRIPTION—..

To be constructed of metal.

7.0 min.

Prohibited materials (see 3.7.1)

Lint free cloth and acetone

+ 5%

+ 2%

Atmospheric control shall be within the
limits specified for the assembly area

Shall have a tight gas seal and a means
for maintaining positive pressure inside
the box.

Fixtures or tooling shall not contain
prohibited material as specified in 3.7.1

4.4 ~~t methods and procedures.- The requirements of Section 3 shall be

ins~ected in accordance with the inspection method specified in the respective
‘Iakles of I to VIII inclusive, and the following tests. Where “SME” is specified

in the Tables tlitd~~ ‘tMethodof hSp62CtiOIl” it shall be by means of Standard

Measv.~ing Equipment (SME). All other testing specified in the tables shall be in

accordance with their related test methods and procedures outlined in Section 4
of the specified specifications, or the tests outlined in other documents speci-
fied therein. Certification shall be in accordance with 4.2.4 and Table IX.

4.&.l Test panels.- When specified on applicable documents, test panels
shall be prepared using processes herein and shall be prepared in accordance with
the appropriate test methods or specifications with the sampling being done in
accordance with NIL-STD-105. All finishes, unless othen~ise specified, shall be

in accordance with Military Standard No. 194.
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4.4.1.1 Adhesive bonding. - Sampling of adhesive bonding, when specified,

shall be in accordance with Federal Standard No. 175 to determine compliance with

3.4.

4.4.1.2 Adhesion of platin~.- Plating adhesion tests shall be performed as

specified to determine compliance with 3.7.3.2.

4.4.1.3 Tensile strength of deposited iron.- To determine compliance with
3.7.4.2 the tensile strength of electroless deposited iron shall be performed in
accordance with Federal Test Method Standard No. 151, Method 211.1. The plate

shall be considered to have passed the adhesion test if the tensile strength is
7000 psi or greater. If the tensile strength is less than 7000 psi and the joint
fails at the adhesive bond rather than at the base metal-nickel junction, the
test shall be repeated after using care ti improve the adhesive bond.

4.4.1.4 Water break test.- To determine compliance with 3.7.3.2, a mist of

purified water shall be atomized on the surface under test. If the water gathers

into droplets within 25 seconds the surface has failed. If the water forms a

continuous film by flashing out suddenly over a large area, this indicates free
alkali, residual detergent, etc., and the surface has failed the test. If the

water droplets coalesce into a continuous film of water without sudden flash-
out and forms a lens, then the surface shall be considered as having satisfactorily

passed the water break test.

4.4.1.5 MaPnetic dispersion coating viscosity.- TO determine compliance
with 3.9.2 the viscosity of the coating shall be such that 150 cc of the mixture
will flow through the viscosity meter in one minute thirty seconds ~ one percent
when applying.

4.4.1.6 Visual examination.- To determine compliance with 3.9.3, the coating

after cure must be free of all pin holes, checks, inclusions, and cracks that can
be observed with 10X magnification.

5. PREPARATION FOR DELIVERY

5.1 Preparation for delivery shall be as specified in the individual de-
tailed specification.

6. NOTES

6.1 Intended use.- This specification is intended for use in connection

with the manufacturing and inspection of the Magnetic D~sk, Data Storage (Memory) “
a part of the Gun Direction Computer: M18.

6.2 Orderinp data.- Procurement documents sho~’ldspecify the following:

(a) Title, number and date of this specification

(b) Quantity of test panels (see 3.7.3.2)

Custodian:

AmIy - MU

Preparing activity:

Amy - MU

Project No. 1220-A?12Y
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INSTJ?UCTIONS
This shoot IS to be filled out by porBonnol elthor Government or contractor, Invoivod An the usa of tho spaclfication In pr~
cw.~mrrtOf Product-forultirn~t-US.by tho Doptirnont of Defense. T’hic she@ IS provldod for obtaining Information on
the US. of thic specification which will Insure that sultnble product. cwr be procured with ● minimum ●nount of dol-y d
●t the lea-t cost. Comments snd the return of this fom will be ~rsc iated. Fold on line- on ?Gvorse ●id., ●teple io
corner, md send to prepsrtng ●ctlvlty.

SPECIFICATION

—.. ..—— _________ ___
OR GANt ZATtON ~Tv AN%”fi ATE

-— —. —.—- -lCONTRACTNO.

T
-—..—______

OUANTITV OF ITEMS PROCURED DO LLi R AMOUNT

s

hiAT-ERiA-L iSGOCUm EO ij~R-Z—
—.

~ OIRECT GOVERNMENT CONTRACT

PART OF THE SPECIFICATION CREATED PROBLEMS OR REQUIRED INTERPRETATION IN PROCURE-
MENT USE

A. CtVti PARAGRAPH NUMOER ANO WOROING.

———.
m. RECOWMti NO ATt ON8 FOR CORRECTING THE DEFICIENCIES

COMURt4TS ON ANY SPECIFICATION REQUIREMENT COM$IDEREO TOO RIGID

———_ . . ..—. .. .
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DEPARTMENT OF THE ARMY VOSTAQE AND FEES PAIO

OCPARTMCNT OF THc ARMV

Frankford Arsenal
Philadelphia, Pa. 19137

OFFICIAL BUSINESS

Commanding Officer
Frankford Arsenal
A’lTN: SMUFA-5500
Philadelphia, Pa. 19137
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