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SPECIFICATIONS

Federal

0-T-236

Military

MIL-C-14003
MIL~-B-5087
MIL-T-7003
MIL-A-8623
MIL-A-9067
MIL-F-13926

MIL-I-16923
MIL-C-260T74

MIL-I-45607

MIL-C-46357
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STANDARDS
Military

MTL-STD-105 Sampling Procedures and Tables for Inspection
by Attributes

MIL-STD-109 Quality Assurance Terms and Definitions

MIL-STD-194 Painting and Finishing Systems for Fire Control
Instruments

MIL.-STD-414 Sampling Procedures and Tables for Inspection by
Variables for Percent Defective

MIL-STD-1242 Machining Standards for Fire Control Materiel

F10526600 Magnetic Disk, Data Storage

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 gpecification and this specification; the detail specification shall

3.2 Materials and equipment.- Materials and equipment used in the fabrica-
odomce memd amm YTee ~& &L «wr =2l al1l Kha AFf LI~L -1ls alh1a e thn cmese=_
Livn 4aninu dbﬂcwly Vi [ 94 -4 un:mul._y ollal L e wiL IILEI l{udLLLy, QULLGUL‘: dUL “ilc P ) St
pose,; and ghall conform to such specifications as are specifically applicable

The solder and soldering of connections shall be in
no ranniramante nf MIT.N.LL257 Consideration shall be
reguirements oI MiL-L-3022/. Lonsiger i%on snail de

ven to the use of high temperature solder or other means where connections are
made in high temperature areas.

m 0
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3.4 Bonding.~ Bonding shall be accomplished as necessary to insure the
performance of the memory, computer and itz 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 degreasing.

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
handiing, for easier working or for appliication of protective fiims 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3.5.3 Precautions.- Work shall be introduced and withdrawn slowly to and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 degreasing 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 De

3.5.4.1 Perchloroethylene.- Degreasing materials such as Perchloroethylene
as defined in 0-T-236 is intended specifically for use in the vapor type de-
greasers only.

3.5.4.2 Trichloroethylene.- Degreasing materials, Trichloroethylene, as
defined in MIL-T-7003 may be used in all applications.

3.5.5 Degreasing.- 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 degreasing 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 degreasing solu-
tion used.

3.6 Precision bonding with resinous compounds.
3.6.1 Usage.- 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 be kept in a clean, dark-
colored glass container fitted with a self-sealing silicone rubber cover or
a glass stopper. If a rubber cover is used on the container, the curing agent
shall be withdrawn with a clean hypodermic syringe. If a glass stopper is uosed
as a closure, it shall be replaced immediately after the required amount of

curing agent is withdrawn.

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

with MIL-A-8623 or MIL-I-16923 or MIL-C-40
fied on the applicable drawing.

whichever is applicable or as speci-

(49
,.

3.6.5 De-airing resinous compounds. equir 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.
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in an even, continuous film over the entire area of

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 immediately

after the clamps are applied. Parts requirdng rework shall be thoroughly cleamed
of all cured material prior to reapplication of resinous compound.

3.6.8 Curing of resinous compounds.- The curing time and temperature shall
be such that the required bonding adhesion, tensile strengt and other properties
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are produced with no detrimental results to pa

3.7 Plating, electrodeposited iron.
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18 listéd under prohibited materials. Materials that melt or soften at or
below 210°F shall be removed completely from parts before processing.
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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.

The plating operation shall not be interrupted by the

- o ak =1 | N mer]l Famaniialsy

3.7.3.2 Controls.-
LebL pdll!:l.b budLL oe bimul\.aucuua;y

removal for inspection or cther reasons.
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 Plating.
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 Method 211.1, 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.- 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.

eat.

3.8.2 Solution heat treat
he

re
be done in accordance with t

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 hardening.- 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 cail out.

3.9 Spray coating of magnetic memory recording disk.

3.9.1 Preparation of disk.
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3.9.1.1 Masking.- Mask all surfaces to be void of dispersion coating.
3.9.1,2 Cleaning.- 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 Drying.- 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 coating surface must be free from contaminates, cbvious orange peel,
globs or lumps in excess of 0.010 inches. The applied coating should have a thick-
ness 0.002 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. - 11 npnrnr{nnc cehall he pnrfnrmod in a dugt-free tempera-

.10.1 leaning. All operations shall be per in a dust-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. 1t 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 Handling.- 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

aml o 1 ad AT anemdemn —emanadicena
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3.10.3 Cleaning solutions.
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 degreasing.

2 an /. T A mand -
3.10.4 Cieanin e tho

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

a. Fill beake Freon TF, in a sufficient amount, to insure

b. Place part in beaker and place beaker in the ultrasonic cleaner,
fcr a period of 3 to 10 minutes, The ultrsonic cleaner may use
either ethyl alcohol, distilled water, or Freon TF, as a coupl-
ing fiuid.

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 cleanirg 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
minutes minimum.

marfarmmad
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3.10.4.3 Method C. - Met a

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

b. Vapor degreasing shall be dome 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 envirorment 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 bog with locking doors in the
connecting passages. At no time shall both doors be opened aimultaneously. The

PR E U S

P APy STesSsur

atmospner ric PT
a. 1lst 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 contrclled
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 handl-
ing equipment of & design to insuvre no human contact and nen violation of the -m-

vironment specified in 3.10.5.1, Should the completed memory assembly be opened
other than in the specified environment, the entire cleaning procedure shall be verun.

3.10.6 Headplate assembly.- Clean in accordance with methods B and C in
sequence, except tiie method B cleaning shall be a minimum of & minutes with a
minimum of 4 minutes in the inverted (air bearing up) position. 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 minimum, 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 Curing 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 clemning with dust free absorbent paper, and Freon TF,
before going to final assembly.

8
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3.10.9 Seals and 0-rings.-Clean in accordance with methods A and C in
sequence. Method A cleaning shall be limited to a gaximum of 5 minutes.

3.11 Heat treating magnetic materials.

3.11.1 (Cleaning.- 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 otherwise
specified, cleanimg shall be by vapor degreasing.

3.11.2 Type I and Type III steels.

3.11.2.1 TIypes.- Type I steels are nickel-iron alloys and Type III steels
are grain orieated 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 stacked in such a manner as to prohibit warping and distortiom.
Holding fixtures shall be used where required to prevent shifting 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
alivmina A nravent anveinai nsantact !.11 f'h fhn nnnp.-.ﬂn-!o hmr hﬁ‘ld‘lnﬁ Fiwture- or

QlullLiiia [oge4 PG Vel Silal Cohnilale e aillea’lll L ixatidL
b |

other parts. After the alumina has been applied, care shall be taken in handxing
and transporting the annealing boxes to prevent dislodging of the alumina. The
annealing boxes shall have a gas tight seal, and shall have ipeans for maintain-
ing positive pressure inside the box. Any leaks shall be eliminated prior to

tlha aememnald - R iPe ™o N
wne dlllchLlls \'Jyerat--l.uuo a0 annealing box shall be “1aced in the furnace and

the necessary connections made to permit flow of the gas for atmospheric contrel.

3.11.3 Anrealing,

2 11 12 1 om T - Meea ntanla alaa Py -
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 III steels.- Type III steels shall be annealed under contrell-
ed temperatures and atmosphere with a final controlled coating.

3.11.4 Unloading.

2 011 21 N ] - PP, 3y ~

J.11.4.1 Opening atmoSpnere and Lugpcrature.— Awuapueric CO 3 fi€s
shall be discomnected, 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. Welded annealing boxes shall be opened by means of a cold cutting device.

3.11.5 Quality.- The specified materiais, when anneaied, shaii be capabie
of meeting the performance specified in MIL-M-60183.
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3.12 Workmanship.

3.12.1 Assemblies.- 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.

i
close as is consistent with best shop practices. When dimensions and tolerances
affect the interchangeability, operation, or performance of the equipment,
they shall be held or limited accordingly.

3 Fabrication.- Machining, drilling, and forming shall be done with
£

accuraie templates, jigs, or gages.
3.12.4 (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
.0 therwise damaging the wire.

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility for inspection.- Unlesz otherwise specified in the
contract or purchase order, the supplier is responsible for the performance of
all inspection requirements as specified herein. FExcept as otherwise specified
the sunnlier may utillzg his own facilities or any commercial Tnhnrnrnry nnnapt
able to the Gavernment. The Govermment reserves the right to perform any of
the inspections set forth in the specification where such inspections are deemed
necessary to assure supplies and services conform to prescribed requirements.

N -

4.1.1 Ganeral provisions.-The component inspection requirements of MIL-F-
13926 form a part of the Quality Assurance Prov1 ions of this specificationm.
Definitions of inspection terms shall be as listed in MIL-STD-109.

L 2 Tnenantinn nravicinne
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4.2.1 Submission of Product.- Unless otherwige specified herein, or by
the contracting officer, inspection lot size, lot formation and presentation
of lots shall be in accordance with "Submission of Product' 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 chavacteristic)
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 Govermment acceptance or rejection by lot. The Government reserves
the right to inspect for any applicable requirement, and to reject individual
non-conformino 1iteme

ST MR L AE ALCiO.




Downloaded from http://www.everyspec.com

MIL- M-60185(MU)

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

defective characteristics.
submittance of rejected lots shall be in

Removal or correction of defective units and re-

MAnnantansra a

ammmmda 3+t d Da_
raance wi acleptance anG ne=

accoraance wiin

jection" as specified in MIL-STID-105.

Characteristic

Critical: None

Major: AQL 1.0% defective

101, Cleaning
102. Precautions
103 Degreasing
Miaenaime Ny
#inor: Gome

Crarscteristic

riticai: _None

Major: AQL 1.0% defective

104. Bonding

105. Useage

106. Cleaning

107, Mixing materials

108. Curing agents

109. De-airing resinous
compouinds

110. Application of
resinous ccupounds

111, Joining of parts

112, Curiog of resinous
compounds

Minozr: _None

AT T TNNRAR TATVEReT 117N

TABLE I - DEGREASING

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

Requirement Method of Inspection
3.5.1 Vis, SME
3.5.3 Vis
3.5.5 Vis

TABLE II - BONDING

Use Special Inspection Level 5-4
I with Sampling Plan Table IT-A of MIL-STD-105
Requirement Method of Inspection
3.4 MIL-B-5087, 4.4.1.1
3.6.1 Vis., SME
3.6.2 Vis
3.6.3 Vis
3.6.4.1 Vis
3.6.5 Vis, SME
3.6.6 Vis
3.6.7 Vis
3.6.8 Vis

-
[
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113.
114.
115.
116.
117.
118.
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TABLE IIT - PLATING

Use Special Inspection Le:

i
with Sampling Plan Table

vel 4 of
II-A of MIL

MAJOR: AQL 1.07% defective

i2
12
127.
128.
129.

i3a.
12

(Al

Masking
Mannine
vicaliiirg

Drying

Preparation of magnetic dispersion
Application of coating to disk

Coating cure

Characteristics Requirement
CRITICAL: NONE
MAJOR: AQL 1.07% defective
Prohibited materials 3.7.1
Materials, fixtures, tooling 3.7.2
Positioning 3.7.3.1
Controels 3.7.3.2
Appearance 3.7.4.1
Tensile streagth 3.7.4.2
MINOR: NONE
TABLE IV - PROCESSING OF ALUMINUM ALLOYS
Use Special Inspection Level §-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105
Characteristics Reguirement
CRITICAL: NONE
MAJOR: AQL 1.0% defective
Cleaning 3.8.1.1
Straightening and forming 3.8.1.2
Solution heat treat 3.8.2
Thermal shock cycle 3.8.3
Precipitatisn hardening 31.8.4
Stress relief heat treating 3.8.35
MINOR: NONE
TABLE V - MAGNETIC DISC
Use Special Inspection Level 5-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105
Characteristics Reguirement
CRITICAL: NONE

PN
.
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.
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Method of Inspecticl:i.

Visual
Visual
Visual
4.4.1.2, 4.4.1.4
Visual

a A

4.4,1.3

Visual

SME
Visual, SME
Visual,
Visual

Visual,

SME
SME
SME
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MINOR: NONE
TABLE VI - ASSEMBLY CLEANING
Use Special Inspection Level $-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Characteristics Requirement Method of Inspecticn

CRITICAL: NONE

MAJOR: AQL 1.0% defective
131, Cleaning 3.10.1 MIL-C-46357, Vis.
132, Handling 3.10.2 MIL-C-46357, Vis.
133. C(Cleaning methods 3.10.4 Vis.
134, Assembly area 3.10.5.1 MIL-C-46357, Vis.
135. Clearing precautiorns 3.10.5.1.1 Vis, SME
1%f., Head plate assembly 3.10.6 Vis, SME
137. Heusing assembly 3.10.7 Vis, SME
132, Rotr~ assembly 3.10.8 Vis.
137, Curirg of cement 3.10.8.1 MIL-C-46357, Vis.
140. Seals arnd O-rings 3.10.9 Vis.

MINOK: TONE

TABLE VII - HEAT TREATMENT OF STEELS
e
Use Inspection Level II 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
141, Cleaning 3.11.1 Visual
142. Preaannealing 3.11.2.2 Visual
143. Type I steels 3.11.3.1 Visual
144, Type TI steels 3.11.3 2 Visual
145. Opening atmosphere and temperature 3.11.4.1 Visual
146. Quality 3.11.5 MIL-M-60183

MINOR: NONE

[
(W)

e e s ‘- RO o e m eswd ieEe H



MTI.-M-A018% (M'"\

JY O - Fiad g L0 R o0

Characteristics

Downloaded from http://www.everyspec.com

TABLE VIII - WORKMANSHIP
Use Special Inspection Level 5-4 of Table I
with Sampling Plan Table II-A of MIL-STD-105

Requirement

Method of Inspecticn

MAJOR: AQL 1.07 defective
147, Soldering 3.3 MIL-C-46357, Vis.
i48. Assembliing 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 include test data and results for all characteristics speci
fied. Certification will be required prior tc performing final acceptance in-

spection and shall suffice for the remainder of the production quantities,

pro-

vided the manufacturing processes and techniques used to produce the items for
which certification was issued have not been changed or revised.
changes will require a rew certification from the contractor.

Characteristics

TABLE IX - CERTIFICATION

Requirement

Any and all

ann] icable re-
11catie

tha

il

Materials 3.2

Degreasing materials 3.5.4

Resinous compounds 3.6.4.2

Cleaning solutions 5.10.3

Type I and Type II steels 3.11.2.1

Quality 3.11.5

4.3 Inspection equipment.- Except as otherwise provided for by the con-
o mae tln Ammbmnntbarm ohall auanlae amindnmant arrardanca with
cLrace, LHNe LUlitidal iyl dliall DuUuppily Tyulpiiciie in aceordéance wioa
quirements of MIL-I-45607. The Government reserves the right to use the test

equipment for its own independent 1nspect10ns tc the extent that such use will
unduly interfere with the contractor's delivery schedule.

L o211

TeJed

[67e5¢]

+rana
wUdilia

Aty
CLOY

de

cshall

Tha ~cantracta
Qaii

1om -
ign. The contractor provie

ae
<o

ingpection equipment

compatible with 4.3.1.1 and the following tolerance criterion for all standard
measuring equipment specified in Tables I to VIII inclusive and "Test Methods and

Procedures"

specified in 4.5.
sidered to be within 10% of the product tolerance for which it is intended,

Since tolerance of test equipment is normaily con-

this

inherent error in the test equipment design must be considered as part of the pre-

scribed product tolerance limit,.

Thus, concept,

construction, materlals, dimen-

sions and tolerances used in the design of test equipment shall be so selected ard

14
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controlled as to insure that the test equipment will reliably indic.te accepta-
bility of a product which does not exceed 90% of the prescribed tolerance limit,
and permit positive rEJectLUh when non=-conforming. Constructicn shall ke such as
to facilitate routine calibraticn of test equipment.

4.5.1.2 Test equipment.- In conjunction with 4.3.1, the following test
equipment shall be utilized in the performance of the applicable tests.

ITE: NUMBER DESCRIPTION
1 tolding devices (see 3.5.3) To be constructed of metal,
2 Control of pH 7.0 min.
3 Materials, Fixtures tooling Prohibited materials (see 3.7.1)
(see 3.7.2)
4 (Cieaning requirement Lint free cloth and acetone
{see 3.6.2)
5 ‘emperature controls + 5%
" (see 3.9.1.3)
6 Max humidity controlled area + 2%
7 Assembly area (see 3.10.5.1) Atmospheric control shall be within the
limits specified for the assembly area
8 Annealing boxes (see 3.11.2.2) Shall have a tight gas seal and a means
for maintaining positive pressure inside
the box.
9 Materials, Fixtures tooling Fixtures or tooling shall not contain
(see 3.7.2) prohibited material as specified in 3.7.1
4.4 Test methods and procedures.- The requirements of Section 3 shall be

insrected in accordance with the 1nSp6Lt10n method specified in the respective

Tatles of I to VIII inciusive, and the following tests. Where ""SME" is specified
in the Tables under "Method of Inspection" it sh 11 be by means of Standard
Measuring Equipment (SME). All other testing specified in the tables shall be in

accordance with their related test methods and ‘rocedurgs 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.

4.5.1 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 MIL-STD-105. All finishes, unless otherwise specified, shall be
143 ¢
Ll

nce with Mi

s

s ©
I

Ly
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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 plating.- 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 Magnetic 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 Disk, Data Storage (Memory)
a part of the Gun Direction Computer: MI18.

6.2 Ordering data.- Procurement documents should specify the following:

(a) Title, number and date of this specification
(b) Quantity of test panels (see 3.7.3.2)

Custodian: Preparing activity:

Army - MU Army - MU
Project No. 1220-A212Y
16
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JFECIFICATL ANAL YYD EE1 Budget Bureau No. 119-R004
INSTRUCTIONS T

This sheet ia to be filled out by personnel either Government or contractor, involved in the use of the apecification in pro-
curement of products for ultimate use by the Department of Defonse. This shest ls provided for obtaining information on
the use of this specification which will inaure that sultable products can be procured with & minimum smount of delay and
st the least cost. Comments and the return of this form will be eppreciated. Fold on lines on reverse side, staple in

corner, and send to preparing activity. o

SPECIFICATION

[ORGANIZATION o T [cu'r'?'fno SYATE

—_ - -
‘QUANYITV OF ITE PROCURED DOLLAR AMOUNT

_l $

CONTRACY NO.

B, RECOMMENDATIONS FOR CORRECTING THE DEFICIENCIES

P YES'', IN WHAT WAYT

P ——————
4. REMARKS (Attech sny pertinent sata which ey be of use in Jmproe thia apecitication. If there are additional
e, a3tec) 1o faren and place both in an envelope sddrecsed 10 proparing activity)

T WA, TTITTY L TWIA IR .y

SUBMI TV 1Y (Feinted or typod name and sctivity) DAYE

DD, 1426
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