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MIL-P-50936A (PA)

- 28 August 1975
SUPERSEDING
MIL-P-50936 (MU)
17 April 1972

MILITARY SPECIFICATION
PROJECTILE, 155MM, HE: M483A1
METALLIC HARDWARE POR
This speciflcation 1s approved for use by all Departments and
Agencies of the Department of Defense.
1, SCOPE

1.1 This specification ceVers the metallic hardware for
use with Projectile, 155MM, HEﬁ  MEB3A1,

b} A
C o a

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

SPECIFICATIONS
MILITARY

MIL-A-48078 ~ Ammunition Standard Quality Assurance
Provisions, General Specification for

MIL-A-2550 - Ammunition and Special Weapons,
General Specification for

STANDARDS
MILITARY

MIL=-STD=105 « Sampling.Proceéedures and Tahles for
Inspection by Attributes.

Packaging, Packing and Marking for
Shipment of Inert Ammunition Compo-.
nents -

MIL-STD-1169

FSC: 1320
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MIL-P~50936A (PAL
DRAWINGS
PICATINNY ARSENAL
A-9215202 ~ Hardware, Metallic
{Copies of specifications, standards, araw1ngs and publications
required by suppliers 1n connectilon with specific procurement
functlons should be obtained from the procuring activity or as
directed by the Contracting Officer,]}’

3+ REQUIREMENTS -

3.1  Materilal.-Materials shall be iIn accordance with the
applicable drawings and specificatlons. '

3.2 Parts.-The parts shall comply with gll requirements
specified on Drawing (Dwg) A-9215202, all associated drawings.,
and with all requilrements specified in applicable specifications.

3.3 Workmanship.-All parts shall be fabricated and
finished 1n a thorough, workmanllke manner, ' They shall be..
free of burrs, chips, sharp edges, cracks, unblended ragdii,
surface defects, dirt, grease, rust, corroesion products, and
other foreign matter. The cleaning method usea stiall not be
injuliuuo to any par ua, nor shall the pa,r‘ta be COHU::U[}J.Hd.bcu ‘
by the cleaning agents. "All required marking shall te neat and
sharply defined.

3.4 First Article‘Testing.—This specification contains.
technical provisions for first article inspection. Requirements
for submission of first article samples by the contractor shall -
be as specifled in the contract..

B, QUALITY AssURANCE PROYISIONS -

4.1 Responsibility for: Tnspecﬁionién§VStandaTé\Quaiity

" ‘Assurance Provisions.=Unless otherwise speci?iedrﬁérein oy in
the contract, the provisions of MIL-A-48078 shall apply and are
hereby made a part of thls detall specification. -

4.2 cClassification of- Inspectinns.HThe following types
of 1inspection shall be performed on this. itemp
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MIL-P-50936A (PA)

a. First Article Inspection
. b. Quality Conformance Inspectlon

}U;3 First Article Inspection -

TeLe=

article sample as designated by the Contracting Officer for
evaluation in accordance wilth provisions of 4,3,2, The first
article sample shall consist of the followlng items in sanmple
quantities as indicated.

PART DESCRIPTION " DRAWINGS o '“QUKNTITY 
Cup, Expulsion Charge C=9272023 _ 25
Spline ' C-9216848~1 25
Spline ' C-9216848-2 . 25
Plate, forward , C-9216854 25

4.3,2 Inspectlons to be performed,=See MIL-A-48078 and
Table 1 specified herein., =~ .

4.3.3  Rejection.-See MIL—AnMSQJS;
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TABLE I - FIRST ARTICLE INSPECTION
CLASSIFICATION OF DEFECTS & TESTS

MIL-P-50036A (PA)

PARAGRAPH TITLE DRAWING NUMBER

Metallic Hardwsre NEXT HIGHER ASSEMBLY
NO. QF AGL
CATEGORY EXAMINATION OR TESY SAMPLE OR REQUIREMENT | PARAGRAPH REFERENCE :
, UNITS 100% PARAGRAPH | . /INSPECTION METHOD
Cu Expulslion Cherge
Wg- - .:;

Examination for Defects 25 -- 3.2 4.h.2.1
Spline
T%—g. C-9216848-1) '
Examination for Defects 25 - 3.2 4L, 4, 2.2
Spline
(%g. C-9216848-2)
Examinédtion for Defects 25 - 32 b.y.2.2
Plate, forward
{Dwg. C-9216558) :
Examination for Defects 25 - 3.2 4.4.2.3

NOTES:

SARPA-QA FORM 2567 FEB 74
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4.4 Quality Conformance Inspection

4.4,1 Inspection Lot Formation.-Inspection lots shall
comply with The lot formation provlsions of MIL-A=U48078.

4.4,2  Examination.-See MILAA—48018;

a. Sampling Plans.-Unless otherwlse speclfled in the
Classification of Defects and Test tables, sampling plans for ..
major and mlnor defects shall be 1n accordance with MIL-STD~105,
Inspection Level II,
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QUALITY CONFORM%yCE INSPECTION
CLASSIFICATION OF DEFECTS & TESTS

MIL-P-509368 (PA)

PARAGRAPH TITLE DRAWING NUMBER
SHEET 1 oF ©2 C-92720273
L. 4.2.1 |Cup, Expulsion Charge ‘ NEXT HIGHER ASSEMBLY
NO. OF AQL
CATEGORY EXAMINATION OR TEST SAMPLE OR REQUIREMENT | PARAGRAPH REFERENCE
UNITS 100% PARAGRAPH ZINSPECTION METHOD
Critical [None defilned
Major B
131 Largest outside flange diameter 0.40% 3.2 Gage
132 Total Length 0.40% 3.2 Gage
133 Flange Thickness 0.40% 3.2 Gage
134 Perpendicularity, as indilcated 0.40% 3.2 Gage
135 Parallelism, as indlcated 0.40% 3.2 Gage
136 Second largest outside dlameter, &s noted 0.40% 3.2 Gage
137 Concentricity of second largest diameter,
as noted 0.40% 3.2 Gage
138 Inside diameter to indlcated depth 0.40% 3.2 Gage
139 Inside dlameter beyond indlcated depth,
min. . 0.40% 3.2 Gage
140 Wall thickness of cylinder, beyond noted
dimension ‘ 0.40% 3.2 Gage
141 Thickness &t closed end 0.h0% 3.2 Gage
142 Fillet radius at intersection of second .
largest cutside diemeter with flange, max o.box t 3.2 Gage
143 Chamfer at underside of flange 0.40% 3.2 Gage
144 Burrs on any corner at open end face 0.40% 3.2 Visual
145 Cup dented or deformed 0.40% 3.2 Visual
»
Minor
Chamfer at face of open end wlth largest
outside dismeter, max. , 0.65% 3.2 Gage
NOTES: o

SARPA-QA FORM 2567 FEB 74
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QUALITY CONFORMANCE INSPECTION
CLASSIFICATION OF DEFECTS & TESTS

MIL-P-50936A (PA)

DRAWING NUMBER

PARAGRAPH TITLE
b .h.2.1 Cup, Expulsion Charge SHEET 2 OF 2 C-9272023
NEXT HIGHER ASSEMBLY
NO. OF AdQL
CATEGORY EXAMINATION OR TEST SAMPLE OR REQUIREMENT | PARAGRAPH REFERENCE
UNITS 100% PARAGRAPH /INSPECTION METHOD
Mlnor
{cont) . ' -
202 Evidence of poor workmanship, except &s
noted 0.65% 3.3 Visual
g
NOTES: .
SEE 4.5.1 for all AQL's except 202.

SARPA-QA FORM 2367 FEE 74
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QUALITY CONFORMANCE INSPECTION

. CLASSIFICATION OF DEFECTS & TESTS MIL-P-50936A (PA)
D R
PARAGRAPH TITLE CR:\;%?L ggnﬁ_l
SHEET 1 OF 2 C-9216848-2
L, 2.2 Spline NEXT HIGHER ASSEMBLY
NO. OF AQL
CATEGORY EXAMINATION OR TEST SAMPLE OR REQUIREMENT | PARAGRAFPH REFERENCE
. . UNITS 100% PARAGRAPH ZINSPECTION METHOD
Critical None defined
Major B
I%l Width of Projection on largest radius
surface : 0.40% 3.2 Gage
132 Total width, max. 0.40% 3.2 Gage
133 Distance to smaller basic width on
large radius surface . 0.40% 3.2 Gage
134 Distance to larger basic width on large
radius surface . 0.40% 3.2 Gage
135 Symmetry of larger baslc width on large
radius surface wlth projection. 0.40% 3.2 Gage
136 Distance to smaller basic width between
small radil surfaces 0.40% 3.2 Gage
137 Distance to larger basic width between
small radlil surfaces 0.40% 3.2 Gage
138 Symmetry of large basic width between
small radii surfaces 0.4bog 3.2 Gage
139 Symmetry of smalier basic width between
small radii surfaces 0.40% 3.2 Gage
140 Total helght, max. 0.40% 3.2 Gage
141 Fillet radius at intersection of pro-
Jectlon with large radius surface, max.
(2) - 0.40% 3.2. Gage

NOTES:

SARPA-QA FORM 25687 FEB 74
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QUALITY CONFORMANCE INSPECTION

CLASSIFICATION OF DEFECTS & TESTS

MIL-P-50936A (PA

DRAWING NUMBER

SEE 4.5.2 for all AQL's except 143 and 202.

PARAGRAPH TITLE
¢-9216848-1
SHEET 2 oF 2 (-0216848-2
LI- .4.2' o Spli'ne NEXT HIGHER ASSEMBLY
NO. OF AQL
CATEGORY EXAMINATION OR TEST SAMPLE OR REQUIREMENT | PARAGRAPH REFERENCE
UNITS 00% PARAGRAPH #INSPECTION METHOD
Major B_
con
142 Corner radius along entire length formed
by intersection of side and width of
projection, max. (2) {Reference: MIL-A- _
2550) 0.40% 3.2 Gage
143 Length, max. 0.40% 3.2 Gage
Minor ' :
Length, min. ‘ 0.65% 3.2 Gage
202 Evidence of poor workmanshlp 0.65% 3.3 Visuel
NOTES:

SARPA-GA FORM 2567 FEB 74
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CLASSIFICATION OF DEFECTS & TESTS MIL-P-50936A (PA)
PARAGRAPH TITLE DRAWING NISMBER
SHEET 1 ofF 1 C-9216854
4-1‘_.2.3 Plﬂte, forward ) NEXT HIGHER ASSEMBLY
NO. OF AQL
CATEGORY EXAMINATION OR TEST SAMPLE CR REQUIREMENT | PARAGRAFH REFERENCE .
UNITS 100% PARAGRAPH /INSPECTION METHOD
Critical None defined
Major B ' :
131 Largest dilameter 0.40% 3.2 Gage
132 Second largest dlameter 0.40% 3.2 Gage
133 Concentricity of second largest diameter 0.40% 3.2 Gage
134 Smallest dlameter ' S 0.40% 3.2 Gage
135 Concentricity of smallest diameter. 0.40% 3.2 Gage
136 Width of groove 0.40% 3.2 Gage
137 Thickness, excluding projection 0.40% | © 3.2 Gage
138 Large corner radius at edge of plain
face 0.40% 3.2 Gage
Minor
1 Thickness, including projection 0.65% 3.2 Gage
202 Distance from plain face to edge of
groove 0.65% 3.2 Gage
203 Radlus, max. at bottom of groove (2 '
places 0.65% 3.2 Gage
204 Evlidence of poor workmenship 0.65% 3.3 Visual
NOTES:

SARPA-QA FORM 2567 FEB 74
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QUALITY CONFORMANCE INSPECTION

CLASSIFICATION OF DEFECTS & TESTS

MIL-P-509364 (FPA)

PARAGRAPH TITLE DRAWING NUMBER
’ SHEET L oF 1 SEF._SECTTION &
4. h.2.h Container, Sealed HEXT HIGHER ASSEMBLY
NO. OF AQL
CATEGORY EXAMINATION OR TEST SAMPLE OR REQUIREMENT | PARAGRAPH REFERENCE
UNITS 100% PARAGRAPH /INSPECTION METHOD
Critical None defined
Ma jor B ‘ )
l%l Contents of container ioose 0.40% 3.2 Visual-Manual
132 Container damaged 0.40% 3.2 Visual
133 Container incorrect according to size
and welght 0.40% 3.2 Visual
134 Closing of contalner, incorrect or in-
complete Q.40% 3.2 Visual
135 Marking data missling, illeglble 0.40% 3.2 Visual
Minor : .
20 * 8ize of marking letters incorrect 0.65% 3.2 Visual
KOTES:

SARPA-QA FORM 2567 FEE 74
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4.4.3 Testing.-
This section is not applicable to thls specification.

4.4.4 Inspection Equipment.-The inspection equipment
required to perform the examinatlons and tests prescrlbed herein
is describeaed in the "Pn?"::\a"r'nnh 'Rn‘f“ﬁ'r'nnr‘-f-‘t/anan{'inn Methodt
column in the Tables starting with paragraph H.4.2.,1. The con=
tractor shall submit for approval inspectilon equipment deslgns
in accordance wlth the terms of the contract, 3ee Section 6 of
MIL-A-48078 and 6.3 herein,

Lh,5 Test: Methods' and Procedures.-

4.5, 1 Dimensional control of stamped parts.-In place of
the normal sampling associated with the Classifleatlon of Defects,
and with the approval of the Contracting Officer, a sample of at
least ten (10) parts may be dimenslonally inspected to qualify
the tool used in the stamping process for use in productien, 1In
addition, a random sample of five (5] parts shall be selected froem-
the last portion of each hour's productlon for dimensional lnspec=
tion as a control of the tool during productlon., -

- If any defective parts are found during qualiflcation of
the tool, the tool producing the defectiyve part shall not ke
used in production.

If any defective parts are founﬁ when Inspection is-perQ
formed for control of the tool, the tool producing.tlye defecr
tive part shall be removed. from productien, ' Further, that :
portion of production since the last toel control chﬁck shall'
be returned to the contractor for correctlyve actlon. -

All tools removed from preductlion hecause of some !ault
may, after reworking, be returned to production providing. they
pass the qualification test above. The centractor may request -

a change of inspectlon frequency providing he présents ohjJectiye
evidence to the Contracting Officer to substantlate the request,

4.,5.2  Dimensiocnal control oL cast_parts.—ln place. of the
normal sampling assoclated with the ClassIflcatign of Defects,
and with the approval of the Contracting 0fficer, a sample of
at least three (3) parts (as cast] from-esch cavity may he
dimensicnally inspected te qualify a new or revorked cayity fop
use in productlion or as a contrel of the cayity during. pron
duction. Inspection for control of each caylty during production
shall be performed on the above quantitites from each cavity
after production of 5000 parts., Individual cavity ldentlfication
must be provided. ‘

If any defective parts are founa during -qualification of
the cavlty, the cavity producing-the defective part. shall not

12
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be used 1in production. If any defectlve parts are found when
inspection 1s performed for control of the cavity, the cavity
producing the defective part shall be removed from productlen.
Further, that portion of production since the last control check
shall be returned to the contractor for corrective action. -

All cavitites formerly removed from production Because of
some fault, may, after reworking, be returned to production
. providing they pass the qualification test specifled above.
The contractor may request a change of inspectilon frequency pro-
viding he presents objective evidence to substantlate the re-
gquest to the Contracting Officer.

5. PREPARATION FOR DELIVERY.

5.1 Preservation and Packaging (Level €).-The metallic
hardware shall be preserved and packaged 1lh accordance wlth
MIL-STD-1169,

5.2 Packing (Level C).~The metallic hardware, preserved
and packaged as specified in 5.1, shall B¢ packed for shipment .
in accordance with MIL=-STD-1169. Each pack shall centain only
one part number.

5.3 Marking.-Marking of the carton shall cemply with
MIL-8TD-118G,

5.4 Shipping.-When components from more than oné'lbt.aré‘
shipped as a carload, each lot shall be kept separate, and the

division between lots clearly indicated to prevent mixing of
the lots 1in transit.

6. NOTES

6.1 Intended Use.,=The components coVered.hy,this~spécie
fication are intended for use in the ProjJectile, 155MM, HE:
ML483AL., '

6.2 Ordering Data.-See MIL-A-48078,

13
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'MIL—P—50936A (PA)'

NIIL A_ 118!1‘79 "Submit eguipment dpq‘!:rnq,‘ as 'r'Pn_'l'PPﬂ- to f‘nma__der

See
Plcatinny Arsenal, Attn: SARPA-QA-T Dover, New Jefsey 07801,

6.4 Submission of results of Contractor-Conducted Examina-
" tions and Tests,-Data shall Be suﬁmitteﬁ 1n accoraance wlth data

. A B Ll s deaan o
item DI-R~1721 on the DD Form J."fd_) LOT ChE€ CONCTAaCu

Custodian: 7 : Preparing Activity:
Army-FA Army=PA

Project Number: 1320-A290 .
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