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FORGINGS PROCURED TO NON-GOVERNMENTAL SPECIFICATIONS
1. SCOPE
1.1 This specification, when specifically referenced in connection

with material specifications, drawings, or standards issued by non-

govarmmantal organizations, ig intended to vnrovide unmp'l-tnn and taat
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procedures by which gompli;gg with the spe jed ma
may be ascertained. It is intended to supplement only those specifications
which describe the higher qudality materials, and then only when the
sampling and inspections provisions of the industry specification are

not in consonance with the materialls quality level represented by the

respective properties requirements.,

o ¢

= Pl S e

1. Ommission from this specification of confimatory test for
certain materials properties or attributes controlled by the specifi-

cation does not relieve the vendor of this obligation to furnlsh
materials which comply in all respects with applicable requirements.

i.3 In the event of conflict between requirements specified
herein and the quality control provisions of an applicable materials
specification, this specification shall be considered as the minimum
acceptable requirement and shall take procedence except when the
conflicting requirement is more stringent.
2, APPLICABLE DOCUMENTS
r The following documents, of the issue in effect on the
date of invitation for bids, form a part of this specification to
the extent spscified hersin,
SPECIFICATIONS:
MIL-H-6875 Heat Treatment of Steels (Aircraft
Practice) Process for
MIL~-H-6088 Heat Treatment of Aluminum Alloys:
Process for
MIL-H-6868 Inspsction Process, Magnetic Particle
MIL-H-6866 Inspection, Penetrant, Method of
MIL-H-6865 Inspection, Radiographic
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STANDARDS;
Federal
FED TEST METHCD STD. NO. 151 Metals; Test Methods

(Copies of specifications,standards, and drawings required by contractors
in connection with speclrlc procurement functions should be obtained
from the procuring activity or as directed by the contracting officer.)

ATHE}'{ “Uﬂ\'l’ TAAMYANAAND

SAE Aeronautical Materials Snecifications

AMS - 2635 Radiographic Inspection

AMS - 2645 Fluwrescent Penetrant Inspection
AMS - 2640 Magnetic Particle Inspection

AMS - 2646 Contrast Dye Penetrant Inspection

Copies of AMS Specifications are obtainable from the Socisty of Automotive
Engineers, 485 Lexington Avenue, New York 17, New York.
M ST S
2262 Rec. Practice for Boiling Nitric Acid
Test for Corrosion-Resisting Steels.
A233 Mild Steel Arc-Welding Electrodes.
E23 Methods for Notched Bar Impact Testing
of Metallic Materials.
EL5 Recommended Practice for Determining the
Inclusion Content of Steel.
E112 Method for Estimating the Average Grain
Size of Non-Ferrous Metals, Other Than
Copper and Their Alloys.
ASTM Standards are obtainable from the American Society for Testing Mat-
erials, 1916 Race Street, Philadelphia 3, Pennsylvania
3. REQUIREMENTS
3.1 Controlled Properties and Acceptable Variation -
3.2 The dimensions, properties, capabilities apd characteristics
of the metal products shall be as spacified by the material specification
or statement of requirements invoked by the contract or purchase order.
4e QUALITY ASSURANCE PROVISIONS

&
-t

Acceptance Tests — The related sampling, inspection and test

I
N
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nrocedures detailed herein are in
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and copies of the reports of testis other than chemical analysis of
aluminum and magnesium alloys shall be furnished when required by
the contract or purchase order.

4e3.1 Inspection Lot - An inspection lot shall be considered
the submitted product of one heat (melt) for purpose of chemical analysis
and hardenability, and will therefore include items of several
dimensional ~groups w1thin the same product form. An inspectlon lo§ .
1 (melt)

[o]
)
o]
3
]
J
£L
4:+ (30 l—h
&8 ®

1ickness i
flat rolled roducts. an inspection lo 11
one nominal thlckness, the intent being to allow a lot to contaln
several lengths, widths, or circle diameters, provided they are of the
same heat. For wire, an inspection lot shall consist of the wire of
one size and from one mill coil.
For each inspection lot, and for eac h applicable test as

shall select the appllcable test method for each type of tes+ from
those shown in Table II, The dimensions of the specimen shall be those
appropriate to the size and shape of the material being inspected.

The appropriate reference specification shown under Paragraph 2 shall
govern the testing.

4.3.2,1 Tensile Test Method for Wire - The tensile test specimen
shall be a full section of wire not less than 15 inches long. The jaws
of the testing machine, with the specimen in place, shall be not less

than 10 inches apart., Specimens shall be tested in accordance with
Method 211 of Federal Test Method Std. No. 151,

4.3.2.2 Bend Test lMethod for Wire _ Specimens shall be straight
and not less than 10 inches long. One end of the specimen shall be
clamped in a vise, the jaws of which shall be rounded to a radius of
3/16 inch and the wire bent back and forth, at a uniform rate through
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TABLE I
S ling of Metal Mi cts other th in Magnesium
Type of Test: Number of Tests per Inspection Lot
Flat Rolled Bars Wire Tubing
Visual examination for dimensions,
finish, defects, marking Table III III IIT III
Chemical Analysis of identified
materials (color code not adequate) 1 1 1 i
Materials without identification
marking, Table IV IV v v
Hardness
(Brinell or Rockwell) 5 5 - 5
Tensile, When lot is in
hardened condition, test samples
shall represent each thermal process
or amount of reduction used. 3 3 3 3
Bend 3% of cut
length; or 1
per coil 1 3 -
Impact 7
(Charpy or Izod) Table V \ - I
Torsion
(Twist) - - One from the -
first, last and
intermediate ship-
ping coil from each lot
Wrapping - - Table VI -
Interndl Pressure (tubing)

(Hydrostatic) - - - 2 units per
1,000 feet up to 5,000
ft.;, plus 2 units for
each additional 5,000 ft.

*Hardenabilily - Pieces individually marked
at source, 1 1 - 1
Not individusily marked at source for identi-
fication. Table V \'§ - vV
Microstructurs
(Normetalliec Inclusions;

segregat.ion) 5 5 5 5
Macroetch (Steel Bars) - 5 - -
Grain Size and Decarburization 1 1 1 1
Intergranular Corrosion Resistance - Samples to represent
each size and shape, manufactured and heat treated by the
sameé process. J I I I
Waldability 1 1 - 1
Nondestructife Testing 10 10 - 10

*In the event partial shipments are made from the same heat, it shall be unnecessarv
to test each subsequert lot once the heat has been tested.

-4
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TABLE III
L Qoa Samnle Sine Acceptance Number
LOUV Ol AP AT v i
1 to 15 all 0
16 to 180 lé 2
181 to 300 35 v
301 to 500 50 1
over 500 75 — 2
TABLE IV L
Lot Size Sample Size Acceptance Number
M L. ™ a1l O
1 to 7 all
8 to LO 7 0
L1 to 110 15 1
111 to 160 25 2
181 to 301 3> D]
P N L
over 301 20 2
TABLE V
Iot Size Sample Size Acceptance Number
1 to 65 L 0
66 to 110 5 o]
Rl TR P, ¥ Ve i d )
11l LvO Huu { v
310 to 500 10 0
501 to 800 15 0
over 800 25 0
B L TABLE VI - -
Lot size in feet Sample Sample size Accumualtive Accumualtive
of tubing i piaces of acceptance rejection
‘tubing number number
20,000 or less First 7 1 3
Seeond 1 2 3
20,001 to 50,000 First 10 1 L
Second 20 3 N

b
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an ang lv of 1800, Each movement of Q00 in either direction shall
be counted as one bend. The rate of bending shall be limited to
av01d undue heating of the wire. Guides shall be so placed that the
wire will always be in a plane normal to the jaws of the vise
4.3.2.3 Torsion Test of Wire

/] 2 9 2 1 1[-.. Nera N N2 Tv\“\ NYamnatan - CQrandmana \-. 11 ) SN
e /e ae e} NLL O \JVUJ. VeV A 11IGIL ViQlUiOUu9gl UPU\.-.LLU.UL Al 4 veo

not less than 10 inches in length. One end shall be clamped in the

fixed head of the testing machine, the opposite and in the movable

head. The distance between the clamps shall be between 8

and 8.5 inches, The wire shall be twisted at a uniform

rate, in one direction, until failure occurs. The rate of twisting

shall not exceed 33 rpm for wire d ameters O
t i 18l ter sion shall be

danaiig

4.3.2.3.2 Wire 0.032 Inch Diameter and Less - The torsion
specimen shall be not more than 30 inches long., The center of the

for

specimen shall be passed around a hook held in the movable head of the
testing machine. The ends shall be clamped togetner in the stationary

e ' SRR S

) PO | PP | - - — - = P g P TR,
head and the test conducted as above for wire over 0.032 inch diameter.

L.3.2.4 Wrapping Test of Wire - The wire shall be wrapped
8 consecutive times around a mandrel having a diameter equal to the
diameter of the wire, maintaining a pitch approximately equal to the

diameter of the wire., The wire shall be examined for the occurence of
splits, fractures, or the other defects as defined by the specification.

/.3 2. 5 Flarine Test of Tubins — The end to be flared

e ~e s LA Ay 4 PO &S 4420 Tida VU T 4 o T\

shall be cut square with the surface smooth and flat (not round) and
free from burrs. The specimen shall, at room temperature, be forced
axially with steady pressure over a hardened and polished tapered
steel pin having a 74° included angle, to produce a flare having the
permanent expanded outside diameter specified in Table A.

TABLE A
Flare; Inch; Dimension

Nominal Expanded Nominal Expanded

CD CcD 0D o
0.188 0.200 0.750 0.937
0.250 0.359 1.000 1.187
0.312 0.421 1.250 1.500
0.375 0.484 1.500 1.721
0.500 0.656 1,750 2,106
0,625 0,781 2,000 2,356
Note: Tubing having an intermediate nominal cutside diameter (CD)
shall withstand the same degree of flaring, percentage wise, as the next

larger nominal (OD), -7~
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L.3.2. 6 Internal Pressure Test - Tubes shall be stressed by
internal hydrostatic pressure at pressure levels specified or required
to produce the specified wall stresses.

/J 2.2 7 ardenahilit~r f Motariale IIndar 1 Tne
e e ~e i Al WCLGvaad vy 4 LTIAVU4 daaw viiaea LI 9 ¢ 507 ¢4
Ae3.2.7.1 Materials 1/4 Inch and Less in Thickness -~ Specimens

3 inches in length and 4 to two inches in width shall be cut from
the sample austenitlzed at temperatures as specified by MIL-H-6875 for
the respective type of steel or as specified by the applicable

specification and quenched in the specified medium.
Hardness tests shall be conducted in accordance with Method 243 of
Federal Test Method Std. No. 151

Y [v3 AV QI | VIV oY iU ¢ 1 /1e
£.3.2.7.2 Materials 4 (over) to 1.00 Inch in Thickness -

Specimens 3 irwies in length and of width equal to or greater than
the thickness shall be austenitized and quenched as specified by

specificati. : 11L-H-6875 for the particular type of steel involved
or by the a;pli..«ble specification. Specimens shall be sectioned at
+hAa mIAA-mA~AL - b vrvevamY +m Flia VAl dee AL N el e TV maa T e = PR ST I
Lile MLApoL:: dAqce a0MMar vO o vile 10INE1v iainal axis, nu.ruuess bt‘!Sb' 11
acoordance wih 'fethod 243 of Federal Test Method Std. No., 151 shall
be made ne: i'u: ceuter of the section

"lloys Other Than Standard Grades of Steels -
4e3.2.7.3 ”H*erials 4 Inch and Under - Specimens shall be heat
treated in - < 11y ~e with the requirements of the applicable specification
or the allc. ' sers recommended practice (propristary alloys) and
anbiiantad | 175 +aate 3n ananrdannae od+h Math~A 211 AF Badamral Tast
PULY JoL vou s 4 2 wGO U A1l AULUULVIGQLIL T WL Ll IGO0l £ 0 vl rocuciald 18 v
Method S5td, '“1 and/or other tests as specified by the detail speci-
fication.
4e3.2.8 wceacburization of Tubing, Sheet, Strip or Wire
4Le3.2.8.1 " owissible Limit Specified as Hardness Range -
;D 21 : Vimetdan = Qhosadmana avhihitine nantdans Af +ha
Ho /eretlegt ;¢ JERRT = L0 WUCLLIGILS CALLLUL U.LILE }J‘J‘. LIVIID VL IO
original « 5 11 ha autenitized from the lLemperatures specified
and quenche h Speci L 875 the
material.,

4.3.2.8.1.2
(Rockweii A) 1 s

gample. Sxﬂ ace n s sts a ¢
to a depth - © .roximately 0,020 inch or 1/3 the thickness of the
specimen, wu:uﬁuVJr is less

-8-
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4.3.2.8.2 Limits Specified as Variation of Macrostructure - The
depth of the zones of complete and partial decarburization below a
surface shall be determined by the examination of a metallographic
spec1men, or speclmens, representing the entlre cross sectlon or one

4.3.2.9 Weldability Test of Steels - Samples consisting of two
flat test piates, roughiy 6 by 12 inches and 12 by 12 inches, shall

be cut from proaucns I/Lp ineh or more in thickness whenever pI‘&CT;lc&

When the shape or dimensions of the unit products comprising the
ﬁnannnfinn 1ot do not permit the selection of test plates of the preferr

valda Vil SaTuvaVil Vaa

sizes, other sizes and shapes which will permit the welding of double-
fillet T-joints may be employed.

4.3.2,9.2 Preparation of Specimens - Joints shall be arc

welded as indicated by Figure i, by experienced welding operators
employing E6011 electrodes conforming to ASTM standard A233-58T,
4:3.2.9.3 The exposed surfaces of all fillets and adjacent parent

metal shall be inspected by magnetic particle or penetrant methods for
weld cracking. Specimens 2% T in width shall be cut transverse to the
direction of welding and these specimens subjected to bending as
indicated by Figure 2, The presence of cracks in the base metal in

or near the edge of a fillet, or failure to withstand bending to an

1rmnalidad ansgla of nO ..1..\11 ha aniiga Parn matantian of +tha 16+
LUV LT QlilEglT Ul l wliall VT LAQUOT 1UL 1T JOUVLIVIL Vi VT 41UV,
4.3.2,10 Tests for Discontinuities - Materials specifications

suitable for use in the procurement of special quality structural
stock or shapes commonly specify limits on harmful defects and

dlscontinultles, but may not indicate appropriate methods for locating
or assuring freedom from defects. When the inspection i
i ndd nat ad +ha mi11 nradunte nrasantald far gncen‘l’nnce

LiRA LAV Oy VY liddid PLIVUAULUVE PMATURVIIVOWU 4 VL =3 Cade A il
in accordance with the respective process spe01fications of Table
When the method is not defined, any one of a variety of methods
acceptable to the procuring agency may be used. Applicable methods
include magnetic particle (applicable to ferromagnetic materials only),
fluorescent penetrant, visible dye penetrant, anodic treatment (of
aluminum alloys), radiographic and ultrasonic methods.

tJVQJ

A.11 Rejection - When one or more specimens fail to mee

the specified requirements, the lot shall be rejected, The units

found defective during inspection shall be reJeéted whether or not
the remainder of the lot is acceptable. g
Resubmitted Lots - Materials from 1otS’fbund un-

acceptable shall not be resubmitted for accepnance unless all units’
s

amn mvrnmd madl A s tested and all defectives removed or ds it
ars re—-sxamined or re-tested and all dsfectives removed or dsisct

corrected,

-11-
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Loty Sampling, Inspection, and Tests of Aluminum and of
Magnesium Alloys.

bl Inspection Lot - An inspection lot of aluminum or of
magnesium alloys shall consist of mill forms of the same shape, alloy,
temper, size and nominal dimensions submitted for inspection at one time.
Lob.2 Examination of Product ~ Units of product shall be examined

visually for defective workmanship, surface condition, identification
marking and packaging.

boda3 up.L_Lug and _LnSpt’SCu.Luu for Dimensions E}CCG}J*\} Thickness
and Crown of Flat Rolled Product - Materials which are known to have
been produced by production methods and dimensional controls acceptable

to the cognizant government inspector (at the producer's plant) need not
be reinspected. Materials not produced under conditions as outlined
above shall be sampled in accordance with Table III:

bhadea3.7 Inspection for Thickness and Crown of Sheets - Samples
selected in accordance with Table III shall be inspected by measuring
the thickness of five locations distributed along and one-half inch
from a longitudinal edge wi with respect to the rolling direction and at
additional locations near the center of the sheet prior to cutting.
YAVANA Chemical Composition, Ingot Analysis

VAN A IR Sampling in facility operating under a quality control
procedure acceptable to the Govermment, — At least one sample shall be
taken from asach group of ingots of the same alloy poured simultaneously

from the same source of molten metal by the producer, and analyzed to
determine conformance with the chemical composition requir ements. Ingots
not conforming to the requirements of this specification shall be rejected.
Ingot analysis records shall be available to the cognizant Government
inspector,

bebod 2 Mill Product Analysis - Unless compliance with 4.4.4.1 is
established, analysis shall be made as described in Federal Test Method
Std, No., 151, Methods 111 or 112, on samples representing each 4000 pounds

s i
or less of material comprising the lot, except that not more than one
analysis shall be required per piece.

-12-
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boli5.1 Sampling - Two units of product shall be selected to
represent each lot as defined by 4.3.1.

Lol.5.2 Method - Specimens shall be heat treated in accordance
with specification MIL-H-6088 for aluminum alloys. Heat treated
cnbnﬁ'\mann ahall ha rrarnorald and +toatald v annAardarnna wrd+h MathAd 211
QlJU\a Lo DAl d vo IJJ. Uyal TU Qdiul VA~ TwRVE -V § il AULUUVIMQIILE WAL VIl 'O VIIVL A

of Federal Test Method Std. No, 151,

bob.5.2.1 Specimens from material to be tested in the solution

treated temper may be tested at any time after completion of the
treatment. In the event specimens tested less than four days after

solution treatment fail to develop the required properties, the test
may be discarded and additional tests made on specimens that have bssn
permited to age at room temperature not less than four days.

AVARS Tensile Properties

bodo6,1 Sampling fo Sheet and Plate - One sample shall be
selected for each 2000 pounas or less of sheet and for each 4000 pounds
or less of p.Lubt: bumpx.l.buxg the J_Ub, cxu:spb that in no case shall less

than two samples represent a lot. Not more than one specimen shall
be taken from the same sheet or plate when the lot consists of more than

one. When a unit of products exceeds 4000 pounds in weight it is not
necessary to take more than two samples.

Loli6.2 Sampling of Wire, Rod, Bar, Tube and Shapes - From
materials having a nominal weight of less than one pound per lineal foot,
a1 1.
1 :

fqr‘ Ar TAaasce fyAm

ah hao +alrary oA Aana T At At shdime ENN rAim
uuc Dmll}J.LU oucu. vo vantTill LiIUlil caCil 1JUu WU_LESJ 1¢115 PANAY, }JU\A Lo vl L TO0 e 4 1 ViU
lots weighing more than 500 pounds, one additional sample shall be taken

from each 1000 pounds, or fraction thereof in excess of the first 500
pounds. For materials having a nominal weight of 1 pound or more per
lineal foot, one sample be taken from each lot consisting of wa Peet
or less; from lots consisting of more than 500 feet, one additi

) H
e
o}
?3

PUNEUUR =k ~-11 b R T o PR T ATRY Y o J & P < B T S P gy PR
CSallpple shdl bt be vtaren 1roi eacn i1vJu leey O Lraculon uvaereo 1 SXCeSs
of the first 500 feet,

4.4 6.3 The location from which test specimens are cut from the

sample and orientation with respect to the major direction of grain
flow during reduction to size (by rolling, extruding, drawing, etc.)
shall be in accordance with the applicable specification.

/1 A L Ma+thnd - Srnonimance chell ha ywanorald ond +acted 4n
o ijo oy LA VAAMUNA va\.ﬂu&v L0 Wil d LA r’l- VIJG-J- W\ CAd SNA UNIR VA e b d
accordance with Method 211 of Federal Test Method Std. No. 151. When

testing wire specimens the distance between the grips of the téstlng
machine, with the specimen in place, shall be not less than 10 inches,

L.obh.T7 Bend Test

-13-
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bebiT1 Sampling - Sampling for bend tests shall be selected in
accordance with 4.4.6.1 and 4.4.6.2, as appropriate

bheb 7.2 Method - Preparation and tests of specimens shall be in
accordance with Method 231 of Federal Test Method Std. No. 151.

YAVAR: Flarability of Tubing

4ef 8.1 Sampling - A sample consisting of 5 units of product shall
be selected to represent each lot of tubing hav1ng a diameter of 3/16 inch
and wall thickness 0.049 inch and over, or a diameter of 1/4 inch and over
antv wall +hisrlnage

CAdly WOk L ViidA U RIITOD @

Lhel,8.2 Method - The method of test shall be in accordance with

40 3 . 20 50

Leb.9 Cladding Thickness (Aluminum Alloy Clad Plate Flat

Sheet and Coiled Sheet).

<4.9.1 Samplinge -~ When a guestion arises ¢

e idn WadTdd &L YuTovall GQaavve U

0 o
of cladding. uhree transverse snecimens approximately 3/4 i ch in 1
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source, of thw same section and cladding thickness.

Liob 9.2 Jlethod - An odge of each sample, perpendicular to the

plane of the ...mple and to the direction of rolling shall be suitably polished,
etched with ¥~ !:ers or other suitable etch to differentiate between core

and cladding c:herial, and examined at 100 magnifications. The maximum

and the minim.. tladdlng thickness shall be measured in each of 5 fields
approximately 1/10 inch apart along both sides of the edge ol each
specimen. The average of the 10 measurements on each side of the exposed
edge of each : pecimen is the average cladding thickness of the specimen.

When one or wsre defectives are found, the lot shall be rejected.

4ol 10 Rejection - The requirements of 4.3.11 are applicable
5. Packaging - Not appliceble
6. Notes
6.1 Intended Use - This document is intended to supply quality
cont rol requi r'pmgnt.s commensurate 1'.'r§+h the p*r-gpe‘ ties requirements of
ring pr

emium—oualitv high
integrity metal mill products suitable for use in highly stressed or critical
components of military equipment. It is intended to supplement only those
specifications indicated above which, for reasons such as flexibillty

of application, so not include means for verifying compliance with stated
properties requirements or the standards for acceptance or material.

14~
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6.2 Definitions

6.2.1 Inspection - The processes of measuring, examining, testing,
or otherwise comparing the properties, behavior, or performance of
sample or unit of product with the specified requirements.

6.2.2 Sample -~ The aggregate units of product selected at random
or as otherwise specified to represent a lot of material for purposes
of inspection,

6.2.3 Unit of Product - An entity (or unit) of product selected
from a lot and comprising a portion of a sample.

6.2. Specimen - The portion of a sample prepared specifically
for the intended test.

6.2,5 Capability Requirement - A requirement for which no
assurance of compliance is required at the time of delivery of materials
for reasons of cost, complexity, or lack of appropriate inspection

test method. The reason for defining capability requirements is to
define the vendor's responsibility for materials properties.

6.2.6 Acceptance Number - The acceptance number is the limiting
number of defective units which may exist among the sample units
representing a lot acceptable to the purchaser,

6.2,7 Certified - Certified as used herein refers to an inspectior
lot or lots of metal mill products identified with a production quantity
(melt, quality) of alloy which has been sampled and satisfactorily tested

in strict compliance with productlon control procedures approved by the
government inspector at the production facility, accompanied by test

reports showing compliance with specified properties requirements or by
specific references to test reports maintained at the production facility
and available to. the procuring activity at any time within one year

from date of delivery.

Notice. When Govermment drawings, specification, or other data are
used for any other purpose other than in connection with a definitely
related Government procurement operation, the United States Govermment

b arahy 131
thereby incurs no responsibility nor any obligation Wh&tSOSV"”; and the

fact that the Government may have formulated, furnished, or in any
other way supplied the said drawings, specifications or other data
is not to be regarded by implieation or otherwise as in any manner
licensing the holder or any other person or corporation or conveying
any rights or permission to manufacture, use, or sell any patented
invention that may in any way be related thereto.
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SPECIFICATION ANALYSIS SHEET Budges fTm APRIOved

INSTRUCTTIONS

i This sheet is to be filled out by personnel either Government or c?ntr?tor, involved in the use of the spec-
ification in procurement of products for ultimate use by the Department of Defense. This sheet 1s provided for ob-
taining information on the use of this specification which wx&l insure that suitable products can be procgred with a
minimum amount of delay and at the least cqst. Comments and the return of this form will be appreciated. Fold on
lines on reverse side, staple in corner, and send to preparing activity (as indicated on reverse hereof).

SPECIFICATION

ORGANTZATION (0f subnitter) CITY AND STATE
CONTRACT NO. QUANTTTY OF TTEMS PROCURED BOLCAR AMOUNT
$

MATERIAL PROCURED UNDER A
[J piReECT GOVERNMENT CONTRACT [ suscontract

1. HAS ANY PART OF THE SPECIFICATION CREATED PROBLEMS OR REQUIRED INTERPRETATION IN PROCUREMENT USE?
A. GIVE PARAGRAPH NUMBER AND WORDING.

B. RECOMMENDATIONS FOR CORRECTING THE DEFICIENCIES.,

2. COMMENTS ON ANY SPECIFICATION REQUIREMENT CONSIDERED TOO RIGID

3. IS THE SPECIFICATION RESTRICTIVE?

3 ves C no iF "YES", IN WHAT wav?

rtinent data which may be of use in.improving this specification. If thereare addi-

4. REMARKS (Attach any ie | L
to formandplace both in an envelope addressed to preparingactivity)

tional papers, attac

SUBMITTED BY (Printed or typed name and activity) DATE

DD‘ :‘::“HIIIZG REPLACES NAVSHIPS FORM 4863, WHICH |S OBSOLETE c-8279
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