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8 July 1969

" MILITARY SPECIFICATION
RESTRAINT SYSTEMS, AIRCREWMANS

This specification has been approved by the Naval
Alr Systems Command, Department of the Navy.

1. SCOPE

1.1 Scope - This specification covers the general requirements for lap
and shoulder type restraint systems.

1.2 Clasgification - The restraint system assemblies shall be of the
following types and classes

TypeI , Claas 1 Belt, Gunners, Safety

Type I , Class 2 Belt, Troop and Turret Gunners

Type I , Class 3 Belt, Passenger

Type I , Class 4 Belt, Aircrewmans ,

Type I, Class 1 Belt, Pilot's, Lapand Shoulder )

Type II , Class 2 Belt, Pilot'sAuto Release Carta-Operated
Type III, Class 1 Harness, Pilot's Sho_ulder, Standard''V* Type
Type I, Class 2 Harness, Pilot's Shoulder, Standard'Y" Type

2. APPLICABLE DOCUMENTS
! H
2.1 The following documents, of the issue in effect on date of invitation
for bids or requests for proposal, form a part of this specification to the extent
specified herein.

SPECIFICATIONS
Federal
NN-P-530 Plywood, Flat Panel
QRQR-C-502 Copper Rods and Shapes, and Flat Products with

Finished Edges (Flat Wire, Strips and Bars)

FSC 1680




MIL-R~-81729(AS)

Federal (Continued)

PPP-B-566
PPP-B-576

PPP-B-591

PPP-B-601 -

PPP-B-636

-~ PPP-B-676

Military

MIL-T-T781

STANDARDS

Military

MIL~-STD-105

MIT~-STD-129

MIL-STD-130

MS16036

MS16068

MS16069

MS590368
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Box, Folding, Paperhoard
Box, Wood, Cleated, Veneer, (Paper Overlaid)

Box, Fiberboard, Wood Cleated

"Box, Wood, Cleated-Plywood

Box, Fiberboard ‘

~ Box, Setup

Terminal, Wire Rope, Swaging

Sampling Procedures and Tablea for Inspection
by Attributes

Marking for Shipment and Sterage
Identification Marking of U,S, Military Property

Bolt, Aircraft Safety, Pilof's, Automatic Release
Cariridge Operated :

Harness, Aircraft Safety, Pilot's Shoulder V Type

' Harness, Aircraft Safety, Pilot's Shoulder Y Type

Belt, Safety, Passenger

Air Force - Navy Aeronautical Standard

AN6506

Belt Assembly - Troop and Turret Guuner's Safety
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DRAWINGS

Tureau of Naval Woeapons

GOALHOE]L Belf, Crewman's, Safoty |

62A92H1 | Beit, Alrcraft Safety, Pllot's, Automatic Releage,

. Cartridge Operated
62A126D1 Shoulcier Harness Assembly, Pilot's Safety
62A127D1 Shoulder Harness Assembly, Pilot's Standafd "Y" Type
62A129E1 Beit, Gunners, Sﬁety

(When requesting any of the applicable documents, refer to both title and
number. All requests should be made via the cognizant Government quality assurance
representative Copies of this speciﬁca.tion and other unclassified.specifications,
standards and drawings required by coniractors in connection with specific pro-
curement functions should be obtained upon application to the Commanding Officer,
Naval Publications and Forms Center, (Code 1051), 5801 Tabor Avenue,
Philadelphia, Pennsylvania 19120, All other documents should be obtained from

the procuring activity or as directed by the contracting officer.)

3. REQUIREMENTS

3.1 First article - Unless otherwise specified (see 6.2) the restra.int

gystem furnished under thisg speclnca.uon shail be a product which has been inspected
and has passed the first article inspection specified herein,

3.2 Materials and components - Materiala and components shall conform
to applicable specifications and drawings as listed herein and on applicable drawings,

3.2,1 Protective treatment - When materials are used in the construction
of the restraint systems that are subject to deterioration when exposed to environ-
mental conditions likely to occur during service usage, they ghall be treated against
such deterioration in such a manner that will in no way prevent compliance with the
performance requirements of this specification. Protective coatings which might
crack, chip, or scale during normal service life or under extremes of environ~
mental conditions shall not be uged. '

3.3 Design and construction - Each restraint system shall be designed
and constructed in accordance with the applicable drawings., The applicable drawing
for each system is as follows:
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ASSEMBLY APPLICABLE DWG,

Type I , Class 1 62A129E1
Type I , Class 2 AN6506
TypeI , Class 8 MS90368

Type I , Class 4 60A135E1
Type O, Clags 1 62A125D1
Type I, Clags 2 62A92H1

Type I, Class 1 MS16068

Type I, Class 2 62A127D1

3.4 Performance -

3.4,1 Working load - Each assembled restraint system shall be capable of
withstanding the working loads speciﬁed in Table I, applied for a period of 30 seconds,"
when tested as specified in Section 4, There shall be no evidence of fatlure,
slippage, or damage to the webbing, stitching or metal and the release mechanism
of the buckle and latch shall operate without difficulty.

3.4.2 Proof load - Each assembled resiraint system shall be capable of
withstanding the proof loads specified in Table I, applied for a period of 30 seconds,
when tested as specified in Section 4, There shall be no evidence of failure,
slippage, or damage to the webbing, stitching or metal parts and the release
mechanism of the buckle and latch shall operate without diﬁlculty

3.4.3 uick release - The buckles and latch loops shall be an automatic
locking type with one hand disconnect. The force required, when tested as specified
in Section 4, shall be as indicated in Table L

3.4.4  Gun barrel hydrostatic pressure (Type II, Class 2) ~ When tested as
specified in Section 4 the barrel shall show no evidence of deformation,

3.5 Workmanship ~ The restraint systems shall be congtructed and
assembled to produce an item free from all defects which would affect proper
functioning in service. Particular attention shall be given to neatness, finish, and
freedom of parts from all burrs and sharp edges. The restraint systems shall
conform to the quality and grade of product established by this specification, The
occurrence of defects shall not exceed the acceptance criteria established herein,

3.6 Identification - Identification marking shall be in accordance with
MIL~STD-130.

4, QUALITY ASSURANCE PROVISIONS

4,1 Responaibility for inspection - Unless otherwise gpecified in the
contract or purchase order, the supplier is responsible for the performance of all
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TABLE I
- FORCE REQUIREMENTS
| TYPE I| TYPE 1| TYPE I |TYPE Il TYPE n|TYPE O|TYPE I | TYPE HI
Class 1! Class 2 | Class 3 [Class 4 Class 1 Class 2 || Class 1 Class 2

lrLBS 1LBS LBS LBS LBS L.BS LBS LBS
Working load {lap) 4000 | 2500 - | 2500 {2000 Je?ooo 8000
Proof load (tap) 8000 4500 5000 ‘ .9000 9000 |
Working load (shoulder) | 3000 | 2775 3000
Proof load (shoulder) l . “ 3500 3715 4000
Quick release 45 40 20 “ 20 20

Working load (cable 550
assembly)

Firing pin sear release | 31 3-1/2
force L

Actuator release force 235
(safety wired) I

Actuator release force | - 175
(without safety wire)

Firing pin energy 0.085 1/
(penetration) | to

0.073 in.

1/ The values given represent depth, in inches,

of penetration into a soft copper pellet.

(EV)62LT8—H-"TIN
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inspoeclion requirements as specified hercin, Except as otherwise specified in the
contract or order, the supplier may use his own or any other facilities suitable
for the performance of the ingpection requirements specified herein, unless
disapproved by the Government. The Government reserves the right to perform
any of the inspections set forth in the specification where such inspections are
deemed necessary to assure that supplies and services conform to prescribed
requirements. '

4,2 Classification of inspection ~ The examination and testing of the
restraint system assemblies shall be classified as follows:

(a) First article inspection ~ First article inspection eonsists
of examination and tests performed on restraint system
assemblies which are representative of the production item

- after award of a contract to determine that the production
' item conforms to the requirements of this specification
(see 4,3).

() Quality conformance inspection - Quality conformance

» inspection consists of examinations and tests performed on
individual products or lots to determine conformance of the
products or lots with requirements set forth in this specifi-
cation (see 4.4). '

4.3 First article inspection - First article inspection shall consist of
all tests and examinations listed in this specification,

4,3,1 First article inspection samples — Unless otherwise specified, as
soon as practicable after award of the contract or order, the manufacturer shall
submit three first article samples together with 10 yards of webbing, 1/4 pound
of thread on spool, and two each of all hardware used in the restraint systems.

The samples shall be representative of the construction, workmanship, components
and materials to be used during production. When a manufacturer is in continuous
production of these assemblies from contract to contract, submisgsion of further
first article ingpection samples on the new contract may be waived at the discretion
of the procuring activity (see 6.2). Approval of the first article inspection sample
or the waiving of the first article inspection does not preclude the requirements for
performing the quality conformance inspection. The first article inspection samples
shall be furnished to the Government as directed by the contracting officer (see 6.2).
The samples shall be plainly marked with the following information:

Samples submitted by (hame) {date) for first article inspection in accordance
with the requirements of MIL-R- {AS) under Contract No,
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4.3, 1.1 Upon the completion of the first article inspection, all the applicable
ingpection reports, and when apphcable, recommendations and comments pertinent
for use in monitoring production shall be forwarded to the cognizant Government
Activity. One assembly shall be returned to the manufacturer for use in monitoring
production. The remaining samples shall be consumed or destroyed in the first
article inspection and shall not be considered as a part of the quantity to be
delivered under contract.

4,4 Quality conformance inspection - The quality conformance inspection
shall consist of the following:

Visual examination

Dimengional examination

Working load

Quick release

Hydrostatioc pressure

Proof load of Cable Assembly

Firing pin sear release force

Firing pin energy

Actuator' reiease force (safety wired)
Actuator release force (without safety wire)
Tests and examinations at a laboratory
Preparation for delivery

4.4,1 Sampling -
4,4,1.1 Inspection lot -

4,4.1.1.1 Restraint gystem - An inspection lot size shall be expressed of
one Type and Class of restraint system complete with all components, An inspection
Iot shall congist of an assembly of one Type and Class, complete with all components
made under essentially the same conditions and from the same materials and
components. The sample unit shall be one assembly.

4,4.1,1,2 Preparation for delivery - An inspection lot shall be expressed
in units of one fully prepared shipping container, éontaining restraint system
assemblies fully prepared for delivery, made from essentially the same materials
and components, The sample unit shall be one shipping container, containing

restraint system assemblies fully prepared for delivery with the exception it need
not be sealed.

4.4.1,2 Sampling for tests and examinations of the resiraint system
assemblies - The sample size, acceptance criteria, tests and examinations required
for the restraint system assemblies shall be as specified in Table II and 4.4, 1. 3.
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4,4.1.3

Sampling for tests and examinations of the restraint gystem at a

laboratory - Upon the completion of the tests and examinations specified in Table II,
a random sample shall be selected from each lot in accordance with MIL~STD-105,
Inspection Level §-3. The sample size (quantity of restraint system assemblies
selected) shall be governed by the acceptable quality level of 1.5 defects per 100 units.,
Each assembly seclected as a sample unit shall be forwarded to the Government
laboratory selected by the cognizant Government Activity (see 6.3) for the following
tests and examinations:

TABLE I

SAMPLE SIZE, ACCEPTANCE CRITERIA, EXAMINATIONS
AND TESTS OF THE RESTRAINT SYSTEM ASSEMBLY

INSPECTION- METHOD SAMPLING ACCEPTABLE QUALITY LEVEL 1/ ;
Vtzsual examination 4.5.1 Every unit for critical| Reject all units with any critical
- defects. Inspection defect. An acceptable quality level
Level II for minor of 1,5 defects per 100 units for
defects minor defect
Dimensional exam. 4,5.1 Inspection Level S-2
Preparation for 4.5. 2 Inépection Level 5-2 An accepta_:ble quality level of
Delivery 4.0 defects per 100 unite
Working load 4,5.3 Ingpection Level S-2 An acceptable quality level of 1.5
defects per 100 units
Proof load 2/ 4.5.4 Inspection Level 8-2 An acceptable quality level of 1.6
defects. per 100 unita
Quick release 4,5,5 Ingpection Level 5~2 An acceptéble guality level of 1.5
defects per 100 units
Hydrostatic pressure 4.5.6 Inspection Level 5-2 An acceptable quality level of 1.5
defects per 100 units
Working load of Cable 4.5.7 Inspection Level S~2 An aéceptable quality level of 1, 5
Assembly defects per 100 units .
Firing pin sear 4.5.8 Ingpection Level 8-2 An acceptable quality level of 1. 5
release force defects per 100 units.
Firing pin energy 4,5.9 Ingpection Level 5-2 An acceptable quality level of 1.5

defects per 100 units

oo
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TABLE II {Continued)

SAMPLE SIZE, ACCEPTANCE CRITERIA, EXAMINATIONS
AND TESTS OF THE RESTRAINT SYSTEM ASSEMBLY

INSPECTION METHOD S@MPLING ACCEPTABLE QUALITY LEVEL 1/
Actuator release 4.5.10 Inspeq':léion Lavel 8-2 - An acceptable quality level of 1.5
{(wired) : ' defects per 100 units
Actuator release 4,6.11 Inspection Level 8-2 An acceptable quality level of 1.5
{unwired) defects per 100 units

1/ The sampling plan acceptance number s;hall apply collectively to all the characteristics

S N
WwWiLlL

A emdeodes

P dndad aanambalila msaliber Taveal
I d JLraltU-aUUlTpPLiblc Jualivy LoVel,

2/ Units submitted to this test shall not be shipped as part of the contract or order,

this specification,

4.5 _ Inspection methods -

4,5.1 Visual examination - Each of the assemblies selected in accordance
with Table II and 4.4. 1. 3 shall be examined visually to determine conformance to

The classification of defects, Table III, shall be used to classify

the defects found. For dimensional defects, each assembly seiected as a sample

unit from the lot shall be thoroughly checked dimensionally to determine conformance
to this specification. The classification of defects for finished dimensions, Table IV,
shall be used to classify the defects found. '

TABLE I

CLASSIFICATION OF DEFECTS FOR VISUAL EXAMINATION

DEFECTS

Any hole, scissor or knife cut, tear, patch or
mend _

Incorrect assembling or improper positioning
of component

Incorrect or incomplete marking

Color not as specified _

Any functioning part that works with difficulty

Any component missing, malformed, fractured
or otherwise damaged

Missing stitches, patterns not as specified

Backstitching missing, broken stitches, or
runoffs

Not tvpe stitch or thread size specified

CRITICAL MINCR
X
X
X
X
X
X
X
X
X
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TABLE IV

LIST OF DEFECTS FOR FINISHED DIME NSIONS

EXAMINE

DEFECT

Measure all visible components

Any measuremsent deviating from the dimen-
of the restraint system assembly |

sions and tolerances as specified in this
specification and applicablg drawings shall
be classified as a dimensional defect,

4.5.2

Preparation for delivery - Each of the fully prepared shipping

containers, containing restraint system assemblies, selected as a sample unit
from the lot, shall be visually oxamined to determine that the packaging, packing
and marking conform to thig specification. The clagsification of defects, Table V,
shall be used to classify the defects found. .

TABLE V

CLASSIFICATION OF DEFECTS FOR PREPARATION FOR DELIVERY

ITEM

DEFECT

Exterior and interlor markings

Packaging and packing materials

Workmanship

Exterior and interior weight or
confent

Missing, incorrect, incomplete, illegible, of
improper size, location, sequence or method
of application; marking not the same on
interior and exterior containers.

Any nonconforming component, any component
migsing, damaged or otherwise defective.
Inddequate application of components such as
incomplete closure of the unit package, inter-
mediate package, container flaps, or loose
strappings, etc., bulging or distortion of the

" container.

Number per container is more or less tha.n
required; gross or net weight exceads the
renuirament-

4.5.3

Working load -

4,5.3.1

Type I, Class 1 assembly -

The assembly, as shown in Figure 1,

shall be passed around two ping which are approximately 2 inches in diameter and
which shall be attached to the moving and stationary heads of a tensile testing
machine. With the belt buckle locked in place, the heads shall be separated at a

" rate of 1/2 inch per minute {under no load) until a tensile load of 4000 pounds has

10
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been attained and maintained for a period of 3¢ scconds. There shall be no failure

nor evidence of woakening caused by stretching of the stitching betwoen the 1-3/4
inch webbing and the 8 inch webbing, In addition there shall be no ovidence of
deformation of the metal parts.

4,5.3.,2 Type I, Class 2 asgembly - The assembly with the buckle locked
shall be passed over a belt support block conforming to Figure 2 and assembled
in the testing machine as shown in Figure 3. The unit shall be capable of withstanding
the loads specified in Table I for a period of 30 seconds without failure of any
portion of the assembly, and after the release of such load, the release buckle
shall work freely. The heads of the testing machine shall be separated at a rate of
1/2 inch per minute {under no load).

4,5.3.3 Type I, Clags 4 agsembly - The assembly shall be assembled in
a testing mMachine in the manner shown in Figure 4a. The quick release buckle shall
be closed and the webbing passed over the test block, which shall conform to
Figure 2, The anchor snap shall be attached to the lower head of the testing machine,
A minimum of 12 inches of the single ply webbing shall be exposed to the working load
test as illustrated in Figure 4a. T.oad shall be applied at a rate of separation of
the heads of 1/2 inch per minute (under no load) until the load specified in Table I
has been attained and held for a period of 30 seconds. After removal of the load
there shall be no evidence of deformation and there shall be no weakening of the
agsembly nor failure of the stitching or webbing, '

4,5,3.4 Type I, Class 3, Type H, Class 2 agsgemblies - The asgsemblies,
with the buckle and latch locked in place shall be placed over a ‘belt support block
conforming to Figure 2 and assembled in a testing machine as shown in Figure 5a.
The end fittings, with bushings in place, shall be attached to the lower head of the
testing machine in such a manner as to resuit in the angle shown, Load shall be
applied at a rate of separation of heads of 1/2 inch per minute (under no load) until
the lead indicatedin Table Ihasbeenattzinedandheld for a minimum of 30 seconds.
During the application of the load there shall be no slippage of the webbing through
the adjustment loops, After removal of the load the hardware shall show. no
deformation and there shall be no weakening of the assembly nor failure of the
stitching or webbing,

4.5.3.5 Type II, Clasg 1, lap belt asgembly - The assembly, with the
buckle and latch locked in place shall be passed over a belt support block conforming
to Figure 2 and assembled in a testing machine as shown in Figure 5. The end
fittings,with bushings in place, shall be attached to the lowér head of the testing
machine in such a manner as to result in the angle shown, Load shall be appled
at a rate of separation of heads of 1/2 inch per minute {under no load) until the loads
specified in Table I have been atftained and held for a minimum of 30 seconds, During
the application of the load thers shallbe no slippage of the webbing through the adjustment
loops. After removal of the load, the hardware shall show no signs of deformation
and there shall be no weakening of the assembly nor failure of the webbing or stitching.

11
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4,5,3.5.1 Type I, Clags 1, shoulder strap assembly - The assembly ghall
be assembled in 2 testing machine as shown in Figure 6, The loads specified in
Table I shall be applied at a rate of separation of heads of 1/2 inch per minute funder
no load) and maintained for a minimum of 30 seconds and the assembly shall not fail
_nor show signs of weakening in the stitching. In addition, there shall be no slippage
of the webbing through the adjustment loops during applcation of the load,

4,5.3.6 Type IO, Class.1 assembly - The assembly shall be placed in a
testing machine as shown in Fig-ure 7 with the left and right straps adjusted to
equal lengths, A working load, as specified in Table I, shall then be gradually applied
to the assembly, at a rate of separation of the heads of 1/2 inch per minute (under no
load). After the load has been applied for a period of 30 13 seconds it shall be
removed There shall be no evidence of failure, -

4,5.3,7  Type II, Class 2:assembly - The assembly shall be placed ina
testing machine as shown in Figure' 8 with the left and right straps adjusted to
equal lengths, A working load, as specified in Table I, shall then be gradually applied
to the assembly, at a rate of separation of the heads of 1/2 inch per minute (under
no load)., After the load has been applied for a period of 30 #3 seconds it shall be
removed. There shall be no evidence of failure.

4.5,4 Proof load ~

4.5.4.1 Type I, Class 1 agsembly - The asgembly shall be assembled as
shown in Figure 1, With the buckle locked in place a proof static load as specified
in Table I shall be applied at a rate of separation of heads of 1/2 inch per minute
{under no load) and maintained for a minimum of 30 gseconds with no weakening

of the hardware or webbing at any point After release of the load the release
buckle shall work freely. '

4.5,4.2 Type I, Class 2 assembly - The assembly with the buckle locked
in place, shall be assembled and tested as shown in Figure 8, dand shall withstand the
proof static load gpecified in Table I. ‘There shall be no evidence of weakening
of the hardware or webbing at any point. After release of the load, the release
buckle shall work freely. '

4,5,4.8 Type I, Classg 3, Type II, Class 1 and Type II, Clags 2 agsemblies -
The Type 1, Class 3 and Type II, Class 2 assemblies shall be assembled and tested
. a8 shown in Figure 5 and the Type II, Class 1 assembly in accordance with Figure 6.
With the buckles locked in place the assemblies shall withstand the loads specified
in Table I without evidence of weakening of the hardware or webbing at any point,

4.5.4,4  Type MO, Class 1 assembly - The assembly shall be assembled
in a testing machine as specified in 4,5.3.6. A proof load as specified in Table I
shall be gradually applied, at a rate of separation of the heads of one inch

12
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per minute (under no load), After the specified load has been applied for a period
of 30 13 seconds it shall be removed.

4,6,4,5 Type HI, Class 2 assembly - The assembly shall be assembled
and tested as specified in 4,5.3.7. A proof load, as specified in Table I shall
be gradually applied, at a rate of separation of the heads of one inch per minute
(under no load)., After the load has been applied for 30 *3 seconds it shall be
removed. There shall be no evidence of weakening or failure,

4,5.5 Quick relea.se -

4,5,5.1 Type I, Class 1 assembly ~ After completion of the work loading
of the assembly, the tensile load shall be reduced to 800 pounds. A force, 45 pounds
or less, applied to the buckle ]atch at an angle of 60 degrees to the flat portion of
the belt {in a direction towards the lnk) shall be sufficlent to open the quick-release
buckle,

4.5,6.2 Type I, Class 3, Type II, Clage 1 and Type I, Clags 2 agsemblieg -
The assemblies shall be agsembled in a testing machine as shown in Figure 5b,
and a 400 pound static tension load applied. A 50 pound hand scale shall be hooked
through the Iatch of the quick release buckle, as in Figure 5b, and the latch opened,
The maximum load required to open the buckle shall not exceed the value specified
in Table I,

4.56.5.38 Type I, Clags 4 agsembly - The assembly shall be assembled in
a testing machine as indicated in Figure 4b, and a 400 pound static load applied.
A 50 pound hand scale shall be hooked through the latch of the buckle as shown in
Figure 4b, The latch, with the safety pin in the unlocked position, shall then be
opened by applying a load through the scale perpendicular to the latch in the plane
of its operation, The maximum load necessary to open the latch shall not exceed
the value specified in Table 1,

4,5.6 Gun barrel hydrostatic pressure (Type II, Clasg 2) - With the
gun barrel sealed, and before the holes and slots are machined in the barrel, it
shall be subjected to a 1500 psi hydrostatic pressure.

4.5.7 Working load of cable agsembly (Type I, Ql&gs 2) - The swaged
cable assembly of the Type I Cla.s 2 assembly shall be subjected to and meet
the requirements of a 550 pound working load when tested in accordance with the

method given in MIL-T-781,

4,6.8 Firing pin sear release force (Type II, Class 2 only) - The firing
pin sear of the actuating unit shall be pulled back at a rate of between 7-1/2 and 8-1/2
feet per second until the firing pin release, The force necessary to release the
firing pin sbhall be as specified in Table 1.

13
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4.5.9 Firing pin energy (Type II, Clags 2) - An adapter conforming
to Figure 10 shall be installed in the cartridge chamber of the actnator assembly.
A pellet, 5/8 inch diameter by 5/16 inch long of soft copper conforming to
QQ-C-502, fully annealed condition shall be fitted against the adapter. The firing -
pin shall be pulled back at a steady rate of 7-1/2 to 8-1/2 feet per second until the
gear releases and the firing pin stiikes the copper pellet. The resulting penetration
ghall be as specified in Table I.

4,5.10 Actuator release force (safety wired) (Type I, Class 2) - The
pull force necessary to actuate the mechanigm and release under a load of 400
pounds on the agsembly with the gun piston arm safetied with . 040 copper lockwire
shall be as specified in Table I when tested as shown in Figure 11. : '

4,5,11 Actuator release foroe (without safety wire) (Type II, Class 2) -
The pull force necessary to actuate the mechanism and release under a load of
490 pounds on the assembly with tlie gun piston arm unsafetied shall be as specified
in Table I when tested as shown inl Figure 11,

5. PREPARATION FOR DELIVERY
5,1 Application - The packaging, packing and marking requirements

specified herein apply only to direct purcha.ses by or direct shipment to the
Government,

5.2 Packaging - Paci{aging shall be Ievel A or C, as specified (see 6.2).
5.2.1 Level A - Each é\.ssembly shall be packaged in accordance with

ol

A 'n‘ A o Y 3
MIL~P-116, Method I cleaned in accordance with process -1, Each unit shall

be packed snugly In a close fitting set-up or folding paperboard hox conforming to
PPP-B-566 or PPP-B-676,

5,2.2 Level C ~ Each assembly shall be preserved and packaged ina .
manner that will afford the item the degree of protection necessary to prevent
physical damage or deterioration during transit from the supply source to the
receiving activity, The contractor's commercial practice may be utilized when it
conforms to the criteria stated herein. '

5.2.83 Intermediate packaging — Unless otherwise specified, twelve or
twenty-four restraint system assemblles, packaged as specified in 5,2.1 shall be
packaged with an intermediate fiberboard box conforming to PPP-B-636.

5.3 Packing ~ Packing shall be Level A, B, or C as specified (see 6,2).

14
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H.3.1 Ievel A - Restrzint system assemblies packaged as specified in
5,2.1 shall be packed in overseas type cleated fiberboard, cleated niywood or
wood cleated fiberboard, paper overlaid containers conforming to PPP-B-5676,
PPP-B-591, PPP-B-601, or PPP-B-636. The containers shall be closed and
strapped in accordance with the requirements of the appendix of the applicable box
specification. The gross weight of the exterior ghipping container when fully n:mknd

sha.ll not exceed approzdma.tely 200 pounds, Plywood, when used, shall conform to’
NN-~P-530. .

5.3.2 - Level B ~ Restraint system assemblies packaged as described in
5,2.1 shall be packed in domestie type containere conforming to PPP-B-576,
PPP-B-591, PPP-B-601, or PPP-B-636. The gross weight of wood or wood
_ cleated containers shall not exceed 200 pounds,

5.3.3 Iovel C ~ Restraint system assembles packaged as specified in
5.2,1 shall be packed in a manner to insure carrier acceptance and gafe delivery
at destination, Containers shall be in accordance with Uniform Froight Classification
Rules or rcgulations of other carriers applicable to the mode of transportation.

5.4 Marking - Unit packages, and intermédiate containers shall be
marked in accordance with MII-STD-129,
6, NOTES

6.1 Intended uge - The restraint systems are intended for use by

crew members andpassengers in mihtary aircraft, in remaining in thelr seats
during turbulent flight or in an emergency situation,

6.2 Ordering data -IProcurement documents should specify the
following:

{a) Title, number and date of this specification

{b) Quantity, Type and Class of agsembly desired

{c) Whether first article inspection ig waived (see 4.3.1)

(d) Name and address of quality conformance inspection facility
including the laboratory and Government activity responsible
for conducting the inspection program (see 4.4.1.8)

(e) Selection of applicable levels of packaging and packing
{see 5,1, 5.2 and 5, 8)

(f) Name andaddress of the first article inspectionlaboratory (4. 3. 1).

6.3 Laboratory information ~ The successful bidder will be furnished
with the name of the inspeotion laboratory, If different from the Aerospace Crew
Equipment Department (see 4,4.1.3), at the time of the award. The costs of the
tests and examinations on samples initially submitted from a lot, as required by
4, 4, 1.3 shall be borne by the Government whether the tests and examinations are
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conducted by the Acerogpace Crew Equipment Department or by a laboratory sclected
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not be resubmitted for tests and examinations as required by 4.4.1.3 without the
approval of the contracting officer. The cost of the tests and examinations on
samples resubmitted from a reworked lot or from a new lot which is necessitated by
the rejection of a previous lot shall be borne by the manufacturer whether the tests
_and examinations are conducted by the Aerospace Crew Equipment Department or a
Iaboratory selected by the Aerospace Crew Equipment Department,
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4,000 POUNDS
i

IATCH

LINK

. 4
4,000 POUNDS

TYPEI, CLASS 1

FIGURE 1. PROOF LOAD
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STATIC LOAD

AN

) 1 oo
| )
@ 1/2 STATIC LOAD
T 1/2 STATIC LOAD

TYPE 1, CLASS 2

FIGURE 8. STATIC LOADING
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A——UPPER HEAD OF TESTING MACHINE

|
' ) | PULLEY
-

'l
' CATCH — -Tk
TEST BLOCK
L
— 12" MIN, f L 12" MIN,
SAFETY BELT
[ )
| l _/
LOWER HEAD OF TESTING MACHINE
PROOF _LOAD TEST _ QUICK RELEASE BUCKLE ~
i OPERA TING POSITION ,

EIGURE 4a FIGURE 4b
TYPE I, CLASS 4

FIGURE 4. PROOF LOAD AND QUICK RELEASE TESTS
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__—7—UPPER HEAD OF TESTING MACHINE

PULLEY

5'Jv SAFETY BELT A‘k 5°

QUICK RELEASE BUCKLE - LAP POSITION
FIGURE 5b

b

\—LOWER HEAD OF

TESTING MACHINE o
TYPE II, CLASS 1 AND CLASS 2

PROOF LOAD TEST
FIGURE 5a

FIGURE 5, PROOF LOAD AND QUICK RELEASE TESTS
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UPPER HEAD OF
/ TESTING MACHINE

SHOULDER
STRAPS \

STEEL ROD THRU
. END FITTINGS

LOWER HEAD OF ,
TESTING MACHINE

TYPE II, CLASS 1

FIGURE 6. STRENGTH TEST - SHOULDER STRAPS

22



Downloaded from http://www.everyspec.com

MIL-R-81729(AS)

2775 LBS

t
|

oS
g

e A e ma

HA RNEDS
\ MS16068-1

15-1/4 £1/2

19-1/2 £1/2

DIMENSIONS IN INCHES,

TYPE I, CLASS 1

FIGURE 7. LOADING CONFIGURATION
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ML=l =817 (AL)
3000 1.BS

f

— HARNESS
MS316069-1

28-1/2 +1/2

7-3/4 *1/2
DIMENSIONS IN INCHES, TYPE III, CLASS 2

FIGURE 8, LOADING CONFIGURATION
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DIRECTION OF

DIITT
E Vil

| —
-

TYPE II, CLASS 1 AND CLASS 2

~ FIGURE 9. QUICK RELEASE BUCKLE EXTENDED POSITION
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H H t 1
i +250 453
et .

DIMENSIONS IN INCHES, UNLESS OTHERWISE

SPECIFIED, TOLERANCE: #,010

TYPE B, CLASS 2

FIGURE 10, ADAPTER - FIRING PIN ENERGY TEST
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M316036~10\

MS16036-7 or -8

‘:12"

/— M816036-5 or -6

r 1

400 LB

MS16036-9 —/

TYPE I, CLASS 2

FIGURE 11. ACTUATOR RELEASE FORCE TEST
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