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1. sCOPE

1.1 *. This specificationcovers two types of msstic sealing
compounds. The sealing compounds are polybutene based and non-curing (see
6.1).

1.2 Classification. Sealing compounds ehall be of the following types,
as specified (see

Type I
Type II

6.2):

- Flsnge sealer
- Fording sealer
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the self-addressedStandardizationDocuzent ImprovementProposal (DD Forw 1426)
appearing at the end of this document or by letter.
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2. APPLICABLE DOCUMENTS

o
2.1 Government documents.

2.1.1 Specificationsand standards. The following specificationsand
standards form a part of this specificationto the extent specified herein. Unless
otherwise apecified, the issues of these documents shall be those listed in the
issue of the Department of Defense Index of Specification and Standarda (DODISS)
and supplement thereto, cited ii the elicitation.

SPECIFICATIONS
FEDESAL

QQ-A-250/5 - Aluminum A21oY ALclad 2024, Plate and
Sheet.

CCC-C-419 - Cloth, Duck, Cutton, Unbleached,
Plied-Yama, Army and Numbered.

MILITARY

NIL-C-5541 - Chemical”Conversion Coatings on A2uminum
and A2uminum Alloys.

liIL-A-8625 - Anodic coatings, for Aluminum and Aluminum
filoys . “

HI.L-P-23377 - Primer Coatings: Epoxy-Polyamide,Chemical
eiidSa>F=zz ReSistmt - I

MIL-C-46168 - Coating, Aliphatic Polyurethane, Chemical
Agent Saeiatant. ●

MIL-P-53022 - Primer, Epoxy Coating, Corrosion
Inhibiting,Lead and Chromate Free.

MIL-P-53030 - primer Coating, EPOXY, Water Wducible,
Lasd and Chromate Free.

MIL-C-53039 - Coating, A2iphatic Polyurethane, Single
Component, Chemical Agent Resistant.

STANDAIW
FEDESAL

PED-STD-595 - Colors.

FIIL13XRY

MIL-STD-193 - Painting Procedures and Marking for
Vehicles, Construction Equipment and
Material Nandling Squipmanc.’

MIL-STD-45662 - Calibration Systems Saquirsmenta.

(Copies of specificationsand etandards required by the contractors in
connection with specific acquisition functions should be obtained from the
contractingactivity or as directed by the contracting activity.)

I
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2.2 ‘Otherpublications. The following document form a part of this
specificationto the extent specifiad herein. Unless otherwise specified,
tha iseuea of the domxnenta which are DOD adopted shall be chose listed in
the issue of the 00DISS specified in the solicitation. Unless othefise
specified, the iaaues of documencs not listed in the DODISS shcl~ be the
iaaue of the’nongovernmentdocuments which ia current on the date of the
solicitation.

AMERICAN SOCIETY FOR TESTING AND MATERMS (ASTM)

ASTM D217 - Cena Penetration for Lubricating Grease,
Test Methods for.

(Applicationfor copies should be addressed to American Society for
Testing end Nateriale, 1916 Race Street, Philadelphia,PA 19103.)

(Nongovernmentaletandarda and other publications are normclly available
from the organizationswhich prepare or which diatribuce the document. These
documents also may be available in or through libraries or other
informationalservices.)

2.3 Order of precedence. In the event of a conflict between the text of
this specificationand the references cited herein (except for associated
detail apecifications, specificationaheeta or MS standards), the text of
this specificationaball taka precedence. Nothing in thie specification,
however, ahali supersede applicable iawa and regulationsuniese a specific
exemption has been obtained.

3. RSQUIF.Y,MENTS

3.1 First articla. Unleea othervise specified (ace 6.2), the contractor
shall furnish samples, of the apeclfied type of sealing cempound (eee 6.2),
which shell be subjected to first article inspection [see 4.4). First
article inspection eamplea, properly marked with identifying’information
shall be repreaentaclveof the sealing cmmponnd to be furuished to the
Government. All wbsequent sealing compound delivered to the Government
shall conform to these eamples in all of their &rtinent phyeical and
performance attributes.

3.2 Nateriale. The materials used in the sealing compound shall be
polybutenebaee together with euch other ingredients as ere necasaary to
produce eealing compound confonsing to the requirements of this specification
(see 4.S.1).

3.2.1 Recycled, virgin and reclaimed materials. There are no
requirements for the exclusive use of virgin nateriala. The use of recycled
or reclaimed (recovered)materials ia acceptable provided that all other
requirementsof this apecification are met (see 6.3.1).

●
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3.3 Physical properties.

3.3.1 Penetration.

3.3.1.1 Type I. When teeted as specified in 4.8.3.1, the penetration
value of the”sealing compound shall be 265 ~ 35 tenths of a

3.3.1.2 Type II. When tested as specified in 4.8.3.1,
value of the se81ing compound shall be 1S0 ~ 15 tencha of a

millimeter (mm).

the penetration
millimeter.

3.3.2 Storage stability. After being subjected to the test specified in
4.8.3.2, the storage stability (change in penetration) of the sealing
compound shall not exceed 12 percent (%) of the values specified in 3.3.1
(see 4.8.3.2).

3.3.3 Liquid separation. After the sealing compound has been subjected
to the test specified in 4.8.3.3, the,volumeof liquid separation shall not
exceed 0.1 milliliter (ml) (see 4.8.3.3).

3.3.4 Extrema temperature resistance. The sealing compound shsll not
crack, flake or rupture atter being exposed to extreme temperaturesrsmging
from 158 ~ 2 degrees Fahrenheit (“F) to minus 65 ~5°F (see 4.8.3.4).

3.3.5 Volatile loss. When .teated as specified in 4.8.3.5, r.heloss of

volatile matter in the sealing compound ehell be not more than 3% by weight.

3.3.6 Vertical flow. When tested as specified in 4.8.3.6, the sealing
compound aball not aag more than 1/4 inch.

3.3.7 Shear cohesive strength (type I only). When tested as apecified
in 4.8.3.7, the time required for the aluminum strip to be withdrawn from the
test fixture shall be noc leaa than 7 aeconda for type I sealing compound.

3.3.8 Torque drop, (typa I only). When tested as specified in 4.8.3.8,
the torque drop of type I aaaling compound shall be not more than 10%.

3.3.9 Water permeability, (type I omly). When tested as specified in
4.8.3.9, type I sealing compound shall not be water permeable and shall
evidence no leakage of water.

3.3.10 Spreadability. When tested aa specified in 4.8.3.10, che eealing
compound shall spread to form a uniform layer between the runnera, free of
thin spots and valleya and shall shall show no evidence of failure to adhere
to the plate.

3.3.11 Staining. When “teetedas specified in 4.8.3.11, the eealing
compound absll not stain or bleed through the paint film.

3.3.12 Volubility. When tested as specified in 4.8.3.12, the sealing

compound shall be eoluble in kerosene or gasoline and shall wipe off easily
and completely with kerosene or gasoline soaked cloth.

4
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3.3.13 &ihesion. When tested as specified in 4.8.3.13, the sealing
compound shall adhere to the aluminum etrips and the aluminum strips shall
show no bare spots where the sealing compound had been applied.

3.3.14 Color. Whan tested as specified in 4.8.3.11, the color of the
sealing comp~shall be of such a shade chat when painted over with paint
of any color, M difference in shade shall be apparent between areas coated
with sealing compound and areas not so coated.

3.4 Workmanship. Workmanship shall be in accordancevith good
commercial praccice for this type of product. The finished product shall be
of uniform composition,free frornforeign matter and separated liquid (see
4.8.2).

4. QUALITY ASSURANCS PROVISIONS

4.1 Responsibilityfor inspection. Unlees othervise specified in tha
contract or purchase order (see 6.2), the contractor is responsible for the
performance of all inspection requirernentaas specified herein. Except as
otherwige specified in the contract or purchase order, the contractor may use
his own or any other facilities suitable for the performanceof the
Lnepection requirement specified herein, unleee disapproved by the
Gevernrnent.The Government reserves the right to perform or witnees any of
the Inspections’set forth in the specificationwhere such inspectionsare
deemed necessary to aesure euppliee and services conform to prescribed
requirements.

4.1.1 Responsibilityfor compliance. All items must meet all
requirements of sections 3 and 5. The inspection set forth in this
specif Ication shall become a part of the contractor’soverall inspection
eystem or quality program. The absence of any inspection requirementsin the
specificationshall not relieve the contractor of the responsibilityof
assuring that all products or supplies submitted to the Gevernmemt for
acceptance comply with all requirementsof the contract. Sampling in quality
conformance doea not authorize su~ssion of known defective materiel, either
indicated or actual, nor does it commit the,Government to acceptance of
defective material.

4.1.2 Inspectionequipment. Unlass otherwise epecffied in the contract
(see 6.2), the contractoris responsible for the provision and maintenance of
all inspection equipment neceesary to assure that supplies and services
cenform to contract requirements. Inspectionequipment must be capable of
repetitive measurement to an accuracy of 10z of the measurement tolerance.
Calibration of inspectionequipment shall be in accordancewith
MIL-STD-45662.

4.2 Classificationof inspection:

a. First article inspection (see 4.4).
b. Quality conformance inspection (see 4.5).

1. Tests (see 4.5.2).
c. Control teets (see 4.6).

5
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4.3 Inspection conditions. Unless otherwise specified (see 6.2), all
inspections shall be conducted under the following conditions:

a. Air tenperacure 73 ~ 18°F
b. Barometric pressure 28.5 + 2.0 inches mercury (Hg)

- 3.0
c. F.elativehumidity 50 ~ 30 percent

4.4 First article inspection. Unlees otherwiee specified (see 6. 2),

the Government shall select two quarta of the specified sealing compound
produced under the production contract for first article inspection. First
article sample shall be inspected ae specified in table I. Approval of the
firat article eample by the Governmemt shall not relieve the contractorof
hie obligation to supply sealing compounde that are fully representativeof
those inspected as a first article eample. Any changes or deviation of
sealing compound produced during production from the first ercicle sample
shall be subjected to the approval of the contractingofficer.

TABLE 1. Classificationof inspections.

Inspec- Firet Quality conformance
Title Xsquirement tion article Teste COn-

trol

Maceriala 3=2 4,8,1 x
Penetration 3.3.1 4.8.3.1 x x
Storage 3.3.2 4.8.3.2 x x

stability
Liquid 3.3.3 4.8.3.3 x x

separation
Extreme 3.3.4 4.8.3.4 x x

temperature
resistance
Volatile loss 3.3.5 4.8.3.5 x x

Vertical flow 3.3.6 4.S.3.6 x x
Sheer cohesive 3.3.7 4.8.3.7 x x

strength,
type I only
Torque drop, 3.3.8 4.8.3.8 x x

type I only

Water 3.3.9 4.8.3.9 x x

permeability,
type I only
Spreadability 3.3.10 4.8.3.10 x x
Staining 3.3.11 4.s.3.11 x x
Volubility 3.3.12 4.S.3.12 x x
Uheaion 3.3.13 4.s.3.13 x x
Color 3.3.14 4.8.3.11 x x

Workmanship 3.4 4.8.2 x

6
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4.4.1 First article inspection failure. Deficienciesfound during, or
as a result of, first article inspection shall be cause for rejection of the
sealing compouud until evidence h& been provided by the contractor chat
corrective action has been taken to elininate the deficiency. Any deficiency
found during, or as a result of, firet article inspectionshall be evidence
that all sealing compounds already produced prior to completion of first
article inspection are eimilarly deficient unless contrary evidence
aatiafactory to the contractingofficer is furniehed by the contractor. Such

I deficiencies at@l be corrected by the contractor. The Government shall not
I accept products until first article inspection fe completed to the

I
aatisfaccion nf the Government.

1! 4.5 Quality conformance inspections.

1’ 4.5.1 Samplin@

4.5.1.1 Let formation. An inspection lot shall consiet of all the
sealing compound of one type, from an identifiableproduction period, f rOm
one manufacturer, submitted at one the for acceptance.

4.5.1.2 Sampling for teata. Samples for teats ehall be eelected at .
random and shall conaiet of two quarta of the specified type from a
production lot.

P 4.5.2 Tests. Sample selected in accordancewith 4.5.1.2 ehall be
aubjected t~lity conformance teata specifLed in table 1.

~ 4.6 Control tests. Unlass otherwise specified (eee 6.2), a control
( test sample shall be eelected at random, and shall consist of two quarts of
1 the specified type of sealing compound from a production 10C which has pasaed

the quality conformance tests in table I. The sample ehell then be aubjected
to the control tests epecified in table I.

4.7 Failure. Failure of any sample to pass any of the apecified quality
conformance or control tests shall be cause for the Government to refuse

1 acceptance of the production quantity represented,until action taken by the
contractor to correct defects and prevent recurrence has been approved by the
Government.

4.8 Methods of inspection.
/

I 4.8.1 Msteriale. Conformance to 3.2 ehell be determined by inspection
I of contractor records providing proof or certificationthat materials and

processing conform to the requirementsof this specification. Applicable
recorde shell include specifications,receiving inspectionrecords,
proceeding and quality control standarda, vendor catalogsand certifications,
industry standards and test reports.

4.8.2 Defects. Conformanceto 3.4 shall be determined by visual or

lo

tactile examination.

7
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4.8.3 Physical property tests. All metal surfaces to which the sealing
compound ia to be applied shall be thoroughly cleaned prior to the ●
performanceof any test. Steel surfacea shall be prepared by sanding with
No. 240 grit emery cloth. Aluminum surfaces shell be cleaned with suitable
solvent to remove all oil, grease, end dirt.

4.8.3.1 Penetration. To determine conformance to 3.3.1, penetration
test ebsll be conducted with a penetrometer containing a standard grease
cone, without extra load, in accordance with the unworked penetration
procedure of AS’2MD217. For the purpose of this teat, the sealing compound
ehell be packed in 3-eunce ointment cans and the penetrator applied at the
center of the leveled surface of the eealer.

4.8.3.2 Storage stability. TO determine conformanceto 3.3.2,
approximately6 fluid ounces of the sealing compound shall be spread in a
shallow veaael, nearly 6 inches in diameter (15 cm Petri dish or cover) and
oven-aged for 96 hours at 158 ~ 2“F. The sealing compound ahsll be
thoroughlymixed 4 times at 2-hour intervals of 8-hour day, during the aging
period. After aging, the sealing compound shall be cooled to roem
temperatureand transferredto a 3-nunce ointment can and pecked level full.
The penetrationvalue shall be determined as specified in 4.8.3.1.

4.8.3.3 Liquid reparation. To determine conformance to 3.3.3, unsged
sealing compound shall be packsd into a 3-ounce ointment can to a level
approximately 1/16 inch below the brim end then oven-aged for 96 heura at
158” ~ 2°F, without stirring. After oven aging, the can and sample shall be
stored at room temperaturefer 72 hours without etirring, tamping, or the
addition of any sealing compound. The volume of any eupernatant liquid Ehall
be carefully measured to the nearest 0.1 ml.

4.8.3.4 Extrems temperaturereaiatance. To determine conformance to
3.3.4, a film of sealing compound approximately 0.010 inch thick shall be
appliad to one side of clad aluminum penela, 1 by 6 by 1/32 inches. Coated
panele ehall be aged for 300 hours at 158 ~ 2°F and then conditioned for 5
hours at minus 65 ~ 5*F. While hsld at minus 65”F, panela shall be bent 90
degreee over a 2 If2 inch diamster mandrel, previously cooled to minus 65eF,
at a uniform rate in 3 secomds. Three coated panels ehell be teeted and if
any fsilure occurs, a second group of three coated panels ehall be teeted.
Any failure in the eecond group of the coated panels shall be cause for
rejection.

4.8.3.5 Volatile loss. To determine conformance to 3.3.5, three &gram
specimens of the sealing compmund shell be weighed to the second decimal
place in tared evaporatingdlshea approximately 8 centimeter (cm) in
diameter, conditioned for 16 hours at 158~ 2°F, cooled in a desiccator to
roomtemperatureand reweighed. Loaa of volatile mstter shall be recorded aa
the average of the percent weight loss of the three specimens.

o

8

..

Downloaded from http://www.everyspec.com



MIL-s-12158D(AT)

4.8.3.6 Vertical flow. To determine conformanceto 3.3.6, three “J”
shaped steel strips comforting to those specified in 4.8.3.7.1 shall be
prepared. Sealing compound shell be applied to that portion of the inner
surface of the strips extending from the straight end for a distance of 5
inches and to a thickness of a!xwoximatelv 1/8 inch. Sriecimensshall then be
hung from a
+ 5°F for 1

4.8.3.7
conformence

horizontal rod sup&t in an &eu and the t.&mperatureheld at 225
hour. Specimens shall then be examined.

Shear cohesive atrength, (type I only~. TO determine
to 3.3.7, the sealing compound shall be tested as follows.

4.8.3.7.1 Apparatua. Apparatua for the test shall include two steel
strips, 1 1/2 inchee by 8 inches by 1/16 inch, bent at one end to form a “J”
shape such that the beat esde will interlock sa shown in figure 1, leaving a
sr.aceof aomoximatelv 3/8 inch between the straiuht portions of the two
piates. Z’& auuaratu~ shall also include one etr~u of aluminum. 1 inch by 3
inchee by 1132-inch, having a 1/4 inch diameter hoie centered in a line lj4
inch from one ●nd amd having a line scribed 2 inches fram the other end.

B

4.8.3.7.2 Procedure. Seeling compound shall ba epread over the inner
surface of each of the steel etripe, extending from the straight end for a
distance of approximately3 inches, to a thickneea of about 1/4 inch. The
curved ends of the eteel strips ehell than ba interlockedand the etripe
pressed tngether until the straight portions are parallel and about 3/8 inch
apart. Excess sealing compound shell be remsved from the working edge and
the aludnm strip inserted into the sealing compound for a dietance of 2
inchee, to the ecribed line (see figura 1). The aaaembly shall be hung from
a horizontal rod eupport. A 150-gramweight ehall be auepended from the
aluminum strip. The time required for tha aluminum strip to be witMrawn
shell be determined end recorded. The test shall be conducted three times to
determine an average. Before each test, the excees eeeling compound shall be
cleaned from the aluminum strip, and the steel plates ehall be eeparatedand
repecked.

4. S.3. B Toraue drop (type 1 only). 10 determine conformance to 3.3.8,
the eeeling compound ahsll be teeted ae followa.

4.8.3.8.1 Apparstus. Apparatua ehall include a torqua-indicatingwrench
of 350 f oot-pnund capacity, equipped with a maximum torqua-indicatingneedle
and a torque drop fixture epecified in figmre 2.

4.8.3.8.2 Procedure. The lower plate of the fixture shall be held in a
vise amd a thin layer of the sealing compound applied to the entire uPPer
surface. The upper plate shall then be placed in a position and the bolts
finger-tightened. Bolts shall be further tightened with the torque wrench,
in 50 foot-pound steps, to 300 foot-pounds of applied torque. Order Of
tightening ehall be 2-3-1-4. After 15 minutes, the torque required to cauae
each bolt to begin to move, in the direction of further tightening,shall be
determined. With the torque wrench in place and preesure applied in the
direction of impending movement, a mark shall be made upon the socket of the

9
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wrench and upon the surface of the plate immediatelybelow. An observer
shall watch the marks, as the operator exerts a uniformly increasingpressure
upon the handle of the torque wrench, and signal the operator the instant
movement begins. The operator shell immediately releaee the preseure and
read the value shown by rhe maximum torque-indicatingneedle. The following
formula ~hall be used to determine the torque drop:

●

Initial torque drop, percent - 100(300-A) 0 100-(A/3)
300

Where: A -“The average of the four bolt readinge.

4.8.3.9 Water permeability (type I only). To determine conformanceto
3.3.9, the sealing compmund shell be tested as follows.

4.8.3.9.1 Apparatus. Apparatus ehall include a standard 2-inch pipe
flange, a 6-inch by 6-inch cast finish armor steel plate having four 5/8-11
UNC-3B tapped holes positioned to receive the flange bolts. The apparatus
shell also include equipment to provide the specified head of water and to
catch any leakage which may occur. The pipe flange shall be mudified to
receive 5/8-inch socket head cap screws, and spmtfaced for screw head
clearance as shown on figure 3.

4.8.3.9.2 Procedure. Sealing compuund shall bs applied to the entire
surface of the flange side of the steel plate to a uniform thicknees of 1/32
inch. Assemble the flange to the plete and tighten screws alternately in 25
foot-pound incrementsto 125 foot-pounds. Remove excess sesling compound
from beth outside and inside the flange. Install the b-foot length of 2-inch
pipe in the flange, in a manner co ae.curethere will be no leakage at the ●
threads. Adjust the head of water to 6 feet. Let stand 1 hour snd examine
flange to plate joint.

L.8.3.10 Spreadability. To determine conformance Co 3.3.10, two
l/8-inchthick metal strips or runnere shall be clamped to a metal plate ao
aa to leave en area 2 inches wide by about 12 inches long between the
-ers. The plate shall be mounted so that the runners are in a vertical
poaition. A 3-ounce specimen of the sealing compound, the mounted plate, and
a broadnose putty knife or scraper ehall be”’held at 10 ~ 3°F, for 2 hnure.
Uhfle at thie temperature,the eealing compound ehell be spread over an area
of about 4 square inches between the runners to a thickness of about 1/4
inch. The scraper ehall then be placed above the spread sealing compound,
with each end of the blade rinding on one of the runners and the hsndle
tipped downward at an angle of 45 degreea. The blade shall then be moved
downward acroes the sealing compound at a unifnrm speed while maintaining the
blade angle and contact with both runner% The sealing compound 9hell then be

examined.

4.8.3.11 ~. To determine conformance to 3.3.11 and 3.3.14, a

glaee plate approximately 6 inches square shall be used for the teet.
one-half of one surface of the plate shall be covered with a smooth layer of
the sealing compound about 1/16 inch in thicknees. Unlees otherwise
apecified (see 6.2), the entire surface of the plate shall be completely
covered with a polyurethanecoating conforming to MIL-C-46168, type optional.

●
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or MIL-C-53039. The dry film thickness of the coating shsll be not less than
1.8 roils. 2’he color ehsll match the applicable color chip number (see 6.2)
of PSD-STD-595. The plate shall then be allowed co etand 24 hours. At the
end of the 24-hour period, the painted surface ahsll be axaminad for
conformance to 3.3.11 and 3.3.14. If that portion of the peinted eurface
under which the compound hso baen applied shows a chenga in shade or color
when compared with the portion under which there is no compound, the compound
shsll ba considered as bleeding through.

4.8.3.12 Silubility. To determine conformance to 3.4.12, the steel
atrips used for che shear coheeive atrangth tact specified in 4.8.3.7 with
the sealing compound still applied thereon, may be used for the volubility
test. Excess sealing compound shell be wiped off with a cloth or paper
towel, leaving a film of the sealing compound. The strips ahsll then ba
wiped clean, one strip with a gasoline= oaked cloth amd the other with a
kerosene-soakedcloth. The wiping shall be a normsl wiping procedure,with
moderate hsnd pressure and the cloth uaad ahsll be cheese-cloth.

4.8.3.13 Mhesion. To determine conformance to 3.4.13, two strips of
24S clad aluminum conforming to QQ-A-250/5,each 3 by 6 inches, shall be used
for the test. Unless otherwise specified (see 6.2), one strip nhall be
painted in accordance with MIL-STO-193,as specified herein. The strip shell
be cleaned and treated in accordancewith MIL-C-5541 or anodize”in accordance
with MIL-A-8625. Afterward, the scrip shall be primed with primer
conforming to MIL-P-23377,HIL-P-53022 or !41L-P-S3030and topcoatedwith a
polyurathsneaacing cetiersing --r. MU-C- 4blrj8,type optional, or
MIL-C-53039. The color shall match the applicable color chip number (eee
6.2) of FEO-STD-595. Each atrip shsll then be smoothly coated with sealing
compound on one side (the paintad side of the painted strip) to a thicknass
of about 1/8 inch. fio 3-by 6-inch atripa of cotton duck conforming to
CCC-C-419, type 1, No. 12, shsll be applied over the sealing compound, one on
each nf the aluminum strips. A 10-pound rnller ahsll than be rolled over
each strip of duck, once in each direction, with no added preaaure. The duck
shsll then be peeled frnm each etrip in accordance with the fnllowing
procedure: One end of the cntton duck shall be peeled back enough to clsmp
in the pnwar-actuatedjaw of a Scott tasting mschine or equivalent, and the
end of the aluminum strip from which the duck waa peeled shall be clamped in
cha othar jsw. The cotton duck shall then ba peeled from the aluminum strip
vith a jaw aaparation rats of 2 ~ 1/8 inches per minute and the aluminum
strip shsll be examined. At lesst 4 inches shsll be peeled back by the
maclrlnaduring the cast.

5. PACKAGING

5.1 Preservation,packeging, packing, and msrkin~ Preservation,
packsging, packing, snd marking for the desired level shall be in accordance
with tha applicable packsging requiremanta specifiad by the contracting
authority (see 6.2).
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6. NOTES

6.1 Intended use.

6.1.1 Type I. Type
flange joints.

I eealer is intended for eealing of metal to metal

6.1.2 Type II. Type II sealer is intended for use on military vehicles
for waterproofing joints around hatches end other openings for fording
operations.

6.2 Ordering data. Acquisitiondocuments should specify the following:

a. Title, number, ad date of this specification.
b. Type of sealer required (ace 1.2).
c. If first article inspection is not required (eee 3.1).
d. If responsibilityfor inspection shall be other than as

specified (eee 4.1).
e. If reeponeibilityfor inspectionequipment shall be other than

as specified (see 4.1.2).
f. If inspection conditions shalI be other then as specified (eee

4.3).
g. If firet erticle sample eize shall be other than as specified

(see 4.4).
h. If frequency of control teeting shall be other than as

specified (see 4.6).
i. 2f the coating for the glass plate shall be other than as

specified for tha staining test (see 4.8.3.11).
j. Applicable color chip number (see 4.8.3.11).
k. If painting of the aluminum etrip ehell be other than as

specified for the adheaion test (eee 4.8.3.13).
1. Selection of applicable level amd packaging requirements (see

5.1).

6.3 Definitions.

6.3.1 Recovered materials. “8ec0vere”dmaterials” means materiels that
have been collected or recovered from eolid waete (see 6.3.2).

6.3.2 Solid waete. “Solid waste’!means (a) any garbage, refuee, or

sludge from a waete treatment plant, water supply treatment plant, or air
pollution control facility; and .(b)other discarded material, including
eolid, liquid, semisolid, or contained gaseous material resulting from
industrial, commercial,mining, end agriculturaloperations, and from
community activities. It does not include solid or diesolved material in
domeetic sewage, or solid or dissolved material in irrigation return flows
indeetrialdischarges which are point eources subject to permits under
section 402 of the Clean Water Act, (33 U.S.C. 1342 et seq.), or source,
special nuclear, or byproduct material ae defined by the Atomic Energy Act
1954 (42 U.S. C. 2011 et seq. ) (Source: Federal Acquisition Regulations,
eection 23. 402) .

or

of
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6.4

6.5

MIL-S-12158D(AT)

Subject term (key word) liscin&.

Compound, sealing, non-curing, polybutene.
Non-curing, sealing compound, polybutene.
Polybutene sealing compound, non-curing.

Changes from previous iesue. Asterisks (or vertical lines) are not
used in this revision to identify changes with respect co the previous issue
due to the exte?eiveneeaof the ~hange~.
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MIL-S-12158D(AT)

●
5/32

1/4 01

/

7132 R

T
STEEL STRIPS
1/16 X 1-1/2

— 3/8

‘1
SEALER

T

3

d

2

NOTE:
1. Dimensions are in inches.

FIGURE 1. Cohesive strength fixture.
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MIL-S-12158D(AT~

,i

2
3-1/2 TYP.

=4

I

I 4

2 DOWELPINS
0.250 DIA. : J_
PRESS FIT 3/4

i
P

1,1 ~T
-3/4

BOTTOM ?LATE

NOTE:

1-8 UNC TAP

6

4 HOLES 2 OOWELHOLES
SLIP FIT 0.250 OIA.
LOCATE FROM BOTTOM

I

PLATE

I
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-+&-
I

I--w
I

-+
I

+-
12=+

1/2 TYP. +

I

1 I

1. Dimensions are in inches.

TO? PLATE

r 1-1/16 DIA.
4 HOLES
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BOTTOM PLATE

.-r2 ‘“
k

FIGURE 2. Torque drop fixture.
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mlL-S-12158D(AT)

5/8-11 x 1-1/2 r-h
STD 2 DIA. PIPE X 72 LONG

I

1 (
I I 11/16 DIA.

I II II 1/
4 HOLES
SPOTFACE15/16 OIA.

1 —— .——
i J

VJ il
I

I

4

0

I 4 HOLE-4-1/4 BC

b 5-1/2 DIA----
I

~1~1 I’11
‘~i II

II l.,
1, I

I

5/8-11 THD. - 4 HOLES

1 X 6 X 6 CAST FINISH ARMOR STEEL PLATE

NOTE:
1. Dimensions are in inches.

FIGuRE 3. Hater permeabi 1ity test fixture.

16

Downloaded from http://www.everyspec.com



MIL-S-12158D(AZ)

Custodian:
Army - AT

Review activities:
Army - w, ME, m, AR
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