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MILITARY SPXCIPICATION

sEOSS, NOUSN’S

Thie specification is approved for uee.by tha Na+ Ciothing and Textile
Research Fttcflity,and,is available.for uaa”by all Dapsrtmenta and Agencies of
the Department of Defense. ‘“ ‘

1.

1.1

black

1.2

SCOPB

~S ~~e~ specification covere the requti.=egts for a wozumts”iow dreaa

Classification- Tha ahoea shall be of.ona.&e OtiY and fi the fo~m%
eizes and tithe es specified (see 6.2).

r

Sizaa: 3 to 12 inclusive, in whole and half aizae
Widths; &+A&i to SS inclusive . .

2. APPLICABLE DO_TS

2.1 Govermrent dacuaehts . .

*2,1,1 Specifications, etandarda and hsndbo~ke Unless otherwiee 6pacified the
following apeclficationa, standards, snd handbooks of the issue lieted in that
ieeue of-th& Department of Defense
apecffled $n the solicitation fern
apecifled.

SPECIFICATIONS

FKOSRAL

-V-L-61 -
V-T-276
V-T-285 - .-

Indax of Spa.cfffcationaaud Standards (DODISS)
a part of this specification to the extant

Lacea. Nylon
Thread, .Cotton
Thread, Polyeeter

f

Beneficial comments (recommendations , additiona, and deletions) and any pertinent
data which mey ba of use in improving this document ehould be addraased to: ‘.
Offioer in Charge, Navy Clothing end Textile Research Facility, 21 Strathmore
had, Netick, MA 01760 by using the eelf-addreeeed Standardization Document
Improvement proposal (DD Form 1426) appaaring at.tlieend of thid documant or by
letter.

FSC 8435 .

. .
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i?vL-Sakz

v-T-295
SK-5-570
KLC-W-231
ZZ-E-141
PPP-B-$36
PPP-S-566
PPP-Z-676

XCLITARY

MIL-S-40043
MIL-C41814

“ liIIA-21635

STANDARDS

FSmmAL.,

FZD-STD-191
.P’zD-sTD-311
PSLMTD-751

~LITARY

MSL-S!CD-1O5

?mAYro-129

- Thread, Nylon
- Insole, Fwtweer, Leathar, Cettlehide
- !lelCLng,Leather, Shoe
- Jleels,R+bber -
- Box, Shipping, Fiberboard
- Box, Folding, Paperboami
- Boxes, Setup

- Soles, Zubber,’Shoe
- Counter, Footwear
-Lest, Footnear (Shoe,Woman’s Oxford). ““

. . . ‘.,, .,:.”.

- l!ed.le”’CestUethdds .-

- Leather, ?lathodaof Sampling and T.eetfng
- Stitches, Seame, and Stitehi.nga . .. ‘. .

- Sampling Pmceduree and Tab2ee for Iaepection’by”’
Atcributea

- MArking for Shfpuvmt and Storage “- : ““ :

(Copies of specfftcations, standards, drawings and publicat%one r&quire&by
contractors in connection @th apeci.ficproctiemnt functions ehould be Obt.?ined
from the procuring ectivi.~ar ee direc.cedby the contracting officer’.)

..

2.1.2 Other Government publicatio’he TYJafollowing Government publication formb
a part of th%s epecif<catioa to the exteuk specified’herein. ,.

.. ..

LAWS AND REGULATIONS

US POSTAL”SSRVICZMANUAL

(Gpiee Qf tha manual may be obtaiaed frm the Supexlntendent of Documente, US
Government PrLntLng Off%ce, Washington, DC 20402.).

* 2.1.3 “Ordar of precedence In the aveut of & confMet between the tkt- Of tkh

specification end the references cited hereins the text of this specification”
shall take precedence. f

* 2.2 Other wblications Tbe fallmrin’s’documenteform a part of thle epecifica-
cion to the extent ep+fied herein;’ ‘ - :.,

AUHUCAN SOCIE2!Y;OR TZSTING AND &TERIALS (MTU) . ‘‘
...

D-412 ‘

. . .

-Rubber Properties in Tension
D-746 -Brittleness Temperature of Plastics end Blaetomers by Impact

2
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>790 -

D-792 -
D-1708 -
D-2240 -

Flexural Properties
Meteriele
Specific Gravity of

of Plaatlca

Plastics by

MIL-S-21711X

and Electrical Insulating

Displacement .
Tensile Propertiesof Plastica by uee of Microtensile Specimens
Rubber Property - Durometer ~rdness

(App~icationfdr copies sh.uld”be addressed ta the Americen Society for ‘-
Teatins ~d Haterfals; 1916 ~ce Street; Philadelphia, PA’19103).

NATIONAL MOTOR FR131@T TSMV?IC t&3CIATION, nC., +ENT
“Nationa$Motos Fre+giK Clissi.fication ...

(Applicationfor copies should be addrekwed”tbAn&rican Truckbg Association,
Inc., ‘+YafficDapar~eyt, 1616 p Street,?Wl,;waahfigton.~ 20036). : ,.

. ..... .
UNIFORM CIXSSXFZCATIOW,@@T~E, ~~ “ ‘.. .“ . . ,.:

Uniform Freigfm Cl&ssifi~atlon .. .. . ,, .... ..... ... ..

(Applicationfor copies should be addressed to the Uniform Claaaificatiop .
Committee, Room 1106, 222 South Riverside Plaza, Chicago, ILL 60606).

.-

.30 RR@12EI@JTS.

3:1 Guide sample Samplee,when fur~hedi ara solely for guidance and info~tion
to tha contractor (see 6.3). Variation from this”specificationmay appear in the
sample, in which case this specificatioq~shall govern.

*3.2”Firet article When .s fi~st article inspection la required, the It=k t?iil
be tested end should be’s first articl~ sample. The contractingofficer ehould
include speclgic instructionsin acquisition docimants regarding arrang~enta for
exemindtione,quantity, and testing and approval of’the first article [eee 4;2).

3.3 Material

*3,3.1 Upper leather The uppare sh;ll be cut from fuIl grain, smooth fininh
chrome tanned calfskin. Aa an alternate, full grain or partially corre~ted grain,
chrome tanned kip or cattle.hideIeether may be used. The leather ehall be drum
dyed blsck and the color shall penetrate from both s’ideeof the leather. When
calfskin is used, the thicknees shall be 1 3/4 to 3 ouncee and the area of a eide
shall not exceed 20 equare feat, When kip leathar is used, the thickness shall be
3 to 4 ouriceeand the area of a eide ekall not exceed 17 314 square feet. When
cattlehide leather is used, the tbickneae shall be 3 to 4 ounces end tha area of a
aide shell not exceed 28 square feet: Xhe braak in leather shell bamo more
then a braak scale of 3 when calfskin ia used and no more than a break scale of
4 when cattlehide or kip leather is ueed, Defects affecting the grain surface .
of the cut vamp or qusrcer shall not appear in the uppere. Leather dafects
shell be classified and scorqi..gu,accordancetith 4.3.1.1.3.

--- ...

. .

3
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3.3,2 Qusrtec li.nin&sJtongue linings, and.heel pade The quarter lhinga,
tongue Mninge, end heel p&ds shell be cut from e soft, chrome tanned, full
grain VT corrected grain cattlehide glove leather or pigskin leather. tifecce
that may affect serviceability are not permitted. The color shell.be gray and
the.thickneesshall be 2 to 3 1/2 ounces. The Itiug pieces shell be aesembled
with the grain side facing the wearer’s foot. The leather heel pad shell cover
the entire heel seat mea +ed extend a a@xlmm of 112 inch beyond the front
edge of the fiberboard heel tuck. Testing shall be.ae specif%ad in 6.3.1.

*3.3,2.1 gu~ic$de trea&~t &atber components do not require a fmgicide
treetmeut. However, when wed, leather components shell contain not syme thm

0.70 percent pBrenitrophenol fungicide.when teptad aeepecified in.4.9.1~
...

*3.3.3 Outeole.‘rubber The outeole’abe2L be black, “&O”(~”Z/2) irons %n t.hick-
neas conforming to type $, Class 1 of KU-S-40043. The treed ax”kaof the outeole
ebell .besmooth. The sole may %e c+t from s$eet stock end the uitie,menufacturerla
nehe or tradamarlcneed not be marked on the bottom of outsole.

I *3..3.4Insoles
. . ,. ,.
. . .

. .
. .

3;3.4.1 Leather inaole~ Leather imeolee eball CDnfO= tn’~ypa X,.claes 2,
tannage u or b of KK-I-570, The thicknees elxcllbe a minimum of.4 1)2 irons.and
a maximum of S 1/2 irone. The requirementsfor paranitrophanol .eballnot apply.

fi3.3,,$.2$ynthet~c iUSd@” The ~kol~a may”be “cutfroma.sy&hettc material. ”
that ie SOM coemarcially as “TSXOIUST”. The synthetic materiale aball contain
0.2> to 1.00 percent copper - 8 quLnolinolate uniformly di,ettibutedthroughout
the insole, Tbe.insole ehall be 0.116 ~ 0.010) Inch thick. The.i.naoleehll
bs cut w$th the heel-to-toe direction acroee tba machine directionof c~e
synthetic material. The synthetic ioaole shall have..astuck-on-rib applied ta.
the printed side of the ma~erial’(ee@ 6.5).

*3,3.5 .Weltin&

3.3.5.1 Leather weltin~ Leather welting shall be 1)8 inch in -thickneae’and
siiallconforp to the xequi~emente of ILK-+231.

3.3.5.2 Synthetic velti&” Synthqtic velting:shall be o-fa flat top ~eefgn .
in.a.suitablk configuration. The color abell be black with a wami-tk+ght
to bright finish: The welting qball be of sufficient width to aesure that she”
requirixlfi.dshed, sole eitension of li8 inch is met, The tbickneaa of the
wilting ddl be 0.12 to,i?.’l3inch. The baee corepoundshall be polyvinyl chloride
or a blend of polyvinyl chloride end nitrile rubber. The finished welting shall
be.emooth, flaxible, unifornin te.kturei”end free of blemishes, eracka. blietere,
and other defects that might affect “wirviceabilityor appearance, ‘fbe~ynthetic
waiting shell conform to che following xequirameuco when tested as
4.3.1.

epecifie~ in

4
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Property

Hardne.ve
Specific gravity
Brittle point
Teneile ecrength, psi
Elongation, percent

3.3.”6Fabrlca

*3.3.6.1 VemP lining The vamp
to the requirements of Table I.
the starch and protein content,

?fIL-S-21711B

Requirement

85-95
1.32 maximum
-lS°F or leee
2100 Iaf.nf.mum
225 minimum

linitigshell be a cotcon twill febric conforming
‘Ihefabric shall be natural or bleached end
ticludirigchloroform-solubleeud”water-eoluble

material, ehell not be-greater-then15 percent, based on the weight of the
fabric. Teeting ehall be es”specified in 4,.3.1.

Table’I - Cotton twill requirement

Weight per Threada per Breaking strength
eq yd inch

(rein)
(rain)

(rein) warp Filling
Oz. Warp Filling Lhs. Lbs Weave

10 85 ““38 ‘“ 130 125 ,3/1 twill or
herringbone

3.3.6.2 Quarter and vamp plug doublers [when calfekin fa used) The quarter
and vamp plug doublers shall be cut from a eingle napped cotton flannel weighing
not lees than 5.7 ouncee+per square yard. The finished fabric shell have a
minimum of 36 warp threads and 36 filling threads per inch and shell have a
minimum breaking strength of 30 pounds in the warp and 30 pounds in the filling.
‘1’heatarchend protein content including chloroform-solublennd weter.-soluble
material ehall not be greater than 15 percent baeed on weight of the fabric.
The color”of the fabric shall be natural, or bleached. Testing shell be ae
specified in 4.3.1,. Aa en alternate, the material epecified in 3.3.6.1 may be
used. NOTE: Quarter and vamp doublera are not required when kip or cattlehide
leather is ueed.

3.3.6.3 French cord The quarter.top eeem binding ebell”be’3/8 ~1/32) wide
and ahal.1weigh 7.0 to 9,0 ouncee per groea yard. .Thebinding shell have a
nylon warp and cotton filling with woven edges. The binding shell @ dyed black
and hev.ea minimum of “good” colorfastness to crocking. Testing shell be as
specified in 4.3.1.

3.3.6.4 Heel pad. felt The heel pade shall bewhfte felt weighing not leae
than 5 ounces per square yard and of””eufficientsize tu cover the entire heel
eeat area end front e~ge of fiberboard heel tuck, Teeting shell.be ee epecified
in 4.3.1,

. . ,.

.
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3.3.6.5 E&elet etaye The eyelet staye ehall be a compressibleadhesive
fiber tape Or a etiff starched cotton stay-duckwefghing approximately8
ounces pet square yard. T%e mlnimuM width of etaya shall lye1/2 inch. Teeting
ehall be as “specifiedin 4.3.1. Eyelet stays are not required vhen calfakin
uppers are used.

3.3.6.6 Ineole. stuck-on rib Tbe finished rib shell coneiet of a combina-
tion of coated-fabricand Zibarboardmateriale. The rib shs12 ba 7/32 to 8/32
inch high with a minimum vidth.of 5/8 Inch vben meeeured from the inside .
vaztical,Portton of thb rib, and ehall extend around the periphery of the insole
frpm ecore line to scora l$ne. The fabric used for the etuck-on rib eball be
cotton or cot ton/ejnthetic conformlng to the requirementa of Tab~a 11. The
fabric ehell be Eoated’on ona,side with a suitable adhaaive and bonded to the
flesh eide of the leather Ineole or the printed side of the,syrithetic.insole.
The fiberboard,and fabr~c shall cover 4/32 to 6)32 inch of the parlpheral edge,
end provide for the required.adge extension of the finiehed”shoe.

Table i~:.~ ““Ribfa&ic requiremenfe

Weight,ounces
. .

Yams uer inch (rein) Breaking strangth, lbe. ~.
per sq, yd. (rein) Warp Filling (rein)Wsrp Filling -

. . ..

8.0 “-’” - 52 . 30 .“10’s “ “105 . “’”

3.3.6.6.’1tib strength The physical requirementsfor the stuck-on rib ehall
conform to Table’11.Iwhere.tested as epecified in 4.3.3.2. ..... .. .. . ..

. ...1 ..

‘J%bleZIZ - Rib strength requirernsnts . “’ “j ‘. .,.”. .
,, . ..

. ... .characteristic, . .Miui.my&l Aver?g~.~/,

Shear strength, lbs. ‘ “’ “.... .
Stitch .atre.ngth,lbs...,.’

“?0 .“’” ‘,
,20 ,. “.

. .

75’” “.
30

~f No single determination shkIl fall below the ~inimum epecified and the avereg~ .
of all apecfmena shall not .belees than the average specified.

3.3.1 Counter6 “
,..: . . . .. :.

. ,, . : “ ,.

3.% 7.1 Ceuntera: molded The molded couptere shell conform to the &&ae&.s ~,
of MIL-C-41814 for Shoe, Womefita, ~Blsck,OXford, When automatic.back.pattlasting
IS uead the counter material 8hell conform to 3.3.7,2.

*3,3,7i2 hunters, “sheet me” counter metarial eh811 be an extr,udedIonoiuer
. . .

.reaineheet With a heat aktivateiladhesive “on”both sidee. tie.thicknese of.the, .
extruded eheet ehdl be.0.045 (~ O.003) in”ches. The thickies’eof the adhee+ve
coatingon each side of the eheet shall be 0,003 to 0.006 inches. The color of
the,ionoqerresin shall be suitable for the purpose intended. Counters cut
from the eheet matarial shall be sized properly to fill the counterpocketof the
ahoe. The sheet material shall conform to ths following requirementswhen teeted
ae specified in 4.3,1.

6.

—
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Prope.rty

KLL-s-21711E

Requirem&t

Specific gravity
T.emsileetrength
Blongetion
Flex modulus
Brittle point

.. .

3..3.8Box toe he box toe material shall

0.955 ~ .015 glee.
4000 * 500 PSI
250% minfmum
50,qo ~ 5000 PSI
-60 c maximum

.

conform to either 3.3.g.l or 3.3.8.2.

*3.3.8.1 Impregnated box toe The box toeaehall be formed with a woven flannel
or proceaeed naedle punched base fabric impregnatedyith a pyroxylin or
polyatyrena compound.. The box’toss ehell be either an activated or prepared type.
The material ehsll be 0.050 (~ 0.005) inch thick,.The box toes shall be of a
ahape end size to engage.the insole rib after lasting ind support the toe portion
and pert of the vamp plug, approximately 1/4 inch back of the etitching. The box
toes shell be ekived at the.braestline only. Testing shall be as ipec%fied in
4*3,.1*

*363.8,2 ~inated box toe men automated lasting is used the laminated box toe
.mey be made of virgin”ionomer.reein (SUXIXN)laminated with any combination of
flannel falmic,.flannel or nonwovea fabric or either .orboth sidee. The combined
thickneee of the lamination shall ba 0.040 (~ 0.004)’inch (see 6.5). Teeting
shall be as specified in’4.3,1.

3.3,9 Bottom filler The bottom filler shall be,either thermpplaetic or cold
proceae type conforming to the following requ%rementa:

3.3.9.1.Thermoplaetlc bottom filler Zhe thermoplastic type shall consiet of
a mixture of ground cork and a auitabla thermoplasticbinder, with a minimum
of z 3/4 parte by volume of cork to each part’of binder. The cork granulae
shall be frea from bark. Tbe ground cork and birylershall be thoroughly and
evenly mixed. The binder shall be wateg insoluble. The binder ahal,lhava a.
eoftening point of at least 125°F (51.0 Cl and a maximum penetration of 85mm
w.ltha 200 gram load for 60 eeconde at 77 P (250”C). Teeting a~l~ be as
epecified in 4.3.1.

3.3.9.2 Cold procese bottom filler The cold process type shall be spreadable
without the use of heat. It ehall coneist of a mixture of ground cork and a
suitable binder in the proportion of two parta cork to each part of bipder by
volume. The cork granules ehall be free from bark. When the spread’filler
ie dry and set, itehell consist of four parte cor$ to one part binder, T~a
bin~ar ehall ba water insoluble and have a softening point of at lea$t 150 F
(66 c). Testing shall be ae specified in 4,3,1. As an alternate, e cold procese
bottom filler applied by semi-automatic equipment or other suitable method may be
ueed. The alternate filler ehall consist by weight of a mixture of one part
ground cork to five parts gultable binder. Upon loea of eolvent, the klternate
filler shall conefat by waiglitof one.part cork to 3 3/4 parte binder. Th~
binde~ shall be water-insoluble and have a.eoftening point of at least 125 F
(51.8 C) when teetad ee epeclfled in 4.3.1.

“7””’
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3.3.10 Shenke

3.3.10.1 Steel shank The et.eelehenk, without shenkboerd,sheil be made
from 18 gage (.050~ .003 inch).cold rolled carbon steel with”e R@weli C ecele
hardness ran&ng from 45-54 end shell be eheped to conform to the arch of the
MIL-W-1 last. The vidth of the shank shall be 5/8 (~ 1/64) inch. The ebank
ehall be made with a single or dou$le rtb end the over.dl thickneesat the highest
point of the rib eh+ll “be .080 to .125 inch. Tbs rib shell taper off 1 @ 1/8)
inch from the heel end 112 (~ 1/8) inch from the toe. The toe end of the shank
shell be rounded a?d the heel end shall heve a 5/8 ~ 1/8) inch deep clot and two
holes for stapling,and tacking. The shank lengths”shell be ae indicated in
table IV and testing ehsll be es specified in 4.3.1.

&3.3.10.2 Ffieiglasaeliank AS “anelternate, a fiberglasa ehank, wlthtiutehank-
board,”may be wkd. The ehsnk ehall coneiet of glees fibers impregnatedwith
vinyleeter resins encaeed h a plastic eleeve.br. tube. The til.dthof the uncured
encae6d fiberglkee‘resinshall be 578 (~ 1/32) incli. ‘fheshank ehsll be,cured
and bonded to the ineole end ehel.1conform to the shape of the leet. When
fully cured the.ehsnk shell be 5/8 (~ 1/16) Inch in width. 2’hetoe and of the
fibsrgh.es’aliankehall have a 1/2 ‘(~1/8) inch taper and tha heel @ ehall be
tepere$for a minimum of 3/8 inch:. The ehank lengthe ehell be as indicated”+n
tebla.33?and teetin~ eh@l be se’epecified in 4.3.1 (see 6.6).. ..’ ...., ..

I Table IV - Schedule of shank sizes.l_/

.. . . . .:,,-,,.,. . . .. . . . .

Shos sises (all ddths) ‘‘ ‘. ‘“ Shank length (inchee) .

3 “’5 ‘:-’’””,’ ‘ :’ 43/8.’
51/2.:-”’ 6’1/2;:’- :

4 ...”-.
4 1/4 - 4 5/8

L s’, . 4 1/2 -
:1 /2”-”9

4 718
4 3/4 - 5 1/8

10 1/291/2 -., ~2 .’; 5 3}8,
11 - : lf4 - 5 5/8. .. . , ,. ..

IJ When xequired, the ahenk length shell be md.ified to accommodatesmaller a
eizee to aseure proper fitting.

. .

3.3.11 Adheeivea l!haadhesives’u.ed for bonding the varioue
shoes shall be one of the following typ”esand euitable for the

parts of the
purpoee inteudad:

a. Natural rubber latex
b. Synthetic rubber latex, including.chlor’oprene
c. Natural rubber solvent cement
d. Synthetic rubber ablvent c-ent
e. Synthetic rbsin’cement.

. .

,. . . ..;.. ., . .
... ., .:! ..-.

f.

s
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KIL-S-21711E
.,

.-
3.3.12 Heel tuck The heel tuck ehall be made of fiberboard 4 to 5 %ronh

in thickneesend shall cover the entire hael east area. The front edge of
the heel tuck shall be aldved. Testing shall be ae apecifiad in 4.3,1.

3.3.I.3Heel base for iunfor”heal The heel base used with tha juniox heel
shall be molded from black polyethylene resin.hevinga epeci.ficgravity.of
between 0.910 and 0.940 end ehall contain no filler except for the black CO1OI!
pigment. ‘Thepleetic heel baae shell have e hardneee range of G4-60 and ehell
be freaof cracks, bliaterm, porosity, and:othar dafacta that tight affect
eerviteabilityor appeai-knee.l%e heel bas’eshall be of suffici~t heisht to
prov+de for a finiehed hee~ height of 1 @ 1/32) inch. Tha heel base e@lI
be eolid-orof hollov ceufer dealgn. t@sn hollow center design i.eemployed, at
lsa.etone bar from center to”bresst or outer perimeter is required. Ml neile
ehall ba.surroundedby plaetic whe,nheel and heel bese are z=tched-forneil~ng~
Testing shqll be ae specifiedin 4..3*1. The size of.heel baeab shall be in
accardaniauith Table V. .

*3.3.i4 He&!,.&bber The rubber heels shall ~~fO~ to rYPe II (whule heel)
claaa 7 or type’111 (juniorheel) class 3, color No. 1 of 22-H-161, exdept
that the abreeive Index.ehallbe not lees than 150. The breastline of.-theheel
Shall ~-etra~ht or cuivad. The “sizeof junior heels “ehzllbe in accordance
with Table V. The ❑izb of the’wholeheala (lengthend w+dth dimensions) shall be
sindJ..rrto the junior heels. ““

Tebl,e,V - Heels and Reel Jjase”Sizea”for’JuniorHe41e ,~/

Hael Sizes -
.. J1O .111 J12 J13 J14 J15 . J16

Heal Baaa ‘
Sizee

8 9 10 3C 6C 8C 10C
Shoe Width “ ..

?i41-4% $6 ~6fi s-9 %-it% U-12 - “ .
“lM-AAMl- “.3 3%-4% &9 $%-M%. “~-g
J1-c .,.,:3 .3%-4% ~ 6%-7%
D-E ,3 5-6 ~ 8-12
m. 3 3$-4% - ““*12

~/ When required,heel and heel baae eizee shall be modified’to accomiodete erneller
shoe eizem. I

3.3.15 Thread

. . ..
. . ,.

. .
..’

. .

. .
-9
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3.3.15.1 Thread,upper fittf.n~Thread ueed for upper fittingshell be
either cottonor nylon as specified in 3.3.15.1.1 sod 3.3.IS.1.2.

3.3.15.1.1Thread,wtton The upper ‘fitt’ingcotton threadehell confona to
type IA3 or 733, ticketlb. 40, 4 ply of V-T-276. The color shall be black end
colorfeetneaareqafrementashall not apply. ‘fhebobbin or looper thread may be
natural.

3.3.15.l.2Threed, nylon The upper fittingnylong thread shell conform to
type I or II, claas 1 ot type 111, eize B or B of V-T-295. The color shall.be
blacknod eolorfaetneserequirementsshell not apply. The bobbin or looper thread
may be natural.

3.3.15.2Thread.sole stitching Thread ueed for eole stitchingshall be either
cotton or polyaeterae specifiedin 3.3.15,2,1and 3.3.15.2.2.

3.3.’15.2.1Thread.cotton The eole stitchfngtbreed shall be cotton conforming
to type IVA or IVllof V-T-276. Tbe needle thread ehall be black, ticket No. 8,
b or 6 ply. The bobbin thraadehall be natursl$ticket No, 8, 5 ply. Colorfastness
requfrementeshallnot apply.

3.3.15,2.2Threed.polyester The sole Rtitthing thread ehall be polyeeter
conformingto type I, class 1, subclassC of V-T-285: Tha machine or running
thread ehallbe black, eize 6 with 3 or 5 ply. The bobbin thread ehdl be
natural,stze 8, 3 or 5 ply. Colorfastneeerequirementsshell not apply.

3.3.15.3 Thread.i.naeemingZ%e thraed uaad for inseemingshall be natural
color polyesterconformingto type I, class 1, subclasaC, size a, 3 or 5 ply
of V-T-285.

...

3.3.16 EYelete The eyeletsshallbe of tha flat flenga type,meda of.anod,iz.ed
alumfnum,and shell conform to the d~enaioasl requirementsof Table VI. Eyele>a
shall not be visibleon outsideof ehoe. Testimg shall be am specif%edin 4.3.1.

Table VI - Dimensionsof ayelete

Uinimum Meximm
inch inch

Outeide diameterof flange 0.252 . 0.264
overall langthbefore setting 0.135 0.150- ‘.

- Memeter of hole before eecting 0.120 0.126.
TMckneea of Ahmipum lJ 0.0125 0.01551

lJ I%ickneas“beforefabric.a,tionof eyelet. . ....... .

10
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3.3.17 Laces, nylon The Lace6 shall conform to Type I, class 1 or Type 11,
class 1, color black of V-L-61, except that the tips may be of a clear color
and hesL”molded. The length of the laces shall be a minimum of 20 inches and
a maximum of 22 Inchas.

3.3.18 Naila, heel The heel nails ahal.lbe braaa, eteel, cut or wire type,
and shell be long enough to securely attach the pares through wh%ch they are
driven. Nafls protrudqg through the hael cuck shtil be clinched over”and
flattened.:

3.3.19 Tacka Tacks ehall be braas or steel end ehall be long enough to
securely =h the parte through wMch they are driven.’ Tacks protruding
through the insole (permanent holding heel e~at ares tacks-)ehall be’cMnched
oyer and flattened, ..

3.3.20 Neila, heel seat f.sstenin~ Na.i.l;uaed>or he.el”seakfaekening shall”
be No. 12 thxu 39.head, steel or.braas looee neila of sufficient length to
asaure a smooth, .Becure”clinch. Teeting shall be as specified in 4“.3.>.

3.3Z21 Wk. thread coating me wax wed for i~eeming’andeole stitching.
operations shall be a psnnkkntly plasticized r+n. that is white or golden
in Colori The wax, when in.the temperature ranga of normal yachina use, shall
thoroughly coat the thread when tititchtngthrough the..?ole;~elt~ and inae??.

. .

3,3.22 Ink, edge finishing ,The ink ueed for edge finiehing”shall”be black”and
suitable for the intanded purpose. The ink may be eelf-setting or may,be eet”,
on an”edge eetting machine to.a hard eerei-brightto bright flniah. .

3.3.23 Repairera “Itepairerashall be e liquid e~+ay, crayon”or paste type .
applied by hand. The color shall matclithe upper leather end ehall have
auffictent coveraga to correct minor surface imperfection of the leatheb.

3.3.24 Fillers llhe~efillere ara wed, they shall be cipable.of providing
a foundation for the application of the top finish.

3,3.25~oP finieh’ The top finish shall be applied by either the epongeor
epray method. All finiehes applied by the contractor and tanner shall be
flexible and compatible with each other to insure a long-lasting high Iueter “
finish. The finish ahall match tha dyed leathar ehd ehould be capabla of being
polished to a high luster vi’tha commercial type paste wax;

‘3.4 Deeign Tha ahoe shall be-a three eyelet, blucher oxford with welt con-
struction. The shoe shall have a box toe, cloth vemp lifi.ng,leather qu=ter
lini&- ejnthatic
(see f$gure Q.

rubber outsole, rubl?er’heel, va~p plug, and acelloped tongue

. . .
,.

,’ ,.. .
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3.5 Patterne A set of
parts indicated in Table
and shall be used by the

uPPer Patte- end merkers consisting of component
VU will be provided se Government furafshed property
contractoras a guide when preparing his dice and

templates. U.iUotimodificat!ionathat will-not alter ~he”style linee reflected
in Figure 1 shall be parmitted to facilitate individualequipment and shoe
making operations. M06ified patterns are subject to apprwel by the.Contracting
Officer. The Iaeting allowance shall be determinedby the contractor to the
extent necsaaary to provide a *nug fit of “theupper to the laat (see 3.6) which
wI1l result In a good eet to the laet after lasting and ineure aufftcisnt material
for proper Ieeting allowanca. The contractor shall furdeh wood ineole rounding
patterns or dies conforming to the paper patterne furnishedby the Government.
When required, size 4 component patterns and markere shall be modified to
accommodate emaLler eizrm.

Table VII - Patterna—.

Component Parta Sizes and Widthe
Patteme:

Vamp, ineide

Vamp outside

Vamp, doubler, inside
(.sedwith calfukin)

Vamp doubler, outside
(ueedwith calfskin)

Quarter. Mining

Vemp linins “’ “
Quartar “lining-” .’
(counterarei) “’

Vemp plug arvi’tongue
pattern
Vamp plug doubler
(uaed with celfekin)

Tongue lining Al

Box toe
Insole Sounding

Markere:
Vamp marker, inaide

Vamp marker, oute~de

Whole and hsLf aizee: 5 widths, AAAM-MAA. AM-AA,
A-B, C-D, K-EE
Whole and half eizea: 5 wldthe, AAAAA-AAAA,AAA-AA,
A-B, C-D, P&EB

Whole and half aizee; 5 widths, W-AMA, U-AA,
A-B, C-D, E-ES

Whole and half aizee: 5 widthe,,MAM-AAAA, AAA-ti,
A-f!,C-D, E-ES
Whole and half sizes: 5 widthe, MAAA-W, MA-M,
A-B, C-D, E-55

Whole sizee: 5 widths,
Ubole sizes: 5 widths,
E-EE

Vh&le sizes: 3 widtha,

Whole sizes: 3 widthe,

AAAAA-~, MA-l+ A-B, C-D, E-EE
AAAAA-AAAA,MA-M, A-B, C-D,

AAAAA-AA, A-B, C-EE

JWAA-AA, A-P.,C-EE
TWO sizes and threa widthe: 4-6%, 7-10
AAAA-AA, A-E, C-EE
Three eizes: 3-7%, 8-9+, 10-12
Whole and half sizas

Whole sizea in vidth @AAA-BE (ornamentalcounter etitch-
ing not required)

WhnLe alzea in width “AAAAA-EE(ornamentalcoun;er etitch-
ing not required)

Vamp plug end
tongue marker Whole eizee: 3 widths. MAAA-AA, A-B, C-X

~j Tongue llnin~. Sizes 7-10 may be ueed up to eize 12 ehoea; pettern width
AAAA-AA ehall be ueed on AAAAA width ahoea.
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3.6 Lasts The .ehoesshall be made on standard US Ml&W-l woments drese
oxford~s of ML-L-21635. All necessary sizes will be loaned to the con-
tractor by the Government.

3.7 COnatructfon

3.7.1 Cutting Cut upper8 shell be a8aembled in peira for color, we%ght and
compatibilityOZ parts.

3.7.2 Skfving The vamp plug shell be ekived in the vamp area end scalloped
end of tongue. The quartere shall be akived in the vamp area where vamp plug
ie attached and at the top eyelet row edge. The backeeam and.toe eeam may be
ekived if necessary. The top edge of the quarter lin$ng end tongue lining
ehall be ekived to reduce bulk. When klp or cattlehide leather ie ueed, the
folded ad~a of the plug may be omitted and the edgee of the plug ehall be akived
and inked.

3.7.3 Uerking quarter lininge The correct size, width, contractor’a’-e,
contract number, and date shell be legibly etehped with black permanent marking
ink on tha outeide quarter lining of each shoe. The lettering ehell be 3/16
(+ 1/16) Inch high. .If additional epace 18 required, the oPPosite efde of the
q~arter lining may ba ueed.

3.7.4 UPPer fitting The upper fitting e~i’tchtypee, thread”sizea, and
stitchee per inch ehall be as epecified in Table WII. Stitch types eh~l con-
form to KED-STD-751. Eackseam, toe same, and quarter-liningback eem a~ll
ba closed with the stitching close to the edge and rubbed d-.

Table VIII - Upper Fftting Requirement

Thread Size
Stitch Numbar of Bobbin or

Operation Type atltches per inch Needle Leoper

Toe seam. back seam; quarter 301 or 11 min. B or, B or”
lining back aaem 401 K E

Vamp plug and tongue
attaching 301 12-14 B“ B
‘fOnguelining 301 12-14 B
Lining, quarter and vamp 301 12-14 ;0/4 40/4
Lining ,“~’notch (wheu used) 301 or 12-14 40/4 40/4

401 s-lo ,f
Top etltching 301 12-14 B B
Barring 301 12-14 B B

.,
--. ,.. .. .,

. .

.,

. .
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3.7.5 Doubl,erattachment (usedwith calfskin) The correct size doublers
shall be smoothly end securely cemented to quarters and”vemp plug at all points
with an adhesive that will not harden the calfskin Leather; Doublers are
not required when ldp or eattlehide leather 18 weed.

3.7.6 Eyelet row.reinforcement Reinforce eyelet rowe with the ataysaeterial
specified In 3.3.6.5. . .

3.7.7 Assembly of auarters end vemP Plus .Toinquarters at backeaam with one
row of.stitching close to the adge end rub down backaeem. Fold and tement akived
edgea of qqerters ~ong row.of eyelets. Cloee toemam with one row of stitching
close to edge end rub.do~ sam. “Stitchquartar top eeem binding to top outside
edge of quarter, from top of eyelet row ta top of.eyele,trow, with one row of
etitching cloee”to the edge. Turn bi.ndiog,to~naide of quertera and cement fleeh
side. TUrn end cemeritall suvad edgee of vzmp plug (calfskin only)-in the vamp
end tongue areas. Stitch vamp plug to quarters in vamp area, with two rows of.
stitching 1/16 (+ 64) inch. Bartack bottom edge of blucher pointe,to v=P
plug aach bar ah-allbe 3/8 @ 1./8)inch long end 1/8 @ 1/16) i+h wide.

3.7.8 Aaaembly of quarter .li&ng, vemp lining; tonfzuelinln~ Overlap and :
stitch quarter lining piecea”(grain eide facing ineide of shoe) ~th a double
row of ecitching 3/32 ~ 1/32) inch apart. A “V” notch at the bottom of the
quarter lining at the back is permitted. Overlap and stitch cloth vamp lining
and leather tongue lining to le+ther quartet lining et both aidaa of shoe, with
a single xow OE stitching.

3.?.9 AEaembly of uppers to linin%e Stitch top edge of quarter lining to top
edge o“fquarters, from blucher nose to blucher nose, with one row of atitchtng
cloee to the adge of the binding. The quarter lining leather ehall be under-
trimaed to minimize exposure. Cement tongue lining to tongue and etitch with one
row of stitching all around ecallopad edge, Trim off excess tongue lining
leather.

3.7.10 Eyelettin~ On each quarter three eyelets of the type specified in
.3.3.16,shall be aecuraly and smoothly clinched between quarter and quarter lining.
Eyelete shall be evanly spacad and shall be 1/4 (~ 1/8) inch from the edge of
the quarters to tha edge of tha eyelet in the finished ehoa.

3.7,11 Lacing for lastin~ Any combination of two paira of eyelets laced may
be used previded them la a 1/2 ~ ~/16) inch opening after lasting. -

3.7.12 Leather insoles When ueed, leather inaolee shsll be fleshed @ cased
for even weight, . . .

‘-S.7.13-Aesembly.af stuck-on rib”ineoles When”aaefaublad,-the stuck-nn.rib .“..
inaolea ehell meet tha’requframentsof 3.3.6.6.1
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3.7.14 Lesti~ The lasts, insoles, cogmters,and box toes shell be assembled
in accordancewith the size and width of the uppere, Uppere may be conditioned
by any suitablemeans except they shell not be dipped in water. The heel tuck
ehell be coated on one sida with any suitable adhesive end joined t“o“thegrain
eida of the ineole and properly crfmmed. Insoles of the correct elze end width
shall ba tacked to the l.eetwith not le.sathen five tacke: one in the cencar
of the heel east, ona at the ehank, one at each aide of tha ball aridona at the
toe. Mgsa of the ineole ehell be flueh with the edgee of the-laet bottom at
all pointe. ‘Theehoe ehell be aseembled to the last using tecke only in the heel
east. Cbrrect size countere ehall ba c~ented on both sidee from top line to
Ieeting line with any suitable adhesive and fneerted between quarter doubler
(usedwith calfekin) and quarter lining. A light coating of any suitable adheeive
ehall be applied betiean the quarter doublar (usedwith celfekin) and vamp lining
at the inside ehank of each shoe, The corract eize box toe ehell be conditioned
and inserted between the querter doubler (used with calfskin) end vamp lining.
The uppera shall be sssembled to the lasts to provide.fora wiped-tn heel seat
aPProtitelY 1/2 inch and drawn over the laete with strong tension on the
pulling-overmachine to aaaure that quartera at the blucher pofnta end vamp are
down over the laat and blucher nosee are even. The eides of the ehoea shall be
epindlad, drawing the uppers snugly to the last, and then side-lasted so that when
stapled, the upper will be held securely to the laet. The vamp lining shall be
pulled smooth and tight without eny tears. The hael seat shall be wfpad-in flat
and free from wrinkles. The toe shall be emoothlywiped-in end securely attached
around the base of tha insole rib, Any euitable method or automatic equipment
that asaurea a flat secure heel seat end sufficient 8dhesion between the counter
materiel, quarters, and counter pocket may be used. “Backpartbating shall conform
to the last end there ehall be no wrinkles, pleats, puckers or fullness.

3.7,15 ‘1’imaallowance on laete The ❑hoee shall remain on the laats until
thoroughlydry,

3.7.16 Inseamin~ Inaaeming ehall be done by machine with a polyeeter thread
using a needle not larger then No, 41 with not leee than 3 1/4 atltchee per
inch, The welting shall be tempered to provide a tight”eeem without crecking.
The welting shall be inseam stitched to the bottom of the insola rib, from rib
end to rib end, end shell catch in the counterwitli one or mora stitchae on each’end.

3.7.17 Tack pulling, inseam trfmmina All tacks shell be removed end no broken
tack xinta shall remain. The inaeem shall be closely trimmed from”btittof welt
to butt of welt without cutting or damaging the stitches. The ande of the welt
ehall be akived with a 3/8 (+ 1/8, - 1/16) inch bevel and tacked withim the butt
era ‘l%a
tha entire

welt shall be beaten out emdothlywhile in temper to lie flat around
forepart of the ehoe.

,, .-s .. .... .-.

.

. .
. .

,.
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3.7.18 Shank Eltting and bottom filli~

3.7.18.1 Steel shanks The properly sized steel ehank abell be inserted in
position from the ball line rea~ard to the back of tbe heel seat. Tbe
forward end of the ahenk shell be fluahwlth the insole.end sihd..l fit the
contour of tba shoe bottom back of tha ball line. The shank shall be ettacbad
“to the ahoe with’pitch-wax,.two tacke or staples, one on eecb alda M the eteel
piece at tbe rear end. The bottom filler eball be firmly pressed into the
insole cavity around the toa, extending to’the forward ezn+of tha shank with a
uniform and wen.surface. Any excess cavitias in the shank end beel seat erea
shall be filled with bottom “fillar. .

*3.7.18.2 Fiberglass ahanka .When”thealts&ate f~barglass ebank spacified in
3.3..10.2is ueed, the toe end of the ehenk shell be poeicionad apprexlmately
1/2 inchrearward of the bell line with the heel end of ehenk extending Into the
heal.seet area. The”sbank shall be cut, positioned, Aeped, bonded, aid cured
during the sama operatton using automatic shank aettiag equipment. Bottom f~~
sha33 be applied starting at the toe end of the shank “andworking back through
the heel east aree filling all cavitiea around the shank.

3.7.19 Sole Iayin& The ahoe bottoms, cemented all over with a suitabls adhasive,
and the solee.shall be laid on a sole laying machine with preeeure to hold the
sole to the welt ar ell points,. tie eolee shall be laid evenly and ehall be large
enough to obtain tha finished edge extenelon epecifiedln 3.7,26.

3.7.20 Rough ”roundLn~ The soles aldl ba emoothly rounded on a rough rounding
macbina to provide,for ths finiahad adge extans%on apecif+ed %n 3.7.26..

3.7.21”Sole stitching The soles and waits ehall be etitched together on e
lockatitch ~cNne ueing tbreed specified in 3,3.15,2.1 or 3.3.15.2.2.. The needle
and awl shall be not largar than No. 47 and there ehall be 5 1/2 to ? 1/2 stitchas
par inch. Tba stitching.ehdl b? laid on the eurface of the wela, cloee to the
outer edge of the weir on the finished shoe. The stitching shall be adjusted eo
that tha lock ie ~uet under.the surface of the outaole.

3.7.22 Heel seat fastening The heel seat feetening shall be done by a ;
festeningmachine using naile specified in 3.3.20. Uhan fasteniug la accompllstiad
usfng automatic (gang fastener) equipment, the pattern provided by the equipment
till be acceptable.. When,ateel or brass nei.leare’used they ehell be spaced not
less than three to the inch and shall clinch properly on the inaale. Nails-shall
be poaitioned,at the edge of the insole and extend around the heel eea} fzom butt
of welt to butt of welt..

16
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3.7.23 Heel seat roundiq
rounded from butt of welt m

MIL-S-21711X

me heel seat of the outsolee shall be smoothly
butt of welt.

3,7.24 HeeMn~ The rubber heal and heel base meY be cemented to8ether with
any euitable adhesive. The seeembled heel and heel base eha~ be attached with
seven nails tith the center breast Ail omitted. The neile shell be long -OU8h

to insure a eecure, smooth clinch on the heel tuck ~d ineole. The heelfng machine
ehall be aquipped with proper length drivere to drive the nails evahly againet
the metal washers in the heels.

3,7,25 Heel trimming, gfinishin The ed8SS of the heel eball be ❑haved equare
and then ecoured to a emooth fi.nfehfree of fndentatione end ridges. The hael
breaet shell be ecoured. The finiehed heel height,including outsolee,shall
measure 1 ~ 1/32) inch at all pointe.

3.7,26 Bdga trimmin The edges shall be trimmed equare. The finished edge
-tension shall be 1 (~ 1/32) inch et the outeide ball, eround the toe to
the Ineida ball. The edges of ths sole and welt uhall be smoothly jointed.

3.7.27
with the

3.7.2i

3.7.29

Edge fini8hing The edges of waiting, eoles, and heale shall be finished
ink epecified in 3.3.22.

Bottom ffniahing The bottoms ehall be clean and smooth.

Finish ,.;

3.7.29.2 Preparation The shoee ehell be cleened, renmving any accumulated ‘“
dirt, wax, cemente, or other foreign matter. All thread ende shall be trfmmed..

3.7.29,2 Treein& All wrinklee ebal.1be removed from the ehoes while on the
last. No method or materiel shell be used that may injure the leather or thread. ”

3.7.29.3 Final finish The shoee shall be repaired and filled, whenever naceesary,
and siven a final top finieh. The ehoee may be cloth b~ehed to achieve a bright
lueter. &y exposed rew edgee ehall ba etained to match tha upper leather.

3.7.29.4 E&e pad and brush The edges of the welt, eole and heel shall be
padded end brushed to a bright finteh.

3.7,30 Nalla and tacka Neile and tecke that have baen left prot~dihg throu8h
the insole end cannot be pulled out, ehall be cut flush wfth the eurface hwing
no protruding etumpe. A mechanical tack detector or other euitable,automatic
tack detecting equipment may be ueed to indicate the presence of any protruding
naila or tacke inaida the ehoe,

3.7.31 Heel pad, felt and heel pad, leather The felt heel pad shall ba,coated
with any euitable adheaiva on one eide only and firmly preeeed onto the heel eeat.
The lesther hael pad shall be coeted with any euitable adhaeive on the flesh
aide o@y end preeeed firmly onto the heal eeat,

.- .-

-.
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3.7.32 Laciax-mati~ The shoes shall be mated -d .Slace shell
through the lower eyelet of each shoe and tied fn a loose knot,

—____

be ineerted

3.8 Workmanship The finished shoes shall conform to the quality of product
establfehedby this specification. The occurrence of defects shell not exceed
the applicable acceptable quality levels.

..

4. QUALITY ASSUIUNCN PROVISIONS

4.1 Raepaneibf.lityfor inspection Hees othe.~se *pMified in the =ontract~.
the contractor ia reeponaible for the performance of all inspection requixamenta
ae specified herein. Except ae otherwise specified.in the contract~ tba contractor
msY tuleMe own ox auY other facilitiesauftable for tha performance of tiiein-
spection requiramenta specifiedherein, unless dt”sapprovedby tha Government. Tha
Government reserves the rfght to perform any of the inepectiona set forth in the
apaeificationwhere such inspectionsare,deemed necessary to a6sure supplies end
eervic+a conform to prescribedraquiranenta.

4.1.1 Certificateof compliance.Where certificate of compliance are aubmittad,
the Government reae~ea the right to chack teet euch items to datermine the
valid%ty of tha certification.

4.2 First article Inspection When required, the first ertlcle submitted in
accordancewith 3.2, shell be inspected as epecified in 4.3.4 for compliance
with deeign, construction,worlmanahip end dfmeneional requirement.

4.3 Insertion Sampling for inspection shall be in accordancewith NIL-SI%-1OS,“
except,.where otherwise f.ndicatadherein.

4.3.1 Component and materfal inepectton In accordance with 4.1, “components
and materials ehell be teeteciio accordance with all the requirement of
referenced specifications,drawinga, and .etsndardsunless otherwise excluded,
emanded, modified or qualified in thts specificationor applicable purchama “
document. .Inaddition, testiag shall be performed on componentsand materiels
Mated la Table IX far the characteristicsshown. The reaulte shall be
applicable tO the individual eample unit or tn the lot average aa Indicated,
or aa required by the refereticadteat method. All test reports shell contain
the individual valuas utilized In expressing the final ra~ults, Ths lot shsll be
unacceptable if one or more esmple unlta, the lot average or the campoaite semple
fail to meat SOY requirement epecified. The aemple eize ehall be as follows:

Lot Size Sample Size

800 or leas 2
801 thru 22,000 3
22,001 .-d over 5

.-

f

. . . .
., .,. ,..,. ..- ,., .,., ,
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*4,3,1.1,1fiaminationof in.olee

.(a) Leather insoles - likenused, tha I=thar Inaolee ahellbe examined for
visual and dimensionalrequirsmentawnforming to the pmvf.eioneof the
end item examinationoutlined in SF-I-570.

(b) Synthatic insoles (TBXOR2ST)- When used, tha aynthetlc insoles shell be
examined for the defects,listedbelow. The”inspectionlevel shell be
lavel II and the acceptable quality level (AQL) shall be 4.0 defects per
100 unite.

Any hole, cut, tear or “gouge.
Any brittle area “orwidence of delamination. .,. .

Thiclmess not as spectfied.
Sole outline not conformingto required pattern.
Sole not cut in epecffied direction.

4.3.1.1.2Exsminstionof counters The counters eheil be examined for vieual
end dbeneionel requirementsconformingto the provisions of the end ,it6mex&-
inetion of NIL-c-41814.

4.3.1.1.3Examinationof uppere pr%or to fLtting A 100 parcent exeminatibnof
each cut quarter and vamp plug for defecte lietad below shall ba conductedprior
to fitting. AnY cut auarter or vemv plug containitwtone or mora of the followinn
defecta sfiallr~eult ~ rejectionok ;ha~ cut part:-

::

c.
d.
e.
f.

::

Scratch or scar
Slaughtercut
Flesh cut penetratingthrough the grain surface
Demag~ grain surface,crackad
Brsnd
Belly cuts
Flanky, pipey, loose or any rough or coarse grain ~
Cluster of veins, split veina or prbnouucedvaXns

~ Theee defects may appear in the counter area of the quarter back of the braast
of the heel or in -thetongue ares.

L 3.2 In-process$nsPection Inspectionshall ~ made at any point or during
-Y Phese of the =nufacturins proceae to detemninewhathar operation or aaaembliee
are accomplishedaa apacified. The Governmentreserves the right t? excluda from
considerationfor acceptanceany meterial or service for which in-process inspection
has ‘indicatadnon-conformance.
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Resilts

~

Passor

Fai2

Pam or
Fd2

Pass or
Fall
Pansor
rail
Passor
PM

Passor
Pail
Peseor
Yafl

=

me &3 fmh

ma Xx2

piece&l

me’ p.rdfull
Vidth
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(cout”d)Yarnspa inch

3reakingstr.
X.n-fibrous

T
>ublere USt‘1 Ident.

Nm-fibrbun
Ymna P= inch
Tmakiw atr.
Weight
color

T
cationrefel-enm

R? z-t

3.3.6.1 5041g
3.3.6.1 5050~1
3.3.6.1 5100g
3.3.6.1 2611AI

T
3.3.6.2 LI
3.3.6.2 2611~
3.3.6.2 5030g
3.3.6.2 5100g
3.3.6.2 504i~1
3.3.6.2 visual

M= t er-mp Nat‘1 meat. 3.3.6.3 ~1
Lndinx W2dth 3.3.6.3 5020fJ
FTenchCord)COlor 3.3.6.3 visual

Weight 3.3.6.3”

I
504141

Colorf.1.mmm 3.3.6.3 5651~1

T
3.3.6.4 ~1
3.3.6.4 Y
3.3.6.4 ~1

3.3.6.5 21
3.3.6.5 ~1

G=
?!P.?&f

fi
x
x
x
x

x
x
x
x
x.
x

x.

x
x

x

-

T
k..Of deter-
dn8tfms per 2kaIata
mgp~

89

T1 Pass.or
Fail

Pass01
Faf2

3

ma

he ysrd
tu22WidCh

ha yard
Ml vidth
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sPecific8t10n reft’rmc’c

B~ ~~

3.3.3.2 &l

3.3.12
3.3.12 $

3.3.23 21
3.3.23 ~1
3,3.33 2f
3.3.23 ~1
3.3.23 g

3.3.16 21
3.3.16 ZI
3.3.16 ~

3.3,20 ~J
3.3.2o 27/

at of 2.3piec%Bstiected:rm 33
,cedur-.
a CRTktficat>of mQ2.faice 5bA

G

be sub

b. OfdetO=-
&&fO&lpz
UP&
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I acceptl

If2so-sTw311
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4’.3~3’Intermediateinspection

4.3.3.1Vieual examination The defecte found during the intermediate
eramin.etienshell be classifiedin”accordancewith 4.3.3.1.1and 4.3.3.1.2
me applicableinspection.levalaand acceptableWelity l~els ehetl be aa
indicatedin 4.3.3.1.3.

NO!fE: Defacta deeignetedby an asterisk (*) eballbe ecorad es major when
eariouelyaffectingserviceabilityand minor whsn affectingaarvica-
ability,but not seriously...

4.3.3.1.1 Examinationof uwera eftar all fittinm Tba upper eeaemily shell
@ exemin@ for defecta in cutting, fItting,and other conecructioncharactar-
isticawhich cennotbe eeen‘intbe f inf~hedend item. The sampla unit.shall be
one cnmplatelyfabricetedupper assemblypreparedfor laeting. T@e lot shell”
be expreaeedin units of one.upper.

. .

llxemine Defect Claesikication
MEj or (*) Minor

Constructioriand .a.
Workmenehip

b.

c.

d.
e.

Quality of leather a.
(upperend lining)

b.

Any component w&wing or not x
epecifiedtype

Quartar end vamp doublerenot
caaencedto leather (when
celfekinis wed)

Any componentmispleced,damaged
or not efffxed ae specified
Constructionnot as epec5fied
Backaeamend toeeaemmt rubbed
down

Thicknessless than tin-
specified x

Thicknae? up to 1/2 ounce more
than maxinnnn epecified x

*
*

x

4.3.3.1.2 Examinationnf ehoe befnre bottom fIlling The partially fabricated
shoe ehell be examinedfor defecte in constructionend worlonenehipcharacteris-
tics which cannot be eeen in the finishedend item. The eemple unit shell be
ona partiallyconstructedshoe at e point after lasting end attachmentof ehanlt
but before the applicationof bnttom filler. me lnt size shall be exprassedIn
units nf one shoe.

2xamine “ Defect ClaaeifIcatiol,
Maior (*) Minor

Snttom of ehbes a. Any componentmissing or not -x -‘“
epecifiedtype

b, Shank not properlypositionedor
not fitting contourof ehoa bottom *

c. Shenk wrong aiza or malformed *

24
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lbmmine Defect Classification
(*) ~=Xajor i

Sotton of shoes d.
(cent’d) e.

f.

‘,11.

m.

n.
o,

P.

q.
r.

s.

t.

u.

Upper part of a.
eboes

b.

Shank not securelyattached
Any tsar in cotton duck in stitch
area:

1. more then 3/4 %nch ‘x
2, more than 1/2 but not more

than 3/4 Inch

Insole tack, staple or.anchor tack
not Femoved x

Excess leather in heel mat in- . .

terferingwith $roper fit of shank X “
Poor adheaion between counter
material and upper
Upper damaged in lasting -
Poor heel seat, side or toe laatiqg .
(includingautomatic method)

Ineeam not properly trimmed
Less then 3 stitches per inch on
inseam x

TWO or more”stitchesbroken, two or.
more consecutiveskipped ineeam stitche8-
or inseam stitches cut or damaged during
trimming operation
Broken insole rib
Inseam stitchingnot ac bottom of
insole rib, i.e., 1/16 inch from
bottom of rib for 6 or more stitches
Inseam at%tching not at bottom of.
insole rib, i.e., 118 inch frorebottom
of rib for more tti 4 stitches . X
Inseau etitchfngnot in welt groove x
Ends of counter not ceuKht in ineaau
stitching
Welt not properly beaten out, I.e. ,

not flat
Welt butts not skived
Welt butts not tacked uit~p skived
area
Uppers not tightly pulled down to
laet
Iace opening 1sss then 7/16 inch or
than 9/16 inch

Two psir of eyelete not laced

x.

x’

more

x
x

*1

1.

[

x

●

*

*
*

*
*

x

x

x.

x,

c.

25
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4.3.3.1.3 Intermediate.fneuecttonlevels The inspection
acceptable q~lity lavele (AQL’e) exprassed in defects par
be se followe: . .

levele end
100 unite shell

Inspection level *jora ~tel

For 4.3.3.1;1 (upper fittings) I 2.5 6.5 :
FOX 4.3.3.1.2 (Bottoms) I, 2.5 6.5

4.3.3.2 Teatins of the combined stuck-on rib end insole The =tuck-on rib shell
be tested fox compliance with,the req@rements of 3.3.6.6.1. Method 2061 of
PZD-STD-311 ah.dl be used for shear strength test, end Method 2171 of FSD-STD-311
ehell be used for etitch tear etrength. The eemple unit ehall ba two ribbed
ineolea, one for each testt endxhe se@U.eize shall be.5, m=gerdless of the
lot quantity. Requirements are applicable to.tha eamplaunit for individual
unit requir~enta end lot average fOr average requirenmnte. The lot shell be
unacceptable if one or mqre wnple.unite or the lot average of EU unitb fail to
meet the requirement epecified. AN teet xeports~ahall contain the individual
valuaa u$ilized in expressing the final zetiulta.

. . .

4.3.41napection of th.efiniahed end itecn 2%e
ehe~ be claaaified in accordance wftlt.4:3.4.l.
shall be ae indicated in 4.3.4.2... -“ . ..

defects found during examination
Tlm.inspection and AQL levele

.,.

4.3.4.1 Vieuel examination z%e’finiehe.d,ehoea shall.”be”=emined for defecte
in pairing, deelgn, mateqial, c,onatruction, workmenahip, finieb, and z=rking.
The @ample unit aha,llbe one Completely.fabricatedshoe and the .aelectionehell
be by paire;. The lot a+ze shall be expreaati in unite of one shoe. Defecte
of pairing shell be claeeffied as a single defect. Heel.~de removed by the
Government.during verification examination shall be recemeiitedand replaced
by the contractor*k personnel. The vamp plug (except tongue area) and quarter
area $?hallba examined for.,break%n leathar itiaccordance with the procedure
below. ... . : .. . . . .

Vamp plu~ “To exeminethe vaqp plug,-the shoes ehall be held in an upright
poaiCLou with both hands. ~e toe of the shoe aball face eway from the examiner.
Poaitlon thumbs on top ofwvamp approximately half way between box toe line and
blucher noeee and 1 to 1 1~~ inches apart. Prees downvard with the thumbe so as
to form grain eurface into a concave surface. The break in leather between’the
thumbe aid running acroe? the plug shell.~e o~eerved and’compared with the break

patterrie of the Satra scale (ace 6.4). Any vkmp PIUS exhibiting a breekpattern
graater than No. 3 (celfekin) or No. 4 .(kipor cattlehide leather) on the Setra
scale ehell be ecored as a.defect,

.. f
,.

. .

26
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T&%$%%%%~d the .,O
a io the quarter area in a concave Positiou.

ea her shall be compared with the.break pattern of tha Satra
scale (see 6.4). Any quarterarea exhibitinga break Patterngreater then ‘
No. 3 (calf sk$n) or No. 4 (kip or tettlehidehether) “onthe Satre ecele ehell
Be scoredas a defect. (NOTE: Regerdingconditionseffectf.ngapyarence,
defects shallbe ecored only when the coudltionis plainlyvisible at a .dietence
of 3 or mra feet. Defectedesignatedby an asterisk (*) eh82.2be ewred ae
mejor when eeriouelyaffectfngeerviceebilityor appearanceand minor whau
effectingsarvic=bility or eppeerence but not eeriouely.

Ykamine Def=”t ‘Classification
jfejor (*) ~~r

X!49i a.

b.

Cleenlitiesa a.

x

Color and‘finieh a.
b.

c.

d.

e.

Deeiftn,type and size a.

Leather,mP ar
(Quality)

a.

b.

c.

d.

x

.x

x

x

x

Not properly ruatad, i.e. , not x
right end left of eeme efze,
variationin coloro; appearance ‘
Box toe crooked,long,orshort

Artynon-removablespot, stainor
foreignmatter affectingappeara-
nce

Net.color specified
color not uniform,.affecting
appearance
Uppar Ieatk,=met finishedto
provide a.lueter
Finieh etreaky,runs, chippedOY
flaky on upper~/
Any raw edges not stainedto match
upper laathei

Not ae epeclfied x
.,
Scratchee,eleughtercuts,cute
on gra,insurface,brandsor
lightflash cuts that show
thkoughon grain surfsce , .

endor
Fat Wrinkles,pite, ineect damege
in vamp plug or in quarterein “ ‘
f rout of the breast of tha haal ,

andfor
FIanky, pipey,loose, cracked,
rough or coa”raegrain surfacein
the vamp pIug or quartere in front“
of tha breast of heel (SeeNOTE:)

ardor
Any other defect in the front part
of ehoe ehell be classifiedaa
follows:

1. Seriouslyaffectingappear- X
ante when viewed ac a die-
tance of threa feetor more.

27
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Bxmine Defect Classification “
Major (*} Minor

Leather, upper
(@alit@ (cent‘d)

. . .

1“
,4, -. ..... ..

.. . “-......--
. .

and

e.

f.. .

2,. Mf ectfns appearance but not
seriooely whan tiewed at
a distance of three feet or
more , .x

. . .. . . -
Break of vamp piug and ‘q&rter

. .

.aresk tit 0S apacified“in 3.-3.1 x’
Not full or cor.~actedgrain x... . .. .. . . . . .. .. ...

NOTE: Xhese defects may appear In the
cougter.ares of the quartere in ..
.bqckof tba bre.qatof the heel or
in the tongue ares.... ..

. . . .

.a.

b.”

c.
..-.

Constructionand work- s..
manfahi~ b.

.:

Seems and stitchin~- a.
Of UpDer

.. : . . . . . . . .. . .

Gr&in rmt euooth or uqiform,
sariouely affect.tigaervicaability X “ .

Slaughter-cuts,ser~oue affecting -
samiceability

P<pey or flanky , . . ~ :
. .. ... . .

..

Any cut, tear, hcla or..abrsaton *
Any .comRonent.or.aesemblyom%tted
or udepb,cad .. *

Operation omitted or not proparly
performed *

~eie’esiu..”. 1 *

Nom : A seem shall be claeaified as .

.:,

.“

b:

c.
,.

d.
e.

..

. ,-
f.

open when one or more stitches
joining a seam are broken or
when two or more continoua
skipped atltchas or runoffa occur.
On pultipl.eetitched seams, a seam
is.con.sidaredopen when either
one or both sf.dea of. the eeea are

open. ., . .

‘Tight’tension resulting in
puckering or cutting of leather 1 *

tiese .ten;ionraaultkg in a
loosely.secured aasm *

Wrong seam.or stitch type *
lmy row.of atitcNng vith 2 or more
etitchas per $nch lese than mf.nf-
mum epecifiad. x
by row of .6titcMpg with one
stitch per inch 1sss than minimum
speciflad x

28
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ExemirIB Defect “Classification
~jor (*) ~~~

Seams and stitchln~
of upper (cent 1d)

..

1’

(hrtaole

c.

d.
e.

f.

. Canter

Edge Znaldng

g.

b.

“i.”

j.

k.
1.

m.
n.

a.
b.

a.
b.

c.

d.

Heel finishingand a.
atteching

b.

*y row of stftchingwith more
than tha maximum number of
stitchesper loch apecf.fied

A@ barring misefig

UmX: A plus toleranceof three
etitcheeper inch qill be
allowedwhen etXtchlngover
heavy-phcea or turning
sharp corners.

Gage ok a+cing ‘ofetitchingnot
as BpeClfi~d or irXegUti%.

TOP stitching not passing through
quarter lining
Stitchingomitted when required
Tbr@d ends not trimmed through-
out ehoe
Needle holee or needle chev
Stitchingoverrun resulting in
stitchingwhere not intendad

‘IAMMthaw 5 1/2 stltchee per inch
More tha 7 etltches per inch
Outsole etitchingnot ae epeeifled

or irregular
Broken stitch, one or more
skipped stitches,two or more con-

secutive
Stitcheeshort at heel b“reeat

Soiled or curled counter
Soft counter

Edge trimmedinto sola stitching
Sdge nut triuaaedsquare or trim-
ming is Irregulsreffecting appeeran
Sole extensionlese then apacified

Sole extension,more than maximum”
specified
-e net set”

Join.ing of sole and heel trimeing
~t smooth,e.g.,’ridgee, undarcute

ElekZ @E, pzuperly trinuued, i.a. , ia
pronouncedly flared or tapered
Heel not finis~edewoth, including
heel breeet ,,.

x

x

x

x

*

*

*

*

*
*

*
*

*

*

*

*

*

*

x

x

x

x

x

x

-.
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Examfne “ Defect CieaaifIcation
Major (*) lfi.nor-..

HeeJ f?iniahingami
attfding (Cent Jd) ::

e.
f.

. . - k?:
..”.

h.

Opau heel seat *
Checked hael, i.e., seperatIon
batveen heel @, heel be$e or
between haa$ base and outer aoljs

Crooked or wrens dee heal
AUF.heel nsil other than center
brhk, qo~er breast, or center
back nail edeeing
Cqqtei back or corner”breaat nail
nissipg or not cltichad on heal’
tuck. x

KOTe than one heel”nail, othar
than center back or corner braaet
K@l, Wt clinched on heel tuck

::.. t?ip:’” .Jlvidenceof, heal nail on
tha “iqaolePr tuck shall. . ..... ...,,.
fndireteclinching....-. ....,.-...., ,.

Evaleta
- ,.:”

.a, kimber oY &yeleEe”uOt & apeci-
. . .. ..‘..@@dbu.t...6achrbw.has the.eeme

number. : “’
b.””Not the s~e nuhber of ayelets

InseamIn&

. . .,

Ineole
;

in.e+chrowJ.:,.- ..
c. XyeIets not“properly epaced vith-.

-.

. . . .

d....

e.

a.

b,.

..

a.

In the rows.ofmisalignment
betvaen the r“ow.to .an=tent
interftir%ngtith proper lacing

tige of ,FY eyelet lesm than 1/8

iUCh ,“oknor.e then ‘3/8 inch irom
the edge of quarter

Any,,,:yelet”riotsecurely clinched

Gri%ing seam, i.e.,.thread ax-.,.
posed
Scisinedseam, $.e., needle
ho~es fieiblebut thread not

“ex~sed:.,

shofk.or ionx
b. “Any protr@g pbknt of tack or

nail on Ineole forverd of heel

. .

c.,..

d:
. .
<.

breeet llna,.(Seefootnote,~
end 4.3.4,2)
*Y p~otruding point of tack, or

_Q,.-,in heel seat a“r~
More then two heal seat naile

+off i.e.eole

..

x“

*

*

x

A.

I

x

‘g ,..
..

x
x

x

x

.

x

x

..

x
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%xamine Defect Clesaification
Major (*) Hinor

Insole (conttd) e;

f.

More than three heel seat nsiLs

b.
c.

I
I

~ Any protruding point of tacker nail forward of the breast line, found in the
sample shell cause rejection of the lot represented.

~1 Examination for flaky or “chippedfinish shell be conducted ihmi~g examination
for break in leather.

runoff insole x
NO evidence of heel sdt fast-

*. x
Xeel pad not eecurely cemented .
at 811 poi,nta x

Quarter or v+mp IiniUg =in~ed,
loose, or with excessive f.ll-
ness *

Quarter or vamp M.ning torn x
Tongue lining wrinkled or torn x

14iseing,incomplete, %ncorrect,
not applied. in the specified
manner, mispleced, illegible,

or not ti”pecified size . , x

4.3.4.2 Finished end item insP ection levels we inspection level and the
acceptable~defectO per 100 units shell be es

follows :

Inspection level llS#-

For 4.3.4.1 (FinishedShoe) II 2.5 6.5

NOTE: The above A~L’e do not apply to ‘protruding point of nail or tsck found
forward of heel breast Mne in insole.

4:3.5 Examination of packaging requirements An esaminetian shsll be made to
determine that the packaging, packing and marking comply with the Section 5
requirement. Defects shall be ecored in accordance with the list below. The
sample unit shall be one chipping container fully packaged with the.axcepthn
that it need not be closed. Defecte ef clcyure lieted below ehel.1be timined
on ehipp%ng containers fully packaged for dellvery. The lot”eize,shal.1be the
numbar of shipping container in the end item inspection lot. The inspection
level shall be s-2 end the AQL ehall be 2.5 defects per hundred Unitm.

Examine .- Defect

?terking(exterior -(lmitted,.<n$orrect,.illegible, of improper siz.e~
and interior) locetion, eequence; or method of explication.

. .
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. Meterialn Any component
Any component

!&ssing or.not as specif~ed.
damaged, affecting ❑ervicaability.

Workmanship Inadequateapplicationof componeata, such ast im-
proper taping, incompleteclosure of container flaps,
Iooee .etrapping or inadequate stapling, Bulged or
distorted container.

Content Number ‘ofinterior packages per shipping container ia more
or less then required. Sise Indicated on ehoee not the
same ae epecifiedon peckegee or shipping container.&/,.

.----- ... ,

&/ For th+e defect, one package fmrn each ahta~er. in the packaging inspection
,lotshell be examind. ., , .!’

5. PACKA02WG ‘.. .

5.1 Preee=atio*packagi~ .P~ckag”fig”shall be level A or C aa specified (ace “:
6,2). .. . ...

“.. - .,

5.1.1 Lev& A Eech shoe shall‘bawrapped’in “a,eheetof bleached or unbleached
re@er commercialgrade tissue paper cut approximately18 by 24 inchee in size.
As en alternate,each shoe.ehallba inserted into a sntig~fitting clear” polyethylene
fiLm beg of 0.00125 inch.thickneea (~ 25 percent kolerance). The open end“of the
beg shall -tend a minimum of 2 inchee beyond the length of the ehoe. Eech mated
pair of shoes ehzll then be packaged in a two piece partial telescope style shoe
box.

5.1.1.1 Shoe boxes Fabricated fmm nonbeading grades of boxboardand formed
with cut ecorea and eet in end8, shell be not lees than 0.040 inch thicknees and
shall conform to type 11, variety 1, clasa A or D, style 4 of PPP-B-676. The
ouc#lde portion of sack sh6e. bo% shall be completely coveredwith a 40 pound
minimum basis weight commercialgrade kraft peper in accordancewith PPP-B-676.

5.1.1.2 Shoe boxes Fabricated from bending grades of boxboard, and formed by
creasing, shell be not- les a than O.03~’ inch thicknese and ehall conform to variety

1, style 111, type G, Clesa j, subcl.ees “2, group I of FPP-B-566.

5.1.1.3 Shoe box dimensions The outside dimsnaione of the ehoe box (cover
included).shall be as follows:

=.
Widtli 2EeQl Lid Depth

Range of Shoe Sizee se Inches Inches
. . .

3 to 8 1/2 all widths 11 1/2 5 3/4. 4 @ 1’ “’ “
9 to 12 all width 12 lf4 5 3/4 4“1/2 1

.

. .
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5.1.2 Level C (Commercialpacke~in~ Shoes shall be pacbged to afford
adequate protection against physical demage during ehipment from the
contractor to the first receiving activity. The package and the quantity
per packege ebell be the acme aa that normelly used by the contractor for
retail dietribution.

5.2 Pack@ Packing ehall be level A, B or C aa specified (ace 6.2).

* 5.2.1 Level A Twelve paira of shoes of one size and width only, packe~ed
as apeclfied in 5.1, shall be packed in a fiberboard ahlpping contain+r con-
forming to style RSC, type CP, CISSS weather-resistant,grade V15c, variety W
of FPP-B-636. Level A packages aball be packed on end, four in length? threa
in width, and one in depth within a skipping container. Inside dimemsiona of
aach shipping container Bhall approximate23 l/2 Inches.in lenst% ~~ hches
in width and 12 1/2 inches in depth. Approximated~ansiona are.furnished aa
a guida otiy. Voids within the ebipping container @hall”be filled with folded
or scored corrugated fiberboardpade to immobilizethe c,Ont~ta. Each ahfpping
container”shall be closed in accordancewith method III, taped ?XIacc-lanca
with method V, and reinforced as apecified”lnthe appendix of PPP-31-636. Toward
the end of the contract or when there are leas than tha required number of
ehoea”per cohtainer of $ba sama”size and width, eixed sizea,,andwidths may be
packed within the same container.

* 5.2.2 L&ai B fielve peire of ehoaa of one size anilwidth only, packged
aa ipecifiad in 5.1, shall be packed in a fiberboardshipping container con-
formin8 to style “RSC,typa CR, clasa domestic, variety DW, grada 275 of PPP-B-636.
Level A packagee,ahall be packed on end, four in length, threa in Width and one
in dapth withii the shipping container. InsLde dimansionaof each shipping
container shell approximate 23 1{2 inchee in leogth, 14 ~ch~ in ~dth and
12 1/2 fnchea in depth. Approximate di.menaionaare furniehad es a guide only.
Voida within the shipping container ahdl ba filled with folded or.scored
corrugated fiberboard peda to immobilizethe contente, Each shipping container.
shall be closed in accordancewith method II aa specified in appendix of
PPP-B-636. Toward the end of the contract or when there are leas than the
required number of shoes“percontainer of the same size end width, mixed eiasa
and widths may be packed within tha same container.

5.2.3 Level C (Commercialpack.in~ Shoee, packaged as specified in 5.1,
shall be packad in a manner to ineure carrier acceptance and cafe delivery
at deathetion at the loveet transportationrate for such auppliee. The
quantity per shipping container ehell be the ssma aa that normally used by
tha contractor for retail distribution. Container shell comply with the US
POSTAL SSRVICE UA.NUAL,Uniform Freight ClaaeificetionRUISS or National ?fotor
Preight ClassificationRules, as applicable. 1“

5,3 Uerkiq In ad&C$e~. to any epeciel marking required by the contract,
interior packages and ehippl’g.containersshall be marked in eccordancetith
UIL-S211-129.

. .

5.3.1 Labele, mixed sizes Each shipping containdr packed”tith mixed aisea
ehall have securely attached to the ‘codend sida, “directlyunder the printing
or stenciling,a white oauer label S by 4 f.ncheaWlth”the worde ‘?iLXEDSIZES”
plainly printed or
printed or stamped

atamp~ tharaon and-under these words shall be legibly
the correct quantity of paira and sizaa container therain.
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6, NOTES

-.

6.1 Zntended use The shoes ate intended for veer by female personnel of the
Department of Defame.

6.2 ordering data Procurementdocumente should specifY the following: .

a. ‘Ntle; nte=ber-and date of tlrfa epecff ication.
b. Sizes aud widths reqtired -(ace 1.2).
c. Whether first~erticleIS requixed (see 3.2).
d. Ava-bilLty Of..pattam and tiets.(see“3.5;and 3:6).
e“.‘ Selectionmf applicable-lavslbof .pqctigiagand packing.(see5.1 “ “

and 5;2). .. . .
.,,

Par acceetito samples;”eddres~ the p~ocuzihg activity issuing .
.

6.3 8SlUP~G+

the imitation for bids.
-. ,.,

6,4 The Satra scale may be obtained”from the ~ritiah,S&e Ad Allied ‘fgade
Research.Aseociation,Satra Eouee, Kettering, Norhants,England or may be.obtained
frem Bate-EmgimeeMns, Battawa, Ontario, Canada. . .. ..

..
*6;5 g~pplisra of componentpartm To obtain a Iiet of approved cmponent part
aupplisrswrits to: Navy Clothingand TextileResearch Facility~ 21 Strathnore .
Ibad, Natick, M 01760. The list is availableonly to indicate poaalble eourcea “
of eupply. Any unlisted euppllerwith a similar item,that ia equal to or batter
then.tha approvedit= wfll.~EO be acceptable..

. .
.. .

*6.6 Fibarglaes ehenk A flberglaae sknk menufactured by American Shoe Machinery
. ..

&., 30 Naahua +Xrest, Woburn,.HA 01801 under their dsafeat+on ‘WRU-w”, ~E. “
been found to meet the requirameqta Of. ~.3.10.2. ,.. .

. . . . . .- ., . ..
6.7 fiangee from prev%oua issue &e maFsi~ of tbia apecfficatiOa are m“rk?d. “

with an eat ariek to indicatewhere chengee (additiona,modification?,correct$ona~
deletions)from the previoya ieaue wera made. ~is wcc done ae a convenience. OdY.

and the Governmentaaaumes no liabilityvhateosvarfor any inaccuracies..in thesa
notationa. Mddera and eo?tractoraare tautioned to evaluate the requirsmsnts
of this document based on the entire centent irreepective of the marginal not“ations
and relationshipto the last previous issue.

.

. ..
... . ,..

Cuatodianat :. Pr’eparlng”activity: ~...
Army -GL. ” NEWY- ~.:...
Navy :

“AirForce~ N ‘ .’
,,. .

,’. . . ~,. . . ... ...

Raview activitLee: Project No. 8435-$053”: “”-’
&y -m’ .-,
Ait Force - 11, .82 .“ :.,,. “. .

User Activities:
.“. ’.”

Navy ..- CG; bK . . . . . .. ... .... .
.. . ..... ,“”-, . .

:.. , .. . ..... .... ...-..,.
.;.8, , ,-. /“;.’.,-:,

. ..’.. ,., ..
...” ..:...

... . . . ,. .-,
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Figure 1. SHOES*wcmn~s
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