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\ MILITARY SPECIFICATION

VALVE , QUICK CLOSING, FOR
SATURATSU STEAM SERVICE

This specification is approved for use by the Naval Sea Systems
Commaud, Departwnt of the Navy, and is available for uaa by all
Department and Agencies of the Department of Defense.

1. SCOPE

1.1 =. This specification covers quick cloeing valves for eaturated
steam sarvice which are hydraulically actuated.

1.2 Classification. Valves shall be of the typea and ratings epecified
in 1.2.1 and 1.2.2, as specifiad (see.6.2. i).

1.2.1 ~. Valves shall be of

TYE I .- Globe valve with
Type 11 - Angle valve.
Type 111 - Globe valve with

1.2.2 Rating.
ANSI B16.34 special

2. APPLICABLE

The valves shall

class 600 or 900,

DOCUMRNTS

the follnwlng types:

inline nozzles.

offset nozzles.

be designed and rated in accordance with
except ae nodif ied herein.

2.1 Government documents.

2.1.1 Specif icatfone and standarde. bless otherwiee specified , the
following specification and standards of the issae listed in that issue of
the Department of Defeaee Index of Specification and Standarde (DaUISS)
specified in the solicitation form a part of this specification to the extent
specified herein.

Beneficial comment e (recommendaciona , additions , deletlone) and any pertinent
data which may be of use in improving thie documeot should be addressed to:
Commander, Naval Sea Systems Command ; SEA 5523, Department of the Navy,
Washington, DC 20362 by using the self-addressed Standardization Document
Improvement Proposal (DD Form 1426) appearing at the end of this document
or by letter.
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SPECIFICATIONS

FEDERAL
QQ-C-320
QQ-S-763

PPP-P-40

MILITARY
MIL-P-116
MIL-S-901

MIL-S-1222
MIL-Ef-6083

- Chromium Plating (Elect redeposited ).
- Steel Bare, Wire, Shapes , and Forginge, Corrosion-

Resisting.
- Packaging and Packing of Hand Tools.

- Preservation, Methods of.
- Shock Tests, H.I. (High-Impact); Shipboard Machinery,

Equipment and Systems, Requirements fOr.
- Studs, Bolts, HP Cap Screws , and Nuts.
- Eydraulic Fluid, Petroleum Baae , for preservation

and Operation.
MIL-S-8660
MIL-P-15024

MIL-R-17131
MIL-L-17331

MIL-G-21032
MIL-s-22473

MIL-L-2413 1
MIL-L-24478

MIL-L-24479
DOD-G-24508
MIL-P-24548
MIL-S-45 180

- SllIcone Compound.
Plates, Tags and Bands for Identification of
Eauitnoent.

MIL-P-15024/5 - - “Plates, Identification.
- Rods and Powdera , Welding , Surfacing.

- Lubricating Oil, Steam Turbine and Gear, Moderate
Service.

- Gaaketa, Metallic - Aabestoa, Spiral Wound.
- Sealing, Locking, and Retaining Compound; Single-

Cemponent.
- Lubricant, Colloidal Graphite in Isopropanol.

Lubricant, Molybdenum Disulf ide in Isopropenol.

- Lubricant, Red Lead and Graphite in Mineral Oil.
- Grease, High Performance, Multi-Purpose. (Metric)
- Penetratim? Fluid.
- Sealing Compound,

Water Resistant.
Gasket, Hydrocarbon Fluid and

STANDARDS

FEDERAL
FED-STD-H28

MILITARY
MIL-STD-129

- Screw-Thread Standards for Pederal Services.

- Marking for Shipnr?nt and Storage.
MIL-sT&167-l - Mechanical Vibration of Shipboard Equipmnt

(TYpe I - Environmental and Type 11 - Internally
Excited ).

MIL-sTD-271 - Nondestructive Teacing Requirements for Metala.
MIL-STD-278 - Fabrication Welding and Inspection; and Caating

Iaapection and Repair for Machinery, Piping and
Freasure Veeaels in Ships of the United States
Navy .

MIL-STD-792 - Identification Marking Requirements for Special
Purpose Components.

MIL-STD-1552 - Provisioning Technical Dncumentat ion, Uniform
Department of Defense Requirements for.

MIL-STD-1561 - Provisioning Procedure, Uniform Department of
Defense.
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2.1.2 Other Government documents and publications. The following other
Government documents and publication form a part of this specification to the
extent specified herein.

PUBLICATIONS

NAVAL SEA SYSTEM CONNAiiD (NAVSEA)
0900-LP+I03-8000 - metals, Surf ace Inspection Acceptance Standarda.
O948-LP-O19-OO1O - Valve Gate Grinder Resaaling Mndal lOOR 400

2000N 400N and 800N, TM/W CHG.

(Copias of specification, standarda and p.blicationa raquirad by con-
tractors in comection with specific acquisition functione should be obtained
from the contracting activity or as diracted by the contracting officer. )

2.2 Other publication. Tha following documents form a part of this

specification to tha axtant apacifiad barain. The isBues of the documents

which are indicatad aa DoD adopted shall be the issue listed in the current
00DISS and tha supplement thereto, if applicable.

AMERICAN NATIONAL STANDARDS INSTITUTE (ANSI)
B1.12 - Claas 5 Interf arence-k’it Thraad.
B16.34 - Valves-Flanged and Buttwelding End Steel, Nickel

Alloy, and Other Special A21OYS. (DoD adopted)
B18.2.1 - Square and Hex Bolts and Screws Inch Series Including

Hex Cap Screws and Lug Screws. (DoD adoptad)

B18.2.2 - Squara and Hex N.ta. (DoD adopted)

(Application for copiaa should be addreaaed to the American National Sta.darda
Institute, Inc. , 1430 Broadway, Naw York, NY 10018. )

ASTM
A 105 - Forgings, Carbon Steel, For Piping Components.
A 106 - Saam2eaa Carbon Steel Pipe for High-Temperature Sarvice.

(DoD adopted)
A 182 - Forged or Rolled Alloy - Steel Pipe Flanges, Forged Fit-

tings, and Valves and Parts for High-Temparature Service.
(DoD adopted)

A 193 - Alloy-Steel and Stainless Steel Boltlug Nateria2s for
High-Temperature Service. (DoD adopted)

A 194 - Carbon and Alloy Steel Nuts for Bolt a for High-pressure
and Eigh-Temperat&e Service. (DPD adopted )

A 216 - Carbon-Steel Castinga Suitable for Fusion Walding for
High-Temperature Service. (DoD adopted)

A 217 - Martenistic Stainless Steel and Alloy Steel Castinga for
Ressure-Containing Parta Suitable for High-Temparature
Servica. (DoD adopted)

A 479 - Stainless and Heat-Resisting Steel Wire, Bars, and Shapes
to Uae in Boilers and Other Resaure Veaaela. (DoD adopted)

A 5B2 - Free-Machining Stainless amd Heat-ltcaisting Steel Bara,
Rot-Rolled or Cold-Finished. (DoD adopted)

B 168 - Nickel-Chromium-Iron A11OY (UNSN06600) Plate, Sheet,
and Strip. (DoD adopted)
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(Application for copies should be addreesed to the ASIM, 1916 Race Street, /-

Philadelphia, PA 19103. ) t,

INSTRUMENT SOCIETY OF AMERICA (ISA)
S75 .02 - Control Valve Capacf ty Test Procedure.

(Application for copies ~ho.ld be addressed to the Instrument Society of
America, P.O. Box 12277, Research Triangle Park, NC 27709. )

UNIFORM CI#&IFICATION COMMITTEE AGENT
Uniform Freight Classification Ratinga, Rules and Regulation

(Application for copies ahnuld be addreaaed to the ,Wiform C1.aaaific.stion
Cnmmittee &zent. Tariff Publication Officer. Room 1106, 222 South Riverside
Plaza , Cbic;go ,‘IL 60606. )

(Industry aaaociation apacif ications and standarda are generally available
for reference from librariea. They are also dfatributed amng technical groups
and using Federal agencies. )

2.3 Order of precedence. In tha event of a conflict betveen the text of
this apecif ication and the references cited herein, the text of this specif ica-
tion shall take precedence.

3.

3.1
to first

REQU2REMEWTS

First article. When apecif ied (ace 6.2.1), a sample
article inspection (see 4.3 and 6.3).

3.2 Materiala. Materiala shall be as specified in table
for parts other than those I.iated in table I shall be suitable

shall be aubjected

I. Materials
for the intended

preseures and temperatufea and aha21 be selected to prevent galling, seizing
or excessive waar on operating part a.

TABLE I. List (

Name of part

Body and bonnet

Stem and stem
sleeves

Mac

Fasteners

Gaaketa

Material fnrm

Forgings or caatings

Forging, bar atock

Forging or castlng

Alloy steel for high
temperature service

Spiral wound

material.

Applicable documents

ASTM A 105; AS’1t4.A 216, grade WCS;
AS2?4 A 217, grade wC6

ASTM A 182, grada F6; ASTM A 5S2,
type 416; QQ-S-763, clasa 410;
AS23i A 479, type 410

ASTM A 105; AS2N A 216, &ade WCB;
ASTM A 217, grade WC6; ASIM A 182,
grade Fll

ASTt.fA 193, grade B? or B16;
ASl14 A 194, grade 2H or 4; MIL-S-122;

MIL-C-21032, type I, class A or B

. . ..*:
4
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I

TABLE 1. List of material. - Continued

Name of part Material form Applicable documents

seating, surface Cobalt and MIL-R-17 131, MIL+Cr-A

hard facing chromium alloy

Stem bushinge Forged, bar etock QQ-S-763, claes 440C

Orain and bypaaa ASTM A 106, grade B
lines

3.2.1 Sulfur content. The aulfur content of carbon and alloy steel

preeaure boundary parte intended for welding shall be 0.050 percent maximum.

3.2.2

3.2.3

3.2.4
be used.

3.2.5

Magaesium alloy. Magneaium alloy shall not be used.

Caat iron. Cast iron ehall not be used.

Aluminum and zinc caetings. Aluminum amd zinc caetings shall not

Cadmium platin& Cadmium plating ehall not be ueed. Zinc coating
shall not be used on surfacea of internal parta of hydraulic equipmmt which may
be in contact with hydraulic fluid.

3.2.6 Mercury. Valves shall not contain metallic mercury or mercury
compounde and ehall be free from urcury contamination (that ia, during the
manufacturing proceea, tests or inapectiona ). Valves ehall not have come in
direct contact with rwmcury or any of ita compounds nor with any m?rcury
containing dcvicea employing only a single bnundary of containment. (A single
boundary of containment ia one which ia not backed by a eecond eeal or harrier
to preverit contamination in event of rupture of the primary seal or barrier. )
Mercury contamination of the valvee will be cause for rejection of the material.

3.2.7 Lubricants and compounde. Lubricants and compounds identified aa
shown bdow ehall be epacified for shipboard maintenance. Thie requirement
only appliee to applications where forcea afIoat may have to maintain or aaaemble
and dlsaaaemble the valve on board ship. This requirement doee not apply to
lubricant and compounds used only in the manufacturing proceea (for example,
cutting oils ).

(a) Lubricants

(1) Lubricating oil in accordance with MIL-L-17331 (Military
eymbol 2190 TEP).

(2) Crease i. accordance with DOD-C-24508.

I

5
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(b)

(c)
(d)
(e)

(f)
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Anti-galling compounds

(1)

(2)

(3)

Graphite in isopropanol in accordance with MIL-L-24131
(Military symbol CGI).

Molybdenum disulfide in Ieopropanol in accordance with

MIL-L-24478.
Red lead and graphite in mineral oil In accordance with
MIL-L-24479.

Sealing compound in accordance with MIL-S-45180, type II.
Silicone compound in accordance with MIL-S-8660.
Locking compuund in ,accordance with MIL-S-2 2473, grade AV.
Penetrating fluid ii accordance vith MIL-P-24548.

3.2.8 Recovered materials. Unless nthervise specified herein, all equip-
mant, material, and articles incorporated in the products covered by thfs
specification shall be new and shall be fabricated using materials produced
f~om recovered materials to the maximum extent practicable without jeopardizing
the intended use. The term “’recovered materials” mcana materials which have
been collected or recovered from solid waste and reprocessed to become a source

of raw materials, as opposed to virgin raw materials. None of the above shall
ba interpreted to maan that the use of used or rebuilt products is allowed
under this specification unless othervise specifically specified.

3.3 Design and construction. The valve design shall utilize steam pressure
so that the valve closes when hydraulic pressure is relieved even if the valve
spring is broken. Clearances shall be such as to prevent interferences due
to thermal expansion. Valve design and construction shall aseure that aeaembly

and disassembly of the valve can be accomplished on board ship by Navy personnel.

3.3.1 Pressure-temperature ratings. The design and pressure-temperature
rating of the valves shall be in accordance with ANSI B16.34 specicl class
600 or 900.

3.3.2 End preparation. Weld preparations for pipe end connections and

drain and bypass bosses shall be as specified (see 6.2.1). End connections
for hydraulic piping shall be flanged or union end connections as specified
(see 6.2.1).

3.3.3 End connections. Valve end connections shall @thstand the forces
and moments imposed by the connecting pipe to which they are attached. For

design purposes, the maximum value of the fiber stress in the connecting pipe
produced by these forces and mu!renta shall be considered to be equal to the
0.2 percent offset yield strese of the piping material at room “temperature. When
the valve is intended to be used as a piping system anchor point, additional
design criteria shall apply (see 6.2. 1).

3.3.4 Drain, bypass and le’akmff connections.

3.3.4.1 Size of drains and bypasses. Drains and bypasses shall be as

shown in table 11.

/-3
\’
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TABLS II. Orain and bypass sizes.

Valve size I Drain and bypaas size

(n.p.s. ) (n.p.s. )

2-1/2 - 4 lJ2
5-12 i
14 - 20 l-lf2
24 2

3.3.4. z Location. The location of draine and bypasees shall be as

specified (see 6.2.1). Location
bonnet cavity closures and shall
tlona.

3.3.4.3 Hoot connections.
employ integral bosses or boaaes
tion weld.

of drains shall provide maximum drainage from
permit nondestructive testing of root cOnnec-

Drain and bypaae line root connections shall
that are welded to the body by a full penetra-

3.3.4.& Laakoff connection. Stem leakof f connection shell be flanged.
The root connection shall be an integral boss or boss that is welded to the
body by a full penetration weld. Unless othervlse specified (see 6.2.1), the
size, schedule and pressure rating of pipe and flange shall be established
by the manufacturer (see 3.3. 16).

3.3.5 Cynamlc and spring loada. Tbe design of the valve shall take into

consideration dynamic and spring loada imposed by actuatora. Calculations
shewlng these design considerations shall be submitted for approval.

3.3.6 Port arrangement. For type III valves , the offaet dimensions shall
be as specified (see 6.2.1).

3.3.7 Weights and center of gravity. The manufacturer shall supply a
calculated wsight and estimated center of gravity with the proposal. After

completion of the first valve, the actual dry weight and calculated center of
gravity ehall be shown on the cross-section drawing.

3.3.8 Overall dimcnaione. Valve space envelope requirements shall be
as specified (see 6.2.1).

*

3.3.9 Shock and vibration.

3.3.9.1 The valve with the actuator installed shall withstand the shock
requirement in accordance with MIL-S-901, grade A, claes 1, type A.

3.3.9.2 The valve with the actuator installed shall withstand the vibration
test in accordance with MIL-STO-167-I.
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3.3.10 Flanged bonnets or covers. The valve bonnet or cover shall be
secured by cap screws, through bolts, or studs. The cone truction shal 1

incorporate the following features:

(a)

(b)

(c)

Alinement shall be obtained by body guiding, that is, a close
tolerance fit betveen the bonnet or cover and valve body.
The bonnet or cover shall not be alined by maans of the studs
or cap screws.
Flange face design shall assure proper compression of the
flange gaake t when the body and bonnet or cover flanges are
drawn metal-to-metal.

Spiral wound gaskets shall be in accordance with table 1.

3.3.1 I Flange finish. Flange finis~es shall be provided with a circular
lay (concentric or phonographic) having a roughness not exceeding 500 roughness

average (Ra) produced by machining not less than 40 cuts of uniform depth per
inch of face width.

3.3.12 Bearing surfaces. Bearing surfaces of nuts and bolt heads and

their respective mating surfaces on the valve shall be machined.

3.3.13 Fasteaera. Fasteners shall be one of the following:

(a)

(b)
(c)

(d)

3.3.13.1

Capscrevs in accordance with AWSI B 18.2.1 and mating nuts
in accordance with ANSI B 18.2.2.

Bolts, studs and nuts in accordance vith MIL-S-1222, type 1.
Studs shall be installed in accordance with ANSI B 1.12.
Fasteners in the fluid media shall be corrosion-resistant
steel, nickel-coppar, or nickel-chrnmium-i ron.

Unless otherwise specified (see 6.2. 1), threaded fasteners of
normally stocked lengths shall ba-used. Male threads on threaded fasteners ,
after being installed and tightened, shall protrude at least one thread and
not more than five threads beyond the top of the nut or plastic locking
element. Washers shall not be used for the sole purpose of lessening thread
protrusion. Thread engagement for the setting end of a stud or bolt sha21 be

sufficient length so that the shear load strength of the engaged threads ie
more than the tenoile load strength of the stud or cap screw. (See FED-STD-H28
for an acceptable method of &termining required length of epgagemnt. )

3.3.14 Ilmeaded parts. Threads for parts other than fasteners shall be
in accordance with FED-STD-H28.

3.3.15 Lecking devices. Threaded faeceners and threaded machine parts
internal to the valve and actuator and on umving parts shall ba secured by lock-
ing devices.

3.3.16 Valve stem seals. The valve shall be provided with a leakof f stem

sealing arrangermmt. The leakoff stem seal arrangement shall be of the laby-
rinth type and shall be prnvided with a hardfaced seat to seal the arrangement
when the main valve is in the open position. When the main valve is in the

closed position or any intermediate position, the steam flow at the leakoff
connection shall not exceed the amount specified (see 6.2. 1). The following
empirical equation may be used to estimate the maximum

8
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W - .06 P-
W = pounds of steam flow per hour through the stem seal arrangement
P * maximum system design pressure in lb/in2 absolute
D = main valve nominal diameter in inches

3.3.17 Trim.

3.3.17.1 Disc constnaction. The disc shall be a semi-balanced design.
The main disc. shall be a semi-balanced element with the unbalance such that steam
pressure tenda to close the valve. The disc aaaembly shall be cage guided and
the stem and pilot valves shall restrain the main disc in the open position.
Stem and disc assembly wearing surfaces shall be designed to prevent galling.
The disc shall be provided with hardfacing (ace table I) on sliding surfaces
between disc and cage. A positive means shall be prnvided to prevent rotation
of the stem and disc. The pressure balance shall be controlled by meane of an
internal pilot which is actuated by the valve stem. The amnunt of unbalance
shall be adjustable and shall be controlled by a variable orifice in the balance
chamber. The control of the orifice opening shall be obtained by external
neana. After the final adjua tmenta have been made, the external contrnl
device shall be seal welded. Provision shall be made to permit rewelding of
the seal joint. The valve shall not chatter at any operating point.

I

3.3.17.2 Main aeat construction. The maim seat shall be an insert type,
recessed into the valve body, and seal welded.

3.3.17 .2.1 Valve seat expansion seal rings or lips shell be nickel-
chromium-iron in accordance with ASTM B 168. The design of the expansion

rimga shall be such that water cannot collect in the ring or lip. The expansion

absorbing device shall not be in the steam flow path where it would be subject I
to erosion.

3.3.17 .2.2 The valve shall be designed to be repaired using the lapping
tool in accordance with NAVSEA O948-LP-O19-OO1O.

3.3.17.3 Valve trim material. Valve trim materiala shall be in accordance
with table I.

3.3.17. & Seating surfacea. The minimum finiahed thickness of hardsurfac-
ing shall be 3/32 inch. Hardaurfacing materials shall be in accordance with

table 1.

3.3.11.5 Stem position indicator .’ A stem position indicator shall be
provided. Remote position aensora shall be provided as apecif ied (ace 6.2.1).
Valve poaltion aenaora shall have an accuracy of 1/16 inch of true valve pnai-
tion.

3.3.17.6 Seat tightness. Leakage rate of water shall nnc exceed 2 cubic
centimeters per inch per hour (cm3/in/b) of nominal pipe size (n.p.s. ). Steam

teat leakage rate shall not exceed 50 cm3/in/h n.p. s. (ace 4.3.2 .2.1 and
4.4.2.1.2).

I “

I
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3.3.18 Weldin g, fabrication and forging.

3.3.18.1 Weldin~. Welding shall be in accordance with MIL-STD-278.

3.3.18.2 Fabrication. Fabricated assemblies shall be stress relieved as
units prior to finish machining. The atreas relieving shall be done in accord-
ance with HIL-STD-278.

3.3.18.3 Nondestructive testing. Nondestructive testing and acceptance
criteria shall be in accordance vith MIL-STO-271 and f41L-STD-278 (see 4.4. 1).

,.
3.3.18.4 Forgings. Forgings shall be free of scale and machining burrs.

,.

3.3.18.4.1 Acceaaible surfaces of f%niahed forgings. Accessible eurfacea
of the finished forging shall be magnetic particle or liquid penetrant inspected
in accordance with MIL-STD-271. Indication obtained by the inspection shall
be evaluated and shell be free of Injurioue imperfections as specified in
3.3.18 .4.1.1 through 3.3.18.4.1.2.

3.3.18 .4.1.1 Oepth of injurious imperfections. Linear imperfections shell
be explored fnr depth. When the depth encroaches on the minimum wall thickness
of the finiahed fnrging, such imperfections shall be considered injurious.

3.3.18 .4.1.2 ArIy imperfection located in the gasket, bearing or machined
surface which can cauae leakage or othervise interfere with proper functinn
of the components shall be cnnaidered injurious.

3.3.18 .4.2 Mechining or grinding imperfection@ nnt class ifed as injurious.
Surface imperfections not classified as injurious shall be treated as follova:

(a)

(b)

(c)

I

I

Seams, laps, teara nr slivers not deeper than 5 percent Of the
nominal wall thickness or 1/16 inch, whichever is less, need
not be remnved , if the bottoma of these imperfections are
obvinus. Imperfections vhich are deeper than 1/16 inch, or
which the depth cannnt be determined, shall be removed by

machining or grinding.
Mechanical marks or abrasions and pits shall be acceptable
without grinding or mxchining provided the depth does not exceed
the limitations set forth in (a) abnve. Imperfections that are
deeper than 1/16 inch but which do not encroach on the minimum
wall thickness nf the forgings shall be remnved by grinding tn
sound metal.

When imperfections have been remnved by grinding or machining,
the outside dimension at the ~int of grinding or machining
may be reduced by the amnunt remnved. Should it be impracticable
to secure a direct measurement, the wall thickness at the point
of grinding or at an imperfection nnt required tn be remnved,
shall bc determined by deducting the amount remved by grinding
frnm the nominal finished wall thickness of the fnrging, and
the remainder shall be not less than the minimum specified nr
required wall thickness.
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3.3.18 .4.3 Acceptable surface conditions. Surface conditions as specified
in 3.3.18 .4.2 shall be considered acceptable without weld repair provided the

grinding is blending smothly with the adjacent material and is scattered, and
provided the total ground area does not exceed 10 percent of the forging surface.
Ground areas shall be reinspected by magnetic particle or liquid penetrant
inspections.

3.3.18 .4.4 Injurious imperfections and defect excavations. Injurious
imperfections and defect excavation which violate the minimum required wall
thickueas shall be weld repaired, in accordance WI th MIL-STD-278, under the

follo+ng conditions:

(a) Minor weld repairs. , Minor weld repaira meeting the following
conditions may be made at the direction of the contractor or
foundry :

(1) Depth of excavation does not exceed 20 percent of the
minimum wall thicheas, or 1 inch, whichever is leaa,
and haa been confirmed by magnetic particle or liquid
penetrant inspection that all imparfectiona have baen
removed.

(2) Total area of excavation doea not exceed 10 percemt of
the forging surface.

(3) Location of excavation that requires weld repair does “
not occur at a fillet radius area.

(b) Major weld repairs. Major weld repairs are those where the
excavation exceed that specified for minor repair and the
locetion of excavation occur in the fillet radiua area.
Major weld repairs shall not be made without spacif ic approval.

3.3.18 .4.5 Weld repaired areaa. Weld repaired areas shall be inspected
by magnetic particle or liquid penetrant inspection. Acceptance criteria
shall be in accordance with MIL-STD-278.

3.3.19 Valve actuator. The valve shall be actuated by a spring and
hydraulic cylinder mechanism. The spring shall close the valve when the
hydraulic pressure la releaaed. Hydraulic pressure ehall be used to maintain
the valve in the open position.

I

3.3.19.1 The hydraulic operating preaaures and temperature range shall
be aa specified (see 6.2. 1):

(a)
(b)

(c)

(d)

Maximum and nominal hydraulic system pressure.
Minimum hydraulic differential preaaure acroas the actuator to
open the valve with the valve pressurized to &aign rated
steam preaauree.

Minimum hydraulic pressure required to hold the valve open
without steam in the valve.

The valve actuator shall function with the hydraulic oil
within the hydraulic system 011 temperature range.
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3.3.19.2 Bores for cylinders. Bores for cylinders of noncorrosion resist-
ant steel shall be chrome Dlated to a minimum thickness of 0.002 inch on the

---
,

finished part. Chrome pla~ing shall be in accordance with QQ-C-320, claas 2.

3.3.19.3 Valve actuator and design. The valve actuator and design shall
be euch that the heat from the valve conducted to the hydraulic cylinder shall
not raise the hydraulic fluid temperature above 160 degrees Fahrenheit (“F).
The hydraulic oil shall be in accordance with MIL-L-17331 (Military symbol
2190 TEP) .

3.3.19.4 Actuating mechanfam. The actuating mechaniem shall include an
antis lamming device to protect the valve seating and internal components from
damage. The antielamming device shall fpnction within approximately the last
5 percent of clnsure, aa applicable (ace 3.3.20.1) before the valva fully
closes.

3.3. 19.5 Failure of elaetomer aeala. Failure of elaa tomer aeala in the
actuator shall still result in the valve being able to be opaned with nominal
hydraulic ayatem pressure and with design steam preaeure equalized acroas the
dtac. A visual means shall ba provided to indicate failure nf elastour aeala
in the actuator.

3.3.20 Functional requirements. Functional requirement e for valve B and
actuators shall be as specified in 3.3.20.1 thrnugh 3.3.20.8. (see 6.2.1).

3.3.20.1 Fast closing time. Closing time (a), (b) or (c) shall be speci-
fied (see 6.2.1).

~
(a) The valve shall faat close from the full ‘“OPEN” back seated

poaltion to approximately 95 percent “CLOSED position in 0.25
second or less, and shall continue cloeed from this position
to the full “CIA3SED” position in 1/4 second minimum and 2
seconds maximum while being subjected to a hydraulic ayatem
backpresaure of 150 pnunds per square inch (lb/in2).

(b) The valve shall faat close from the full ‘“OPEN back seated
position to the 95 percent clneure in 2 secouda or leaa, and
shall continue closed frnm the 95 percent closure to the full
““CLOSED‘“poa ition in 1 second minimum and 3 .veconda maximum.

(c) Valves shall close to the partially closed positinn in the time
specified.

3.3.20.2 The valve shall close during normal operation in 10 to 20 seconds.

3.3.20.3 The tima to open the valve from fully closed to fully open shall
not exceed 30 aeconda againet maximum design eteam pressure when supplied with
minimum hydraulic opening differential preaaure.

3.3.20.4 The valve shall have a minimum saturated steam flow capacity as
specified (see 6.2.1).

3.3.20.5 The maximum pressure drop for the valve at the flow and pressure
specified in 3.3.20.4 and 3.3.20.6 shall be aa epecified (see 6.2.1).

12
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3.3.20.6 The maximum eyetem design pressure and temperature shall be as

specified (eee 6.2. 1).

3.3.20.7 Partial trip position. When specified, the valve shell close
to a partial open poeition. The position and closing time shall be ee specified
(eee 6.2.1).

3.3.20.8 The valve shall open with a maximum eteam differential pressure
acroee the diet with minimum desigo hydreulic pressure (see 6.2.1).

3.3.21 Incorrect assembl~. Individual valve parts shall be eelf alining
and shall be nonreversible. unleee such uarts are alao reversible with regard
to function and performance.

3.3.22 Interchangeability.
number shall be functionally and

3.3.23 Cleanliness. Parts

,

Parts having the came manufacturer’ e part

dlmensfnnally interchangeable.

ehall be cleaned by any process or combination

of prnceseee vhich will accomplish thorough cleening without damage to the parte.
Surfaces shell. be examined vieually to determine freedom from dirt, corroeion,
oil, greaee or foreign reeidue. Preaervativee ehall not be ueed on parte which
are vulnerable to damage by contact preeervetivea.

3.4 Body markinge and identification plates.

3.4.1 Body markinge. Valve bodice shall have the preaeure rating ,
manufacturer ‘a name nr trademark, and a flow directional arrow cast or forged
integral with the valve body. Marking shall be applied in accordance with
MIL-STD-792, or approved specif icatioae and drawinga.

3.4.2 Identification platea. Each valve shall be permanently marked
with identification information on a bras a, nickel-copper or corrosion-resistant
ateel identification plate. Identification platea ehall be type A, B, C or D
in accordance with MIL-P-15024, euitable for severe service. The etching,
stamping, plate thickueaa and colnr style shell be in accordance with the
MIL-P-15024 and MIL-P-15024/5. Identification platee shall be permanently
faetened to a part of the valve not subjected to working preeeure, and shall
include the fnllowing data or a apace therefore:

(a)
(b)
(c)
(d)
(e)

(f)

(g)
(h)

Manufacturer ‘a name or trademark.
Size of valve and rating.
Body and bonnet material compneitinn.
Valve trim identification (stem-disc-eeat ) (see 3.3.17).
Manufacturer’ a identification number (Federal Supply Code
for Ilanufacturera (FSCM) ).

Manufacturer ~s drawlng number.
MIL-V-24619.
Compnnent identification number.
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3.5 Special toole. If required, special tools shall be listed in accord-
ance with MIL-STD-1552 and MIL-STD-1561.

,,-
Special tools are defined as thnse

tools not listed in the Federal Supply Cat810g (copies of this catalog may be \

consulted in the office of the Defenee Contract Addniatration Servicee Manage-
ment Area (DCASMA)).

3.6 Technical data. The contractor shall prepare technical data in
accordance with the data ordering documnts included in the contract or order
(ace 6.2.2) , and as specified in 3.6.1 through 3.6.2. The drawings and manuals
shall be developed for approval.

3.6.1 Drawinga. In addition to the drawing content required by the
data ordering document (see 6.2.2 ), the fpllowing featurea shall be included:

(a)

(b)

(c)

(d)

(e)

(f)

(g)

(h)

(i)

(j)

(k)

Accurately scaled cross-sectional assembly which depicts the
design and construction of the valve, including variation in
design based on pipe size, identification of critical clear-
ance and dry weight and center of gravity (ace 3.3.”7).

Bill of meteriala listing apecif ic.atlon, grade, condition and
any other data required to identify the properties of the
meter iala.
Detail drawings of parts and eubasaemblies necessary fnr evalua-
tion of the equipment and parta neceaaary for maintenance and
overhaul of the valve. Details of these parts shell be so
complete as to permit emergency manufacture by a Naval shipyard
without assistance from the original manufacturer. Subassembly
parts which cannot be acquired or serviced individually, shall
be shown as a single part and ao indicated. Multidetail drawings
are preferred, but unnodetail drawlnga may be used.

Layout of the pressure-containing envelope (body and bonnet or
cover) giving dimensions which control compreeeion of the splral-
wound gasketa. This is to assure that vhere remachining is
neceaeary to repair the sealing surfaces on these parta , that
Compensating cut8 can be accurately made to restore originti
ga8kct compreeeion. This layout shall aleo epecify the diuen-
8i0nd limits of corrective remachining with which the function
of the valve remains nnaffected.

Recommended torques or equivalent procedures for assembling

joints and threaded asaembliea.
Tabulation nf required gasket characteri8tica Including all
dimensions with tolerance and load versue compression
characteristic with tolerances.

Mark areae to be radiographic, magnetic particle, or dye p8ne-
trant inspected.

In8tallation and maintenance diman8 i0n8. Overall dimenalona ,
acceaa ibili ty space Imcluding disaeaembly clearances and all
dimensions pertinent to installation.

Surface finishes. Show fini8h marka for all hard face surfaces
and bearing area8.

Name of laboratory conducting shock and vibration tests, test
report identification and the Navy approval letter.

Steam leakof f flow with the valve closed.
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3.6.1.1 Certification data. Certification data sheets shall. be pre-

pared by the contractor (see 6.2. 2). In addition to the general requirement,

the certification data sheete shall include the following:

(a) Type.
(b) pressure and temperature rating.
(c) Body and bonnet material.
(d) Seat, disc, and etem material.

(e) Type of power actuator. Shock and vibration tests of

valve with the power actuator attached.

3.6.2 Manuals. In additinn to the general requirements for technicsl
manuals (see-, the following shall. be included as part of the contents:

(a) Orawings of the valve including certification data @beet.
Drawinga shall be supplemented by additional illustration
where neceaaary to adequately describe operation and main-
tenance. l%ea~ additi~nal illustrations- may’ consist of ex-
ploded views, partial or full aectlona, and may ellminate
extraneous lines and details to clarify the interacting of
parta.

(b) Table listing wrench sizes and torque or other equivalent
procedures for assembling joints and threaded parts.

(c) Instruct ions to permit overhaul by shipyard or other repair”
facility. These should include procedures for checking

critical dimensions subject to wear or change and the
acceptable dimensional limits and surface finish condition.
Also, the appropriate procedures for part replacement, correction
at repair facility, or repair at manufacturer’s facility
which should bs followed to correct each caae of damage or
wear.

(d) Wtailed disaaaembly and reassembly procedures. In addi-
tion to providing procedures for the complete diaaasembly
and reassembly of the equipment, maintenance and trouble-
ahootiug aectiona shall contain, or refer to, only the
limited disassembly and reassembly required to accomplish
each Darticulsr operation. This la intended to reduce the
possibility of unnecessary disassembly and unnecessary
disturbance of adjustments when performing specific or
limited maintenance or troubleshooting operation.

(e) M juatment proiedurea.

4. QUALITY ASSUF@NCE PROVISIONS

4.1 R.eaponaibility for impection. Unlees othervise specified In the

contract or purchase order, the contractor la responsible for the performance
of all inspection requireuknts aa specified herein. Except as otherwise
specified in the contract or purchase order, the contractor may uae his own or
any other facilities suitable for the performance of the inspection require-
ments specified herein, unless disapproved by the Government. The Government
reserves the right to perform any of the inspections set forth in the specifi-
cation where such inspections are deemed necessary to aaaure eupplies and
cervices conform to prescribed requirements.
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4.1.1 Inspection system. ‘The contractor shall provide and maintain an
inspection system in accordance with the data ordering documents included in
the contract or order (see 6.2.2).

4.2 Classification of inapectioua. The inspection requirements specified
herein are clasaif ied as follova:

(a) First article inspection (see 4.3).
(b) Quality conformance inspection (see 4.4),

4.3 First article inspection. First article inspection shall consist of

the examinations auecified in 4.3.1 and the tests of 4.3.2. The orientation Of
the teat valve shail be as specified (see ~6.2.1). A first article test report

shall be prepared in accordance with the data ordering document included in
the contract or order (see 6.2.2).

4.3.1 Examinations.

4.3.1.1 Visual, dimensional and nondea truct ive examinat Inns. prior to
testing, visual, dimensional and nondestructive examinations shall be aa follows:

(a) The test valve shall be visually inspected for conformance
with this specification.

(b) The test valve shall be dimensionally inspected, and a complete
list of the critical valve dimnsions shall be made. ‘his
list shall be used in the final examination at tbe cnncluaion
of first article tests.

(c) Nondestructive examination shall be in accordance with 4.4.1.

4.3. 1.2 Post-test visual and dirm?naion examination. After the tests nf

4.3.2.1 through 4.3.2.2.2.4, the following visual and dimensional examination
shall be conducted:

(a)

(b)

(c)
(d)

(e)

The test valve shall be disassembled and visually and dimen-
sionally examined for wear and damage.

The list of critical valve dimensions taken in 4.3.1.1 shall be
used and a final aet of dimensions taksn.

Valve components which have unusual wear shall be noted.
The ability of the stem and disc to be replaced shall be
demonstrated.
Disassembly and reassembly shall be accomplished by following
tbe technical manual imatructions.

4.3.2 Teats.

4.3.2.1 Cold tests. Hydrostatic shell and tightness tests shall be con-
ducted in accordance with 4.4.2.

4.3.2.2 Hot tests . Hot tests shall be conducted using saturated steam
at the cnnditinna specified (ace 3.3.20. 6).

r/.
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16

.

I

Downloaded from http://www.everyspec.com



MIL-V-24619(SH)

4.3.2.2.1 Steam leabge. With the valve in che closed position, eteam
pressure shall be applied to the inlet side of the disc. Upnn stabilization of
~he temperature differentials across the valve, the leakage past the main and
pilot seats shall be measured and recorded. The leakage shall be rneaaured in
~3/fn/h of condensate. The acceptance critierfa es specified in 3.3.17.6
applies. The steam flow through the stem leak-off assembly shall be meaaured
and recorded.

4.3.2.2.2 Operational teat.

4.3.2 .2.2.1 Steam shall be paaaed through the valve for at least 48 hours.

4.3.2 .2.2.2 During the steaming period, the valve shall be cycled 1000
times, 500 fast close cycles (see 3 .3.20 .1) and 500 slow close cycles (see
3.3.20.2). If the valve has a partial trip position (see 3.3.20.7), the valve
shall be closed to the partial trip position 250 times in addition to the 1000
cycle test. The opening and closing times shall be =aaured and shall be in
accordance with 3.3.20.1, 3.3.20.2 and 3.3.20.3.

4.3.2 .2.2.3 At approximately each 250 cycles, a thermal shock teat shall
be conducted as follows:

(a)
(b)

(c)

Close the valve while hut and allow the valve to conl to ambient.
Upon achieving ambient, the ayatem design pressure and tempera-
ture steam shall be reapplied and the valve opened.

The hydraulic differential pressure required to open the valve
shall be meaaured and shall be not greater than the amnunt
specified in 3.3. 19.l(b).

4.3.2 .2.2.4 After completion of the testing, the valve seat tightness
tests in accordance with 4.3.2 .2.1 shall ba performed. Seat leakage shall nut
exceed five times the acceptance criteria in accordance with 3.3.17.6. The
valve shall be opened with no steam pressure and the hydraulic pressure re-
quired to hold the valve fully open shall. be meaaured. The pressure shall be
not greater than the amount specif led in 3.3. 19.1(c).

4.3.2.3 Flow tests.

4.3.2 .3.1 The valve shall be teated for chattering by passing system
design steam flow through the valve. Chattering of”the valve at full ripennr at
the specified partial trip pnsition shall be cauae fur rejection. TMa test

maY be dnne after inatal letinn in the ahip, when approved.

4.3.2 .3.2 The valve flow coefficient (Cv) shall be determined in accord-
ance with ISA S75.02. The maximum preaure drop shall be calculated and the
preseure drnp shall not exceed that specified in 3.3.20.5.

4.3.2.4 Shock and vibratinn.

4.3.2 .4.1 Shock. One valve of each new design and size shall be tested
in accordance with 3.3.9.1.
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4.3.2 .4.1.1 Tests shall be conducted with the valve hydmatatically
pressurized to its ambient design pressure. The valve shall be tested in the
full closed, partially tripped, and full open position. During the closed shock \-

test, the valve inlet shall be pressurized and the outlet shall be depreesurized.

4.3.2 .4.1.2 Post shock examination and testing ehall include the following:

(a) A visual and dimensional examination of the valve including

the internals.
(b) Production tests in accordance with 4.4.2.1.
(c) Cycle the valve one quick trip cycle, one slow cycle and one

partial trip cycle, if applicable within the hydraulic pressure
limits (ace 3.3.19.1).

(d) The trip tires shall be dete~ined and shall be in accordance
with 3.3.20.

4.3.2 .4.1.3 The valve shall pass peat shock tests witheut exception. Any
I permanent change which la detrimental to the valve shall be cause for rejection.

This shall include any permanent deformation of any pressure containing part.
Shock tests shall bs approved by the contracting activity, subject to concurrence
by the Naval Sea Systems Command, cognizant Supervisor of Shipbuilding, Conver-
sion and Repair, or C-rider, Naval Shipyard. If the design is changed from

a previously tested and approved configuration, the modified design shall be
submitted to NAVSEA for review to determine the suitability of shock extension

aPPrOval or need for retest.

4.3.2 .4.2 Vibration. One valve of each new design shall be tested in
accordance with 3.3.9.2.

4.4 Quality conformance inspection.

4.4.1 Notidestructive examination.

4.4.1.1 Each valve shall be examined to verify conformance with the
requirements of this specification not involving tests.

4.4.1.2 Each steam pressure containing casting of a valve shall have
100 percent radiographic examination coverage (see 3.3.18. 3).

4.4.1.3 Each steam pressure containing forging of a valve shall be mag-
netic particle inspected over 100 percent of the surface in accordance with
MIL-STO-271. Pressure containing parts shall be magnetic particle inspected
after final heat treatment. Liquid penetrant inspection may bs substituted
for magnetic particle inspection when the configuration is not suitable for
❑agnetic particle inspection or liquid psnetrant in.vpsction la required to
detect fine porosity. Acceptance criteria eha21 bs in 8Cc0rdanCe with NAVSSA
0900-LP-003-8000.

4.4.1.4 Nondestructive testing of buttweld end preparations: For valves
with buttweld end preparations, the weld end preparation shall bs liquid
penetrant in.vpected. Liquid penetrant inspection shall include examination of
the surfaces in accordance with 4.4. 1.4.1 through 4.4.1.6.
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4.4.1 .4.1 For buttweld end preparations of 1 inch n.p. s. and larger,

inspect 1/2 inch back from the end preparation.

4.4.1 .4.2 For buttweld end preparations less than 1 inch n.p. s. , inspect

1/4 inch back from the end preparation.

4.4.1 .4.3 Liquid penetrant inspection metheds shall be in accordance with
MIL-STD-271 and the acceptance standard shall be in accordance with NAVSSA
0900-LP+03-8000.

4.4.1.5 Defects to be repaired. Base metal shell be repaired in accord-
ance with MIL-STO-278.

4.4.1.6 Bardfaced surfaces. ‘ Hardfaced surfaces ehall be liquid penetrant
inspected after finieh machining in accordance with MIL-STD-278. Acceptance
criteria shall be in accordance with NAVSBA 0900-LP-O03-8000.

4.4.2 Tests.

4.4.2.1 Production tests. Each valve shall be subjected to the hydro-

static tests epecif ied in 4.4.2.1.1 for strength and peroeity and the teats
specified in 4.4.2.1.2, .$.4.2.1.3, 4.4.2.1.4, and 4.4.2.1.5. The water
temperature aball not exceed 125”F.

4.4.2.1.1 Shell test. Valves shall be subjected to 1-1/2 times the 100”F
special class pressure ratings in accordance with ANSI B16.34 for a duration
of 10 minutes minimum. The valve actuator aball be subjected to 1-1/2 times
the maximum specif led hydraulic system pressure (see 3.3.19. l(a)) for a dura-
tion of 1 minute minimum. Any weeping, leakage or permaneut deformation shall
be cause for rejection. Teet shall be conducted with the valve in the open

position.

4.4.2 .1.2 Seat tightness . Valves shall be hydrostatically preeaurized

on the inlet side of the diet to 110 percent of the 100”F special class preesure
rating in accordance with ANSI B16. 34 and examined for aeat tightnese. Duration

of the teat shall be 3 minutes minimum. Leakage rate of water shall not exceed

the rate apacified in 3.3.17.6. A s team teat shall be performed in accordance
with 4.3.2 .2.1 with steam cnnditiona in accordance with 3.3.20.6.

4.4.2 .1.3 Stem seal seat tightness. Valve ahtil be open and pressurized
on the inlet side of.the diet to 110 percent of the 100”F special claas preaaure
rating in accordance with ANSI B 16.34 and examined for stem seal aeat tight-
nea.s. Duration of the teat shall be 3 minutes minimum. Leakage rate of vater
shall not exceed 2 cm3/in/h of stem diameter. A steam teat shall be performed
in accordance with 4.3.2.2.1 vith steam conditions in accordance with 3.3.20.6.

4.4.2.1.4 Operational test. The valve shall be cycled five times with
steam at conditions in ac~ordance with 3.3.20.6. The valve fast C1OSing tima
shall be measured and shall be in accordance vith 3.3.20.1, 3.3.20.2 and
3.3.20.3. The hydraulic differential pressure acrrma the actuator required to
opea the valve shall be mess ured and shall be not greater than the amount
epecified in 3.3.19 .l(b).

19
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4.4.2 .1.5 kakage past mechanical closures. Mechanical closure of each
production valve shall be tested as follows: Test fluid conditions shall be in
accordance with 4.4.2.1.2. The hydraulic cylinder shall be pressurized as
specified in 3.3. 19.1 vith hydraulic fluid. Duration of the test shall be 3
minutes minimum. The appearance of fluid or vetting at the fluid boundary
formed by the seals, gaskets or O-rings shall be cause for rejection. Leak-
age of hydraulic nil past piston seals shall not exceed that which wipes intn
the cylinder walls as the piston moves.

4.4.3 Test reports. Test reports ehall be prepared in accordance with the
date ordering document included in the contract or order (see 6.2.2).

.

4.5 InspectInn of packaging,. Sample packages and packs, and the inspec-
tion of the preservation-pa ckagiug, packing and marking for shipment and storage
shall be in accordance with the requirements of sectinn 5 and the documents
specified herein.

5. PACKAGING

(The preparation for delivery requirements specified herein apply only
for direct bverument acquisition. For the extent of applicability nf the
preparation for delivery require=nts of referenced dncuments listed in
section 2, see 6.5.)

5.1 Preservation, packaging, and packin&. Unless otherwise specified
(see 6.2. 1), valve assemblies shall be preserved and packaged in accordance
with the manuf acturer’s commercial practice , except ae specified in 5.1.1
tbrougb 5.3. Packing shall be in a manner which will ensure acceptance by

common carrier and safe delivery at destination. Shipping container or
method of packing shall comply to the Uniform Freight Classification Rules or
other carrier regulations as applicable to the mode of transportation.

5.1.1 Weld end preparations. Weld end preparations shall be capped vith

plastic or other suitable caps to previde protection against damage and to
maintain internal cleanliness.

5.1.2 Packagin& At the discretion of the manufacturer, valves may be
individual y packaged tn ensure maximum prote ctinn against damage. When
individual containers are used, the purchase order number and. item number ahll
ba marked on each container.

5.1.3 Protection. Machined flange facee shall be protected by l/8-inch
or thicker hardboard discs (or other suitable nonmetallic material) having
the same outside diameter as the flange. The disc shall be secured to the
fZange’s gasket surface by tw or umre undersized bolts or by heavy-duty tape.

5.1.4 Preservatives. Water soluble preservatives shall be used fnr sur-
faces in contact with steam. A tag shall be attached to each component specify-
ing the date of preservation and the presenative used.
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5.1.5 Preservative fluid. The valve actuator shall be flushed with pre-
servative fluid in accordance with MIL-H-6083. Excess preservation shall be

drained and valve actuator openings sealed. Plastic, wood, cardboard or tape
by itself shall not be used to seal openings. A tag shall be attached to each
component specifying the date of preservation and the preservative used.

5.2 TOOIB . Tools shall be preserved, paclmged, and packed for the
level specified (ace 6.2. 1) in accordance with PPP-P-40, as applicable. Tools
not covered therein shall be preserved in accordance WIth MIL-P-1 16. Tools
shall be individually packaged unleaa used in aeta or quentitiea greater than
one.

5.3 Marking. In addition
or order, interior packsgea and
in accordance with MIL-STD-1 29.

6. NOTSS

to any special marking required by the contract
exterior ahippieg container shall be markad

6.1 Intended uae. Valves in accordance with this apecif ication are
intended for quick closing application in saturated steam aecvice.

6.2 Ordering data.

~ 6.2.1 Acquisition requirements. Acquisition documents should specify ‘the
following :

(a)
.(b)
(c)
(d)
(e)
(f)

(g)

(h)

(i)

(j)
(k)
(1)

(m)
(n)
(0)

(P)
(q)
(r)

(s)
(t)
(u)
(v)
(w)
(x)

(y)

Title, number, and date of this specification.
Type and rating required (ace 1.2).
If first article inspection la required (ace 3.1).
Pipe end connections (see 3.3.2).
Drain and bypaaa (see 3.3.2).
Hydraulic piping end connection (ace 3.3.2).
Design criteria if valve is to be used as a piping system
anchor point (ace 3.3.3).

Location of draina and bypesa (see 3.3.4.2).
Leak-eff connection design if othar than specified (see 3.3.4.4).
Port arrangement (ace 3.3.6).
Overall dimensions (ace 3.3 .8).
When threaded faateners of normally stocked lengths shall be
used (ace 3.3.13.1).
Stem leakoff flow (see 3.3.16).
Valve position aenaor requirements (see .3.3.17.5).
Hydraulic actuating presaurea and temperature range (ace 3.3.19. 1).
Functional requlrementa (ace 3.3.20).
Closing tima (see 3.3.20.1).
Steam flow capacity (sac 3.3.20. 4).
Maximum preseure drop (see 3.3.20.5).
Maximum system design preaaura and temperature (ace 3.3. 20.6).
Partial trip pnsition and closing time (ace 3.3.20.7).
Opening differential preesure (ace 3.3.20.8).
Test valve orientation (ace 4.3).
Freaervation and packaging of valve assemblies (see S.I).
Level of preservation, packaging, or packing of tools (ace 5.2).
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6.2.2 Data requirements. When this specification is used in an acquisi-

tion which incorporates a DD Form 1423, Contract Data Requirements List (CDRL),
the data reqaire~nts identified below” shall ba developed as specified by an

apprOved Data Item Description (DD Form 1664) and delivered in accordance with
the approved CDRL Incorporated into the contract. When the proviaione of M
7-104.9 (n)(2) are invoked and the DD Form 1423 la not used, the data specified
below shall be delivered by the contractor in accordance with the contract or
purchaae order, requirements. Deliverable data required by this specification
is cited in the following paragraphs.

Paragraph no.

3.6 and 3.6.1

3.6 and
3.6.1.1

3.6 and
3.6.2

4.1.1

4.3

4.4.3

Data requirement title Applicable DID no.

Drawings, engineering # DI-E-7031

and aaaociated: liata

Manual, technical, DI-M-2043

preliminary
Inspection ayatem DI-R-4803
program plan

First article inapec- DI-T-4902

tion repnrt
Reports, test DI-T-2072

!2ss!!2

Level 3
Qaaign activity
designation -
contractor

Drawing no. -
contract or

Dalivary of
hard copies -
contracting -
activity

Certification data..
aheeto - required

MIL-M-15071,

typa I
——

10.1.b

(Data item descriptions rehted to this specification, and identified in
section 6 vill be approved and listed aa such in DuD 5000.19 L., Vol. II, AMSDL.
Copies of data item descriptions required by the contractor in connection with
apacific acquisition functione should be obtained from the Naval Publication
and Forms Center or as directed by the contracting officer. )

6.2.2.1 The data requirements of 6.2.2 and any taak in,sections 3, 4, or
5 of thie specification required to ba parformed to maet a data requirement may
be waived by the contracting/ acqais ition activity upon certif ication by the
offeror that identice2 data were subd tted by the offeror and.accepted by the
Gove rnmant under a previous contract for identical item acquired to thie
specification. This doea not apply to specific data which may be reqsired for
each contract regardleaa of whether an identical item haa been aupplled previ-
ously (for example, test repsrts ).

6.2.2.2 Where tha Covernmant haa limited righta in the data ehnwn on the
drawinga, as determined by the contractual provisions regardisg rights in
technical data, the drawinga may be markad with a legend. If used, the
“’Limited Righta Legend” of the DAR should be used.

I
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6.2.2.3 Valve drawings should be submitted for
prior to first article inspection.

NAVSSA review and approval

6.3 First article Impection. Invitations for bids aheuld previde that

the Governum?nt reaemes the right to waive the requirement for samples for
first article inspection as to-these biddera offering a product which has been
previously acquired or tested by the Geverrurent, and that bidders offering
such products, who wish to rely on such production or test, must furnish
evidence with the bid that prior Government approval is presently appropriate
for the pending contract.

6.4 Proviaionin~. provisioning Technical Documentation (FTD), spare

parts, and repair parts should be ,furnished as specified in the contract.

6.4.1 When ordering spare parts or repair parts for the equipment covered

by this specification, the contract should state that such spare parta and
repair parts should meet the same requirements and quality asaurance provisions
aa the parts used in the manufacture of the equipment. Packaging for such parts
should alao be apecif ied.

6.5 Sub-contracted material and parta. The preparation for delivery re-

quiremanto of referenced documents listed in section 2 do not apply when
material and parts are acquired by the contractor for incorporation Into the
equipment and lose their separate identity when the equipment is shipped.

Preparing activity:
Navy - SH
(Project .4820-N455)
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STANDARDIZATION DOCUMENT IMPROVEMENT PROPOSAL
(Seelmtructiom - Rewrsc Side)

LICUMENTNuU8ER 2.410CUhlENT TITLE

IIL-V-24619(SH)

4AM!!OPSUUMllTIMGOFIGANIZATIGU 4,TVPE OF OReANIZATlON (Md w)

❑ V, NCIOF!

❑ USEI?

DDRESS lSIml.cIIY,131ati.=P cdl ❑ EAAN”,AC,”RER

•1
OTME R (8u9eftY):

306LEu AREAS

P.rmDr@I Numb? d Wo.d$wr ,

, macommundd Wmdkw :

;. FwmOnln.tlo..l. lor Rocomnm.dmk?n:

IEMAFIKS

NAME of SUBMITTER flat, F69t, MIJ - OodOIId b. WORK ‘WLEWIGNE NUMSCR (lmcldt Am
c+) - Omlond

8AtLtN.3 ADDRESS lstm.t. Clti. S&w. ZIP code) - Oothd 0, DATE OP SUEMISSION O’YMMDD)

..+.

.- ------

m JORR1426 PREV1OLM EDITION IS 0BSOLC7 =.
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INSTRUCTIONS: In a continuing●ffort to make our .Lmd”nrdization documen~ better, the OoD prorides thii form for use i“

submittingcommonb andmggcstiomfor improvement.Alluoemof military standardizationdocumenb areinrited to provide

suggestions. .llth form may be’demched,folded along the fine3 indir+ted, taped along the loose edge (DO NOT STAPLE), and ~~

mdfed. In block 6, be u spmiflc u ~ble ●bout puticufar problem areas such M wording which required iabrpretaticm, ww

tm rigid, resticli?e, lmme, smbmo-, or wu incomfm:ihle; and d= pmpc.aed vmrding changea which would afleviate the (\

problems. Enter in block 6 any mm.srh not rehealto ● specific paragraph of the document. If block 7 is ftlfed out, an

acknowledgementwiNbemded toYou within30 daystnletYou know thatYOUIcommentiwerereceived and are behg

coacidered.
,

NOTS: lhii form may not be ubtd to request mpiea of documents, nor to request waivers, deviations, or Aritication of

specification requirement on current contrscti. Cammenb submitted on this formdo not constitute or imply authorization

to waive any portion of the referenced document(t) or to amend contractual requirements.

1 (Fold dons thl! line)

(Fold .10”, thts 11..)

DEPARTMENT OF THE NAVY

CONlfANDER

NAVAL SEA SYSTEMS COMMAND (SEA 55Z3)
DEPARTMENT OF lllENAVY

111111 “Fl

WASHINGTON , DC 20362 UNITED STATES

OFFICIAL ❑IJSINE~
●ENAL7V fOR PRIVATE USE 8300 BUSINESS REPL’~H,MT~~~,

FIRST CLASS PERMIT NO. 12503

PO=AGE WILL BE PAID OY THE DEPARTMENT OF THE NAVY

CONMANDER
NAVAL SSA SYSTSMS COMMAND (SEA 5523)
DEPARTWENT OF THE NAVY
WASHINGTON , DC 20362
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