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MILITARYSPECIFICATION

WASHER, AIRCRAFTHYDRAULIC
PACKINGBACK-UP

This specificationis mandatoryfor use by all Depart-
ments and Agenciesof the Departmentof Defense.

1. SCOPE

* 1.1 ‘I%isspecificationestablishesthe requirementsfor one type of packing
back-upwashersfor use in aircrafthydraulicsystems.

2. APPLICABLEDOCUMENTS

* 2.1 The followingdocumentsof the iesue in effecton date of invitationfor
bids or requestfor Proposal,.forma part of the specificationto the extent
specifiedherein.

SPECIFICATIONS

Federal

KK-L-311
QQ-A-250/4
QQ-B-626

QQ-B-750

PPP-&566
PPP-B401
PPP-B421
PPP-B-636
PPP-B-676

14ilitary

MIL-P-U6
KILP-551J+

HI&P-5516

MIL-H-5606

Leather;Methods Of SamplingAnd Testing
AluminumAlloy 2024, Plate And”Sheet
Brass, Leaded And Nonleaded:Rod, Shaped,
Forg

?
s, And Flat ProductsWith l%ished

Edges Bar And Strip)
Bronze,Phosphor;Bar, Plate,Rod, Sheet,
Strip, FlatWire And StructuralAnd
SpecialShaped Sections
Boxes, Folding,Paperboard
Boxes,Wood, Cleated-P@wood
Boxes,Wood, Nailed And Lock-Corner
Box, Fiberboard
Boxes,Setup

Preservation,Methods Of
Packings;InstaUat30n And Gland Design,
Hydraulic,GeneralRequirementsFor
Packing,Preformed,PetroleumHydraulic
Fluid R4sistant,1600F
HydraulicFluid, PetroleumBase;
Aircraft,Missile,And Ordnance
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HydraulicFluid, PetroleumBase, For
PreservationAnd Testing
Steel, Corrosion-Resistant(18-8)Bars,
And Forging Stock (For Aircraft
Applications)
Steel Plate, Sheet And Strip, Alloz 1+130,
AircraftQuality

MIL-W-5521B

mL-H-6083

MILA-7720

MIL-S-18729

STANDARDS

Federal

FED-STD-791 Lubricants,LiquidFuels, And Related
Products;Methods Of Testing

Military

MIMTD-105 SamplingProceduresAnd Tables For
InspectionBy Attributes

MIL-STD-129 Marking For ShipnentAnd Storage
MIL-STD-831 Test Reports,PreparationOf
MS28777 Ring, HydraulicFitting,Gasket Back-Up
MS35803 Retainer,Packing,Back-UpRing, Leather

(Copieeof specifications,etandards,drawings,andpublicatione requiredby
euppliersin connectionwith specificprocurementfunctionsshouldbe obtained
from the procuringactivityor as directedby the contractingofficer.)

-

3. REQUIREMENTS

3.1 Qualification. The washers
productewhich are qualifiedfor
list at the time set for opening

furnishedunder thie specificationshall be
listingon the applicablequalifiedproducte
of bids (eee 4.3 and 6.3).

3.2 Material. The leatherfrom which back-upwashers are manufactured,shall
be made from cattle hides. The finishedwaehers shall.be untipregnated,free
from soft, spongy,harsh, or raw spots and shall be free from defecte.
Unlmpregnstedleatherie definedas leatherwhich containsno additivesother
than the normal tanningagente and greases. The greasesnormallyueed during
the tanningprocessto lubricatethe fibers shall not be considered an
Impregnant. Ho~ver, anymaterlal added to the leatherafter the normal tanning
proceseas definedabove, for the purposeof stiffeningor fillingthe leather,
shall be consideredan Impregnant.

3.2.1 Finish. The leathershallbe full grain,with the flesh side smoothand
free from loose flesh.

3.2.2 ComRatibilitYtithfluld. The leatherback-up washers shall not
●dverselyaffect or be adverselyaffectedby hydraulicfluid conformingto
MIL-H-5606.

2 I
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3.3 Tanna~e. The leathershallbe tannedwith chromiumsalts (mineral-tanned)
without the use of vegetabletanningmaterials(see Table I). Processes
employedshall be such as to produce satisfactoryleatherwhich will meet all
requirementsspecifiedhereinwithout the use of impregnfitsas definedunder
3.2. The grease contentspecifiedherein shallbe attainedduringthe normal
tanningprocess. No decreasingshall be employedafter the normal tanning
process.

3.4 -. The leather shall be in the fom of specialtrimmedbutt bends or
specialbacks.

3.4.1 l’kimof s~ecialbutt bend. The butt bend will be considereda hide with
the shouldercut off at right angle to the belly edge at the break in the fore-
Shank. The belly and belly slabswill be removedleavinga 36-inch center
(18 inches either side of the backbone) (see Figure lb).

3.f+.2 Trim of specialbacks. A back will be consideredhalf a hide, cut along
the back bone line with the head, neck and any portionof the wrinkled shoulder
cut off. The belly and belly slab will be removedleavinga strip not over 18
incheswide when measuredperpendicularto the back bone line (see Figure la).

3.5 physicalProperties. The leather shallbe subjectedto tests in Section 4
and conformto requiranentsas follows:

a. Thickness. Leathershallbe selectedfor thicknesswith a minimum of
splittingor skiving (see 4.6.2).

Crackingresistance. A test specimenshall not crack open when
subje~~edto crackingresistancetest (see 4.6.3).

be a
than

tion
(see

3.6

c. Tensile strength. The tensile strengthof four test specimen;shall
minimum of 2500 pounds per square inch (psi)with an averageof not less
3000 psi before splitting(see 4.6.4).

d. Elongation. Each of four test specimensshall have a minimum elonga-
of 24 percentand a matium elongationof 36 percentbefore splitting
4.6.5).

Chemicalcomposition. The leatherupon analysisshall conformto the
chemicalcompositiongiven in Table I when tested in accordancewith paragraphs
in Section 4 headed as follows:

a. Grease (see 4.6.6)

b. Chlorides(see 4.6.7)

c. Sulfates (see 4.6,8)

d. Ash (see 4.6.9)

e. Chromicotide (see 4.6.1o)
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DUMSI-BELL’ SPECUEN
FOR TENSILE TEST=

THIS LINE OF TRIM SHALL
EXCLUDE SHOULDER WRINKLE

WRINKLES ( REE)

s

FIGURE la. 172 Hide-Showing Trim of Special Back

~wM& BE~ spEc~N

FOR TENSILE TEST

FIGURE 1h Hide-Sttowing Trim of Special Butt Bend
4

Downloaded from http://www.everyspec.com



L

L

*

*

*

*

MILW-5521.B

TABLE I

CHEMICALCOMPOSITION

Component Percent (byWeight)

Minimum Maximum

Grease ~ 3 8.0

Chloridesas NaCl ~ -- ●3Q

Sulfatesas H2SO& ~ -- .30

Ash ~ Shall be not more than 130
percentof the chromicoxide

Chromicodde ~ 3.5 --

~ Moisture-freebasis.

# Moisture-freeandgrease-free basis.

3.7 Perfo~ . The hydraulicback-upwashers (the finishedproduct)shall
be subjectedto tests in-Section4 and shall conformto the req&ements below:

a. Iow temperatureflexibility. There shallbe no appreciabledifference
in the flexibilityof the washers at -54° Centigrade(C)((-650Fahrenheit(F))
and the flexibilityof the washers at room temperature(see 4.6.n).

b. Firmness. After being subjectedto the firmnesstest, the washer
cross sectionshallhave maintaineda rectangularshapewith the cornerstrue
and sharp,and shall show no evidenceof flabbiness,peeling,disintegration,
or malfunctioning(see L.6.I.2).

c. Endurance. The Servicesreservethe right,when deemed necessary,to
subjectfinishedback-upwashers to endurancetests. Finishedback-upwashers,
when installedin glands in accordancewith MIL-P-5514,shallbe subjectedto
the applicableperformancetests outllnedin MIL-P-5516exceptthat the
operatingpressureshallbe 3000 psi (see 4.6.13).

Corrosionand adhesion. There shall be no corrosionand adhesion
detec~~din the corrosionand adhesiontests (see 4.6.u).

3.8 Dtiensions. Finishedhydraulicback-upwashers shall conformto MS358030r
W28777, as applicable.

3.9” Identificationof product.

3.9.1 Use of AN. w or MU decimations. AN, MS or MIL designationsshall not
be applied to a product,except for qualificationtest samples,in correspond-
ence or salesmatter until notificationhas been receivedfrom the Quali&ing

5
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Activitythat the producthas been approvedfor listingin the applicable
QualifiedProductsList.

* 3.9.2 Identificationof m oduct. All hydraulicpackingback-upwashers shall
be identifiedby a dye applied to the hair side of the hide. The color of the
dye shallbe specified,upn qualification,by the QualifyingActivity.

* 3.10 Workmanshi~. All detailsof workmanshipshallbe in accordancewith high
grade commercialpractice.

4* QUALITY ASSURANCEPROVISIONS

* 4.1 Resmnsibillty for inspection. Unless otherwisespecifiedin the contract
or purchaseorder,the supplieris responsiblefor the performanceof all
inspectionrequirementsas specifiedherein. Except as otherwisespecifiedin
the contractor order, the suppliermay use his own or any other facilities
suitablefor the performanceof the inspectionrequirementsspecifiedherein,
unless disapprovedby the Government. The Governmentreservesthe right to
performany of the inspectionsset forth in the specificationwhere such
inspectionsare deemed necessaryto assure suppliesand servicesconformto
prescribedrequirements.

* 4.2 st3111DliINz.inspectionand test procedures.

* 4.2.1 Classificationof tests. The inspectionand testing of hydraulicpacktig
back-upwashers shallbe classifiedas follows:

a. Qualificationtests. Qualificationtests are those tests accomplished
on samples submittedfor qualificationas a satisfactoryproduct.

b. Quality conformanceinspection. Quality conformance
consistsof those tests accomplishedon the finishedproducts
submittedfor acceptanceunder contract.

* 4.3 Q@ification tests.

inspection
and the leather

* 4.3.1 samd-lna In structions. Samples for qualificationtests shall consistof
the following:

a. One specialbutt bend.

b. One specialback.

c. SixteenMS35803-21.4washers.

d. Eight MS35803-218washers.

e. Nine MS35803-325washers.

(NOl’E:The locationand
on the specialbutt bend
tiontedts.)

dtiectionof the
and S~Cid back

6

backboneline shallbe clearlymarked
sampleswhen submittedfor quallfica-

_=
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L * 4.3.2 Test report. Contractorshall furnishtest reportsin accordancewith
MIL-STD-831,the requirementsbelow, and any other requirementspecifiedby the
QualifyingActivity.

a. Manufacturers identificationnumber (or part number)of the leather.

b. Generalmethod of stock preparationand size of hides from which the
qualificationsampleswere produced.

c. Detailedreport of manufacturers proposedmethod of controllingthe
quality of the finishedproductfor which approvalis requestedin accordance
with requirementsspecifiedherein.

d. Except for perfomnancetests, all tests specifiedherein shall be
accountedfor in report form.

Name of tannery. (If leather is obtainedfrom more than one tannery,
the n%es and samplesof each must be submitted.)

* 4.4 Tests. Qualificationtests shall consistof all the tests specifiedin
L.6.

* L.5 Quality conformanceinspection. Qualityconformanceinspectionshall
consistof the followingtests:

a. Individualtest. .

b. Quality controltest.

* 4.5.1 Individualtest. Each article submittedfor acceptanceunder contract
shallbe subjectedto the followingtests, as describedunder 4.6:

a. Examinationof product.

b. Firmness.

* 4.5.2 Quality controltests. Quality controltests shall consistof all tests
specifiedunder 4.5.2.2.

* 4.5.2.1 SamPlinEinstructions. The number of specialbutt bends and special
backs to be sampledduring productionof hydraulicpackingback-upwashers
which are to be furnishedunder contractshall be as follows:

No. of Butt Bends No. to be
or Backs Reauired Samled

up to 20 1

21 to 100 2

over 100 2 percent

-.
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* 4.5.2.1.1 Specimensfor physicaltests. Specimensfor physicaltests shallbe
taken from the specialbutt bend or specialback before the orderedback-up
washers are cut to the specifiedsize. The specimenshallbe cut 3 incheswide
beginning1 inch from the backbone edge and 16 inches long beginning15 inches
from the root of the tail and runningtoward the shoulderend.

* 4.5.2.1.2 Spectiensfor chemicalanalvsis. Specimenpieces for chemical
analysisshall be taken from units as shown on Figuresla and lb and the
followingtable:

Unit Pieces

Special Back ACJ

Special Butt Bend ABJ

The pieces shallbe approximately2 inchesby 4 inchesand their relative
locationon the hide shall be as follows:

a. Cut A with the bottom edge 10 inches from the root of the tail and the
top edge 1 inch from the line XZ.

-

b. Cut B with
and top edge 1 inch

c. Cut C with
three-fourthsof XZ

front edge 1+inches from front edge of specialbutt bend
from line XY.

rear edge at a distancefrom the root of the tail equal to
and the top edge 1 inch from the line XZ.

-–

d. Cut J equidistantfrom ends and with bottom edge 1 inch from line ST.

A portion of the leathershallbe cut from each piece, the portionsbeing
approximatelyequal in weight. The portionsshallbe ground in a Wiley mill so
that all till pass througha 4 milltieter (mm) screen. The compositespecimen
shall be thoroughlyndxed and stored in a tightly stopperedbottle for chemical
tests outlinedherein.

++ 4.5.2.1.3 Specimensshallbe in additionto the quantityspecifiedin the
contractor purchaseorder and shallbe furnishedwithout additionalcost to
the Government.

* 4.5.2.2 Tests Qualitycontrol tests of material shall consistof the follow-
ing tests~;escribed under L.6.

a. Tensilestrength (see 4.6.4)

b. Elongation(see 4.6.5)

c. Grease (see 4.6.6)

d. Chlorides(see 4.6.7)

8
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f. Asfi(see 4.6.9)

e. Sulfates (see 4.6.8)

g“ Chromicoxide (see 4.6.1o)

* 4.5.3 Reelectionand retests.

* 4.5.3.1 Individualwashers. If any hydraulicpackingback-upwasher fails to
complywith any of the requirementsof 4.5.1, it shallbe rejected.

* 4.5..3.2 Materialspecimens, Failureof any sample to complywith any one of
the requirementsof this specificationshall requirea retest of the lot from
which the samplewas selected. The number of specialbacks and specialbutt
bends to be sampledfor retest shall be twice the number listed in L.5.2.l.
If any of the retest ssmplesfail to complywith any of the requirementsset
forth herein, the lot of material from which the sampleswere selectedshallbe
rejected. A lot of materialis definedas any number of specialbacks and
specialbutt bends deliveredfrom the tanneryto the fabricatoras a single
shipment.

* 4.6 Test methods.

* 4.6.I.Examinationof Product.

* 4.6.1.1 Each individualwasher shallbe carefullyexaminedto determine
complianceto the applicablestandardsfor accepta~leworkmanship,finish,and

>. trim.

* 4.6.1.2 Washers shall be inspectedfor outsidediameter)inside diameter,
width, thickness,and cross sectionalcornerangles where applicable. All
&mensions shall conformto the applicablestandard, Dimensionalinspections
shallbe performedon a samplebasis in accordancewith MIBTD-105, using a
singlesampleplan, generalinspectionlevel I, with an AQL of 1.0 percent
defective.

* 4.6.2 Thickness. Leathershallbe selectedfor thicknesswith a minimum of
splittingor skiving. In no case shall leather l/16 inch thick be obtainedby
splittingleatherwhich was originally1/8 inch thick.

* 4.6.3 Crackiruzresistance. The crackingresistancetest shallbe in accord-
ance with Method 401.1of KK-L-311. The diameterof the mandrel shall be l/2
inch. The test specimenin accordancewith 4.5.2.1.1shallbe initiallyheated
to 71°C (160”F)and maintainedat that temperatureat all times throughoutthe
test. The test spectienshall remain in the clamped,bent positionat 71°C for
seven days, and it shall.not crack open on the grain side in the area around
the bend.

* 4.6.4 Tensilestreruzth.The tensile strengthtest shallbe in accordancewith
Method 2021,1 of KK-L-311. Four test spectiensin accordancetith 4.5.2.1.1
shallbe cut from the ssmplefor this test. The tensile strengthfor any one

9
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test spectienshallbe a minimum of 2500 psi with an averageof not less tham
3000 psi before splitting. The tensile strengthfor each of the four test
specimensshallbe recordedin additionto the averagevalue.

* 4.6.5 Eloruzation.The elongationtest shall be in accordancewith Method
2021.1 of KK-L311. The elongationshall be determinedon the same four
specimensused for the tensile strengthtests and shallbe measuredat a stress
Of 2500 psi. Each of the spectiensshall have a minimum elongationof 2~
percentand a maximum elongationof 36 percentbefore splitting.

++ 4.6.6 Grease. The grease test shall be in accordancewith Method 6311.1 of
KK-L-311. Only one 1+gram test specimen,in accordancewith 4.5.2.1.2,shall
be tested and shall constitutethe sample for this test.

.
* 4.6.7 Chlorides. The chloridestest shallbe in accordancewith Method 6351

of KK-K-311. only one 5 gram test specimenin accordancetith A.5,2.l.2shall
be tested and shall constitutethe samplefor this test.

* 4.6.8 Sulfates. The sulfatestest shallbe in accordancewith Method 6361 of
KK-L-311. Only one 5 gram test specimenin accordancewith 4.5.2.1.2shall
be tested and shall constitutethe samplefor this test.

* 4.6.9 ~. The ash test shall be in accordancewith Method 6421 of KK-L-311.
Only one 5 gram test specimenin accordancewith 4.5.2.1.2shallbe tested and
shail const~tutethe samplefor this test.

* 4.6.10 Chromicoxide. The chromicofide test
Method 6515 of KK-L-311. Only one 5 gram test
4.5.2.1.2shallbe tested and shall constitute

shallbe in accordancewith
specimenin accordancewith
the sample for this test.

* 4.6.11 Iow temperaturefletibilit~. Six ?4S3,5803-325 washers shallbe used for
this test:

Two shallbe aged in MIL-H-5606fluid for seven days at 70° tl”c
(1580ai20F).

b. Two shall be aged in air for seven days at the same temperature.

c.. The remainingtwo shallbe kept unaged.

One washer each of a, b and c shall be subjectedto a temperatureof -54°C
(-650F)for not less than 96 hours, and one each of a, b and c shallbe kept
at room temperaturefor the same period of time. After the cold soak period,
there shallbe no appreciabledifferencein the flexibilityof the washersat
-540C (-650F)and the washerskept at room temperature.

* 4.6.I_2Firmness. Each individualMS35803 and MS28777back-upwasher during
inspectionshallbe graspedbetweenthe thumb and forefingeras indicatedin
F&ure 2 and rolledone completerevolutionof the cross sectionunder normal
hand pressureby a slidingmotion of the forefingerrelativeto the thumb.
When returnedto a flat conditionafter this twisting,the washer cross section

.-
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shall have maintaineda rectangularshapewith the cornerstrue and sharp,and
shall show no evidenceof flabbiness, peeling,disintegrationor malfunctioning.
There shallbe no whiskers on the washer as definedin Figure 2.

* 4,6.13 Endurancetests. Finishedback-upwasherswhen installedin glands in
accordancewith MIL-P-5514shallbe subjectedto the applicableperformance
tests outlinedin MIL-P-5516exceptthat the operatingpressureshallbe 3000
psi.

* 4.6.14 Corrosionand adhesiontest. Ten MS35803-214hydraulicpackingback-up
washers or leatherspecimensof approximatelyequivalentsize shallbe prepared
for corrosiontestingby insertingspecimensin a desiccatoror similarhumidity
chambermaintainedat 95 percentminhmm relativehumidityand at room tempera-
ture for 72 hoursminhxn. Metallicplates of the metals listedbelow shall be
polishedto a surfaceroughnessof 8 to 16 microinchroot mean square (nns)
finish. The edges shall also be polishedto reducethe formationof edge
corrosion. Plates shall be washed with precipitationnaphthaas specifiedin
FED-STD-791or similardecreasingagent, The metals used shall.be as follows:

a. Aluminum-alloy(QQ-A-250/4)

b. Brass (QQ-B-626)

c. Bronze (QQ-B-750)

d. Steel (MIL-S-1E1729)

I

e. Stainlesssteel (MILS-’772O, Condition A)

The humidifiedback-upwashers and the metallicplates shall be immersedin
MIL-H-6083rust preventativefluid (MILH-5606 fluid base), and drainedto the
drip point. The washer and plates shall then be laid togetherin a stack so
that at least two back-upwashers contacteach specifiedmetal. The stack shall
be held togetherwith a pressureof 20 to 30 pounds and placed in a desiccator
which is held at 90 to 95 percentrelativehumidityat room tem~erature. A
separateset of metallicplates shall also be prepared(buffing,cleaningand
dippingin the same rust preventativefluid and drained)and placed in the
desiccatorin such a reamer that the controlplates do not touch each other or
any of the back-upwashers. ((Di-potassiumacid phosphatewhen placed in
distilledwater in sufficientquantityto producea saturatedsolution,will
maintainapprotitely 92 percenthumidityin a sealeddesiccatorat 200C
(68°F)temperature.)) Time of immersionfor this portionof test shall be
96 hoursminimum for all inspectiontests and 14 days mintium for all qualifica-
tion test analyses. No more than 15 minutes should elapsebetween the ttie the
test samplesare removed from the pre-humidifyingchamberand placed in the
stackedconditionin the secondhumiditychamber. At the terminationof this
test, there shallbe no adhesionof the leatherto the metals nor shall there
be any evidenceof pitting,erosion,corrosionor bad discoloration,as deter-
mined by the followingprocedure: Inspectthe surfacesof the plateswhich
were in contactwith the back-upwashers for discoloration,deposits,pitting,
et cetera. If any exist,the surfacesof the plates shallbe washed in

u
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precipitationnaphtha. Depositsdeterminedas leatherwhich can be removedby
this processand which do not occur on the separatecontrolplates shall be
construedas adhesion. If any other marks remain on the s~faces of the plates
after inspection,the surfacesshall be lightlypolishedwith a nonabrasive
cloth buff. Any pits or erodedmarks remainingafter this process shall.be
construedto be corrosion. Discolorationor staining(markswhich do not
physicallyaffect the surfacesof the plates and which easilywash or buff off)
shall not be considereddetrimental.

4.7 Examinationof Preparationfor delivery. The packaging,packingand
marking of packingmaterial shallbe examinedto determinecompliancewith the
requirementsof Section 5 of this specification. E~ination of packaging
requirementsnot coveredby referencedspecificationsshall be performedin
accordancewith the examinationrequirementsof MIL-P-116.

5. PREPARATIONFOR DELIVERY

5.1 Preservationand packa,gin~.Preservationand packagingshallbe level A
or C as specified(see 6.2),

5.1.1 Level A. Back-upwashers shall be packagedMethod IC-1 of MIL-P-116,
without the use of preservativecompounds. The quantityper unit package shall
be as specifiedby the procuringactivity. The back-upwashers shallbe
packagedin a manner that will insure washerswill not become deformed. Unit
packagesshallbe packagedin intermediatecontainersconformingto PPP-B-566
or PPP-%6’76,Variety 2 - Water Resistant. The weight of the intermediate
packageshall not exceed 10 “pounds.

5.1.2 Level C. Back-upwashers shallbe packagedin a manner which affords
adequateprotectionagainstdeteriorationand physicaldamage during shipment
from the supply source to the first receivingactivityfor immediateuse.
This level may conformto the supplier’scommercialpracticeprovidedthe
lattermeets the requirementsof this level.

5.2 Packing. Packingshallbe level A, B or C as specified(see 6.2).

5.2.1 Level A. Back-upwashers packagedas specifiedin 5.1.1 shallbe packed
in fiberboardcontainersconformingto ppp-B-636,class weatherresistant;wod,
cleated-pl~ood containersconformingto PPP-B-601overseastype~ormod nailed
and lock corner,class 2 containersconformingto PPP-B-621. Containerscon-
formingto PPP-B-601shallbe surfacetreated in accordancewith the require-
ments of the specification.

5.2.2 Level B. Material shallbe packed for shipmentin containersconforming
to those specifiedin 5.2.1, exceptthat the containersshallbe of domestic
grade, class, type or style,where applicable.

5.2.3 Level C. Back-upwashers packagedas specifiedin 5.1.2 shallbe packed
in a manner which affordsadequateprotectionagainstdamage during direct
shipmentfrom the supply sourceto the first receivingactivityfor immediate

1
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use. This level shall conformto applicablecarrierrules and regulationsand
may be the suppliers commercialpractice,providedthe lattermeets the
requirementsof this level.

* 5.3 Marking. In additionto any specialmarking requiredby the contractor
order, unit packages,intermediatecontainers,and exteriorshippingcontainers
shall be marked in accordancewith MIL-STD-129.

6. NOTES

* 6.1 Intendeduse. The hydraulicpackingback-upwashers coveredby this
specificationare intendedfor use with hydraulic “O” rings operatingat
pressuresup to 3000 psi at temperaturesup to 71°C (160”F)in accordancetith
MIL-P-5511+.

* 6.2 Ordering data. Procurementdoc~ents should specifythe following:.

a. Title, numberand date of this specification.

b. AN or MS part number.

C. Selectionof applicablelevels of preservation,packagingand packing
(see 5.1 and 5.2).

* 6.3 With respectto productsrequiringqualification,awards will be made only
for productswhich are at the time set for openingof bids, qualifiedfor
inclusionin the applicableQualifiedProductsList whether or not such
productshave actuallybeen so listedby that date. The attentionof the
suppliersis called to this requirement, and manufacturersare urged to arrange
to have the productsthat they propose to offer to the Federal Government
tested for qualificationin order that they may be eligibleto be awarded
contractsor orders for the productscoveredby this ~pecification. The
activityresponsiblefor the QualifiedProductsList is the San AntonioAir
Materiel Area, ServiceEngineeringDivision,ATTN: SANE, Kelly APB, Texas 78241,
and informationpertainingto qualificationof productsmay be obtainedfrom
that activity.

* 6.4 It is to be understoodthat hydraulicback-upwashers shippedunder
contractshallbe identicalin every respect to the sampletested and found
satisfactory,except for changespreviouslyapprovm+ky the Government. Any
unapprovedchangesfrom the qualificationsample shall constitutecause.for
rejection.

* 6.4.1 In cases where the leatheris not tanned by the same manufacturerwho
producesthe finishedhydraulicback-upwasher, the tannery (or tanneries)
shallbe consideredas subcontractorto the back-up washer manufacturer. It
shall be the responsibilityof the back–upwasher manufacturerto submitthe
requiredQualificationand Inspectiontest reports and maintainthe necessary

?
uality controlprocedure. Approval,when granted, will cover both the tannery
or tanneries)and the back-upwasher manufacturer. A change of sourceof
leathermaterialafter approvalhas been grantedwill requirea retest and a
new qualificationapproval.

--
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* 6.5 Identificationof changes. The margins of this specificationare marked
with an asteriskto indicatewhere changes (additions,modifications,correc-
tions, deletions)from the previousissue were made. This was done as a
convenienceonly and the Governmentassumesno liabilitywhatsoeverfor any
inaccuraciesin these notations. Biddersand contractorsare cautionedto
evaluatethe requirementsof this documentbased on the entire content
irrespectiveof the marginalnotationsand relationshipto the last previous
issue.
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