DRAFT

1.0  SCOPE.  This Purchase Description (PD) covers the performance criteria and the verification parameters for the MK1077 FLATRACK (FR), National Stock Number (NSN) 3990-01-537-1045.

1.1  Purpose.  The purpose of this PD is to establish the performance requirements and operational parameters to which the FR must be designed and engineered.  Performance, design, and quality assurance requirements, as described in this PD, are required to ensure the form, fit, and function, as well as logistics supportability of the FR production.  

2.0  APPLICABLE DOCUMENTS
2.1  General.  The documents listed in this section are specified in sections 3 and 4 of this PD.  This section does not include documents in other sections of this PD or documents recommended for additional information or as examples.  While every effort has been made to ensure the completeness of this list, document users are cautioned that they must meet all requirements documents cited in sections 3 and 4 of this specification, whether listed or not.

2.2
Government Documents
2.2.1  Specifications, Standards, and Handbooks.  The following specifications, standards, and handbooks form a part of this document to the extent specified herein.  Unless otherwise specified, the issues of these documents are those listed in the issue of Defense Index of Specifications and Standards (DoDISS) and supplements thereto, cited in the solicitation.


SPECIFICATIONS:



MILITARY



  MIL-T-704J
Treatment and Painting of Materiel


STANDARDS:



MILITARY




MIL-STD-105
Sampling Procedures and Tables for






Inspection by Attributes




MIL-HDBK-831
Test Reports, Preparation of




MIL-STD-889
Dissimilar Metals




MIL-STD-209K
Interface Standard for Lifting and Tiedown Provisions


AMERICAN WELDING STANDARD



 D 1.1
Structural Welding Code

Unless otherwise indicated, copies of the above specifications, standards, and handbooks are available from the Standardization Document Order Desk, 700 Robbins Avenue, Building 4D, Philadelphia, PA 19111-5904.  Purchase descriptions cited in this document may be obtained from the Government representative cited in the Statement of Work (SOW).
2.3  Non-Government Publications.  The following documents form a part of this document to the extent specified herein.  Unless otherwise specified, the issues of the documents that are Department of Defense (DoD) adopted are those listed in the issue of the DoDISS cited in the solicitation.  Unless otherwise specified, the issues of document not listed in the DoDISS are the issues of the documents cited in the solicitation.


INTERNATIONAL STANDARDS



INTERNATIONAL ORGANIZATION FOR STANDARDIZATION (ISO)




ISO 668-1988



Application for copies should be addressed to the American National Standards Institute, 1430 Broadway, New York, NY 10018-3308.

AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)

         ASTM E84  -  
(Address requests for copies to the American Society for Testing and Materials, 1916 Race Street, Philadelphia, PA 19103.)
(Non-Government standards and other publications are normally available from the organizations that prepare or distribute the documents.  These documents also may be available in or through libraries or other informational services.)
2.4
Order of Precedence.  In the event of a conflict between the text of this PD and the references cited herein, the text of this PD shall take precedence.  Nothing in this PD shall supersede applicable laws and regulations unless specific exemption has been obtained.

3.0
REQUIREMENTS
3.1
General.  The FR shall accommodate loads up to 15,000 kg. The FR while carrying these loads shall withstand the static and dynamic loads imposed during LHS loading/ unloading operations. The FR should be interchangeable between Load Handling System (LHS) vehicles complying with STANAG 2413. Designing the FR according to the following requirements will assure interchangeability.
3.1.1  First Article Test (FAT).  When specified in the contract, a sample shall be subjected to FAT/inspection.  Specific FAT requirements are found in paragraph 4.0 of this PD.

3.2  Material.  The Contractor shall select the materials, but the materials shall be capable of meeting all the operational and environmental requirements specified herein.

3.3  Design.  The FLATRACK should comply with STANAG 2413 and DIN 30722. In any case of difference between the drawing aforementioned and the DIN or STANAG requirements, the drawing dimensions will comply. The main difference between STANAG FR and IDF FR is the addition of rear mounted locking device, as described in Appendix A.
3.4  Performance Characteristics
3.4.1
Physical Characteristics
3.4.1.1  Weight.  Maximal allowed weight of the GP FR and FR w/ISO is 1,500kg (including sideboard kit). Maximal allowed weight of ISO FR is 1,200kg.
3.4.1.2  Dimensions.  Interface points and dimensions of the FR shall be in accordance with the FR main dimensions drawing, Appendix A. There shall be sufficient clearances such that the FR can be loaded, locked, unlocked and unloaded, to and from a LHS that accepts FRs which conform to Appendix A.
3.4.1.3  Truck/Trailer Compatibility.  The FR shall have four ISO corner castings that shall allow it to be secured and transported on the following vehicles:

3.4.1.3.1  A 20ft cargo truck with four ISO corner castings, designed for transporting 20ft ISO container.
3.4.1.3.2  Two FRs on the M872 semitrailer, or any 40ft semitrailer with eight ISO corner castings, designed for transporting two 20ft ISO containers.
3.4.1.3.3 A 20ft trailer with four ISO corner castings, designed for transporting 20ft ISO container.
3.4.1.3.4  The FR shall be secured and transported using only existing truck and trailer mounted ISO corner castings.
3.4.1.4  Corner Castings.  The ISO FR and FR w/ISO shall have four ISO corner castings that shall allow a standard 8ft X 8ft X 20ft (2.4m X 2.4m X 6.lm) container to be secured and transported on the FR, except when two FR are on a 40ft semitrailer. The ISO corner castings and the supporting structure shall not be removable from the FR.

3.4.1.5
Load Restrainers. The FR, excluding ISO FR, shall have tiedown devices conforming to MIL-STD-209, class 4 or class 5, spaced 610mm apart or less, The first and last tiedown on each of the four sides of the FR shall not be further than 150mm from the corner.
3.4.1.5.1
 The tiedowns shall be located along the complete perimeter at the FR. They shall be in a vertical position while under load and while not under load and shall not infringe upon the clear deck area.

3.4.1.5.2
 Tiedowns shall have a minimum 4550 kg rated tensile strength.  The FR or tiedowns shall not deform or fail when a 15 kg payload is placed on any 4 opposing tiedowns. 
3.4.1.5.3 The tiedowns shall allow two ammunition straps, U.S. Army Ordnance Drawing 9392419 to be secured to each tiedown, without the straps coming in contact with any portion of the FR.

3.4.1.5.4 All fittings and tiedowns shall be certified as being capable to secure missiles and special ammunition.

3.4.1.6
Equipment Tiedown.  The FR shall have four equipment tiedown provisions.  Tiedowns shall conform to MIL-STD-209K section 5.2.

3.4.1.7
Lifting Provisions.  The FR shall have four lifting provisions.  The lifting provisions shall conform to MIL-STD-209K section 5.1.

3.4.1.8
Structure. The FR shall not permanently deform while being loaded or unloaded by the LHS with 16,500 kg of payload. The FR should be built using the materials specified in DIN 30722.

3.4.1.9
Fork Pockets. There shall be two sets of forklift pockets.

3.4.1.9.1
Fork pockets (355mm minimum internal width) X (115mm minimum internal height), located 2,050±50mm apart, 20mm minimum distance from lowest point of FR’s ISO corners should be designed for lifting loaded FR. Fork pockets shall be reinforced such that forks of 1.73m in length or grater shall be capable of lifting the FR without degradation, permanent deformation or damage to the fork pockets or FR floor, with net payloads ranging from 0 to 15,000 kg.
3.4.1.7.2
Fork pockets (305mm minimum internal width) X (102mm minimum internal height), located 900±50mm apart. 20mm minimum distance from lowest point of FR’s ISO corners should be designed for lifting unloaded FR. Pockets shall be reinforced such that forks of 860mm in length or grater shall be capable of lifting the PR without degradation, permanent deformation or damage to the fork pockets or FR floor.
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3.4.1.9.3
The fork pockets shall allow the FR to be lifted from either side, loaded or unloaded, respectively.

3.4.1.10
Sideboard Kit. The FR shall be capable of accepting a sideboard kit.

3.4.1.10.1
The sideboard kit shall be applied to the complete perimeter of the FR and shall be at least 800mm high.
3.4.1.10.2
The sideboard kit shall be capable of being installed by one Marine.

3.4.1.10.3
With the sideboard kit installed, eight pallets, each lm wide by 1.22m deep by 1.22m high pallet, shall be capable of being secured to the FR using necessary tiedowns.

3.4.1.10.4
The sideboard kit when installed shall not fail or permanently deform under the following:

3.4.1.10.4.1
A 1,770kg evenly distributed load is secured to a lm wide X 1.22m deep wooden pallet.

3.4.1.10.4.2
The center of gravity for the loaded pallet shall be 0.6m above the floor of the FR.

3.4.1.10.4.3
The loaded pallet shall not be secured to the FR in any manner.

3.4.1.10.4.4
The loaded pallet, from any position on the FR shall impact the sideboard kit at any location,

3.4.1.10.4.5
The above shall be demonstrated while on a 30% side slope, and separately while cycling on the LHS.
3.4.1.11
Storage. Enclosed storage box or boxes shall be provided on the FR to store a minimum of 14 standard ammunition straps US Army Ordnance Drawing 9392419. Each box shall have a latch that shall be secured with a suitable padlock. Inside the storage box there should be a ring, 20mm diameter, which could be used for securing small objects inside the box.

3.4.1.12
FR Rollers. Standard MK1077 rollers, as described in Appendix D.

3.4.1.13
Ammunition Straps. 511 each FR shall be furnished with 11 ammunition straps US Army Ordnance Drawing 9392419. Each strap should be marked with the symbol:   , , painted black, sized 1-1/2” high X 1-1/2” wide.

3.4.1.14
Structural Rigidity. There shall be no evidence of FR degradation after completing at least 100 cycles with a 15,000 kg payload 50% of the time, 7,500 kg payload 25% of the time, and no load 25% of the time.

3.4.1.15
Paint. The FR should be painted yellow dust paint. See Appendix B for paint specifications. The complete deck area of the FR shall be painted with non-slipping paint.

3.4.1.16
Detachable Parts. All detachable parts shall be secured using a cable or a chain.

3.4.1.17 Packing. The FRs shall be packed in packs. Quantity per pack should be consulted with procuring activity (according to the shipment requirements).

3.4.1.17.1
The FRs shall be prepared for shipping using a corrosive preventing coating, suitable for naval on-deck shipping.
3.4.1.18
Data Plate. General data plate should be installed on each FR.

3.4.1.18.1
Item Unique Identification (IUID). The Contractor shall implement specific IUID marking, as defined in MIL-STD-130 and DFARS clause 252.211-7003. The IUID marking shall be incorporated into existing data plates. The two-dimensional IUID data matrix shall be machine-readable with common optical scanning devices and be accompanied by the corresponding human readable markings when practical. This provides a valuable tool for asset tracking from acquisition through manufacture as well as item life cycle management. The principle end item shall be marked with the IUID/data plate in a position that allows scanning in an installed condition.

All spare parts, secondary repairables, and consumables that exceed $5,000 when purchased separately shall also be marked with the IUID prior to delivery to the Government.

3.4.1.18.2
The data plate should be riveted to the FR using four rivets.

3.4.1.19
Serial Number. Serial number should be painted black on each FR, on both sides of the A frame.

3.4.1.19.1
The numbers should be six digit numbers, starting 000001 for GP FR. Starting 100001 for FR w/ISO, and starting 200001 for ISO FR.

3.4.1.19.2
The digits should be 2” wide X 4” high.

3.4.2
Flatrack Interface
3.4.2.1
General Requirements. The process of FR interface manufacturing must be based thoroughly on the enclosed drawings. Any deviation from the original drawings must be approved by the procuring activity and comply with all requirements explained below.

3.4.2.2
Load Requirements. The FR interface shall accommodate loads up to 16,500 kg (FR and load). The FR interface while carrying these loads shall withstand static and dynamic loads.
3.4.2.3
Structure. FR interface shell not permanently deform while FR being loaded or unloaded by the LHS with 16,500 kg of payload.

3.4.2.4
Weight. Maximal allowed weight of the FR interface is 800 kg.

3.4.2.5
Paint. The FR interface should be painted with yellow dust paint. It’s strongly recommended to use only non-chromatic dyes as a base paint. See Appendix B for detailed paint specifications.

3.4.2.6
Environmental Conditions. The FR interface shall withstand the environmental conditions specified hereunder without sustaining any damage to the FR interface or any of its components and without performance or operational degradation:

3.4.2.6.1
Ambient Temperature. -15 to +45 degrees Celsius, due to MIL-STD-810, method 501.5 and 502.5.

3.4.2.6.2
Salt Fog. Due to MIL-STD-810, method 509.5, characteristic to seaboard regions.

3.4.2.6.3
Rain. Due to MIL-STD-810, method 506.5, procedure 1.

3.4.2.7
Detachable Parts. All detachable parts (if any) shall be secured using a cable or a chain.

3.4.2.8
Packing. The FR interfaces shall be packed in packs. Quantity per pack should be consulted with procuring activity (according to the shipment requirements). The FR interfaces shall be prepared for shipping using a corrosive preventing coating, suitable for navel on deck shipping.

3.4.2.9
Data Plate. General data plate should be installed on each FR interface.

3.4.2.9.1
The Contractor shall implement specific IUID marking, as defined in MIL-STD-130 and DFARS caluse 252.211-7003. The IUID marking shall be incorporated into existing data plates. The two-dimensional IUID data matrix shall be machine-readable with common optical scanning devices and be accompanied by the corresponding human readable markings when practical. This provides a valuable tool for asset tracking from acquisition through manufacture as well as item life cycle management. The principle end item shall be marked with the IUID/data plate in a position that allows scanning in an installed condition.

All spare parts, secondary repairables, and consumables that exceed $5,000 when purchased separately shall also be marked with the IUID prior to delivery to the Government.
3.4.2.9.2
The data plate should be riveted to the FR interface using four rivets.

3.5  Supportability
3.5.1  Reliability.  The FR shall have an indefinite unused shelf life and in use service life equal to, or greater than 20 years.  The components of the FR should serve their intended purpose with ease.  There should be a smooth functioning of moving parts, and consistent durability and serviceability of all parts or construction members during normal and repetitive usage.  Normal and repetitive usage will include daily use in garrison and deployments to tactical field environments or aboard amphibious or commercial ships.

3.5.2  Maintainability.  The FR shall be designed so that 90% of required preventive maintenance may be performed in the field.  Preventive maintenance shall not be more extensive than cleaning, lubricating moving parts, tightening of fasteners, and applying required preservatives.

3.6  Environmental conditions.

3.6.1
Environmental Conditions. The FR shall withstand the environmental conditions specified hereunder without sustaining any damage to the FR or any of its components and without performance or operational degradation:

3.6.2
Ambient Temperature. -l5 to +46 degrees Celsius, due to MIL-STD-810, methods 501.5 and 502.5.

3.6.3
Salt Fog. Due to MIL-STD-810, method 509.5, characteristic to seaboard regions.
3.6.4
Rain. Due to MIL-STD-810, method 506.5, procedure 1.
3.7  Design and construction
3.7.1  Materials, processes, and parts.  Materials and processes listed below are for general information only and do not dictate or suggest the type of material to be used nor demonstrate the fabrication methods to be processed.

3.7.2  Dissimilar metals.  Intimate contact of dissimilar metals, as defined in MIL-STD-889, which can be expected to cause galvanic corrosion, shall be avoided.  When such contact cannot be avoided, an interposing insulating material shall be provided to minimize the corrosive effect.

3.7.3  Finish.  All surfaces to be painted shall be cleaned and treated, except that all surfaces or ferrous components shall be coated with a primer coat and topcoat.  All outside surfaces shall be primed and painted in accordance with Green 383 and Tan 686.

3.8  Workmanship.  All parts, components, and assemblies of the FR, including castings, forgings, molded parts, stampings, seals and sealing agents, machined surfaces, and welded parts, shall be clean and free from any defects that will reduce the capability of the FR to meet the requirements specified herein.  Any components and assemblies that have been repaired or modified to overcome deficiencies or deficient components or 

assemblies that are determined to be used "as is" shall not be used unless authorized by the contracting activity.  External surfaces shall be free from burrs, slag, sharp edges and corners, except where sharp edges and corners are required.

3.8.1  Metal fabrication.  Metal used in the fabrication of equipment shall be free from kinks and bends that weaken or stress the metal.  Shearing and punching shall be done neatly and accurately.  All metal bends shall be made with controlled means in order to ensure uniformity of size and shape.

3.8.2  Welding.  Welding will be in accordance with best industry standards.

3.8.3  Castings.  Casting shall be sound and free from patching, misplaced coring, warping, or defects that might render the casting unsound for use.

3.8.4  Bolted and riveted holes.  Bolt and rivet holes shall be accurately punched or drilled and have the burrs removed.  Washers, lock washers, or locknuts shall be provided where necessary and all bolts, nuts, and screws shall be tight.  Rivet heads, when not countersunk or flattened, shall be of uniform size and shape for the same diameter rivet, concentric with the rivet holes, and in full contact with the surface of the members.

3.8.5  Corrosion.  All FRs shall be adequately protected against corrosion.  The use of dissimilar metal combinations shall be avoided whenever possible.  If, due to special conditions of service or design, the Contractor considers that finishes, processes, or materials are appropriate; they shall be used only upon receipt of prior approval from the contracting activity.  At the discretion of the contracting activity, samples may be required to demonstrate the suitability of proposed substitutes.

3.9  Interoperability.  The FR shall be designed so as to allow easy and efficient use by personnel when wearing cold weather or Nuclear, Biological, and Chemical (NBC) clothing.

3.10  Identification and marking.  The contractor's part number shall be embossed, etched or engraved on each FR.

3.11  Safety.  The FR shall be designed for easy and efficient use.  The FR shall be designed and constructed in such a manner so as not to pose a safety hazard to personnel.

4.0
VERIFICATION  

Unless otherwise specified in the contract or purchase order, the Contractor is responsible for the performance of all test requirements as specified herein.  Except as otherwise specified in the contract or purchase order, the Contractor may use his own or any other facilities suitable for the performance of the quality assurance requirements specified herein, unless disapproved by the Government.  The Government reserves the right to perform any of the tests set forth in this PD where such tests are deemed necessary to assure supplies and services conform to prescribed requirements.

4.1
Scope
4.1.1
The tests will be conducted based on this PD and on applicable documents mentioned in which will constitute an inseparable part of this test procedure.
4.1.2

Any deviation from the requirements of this test procedure requires an approval of the procuring activity.

4.1.3

Execution of the tests does not relieve the manufacturer from its responsibility towards the product quality

4.1.4

The procuring activity may decide to conduct all the listed tests or only part of the tests.

4.2
Submission for Testing
4.2.1

The series that is to be submitted for testing by the procuring activity shall be in operating condition, tested and checked by the manufacturer prior to the inspection.

4.2.2

The items will be subjected to testing while fully assembled.

4.3
Testing Facilities and Equipment
4.3.1

General
4.3.1.1

The manufacturer shall provide the test equipment, which the items are to be tested with.

4.3.1.2

The test equipment shall be in proper working order; calibrated and have a serviceability tag.

4.3.1.3

If the manufacturer cannot provide the inspector with the required equipment external facilities can be used.

4.3.2

Testing equipment
-

Set of weights to perform load test of 7.500 kg, 15,000 kg, and 16,500 kg

-

Prime mover vehicle (M1074, M1075, M1120, LVSR or other vehicle approved by the procuring activity)

- 
20ft cargo truck designed for transporting a 20ft ISO container

- 
40ft semitrailer designed for transporting two 20ft ISO containers

-

20ft trailer designed for transporting a 20ft ISO container

-

Forklift with 860mm forks and 1730mm forks

-

Crane or forklift truck to load the weights into lifting basket

- 
A standard 8ft x 8ft X 20ft ISO container

- 
Penetrating paint used for discovering cracks at the welding

- 
Sextant

-

A 10-meter long measuring tape

-

A suitable measuring device in order to check the FR’s straightness

-

A suitable work site for conducting functional tests

-

Authorized personnel for aid and professional operations
4.4
Test Procedures
4.4.1

First Article Test (FAT). Shall take place at the manufacturers facilities. The FAT shall be conducted on the first FR of the series (one of each type), and first FR interface. The test will include the following stages:

4.4.1.1

Stage A - Approval of the manufacture’s quality control plan

4.4.1.2

Stage B — Quality control audit

4.4.1.3

Stage C - Inspection of documentation and certificates

4.4.1.4

Stage D — Conformance to the technical specification

4.4.1.5
Stage E — Loading/unloading test

4.4.1.6

Stage F - Functional test

4.4.1.7
Stage G - Final inspection

4.4.2
Serial Acceptance Test (SAT). SAT shall take place at the manufacturers facilities. The test shall be conducted on each item of the series (100%). The test will include the following stages:

4.4.2.1

Stage A - Inspection of documentation and certificates

4.4.2.2

Stage B - Verifying the compliance with the Technical Specification

4.4.2.3

Stage C - Performance, operational and adjustments tests

4.4.2.4

Stage D — Workmanship inspection

4.4.3 
Production Verification Test (PVT). PVT shall take place at the governments facilities. The test shall be conducted to establish product conformance to requirements and production capability.  The test will include the following stages:
4.4.3.1

Stage A - Inspection of documentation and certificates

4.4.3.2

Stage B - Verifying the compliance with the Technical Specification

4.4.3.3

Stage C – Performance and functional tests

4.4.3.4

Stage D — Final inspection
4.5
Test specification
4.5.1
First Article Test (FAT)
4.5.1.1

Quality Control Plan. The manufacturer will submit the quality control procedures that will cover at least the following subjects:

-

Explanation and general description of the quality assurance system for the product

-

Flow chart of the manufacturing and quality control stations

-

Surveillance procedure for subcontractors at the various levels

-

Preservation, packing, transportation and storage procedures for assemblies and parts arriving at the plant for installation

-

Final inspection procedure and examples of quality control reports for dimensions, welding, etc.

- 

The inspection method, sampling or 100% sorting will be detailed in the inspection procedure. For sampling inspection the sampling method will be stated
4.5.1.2

Quality Control Audit. The QCA should be carried in the manufacturer’s assembly line during production in order to verify and approve the manufacturer quality control plan.

The audit will include the following subjects:

-
Existence of quality control system according to the flow chart of the plant procedure

-
Surveillance of sub-contractors

-
Carrying out quality control according to the drawings, written directives, work instructions

-
Quality control has to be documented in the route cards and to be carried out accordingly

-
Adequate attention to defect reports in order to correct and prevent occurrence of these defects

-
Verification of the quality control results by the procuring activity’s inspector

-
Separation, marking and isolation of defective parts

-
Marked and calibrated measuring tools
4.5.1.3
Statements and Approvals. When the items are presented for inspection, the manufacturer will submit the following documents:

-
Manufacturer’s COC that the item and its installations meet the requirements of all the technical specifications

-
Approval that the tiedown(s) comply with MIL-STD-209

-
A weight report of each item

-
All inspection sheets performed by the manufacturer for each FR including dimensions examine reports
4.5.1.4

Truck/Trailer Compatibility. The FR and FR interface shall demonstrate that the FR ISO corners castings allow it to be secured and transported on the following vehicles:

-
A 20ft cargo truck designed for transporting a 20ft ISO container

-
Two FRs on a 40ft semitrailer designed for transporting two 20ft ISO containers

-
Two FR interfaces on a 40ft semitrailer designed for transporting two 20ft ISO containers

-
A 20ft trailer designed for transporting a 20ft ISO container
4.5.1.5

Male ISO Corner Castings (on ISO FR and FR w/ISO). The FR should demonstrate compatibility with a 20 ft ISO container.

4.5.1.6
Load Restrainers. Tiedown devices should be examined to comply with the locations specified in paragraph 4.5.
The tiedowns shall examined to allow two ammunition straps ORD Drawing 9392419 to be secured without the straps coming in contact with any portion of the FR. The tiedowns shall be tested for ability to withstand 4,550 kg (l0,000 lb) applied on each. The tiedowns shall be tested to conform to MIL-STD-209, Class 4 or 5.

4.5.1.7

FR Loading/Unloading Cycles. The FR should perform the cycles specified hereunder with no evidence of degradation, or permanent deformation:

- 
One cycle FR loaded 16,600 kg

-
50
cycles FR loaded 15,000 kg

-
25
cycles FR loaded 7,500 kg

-
25
cycles FR unloaded

4.5.1.8

FR interface Loading/Unloading Cycles. The FR interface should perform the cycles specified hereunder with no evidence of degradation, or permanent deformation:

- 
One cycle FR loaded 16,600 kg

- 
50 cycles FR loaded 15,000 kg

-
25
cycles FR loaded 7,500 kg

-
25
cycles FR unloaded
4.5.1.9

Forklift Pockets (unloaded). The FR should demonstrate the ability to be lifted unloaded by 860mm forks, without degradation, permanent deformation or damage to the fork pockets or FR floor from either side of FR.

4.5.1.10
Forklift Pockets (loaded). The FR should demonstrate the ability to be lifted loaded 15,000 kg by 1730mm forks, without degradation, permanent deformation or damage to the fork pockets or FR floor, from either side of FR.
4.5.1.11
Sideboards. The FR should demonstrate the capability to accept a sideboard kit, as specified in the technical specifications, paragraph 4.8. The sideboards will also be inspected for interchangeability.
4.5.1.12

Storage. Storage box(es) shall be examined to store a minimum of 14 ammunition straps Ordnance Drawing 9392419. The box(es) should be examined to comply with paragraph 4.9.
4.5.1.13
Weight. The FR shall be measured to weigh no more than 1,600kg (GP FR and FR w/ISO, including sideboard kit), no more than 1,200kg (ISO FR). The FR interface shall be measured to weigh no more than 800 kg.

4.5.1.14
Straps. FR examined to be furnished with 11 ammunition straps Ordnance Drawing 9392419.

4.5.1.15
Dimensions. Interface points and dimensions of the FR shall be measured to comply with FR main dimensions drawing, (Appendix A). Forklift pockets shall be measured to comply with the dimensions specified in paragraph 4.7. FR interface measured to comply with the drawings.

4.5.1.16
Straightness. The items will be also tested for straightness.

4.5.1.17
Finish Inspection. Checking the quality of the painting. Check that all markings and signs comply with the technical specification.

4.5.2
Serial Acceptance Test (SAT)
4.5.2.1

Stage A. Inspection of documentation and Certificates- The inspector will verify the existence of all certificates and reports specified in paragraph 8.5.1.3. Lack of reports as specified above will delay further tests.
4.5.2.2

Stage B. Verifying the compliance with the IOP technical specification according to paragraphs 6.5.1.4 to 6.5.1.15.

4.5.2.3

Stage C. Performance, Operational and adjustments tests. The inspector will perform functional test to all the components and installations in order to verify fitness and adjustments.

4.5.2.4

Stage D. Finish Inspection as detailed in paragraph 8.5.1.16.
4.5.3
Production Verification Test (PVT)
4.5.3.1
Statements and Approvals. When the items are presented for inspection, the manufacturer will submit the following documents:

-
Manufacturer’s COC that the item and its installations meet the requirements of all the technical specifications

-
Approval that the tiedown(s) comply with MIL-STD-209

-
A weight report of each item

-
All inspection sheets performed by the manufacturer for each FR including dimensions examine reports
4.5.3.2

Truck/Trailer Compatibility. The FR and FR interface shall demonstrate that the FR ISO corners castings allow it to be secured and transported on the following vehicles:

-
A 20ft cargo truck designed for transporting a 20ft ISO container

-
Two FRs on a 40ft semitrailer designed for transporting two 20ft ISO containers

-
Two FR interfaces on a 40ft semitrailer designed for transporting two 20ft ISO containers

-
A 20ft trailer designed for transporting a 20ft ISO container
4.5.3.3

Male ISO Corner Castings (on ISO FR and FR w/ISO). The FR should demonstrate compatibility with a 20 ft ISO container.

4.5.3.4
Load Restrainers. Tiedown devices should be examined to comply with the locations specified in paragraph 4.5.

The tiedowns shall examined to allow two ammunition straps ORD Drawing 9392419 to be secured without the straps coming in contact with any portion of the FR. The tiedowns shall be tested for ability to withstand 4,550 kg (l0,000 lb) applied on each. The tiedowns shall be tested to conform to MIL-STD-209, Class 4 or 5.

4.5.3.5

FR and FR interface Fatigue strength. There shall be no evidence of fatigue cracking or deformation of any kind after completion of 3000 loading and unloading cycles on the PLS truck, LHS truck, or LHS simulator test stand. The 3000 cycles shall be at a maximum payload weight (33,000 pounds), evenly distributed over the deck of the FR.
4.5.3.6

FR and FR interface Load/Unload cycles. There shall be no evidence of permanent deformation or fatigue cracking after completing 100 loading and unloading cycles on the PLS truck while loaded to 33,000 lb (16,500 kg) pounds maximum payload weight. All components shall be in a serviceable condition after completion of 100 cycles.
4.5.3.7

FR Maintainability. After 100 Load/Unload cycles while loaded to 33,000 lb (16,500 kg) pounds maximum payload weight there shall be no need for maintenance on the FR, FR interface or ISO container.

4.5.3.8

FR Transportability.
4.5.3.8.1

External helicopter lift. The FR shall be capable of being effectively rigged for and safely transported as an externally suspended load by the USMC CH-53E Super Sea Stallion helicopter.  FR shall be loaded to 20,000 lb evenly distributed over the deck of the FR or in multiple stacks of three FR
4.5.3.8.2

Crane sling loading. The FR shall be capable of being effectively rigged for and safely sling lifted by crane.  FR shall be loaded at maximum payload 33,000 lb (16,500 kg), evenly distributed over the deck of the FR.
4.5.3.8.3

Rail impact. The FR shall pass the Association of American Railroads (AAR) rail impact test without deformation, to include elongation of the rail transport pin holes and tiedown provisions. The test shall be performed with the FR loaded at maximum payload 33,000 lb (16,500 kg), evenly distributed over the deck of the FR.
4.5.3.9

Defense Ammunition Center (DAC) Test. One or more production units shall undergo Defense Ammunition Center testing at a designated Government approved test site to evaluate conformance to section 3 requirements as referenced in Table III.

4.5.3.9

Forklift Pockets (unloaded). The FR should demonstrate the ability to be lifted unloaded by 860mm forks, without degradation, permanent deformation or damage to the fork pockets or FR floor from either side of FR.

4.5.3.10
Forklift Pockets (loaded). The FR should demonstrate the ability to be lifted loaded 15,000 kg by 1730mm forks, without degradation, permanent deformation or damage to the fork pockets or FR floor, from either side of FR.
4.5.3.11
Sideboards. The FR should demonstrate the capability to accept a sideboard kit, as specified in the technical specifications, paragraph 4.8. The sideboards will also be inspected for interchangeability.
4.5.3.12

Storage. Storage box(es) shall be examined to store a minimum of 14 ammunition straps Ordnance Drawing 9392419. The box(es) should be examined to comply with paragraph 4.9.
4.5.3.13
Weight. The FR shall be measured to weigh no more than 1,600kg (GP FR and FR w/ISO, including sideboard kit), no more than 1,200kg (ISO FR). The FR interface shall be measured to weigh no more than 800 kg.

4.5.3.14
Straps. FR examined to be furnished with 11 ammunition straps Ordnance Drawing 9392419.

4.5.3.15
Dimensions. Interface points and dimensions of the FR shall be measured to comply with FR main dimensions drawing, (Appendix A). Forklift pockets shall be measured to comply with the dimensions specified in paragraph 4.7. FR interface measured to comply with the drawings.

4.6
Reports and Records. Upon conclusion of the test, a report, including all test results shall be generated.

4.7
Safety. During the inspection, all safety regulations of the manufacturer/plant will be adhered to.
5.0  Packaging, Handling, Storage, and Transportability (PHS&T)  Shall be in accordance with the applicable paragraphs of this PD.

6.0  Notes. 

6.1  Intended Use.  The FR covered by this purchase description is intended to be used for bulkhaul applications.



