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Ballistic test samples for small lots shall be:

Lot size Ballistic Sample

Less than 9 4

9 – 25 6

26 – 50 8

51 – 90 10

91 – 150 14

Over 150 21
in a suitable vise



ASTM E 1742

TPO F00-138-3770



See page 10.



6.3 Contract packaging, packing, and marking. The following requirements should be specified in the contract.

6.3.1 Packing and marking shall be Level A or B, as specified by the contracting activity.

6.3.1.1 Level A shall be in accordance with Drawing 8796541 and 8796542 or SPI TPO F00-138-3770.

6.3.1.2 Level B shall be in accordance with Drawing 8796541 and 9216934 or SPI TPO F00-138-3770.

6.3.1.3 Lot numbers. Lot numbers shall be in accordance with MIL-STD-1168.











































NOTE: THE ABOVE POP MARKINGS

            ARE FOR DOD USE ONLY.



MUNITION NOTICES

NOTES

1. WRAP ITEM IN REF.-3 AND PLACE IN BARRIER BAG, REF.-4. EVACUATE AIR AND SEAL.

2. CUSHION BAG WITH REF.-2, PLACE IN CONTAINER, REF.-1, USING ADDITIONAL CUSHIONING TO PREVENT MOVEMENT.

3. MAY PLACE UP TO 20 BAGGED ITEMS IN SHIPPING CONTAINER, REF.-1.

INTERNATIONAL STANDARDS FOR PHYTOSANITARY MEASURES

REVISION OF ISPM NO. 15

REVISION OF WOOD PACKAGING MATERIAL FOR INTERNATIONAL TRADE

THE FOLLOWING STATEMENT IS IN COMPLIANCE WITH THE UNITED NATIONS-IMPLEMENTED RESTRICTIONS ON WOOD

PACKAGING MATERIAL (WPM).   THIS REQUIREMENT IS SPECIFICALLY CONCERNED WITH INVASIVE SPECIES SUCH AS THE

PINEWOOD NEMATODE.   WPM IS DEFINED AS WOOD PALLETS, SKIDS, LOAD BOARDS, PALLET COLLARS, WOODEN BOXES,

REELS, DUNNAGE, CRATES, FRAMES, AND CLEATS.   THE STATEMENT BELOW CITES THE REQUIREMENTS IN DETAIL AND

COVERS LUMBER FOR BUILDING CONTAINERS AND PALLETS USED FOR DELIVERIES, RESULTING IN SHIPMENTS WORLDWIDE

(DIRECT, OR THROUGH AIR LOGISTICS CENTERS (ALC), CONTAINER CONSOLIDATION POINTS (CCP), OR OTHER BASES).

WOODEN LUMBER, WOODEN PALLET AND PACKAGING/CONTAINER STATEMENT:

ALL WOODEN LUMBER, WOODEN PALLETS, AND WOODEN CONTAINERS PRODUCED ENTIRELY OR IN PART OF WOOD

PACKAGING MATERIAL (WPM) SHALL BE CONSTRUCTED FROM DEBARKED WOOD IN ADDITION TO THE APPLICATION OF

HEAT-TREATED (HT) MATERIAL (HT TO 56 DEGREES CENTIGRADE OR 133 DEGREES FAHRENHEIT FOR 30 MINUTES).

CERTIFICATION/MARKING IS REQUIRED BY AN ACCREDITED AGENCY RECOGNIZED BY THE AMERICAN LUMBER STANDARDS

COMMITTEE (ALSC).   FOR REFERENCE DOCUMENTATION, SEE LATEST REVISION OF "INTERNATIONAL STANDARDS FOR

PHYTOSANITARY MEASURES  (ISPM NO. 15),   "REGULATION OF WOOD PACKAGING MATERIAL IN INTERNATIONAL TRADE."





REFER TO MIL-STD-129 FOR MARKING

REQUIREMENTS OF PALLETIZED UNIT

LOADS OF AMMUNITION.



h41L1TARYSPECIFK2AT10N

INITIATOR,~lD(3E A(XUAm
NIETAL Pm ASSEMBLY

~INCH-POUND I

MIL-IA1655913
31 January19?30

SUH3RSEEMNG
MIL-k?.6559A(MU)
30July1969and
Amendment 1
16hdy ~3 .

M3A2,

his specificationisapprovedfiruseby allDepartmentsand Agencies of the DepartmentofLMhse.

J. SCOPE

1.1 %ope. This specificationcoverstherequirementsfortheh43A2CartridgektuatedInitiatorMetalparts
Assembly(see6.1).

2. APPLICABLE HxxxJMEm

2.1Gvernment documents.

2.1.1Specifications,standards,and handbook. The Ibllowing specification, standards, and handbooks firm
a part of this document to the extent specified herein. Unless othenvise specified, the issues of these documents
shell be those listed intheissue of the Department of Defense Index of Specifications and Standards (DODISS)

e and supplement thereto, cited in the solicktion (see 62).

SPECIFICATIONS

MILITARY

M’L-A-2550 Ammunition,GeneralSpecificationFor

STANDARDS

MILITARY

IVIIL-STD-105 Sampling Procedures and ‘hbks fix Inspection by Attributes

MIL-STD-109 Quality Assurance Terms and Definitions

MIL-STD-413 VisualInspectionGuide for Elastomeric O-rings

(Unless otherwise indicated, copies of fkderal and military specifications, standards, and handbooks are availabIe
from Military Specifications and Standards, Bldg 4D, 700 Robbins Avenuq Philadelphia, PA 19U.I-W94.)

.

Beneficial comments (recommendations,additions, deletions)and any pereinentdata which maybe of use in improving
this documentshould be addressedto: CommandingOfficer.NavalOrdnanceStation, StandardizationBranch(3730),
?ndhnHead, MD2064@5000,byusingthe self-addressedStandardizationDocumentImprovementProposal(ID Form
1426) appearing attheendoftikdocumentor by letter.

AMSC NIA Fsc 1377

e

DKI’RDIUT!JON STATEMENT A. Approved for public release; distribution is unlimited.



MIL-I-46559B

2.1.2CMher Government documents,drawings, and publications. The followingotherGovernment
documents,drawings,andpublicationsformapartofthisdocumenttotheextentspecifiedherein.lJnlessother- ●
wisespecified,theissuesarethosecitedinthesolichation.

DRAWINGS

NAVALORDNANCE STATION, INDIAN HEAD, MD (Q4GE Code 19200 and 19203)

8595822 Initiator, Cartridge Actuated, Metal Parts Assembly

8796541 Box, Fiberboard (Inner) Packing, Ammunition, for Initiator, Cartridge
Actuated, M3A2 or M5A2

8796542 BOX,Packing, Ammunition, for Initiator, Cartridge Actuated, M3A2 or Iv15A2

9216934 Box, Fiberboard (Outer) Alternative Packing, Ammunition, for Initiator,
Cartridge Actuated, M3A2 or M15A2

U.S.AIR FORCE

TPO 00-932-5031 Initiator, Cartridge Actuated, M?3A2

(Applicationforcopiesshouldbeaddressedto:CommandingOfficer,NavalClrdnanceStation,DataControlBranch
(Code3720),Indianl-lead,IvIJI20640-5000.)

2.2 order of preeedenca In the event of a conflict between the text of this document and the references
citedherein,thetextofthisdocumenttakesprecedence.Nothinginthisdocument,however,supersedesapplicable
lawsandregulationsunlessa specificexemptionhas been obtained.

3.1 Materials. All materials used in the manutkture of the initiators shall conform strictly to the specifications
referred to on the respective drawings unless specific approval in writing covering a departure therefrom has been

obtained from the cognizant Navy design activity prior to manufacture. When alternate materials or methods of
manufacture are specified on the drawings, the bidder’s selections shall be clearly stated in the proposal.

3.2 First article. When specified in the contractor purchase order (see 6.2), a sample shall be subjected to
first article inspection (see 4.4 and 6.3). .

3.3 Raw material. The contractor shall be responsible for selecting from the classification list contained in
therawmaterial specification the surface and physical condition of the raw material intended fdr use in manufacture.

3.4 Physical properties. Physical properties required by the drawing shall be uniform throughout the part
within specified tolerances. Requirements for all alloy steel parts shall be achieved by quenching and tempering.

3.5 Hydrostatic pressure. The subassembly consisting of a cap, chamber, and plug simulating the fuing pin
housing, without firing pin hole and with an O-ring, shall withstand a constant internal pressure of 5500 to 6500
pounds per square inch (psi) for B seconds, minimum (rein), without application of any external load other than
that applied by the liquid pressure and shall show no evidence of leakage or mechanical failure (see 4.6.2).

H---

3.6 Firing pin release. The firing pin of the assembled initiator, less safety pin, cartridge, cartridge retainer,
and chamber, shall release from the cocked position when the application of an axial load of 20 to 35 pounds has
withdrawn the initiator pin ?4 inch, maximum (max).

●
2



MIL-I-46559B

3.7 Initiator pin security. The initiator pin of the assembled initiator, less cartridge, cartridge retainer, and

a

chamber, shallnotwithdrawbeyondthesafety@n whensubjected to an axial load of 200 to 220 pmmds. Application
of the load shall not cause permanent deformation of the safety pin.

3S MdaJl parts assembly. Parts shall be combined to produce an assembly which conforms to the requirements
of the metal parts assembly drawing. All threaded joints shall be assembled handtight.

3.9 Protective finish. Protective fiiish shall be in accodance with the applicable specifications and shall apply
to all surfaces of the component regardless of contour configuration.

3.10 Residual magnetism. The metid partx assembly shall not deflect the indicator of the compass more than
five degrees in either direction using the procedures in 4.6.6

3.11 Workmanship. me requirements fix workmanship areas specified on the applicable drawings, referenced
specifications, and the fbllowing:

3.11.1 NIetal defects. All components shall be free from cracks, splits, cold shuts, inclusions, porosity, or
any similar defect.

3.11.2 Burr. No part shall have a burr which might interfkre with the assembly or function of the item or
which mightbeinjurioustopersonnelhandling the item.

3.I.I.3 Foreign matter. No part or assembly shall contain chips, dirt, greas~ rust, corrosion, or other foreign
matter.

a 4. QUALITY ASSURANCE IP?fK!WHSEONS

4.1I&sponsibilityforinspection.Unless otherwise specified in the contractor purchase order (see 6.2),

a

.

the cOntHiCt&isreSpOfiiblefir&e performance of d~ inspec&onrequirements (examinations and tests) as specified
herein. Except as otherwise specified in the contract or purchase order, the con(racmr may use his own or any
other bciIities suitable for the performance of the inspection requirements specified herein, unless disapproved
by the Government. The Government reserves the right to perfbrm any of the inspections set forth in the specification
where such inspections are deemed necessary to ensure supplies and services confbrm to prescribed requirements.

4.1.1 Responsibility forcoamp!iantiAllhemsshall meet all requirements of sections 3 and 5. The inspection
set forth in this specification shall become a part of the contractor’s overall inspection system or quali~ program.
The absence of any inspection requirements in the specification shall not relieve the contractor of the responsibility
of ensuring that all products or supplies submitted to the Government for acceptance comply with all requirements
of the contract. Sampling inspection, as part of mamdictunng operations, is an acceptable practice to ascertain
conformanceto requirements; however this does not authorize submission of known defectivematerial, e.fier indicated
or actual, nor does it commit the Government to acceptance of defective material.

4.1.2 Quality assumce krms and definitions. Referenceshall be made to MIL-STD-109to define the quality
assurance terms used.

4.1.3 Inspection. Inspection shall be in accordance with IWL-A-2550.

3



MIL-I-46559B

4.2 Classifiation ofinspwtions. Theinspection requirements specifid herein areclwsifid as follows:

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

4,3~nspect~oncondit!ons.Unlessotherwisespwifid,allinspmtionsshallbeperformdundertiefollow-
ing conditions:

a. Temperature: Room ambient 68to 77 “F
b. Altitude: Sea level
c. Humidity: 50 percent relative, max
d. Atmospheric pressure: 14.7 psia.

4.4 First Wide hqpection. Atthebeginning of regular production, the contractor shall submit an initiol
production sample to a Government approved facility fbr evaluation. The sample shall consist of 5 metal parts
assemblies,9 setsofunassembledparts,1setofunassembledpartswkhoutplatingorfinalprotectivefinish,and
50 shear pins from the same lot of shear pins tested by the contractor. The sample shall be manulhctured in the
same manner, ~.wingthe same materials, equipment, processes and procedures as used in regular production, All
parts and materials, inc9uding packaging and packing, must be the same as will be used for regular production
and shall be obtained from the same source of supply. After inspection and provisional acceptance at source, the
first articlesampleshallbe inspectedforallrequkementsofthedrawingsandspecifications.The Government
reserves the right to require new first article samples until such time as an acceptable sample is submitted (see 6.3).

4.5 Quality C6mfmrnance !mpectiom

4.s1ht.’

4;5.1,1$ubrmkdon of product. Unless otherwise specified by the contracting activity, formation and

identification of lots shall be in accordance with MIL-STD-105.

4.5.1.2 Size of lot. For the purpose of identification and shipment, the shipping lots of metal parts assemblies
shall consist of 1200 initiators, max, provided the homogeneity requirements of inspection Io&have been retained.

4.5.2 Examination. One-hundred percent examination shall be performed for all critical defects. Examination
formajorandminordefectsshallbeperformedonadefectbasisinaccordancewhh theclassificationofdefects.
Fourpower(4X)magnificationmay beusedinperformingvisualexaminationfbrsuchdefectsasburrandforeign
matter.hspedon firrubberO-rings shall be in accordance with MIL-STD-413. When compliance with the ap-
plicable requirement is in doubt as a result of visual examination, the characteristic shall be measured or gaged
to determine acceptability.

4.5.2.1 Retainer, Cartridge, Drawing 8593013, covering a detaii of Drawing 8595822.

Characteristic Defect Method of Inspection

Critical

1 Metering slots in base missing Vkual

4
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@
Characteristic

.

Major

101
102
103
104
105
106
107
108
109
110
111
1X2
113
U4
115
116
117
118
w
120

Minor

201
202
203
204
205
206
207
208
209
210
211
212
213
214

MIL-I-4655913

Defect

Pitch diameter of thread, max
Minor diameter of thread, max
Concentricity of cavity with pitch diameter of thread
Perpendicularity of pitch diameter of thread with base
Symmetry of metering slots in base with body
Diameter of cavity, max
Depth of cavity
Depth of bottom of counterbore
Depth of metering slots in base
Total length
Lengthofeffectivethread, min
Width of metering slot, on base
Internal radius at mouth of cavity missing or incorrect
Drill point on base, max
Number of elongated slots incorrect
Thread damaged or not full
Metal defective
Protective finish inadequate or defective
Burr
Foreign matter present

Pitch diameter of thread, min
Diameter of body
Diameter of cavity, min
Diameter of head
Length of elongated sIots
Length of head
Width of elongated slots
Location of elongated slots
Angle between head and body
Location of metering slots
Profile of elongated slots
Marking missing, incorrect, or illegible
Radius missing or incorrect, except as otherwise classified
Surface finish improper except as otherwise classified

4.L2.2 Chamber, Drawing $593014 covering a detail of Drawing 85%822.

critical
None defined

Major

101
102
103

Pitch diameter of large thread, min
Major diameter of large thread, min
Pitch diameter of small thread,min

Method of’Inspection

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
visual
Visual
Viual
Visual
Viual
Viual

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage

Viual
Vial
Vlsud
visual
Vkual

Gage
Gage
Gage

5
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Characteristic Defect

104
105
106
107
108
109
110
111
112
113
114
115
116
117
118

Minor

201
202
203
204
205
206
207
208
209
210
211
212
213
214
215
216

Majordiameterofsmallthread,mh
Concentricityofcounterborewithphchdiameteroflargethread
Concentricityofdatumdiameterwh.hsmallthread
Diameterofcounterbore
Depthofcavity
Thicknessofwall,min
Locationofdatumdiameter
Profileofgasport
Threaddamagedornotfu~l
Chamferatbaseofcavity missing or incorrect
Metal defective
Protective finish inadequate or defective
Surface finish at end of gas port improper
Burr
Foreign matter present

Pitch diameter of large thread, max
Pitch diameter of small thread, max
Diameter of cavity
Diameter of hole
Diameter of small thread pilot
Diameter of large thread pilot
Depth of counterbore
Total length
Length of large thread pilot
Length of end of large thread
Length of gas port
Thickness of wall, max
Location of small thread
Marking missing, incorrect, or illegible
Radius or chamfer missing or incorrect
Surface finish improper, except as otherwise classified

4.S2.3 Pin, Initiator, Drawing 8595403, covering a detail of Drawing 8595822.

Critical

Method of Inspection ●
Gage
Gage
Gage
Gage
Ciage
Gage
Gage
Gage
?@ual
Visual
Visual
T%ual
Vkual
Vkual

~~sual

None defined

Major

101 Concentricityofgrooveinheadwh.hbody .
102 Symmetryofheadwithbody
103 Diameterofbody
104 Diameterofgrooveinbody, min
105 Diameter of groove in head, min
106 Length to shoulder at head, min
107 Location of groove in head

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage

Visual
Visual
Visual

Gage .

Gage
Gage
Gage /
Gage
Gage
Gage

6



m Characteristic

108
109
llo
Ill
112
In
114
115

Minor

201
202
203
204
205
206
207
208
209
210
211
212
213
214
215
216

MTL-I-46559B

Defect

Location of groove in body
Profile of groove in body
Profile of groove in head
Metal defective
Protectivefinkhinadequateordefective
Surfacefinishonbodyandbodygrooveimproper
Burr
Foreignmatterpresent

Diameter of groove in head, max
Diameter of pull hole
Diameter of undercut, min
Length to shoulder at head, max
Width of head
Width of shoulder at body groove
Width of groove in head
Width of undercut, max, if applicable
TotaI length
Thickness of head
Location of pull hole
Angle at base of body
Profile of head
Marking missing, incorrect, or illegible
Radius or chamfer missing or incorrect
Stice finish improper, except as otherwise classified

4.52.4 Cap, Ilrawing 8595404, covering a detail of II)rawing $595822.

Critical

None defhmd

Ivlajor

101
102
103
104
105

106
107

108
109
110
111
112

Pitch diameter of large thread, max
Minor diometer of large thread, max
Pitch diameter of small thread, max
Minor diameter of small thread, max
Concentricity of pitch diameter of large thread with pitch diameter of
small thread including perpendicularity with base of large thread cavity
Concentricity of hole counterbore with hole
Concentricity of hole with pitch diameter ofsmall thread including
perpendicularity with base of large thread cavity
Symmetry of flats with pitch diameter, large thread
Diameter of hole
Diameter of hole counterbore
Diameter of pin holes
Depth of large thread cavity

Method of inspection

Gage
Gage
Gage
Viiual
visual
Viiual
Vk.ual
!@ual

Gage
Gage
Gage
Ggae
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage

Vkual
Visual
Viiual

Gage
Gage
Gage
Gage

Gage
Gage

Gage
Gage
Gage
Gage
Gage
Gage

7



Characteristic

113
114
115
116
117
118
119
120
121
122
123
124

Minor

201
202
203
204
205
206
207
208
209
210
211
212
213
214
215
216
217
218
219
220
221
222
223

MIL-I-46559B

!lMect
.

lleuthofsmallthreadcavity
Le&thof effectivelargethread,min
Lengthofeffectivesmallthread,min
Thicknessofwall
Height,max
Internalradiusatbaseoflargethreadcavhymissingorincorrect
Threaddamagedornotfull
Metaldefective
Protective finish inadequate or defective
Surface finish of hole improper
Burr
Foreign matter present

Pitchdiameteroflargethread,min
Pitchdiameterofsmallthread,min
Pitchdiameterofsetscrewthread
Minordiameterofsetscrewthread,max
Diameterofboss
Diameterofflangeholes
Diameterofgroove
Depthofholecounterbore
Totallength
Lengthbetweenflangeholes
Lengthofflange
Widthacrossbodyflats
Widthofgroove
Widthofflange
Thicknessofflange
Locationofpinholes
Locationofgroove
Locationofflangehole
Locationofsetscrewholes
Locationofinitiatorpinhole
Markingmissing,incorrect,orillegible
Radiusorchamfermissingorincorrectexceptasotherwiseclassified
Surfacefinishimproper,exceptasotherclassified

4.52.5 Pin, Safety, Drawing 8595405, covering a detail of Drawing 8595822.

Critical

None defined

Major

101 Diameterofwire
102 Profileincorrect
103 Metaldefective

Method of Inspection ●
Gage
Gage
Gage
Gage
Gage
Vkua]
Visual
Visual
Vkual
Tkual
k%ual
Vkual

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Visual
Visual
Vkual

Gage
Vkual
Vkual
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Characteristic Defect Method of Inspection

.

104 Protective finkh inadequate or defective Viual

105 Burr or sharp edge visual

106 Foreign matter present Viud

Minor

201 Diameter of head Gage

202 Total length Gage

203 Radius missing or incorrect Viual

4.S2.6 Spring, Initiator, Drawing 85954% coveringa detailofDrawing 8595822.

Critical

None defiied

Major

101 Load at specified heights
102 HeighL solid, max
103 Ends incorrect
104 protective finish inadequate or defective
105 Burr or sharp edges
106 Foreign matter present

Minor

201 Diameter outside, closed, max
202 Diameter inside, min

4.52.7 Pm, Firing, Drawing $596168 covering a detail of Drawing 8595822.

Critical

None defined

Major

101
102
103
104
105
106
107
108
109
110
111
112
113
114
115

Concentricity of body with cavity
ConcenEicity of body with striker
Diameter of body
Diameter of cavity
Diameter of striker

Diameter of ball hole, max
Depth of ball hole counterborq max
Location of datum diameter
Radial profile of striker
Radial location of ball hoIes
Metal defective
Protective finish inadequate or defective
Surface finish improper
Burr or sharp edge
Foreign matter present

Gage
Gage
Viual
Visual
Vlsud
Visual

Gage
Gage

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Viual
Gage

Viual
Viual
Visual
Visual
Viiual
visual

9
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Characteristic Defect

Minor

201
202
203
204
205
206
207
208
209
210
211
212

Diameter of cavity counterbore
Diameter of ball hole, min
Diameter of ball hole counterbore
Diameter of midsection
Depth of cavity counterbore
Depth of cavity
Depth of ball hole counterbore, min
Total length
Length from body tn striker
Length to ball hole
Drill point cavity, snax
Radius or chamfer missing or incorrect

Method of Inspection
@

4.52A Housing, Firing I%, Drawing 8596169, covering a detail of Drawing 8595822.

Critical

None defined

Major

101
102
103
104
105
106
107
108
109
110

111
112
113
114
115
116
117
118
119
120
121

. 122
123
124
125
126

Pitch diameter of small thread, min
Major diameter of small thread, min
Pitch diameter of large thread, min
Major diame~r of large thread, min
Concentricity of counterbore with cavity
Concentricity of flange with pitch diameter of small thread
Concentricity of groove with flange
Concentricity of striker hole with cavity
Concentricity of pitch diameter of large thread with cavi~
Concentricity of cavity with pitch diameter of small thread, including
perpendicularity with face of flange
Perpendicularity of boss. face with pitch diameter of large thread
Diameter of cavity, max
Diameter of external datum location
Diameter of groove
Diameter of flange, min
Diameter of small thread undercut, min
Length from rear flange to cavity
Length to internal datum diameter
Width of rear flange
Angle of external datum diameter
Angle at internal datum diameter
Height of boss
Profile of groove
Radius at root of boss
Thread damaged or not full
Metal defective

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage

Visual
Visual

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Visual
Vkual

10
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e characteristic

127
128
129
130

Minor

201
202
203
204
205
206
207
208
209
210
211
212
213
214
215
216
217
218
219
220

Defect

Protective finish inadequateor defixtive
Sufice finish in cavity improper
Burr or sharp corner
Foreign matter present

Pitch diameter of small thread, max
Pitch diameter of large thread, max
Diameter of cavity, min
Diameter of flange, max
Diameter of body
Diameter of courmxbore
Diameter of undercut in cavity, if applicable
Diameter of striker hole
Diameter of small thread pilot
Depth to bottom of cavity
Total Ienglh
Length from small thread pilot to flange
Length moss flanges
Length of body
Width of undercut in cavity, if applicable
Width of undercut, small thread
Width of groove
Location of flange
Radius or chamfer missing or incorrect, except as otherwise classified
Surface finish improper, except as otherwise classified

4.529 Sea$, Drawing 10524102 covering a detail of Drawing $5%822.

Critical

None defined

Major

101 Diameter outside, min
102 Width, min
103 Thickness, min
104 Cut, cracked, or split
105 Flash
106 Foreign matter present

Minor

201 Diameter outside, max
202 Width, max
203 Thickness, max

Method of I@xxtion

Viiual
Viiual
Viiual
Viiual

Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
Gage
visual
!@ua]

Gage
Gage
Gage

Visual
Wual
Visual

Gage
Gage
Gage
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4.5.2.lO&sembly,Drawing8595822,!es8595@3,85954059~9300,and8593014. ●
Charach%tic Defect MethodofInspection

Critical

1 Protrusion of firing pin
2 Steel ball missing

Major

None defined

Minor

None defined

4.5.2.11 Assembly9 Drawing 8595822.

Critical

1 Any part missing, except as otherwise classified
2 Improper assembly

Major

101 Initiator pin not free to rotate
102 Safety pin loose or deformed
103 Marking missing, incorrect, or illegible

Minor

201 Protectivecapmissing
202 Protectivefinishinadequateordefective

4.5.2.K2 Box, Fiberboard (Inner) Packing Ammunition Drawing 8796541

Critical

None defined

Major

None defined

Minor

201 Contentsloose
202 Cutordamaged
203 Poorworkmanship

4.5.2.13 Box, Packing, Ammunition, Drawing 8796542.

Critical

None defined

Major

None defined

12

Gage
Gage

%7sual
Visual

Manual
Manual/Vtsual

Visual

Vkual
Visual

Manual
Visual
Visual

.
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wfect

Minor

201 Contents loose
202 Broken or damaged
203 Number of units contained incorrect
203 Marking missing, incorrect, or illegible

4.5,2.14 Box, IRberboard (Outer) ~lternativ~ %cking, Drawing 9216934.

Critical

None defined

Major

None defined

lMinor

201 Contents loose
202 Box broken or damaged
203 Number of units contained incorrect
204 Marking missing, incorrect, or illegible
205 Tape incomplete

Method of Inspection

Manual
Viual
visual
Viual

Manual
V1SU31

Visual
Viud
viiual

4.53 Inspection testing. The fbllowing tests shall be perfdrmed in accordance with 4.6.

4.5.3.1 Hardness, Fifty units from each heat treated lot of componentsshall be tested fbr compliance with
the requirements on the applicable drawing. Failure of any unit to comply with the drawing requirements shall
he cause for rejection of the lot of components.

4.5.3.2 Hydrostatic pressure. fich subassembly shall be subjected to the hydrostatic pressure test. Failure
of any subassembly to comply with 3.5 shall be cause for rejection of the subassembly.

4,S3.3 Il%ing pin release+ The initiator pin of each subassembly shall be subjected to the firing pin release
test. Failure of any subassembly to comply with 3.6 shall be cause fbr rejmtion of the subassembly.

4.53.4 Initiator pin security. The initiator pin of each subassembly shall be subjected to the tihiatorpin
security test. Failure of any subassembly to comply with 3.7 shall be cause fbr rejection of the subassembly.

4.S3.S R@ctive finish. The number of units fir protective finish tests shall be in accxmiancewith the applicable
specification. Failure of any unit in the inspection sample to comply with the requirements of the applicable
specification shall be cause for rejection of the lot.

4.536 Residual magnetism. Each assembly shall be subjected to the test fir excessive residual magnetism.
Failure of any unit in the inspection sample to comply with 3.10 shall be cause fir rejection of the assembly as
specified in 4.6.6

13
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4.6 Test methods and procedures.

4.6.1IIardness.Priortotheapplicationofprotectivefinish,a hardnesstestershallbe usedtodetermine
compliancewkh therequirementsoftheapplicabledrawing.

46.2Iiydrostaticpressure.Priortotheapplicationofprotectivefinish,thecapandchambershallbemountecl
inthedevice,usinga fixtureforproperlysealingallopeningsandsubjectedtotheinternalhydrostaticpressure
todeterminecompliancewith3.5.

46.3Firingpinrelease.Thesubassemblyshallbe secured in the f~ture. A pull shall be applied to the initiator
pin in the longitudinal direction in conjunction with the fixture which registers the amount of pull.

4.6.4 Initiator pin security. Thesubassemblyshallbesecuredinthefixturewhh thesafetypinin place.
A pull shall be applied to the initiator pin in the longitudinal direction in conjunction with the fixture which registers
the amount of pull. The test shall be performed with the safety pin in both positions.

4.6.5 Protective finish. Test procedures for protective finish shall be in accordance with the applicable
specification referenced on the applicable drawing.

4.6.6 Residual magnetism. The assembly shall be tested for ~cessive residual magnetism using an approved
compass in an area free of local magnetic effects by placing the assembly 5 inches from the end and at the same
height as the compass,”in a north-south horizontal position (cap end at south) with the compass set in an east-west
heading. The assembly shall be moved at a speed no greater than 10feet per minute past the compass for its entire
length, rotated 90 degrees in the horizontal position about its longitudinal axis and moved slowly back past the
compass. This procedure shall be repeated for each 90 degrees rotation of the assembly for four full passes. ●

4.7 Inspection of packaging. The sampling and inspection of the packaging, packing, and container marking
shalI be in accordance with section 5.

5. PACKAGING.

5.1 Packing and marking. Packing and marking shall be levels A or B as specified by the contracting activity:

Level A inaccordancewhh Drawings
LevelB InaccordancewithDraw@s

5.2Alr Force packaging. Air Force packaging shall be in

6. NOTES.

8796541 and 8796542
8796541 and 9216934

accordance with TPO 00-932-5031.

(This section contains information of a general or explanatory nature that may be helpfid but is not mandatory.)

6.1 Intended usa The assembly will ultimately be loaded and used in conjunction with other propellant actuated
devices in aircrew emergency escape systems.

6.2 Acquisition requirements. Acquisition documents

a. Thle, number, agd date of this specification
b. Issue of DODISS to be cited in the solicitation,

documents referenced (see 2.1)

must specify the following:

and if required, the specific issue of individual ●
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c. If first article inspection is required (see 3.2 and 6.3)
d. The responsible inspection activity (see 4.1)
e. Level of marking and packiig (see 5.1)

6.3 Ikst article. When a first article inspection is required, the items should be a first article sample. The
first article should consist of 5 metal parts assemblies, 9 sets of unassembled parts, 1 set of unassembled Part$

without plating orfinalprotectivefinish,and50shear pins. ‘I%econtracting officer should include specific instructions
in acquisition documents regarding arrangements fir minations, approval of first article test results and disposition
of first articles Invitations for bids should provide that the Government reserves the right to waive the requirement
for samples for first article inspection to those bidders offering a product which has been previously acquired or
tested by the Government, and that bidders offering such products, who wish to rely on such production or test,
mustfurnish evidence with the bid that priorGovernment~ppmvalk presently appropriate fbr the pending contract.

6.4 Definition.

6.4.1 Mechanical faihme. Mechanical failure is any defixnmtion or breakage of a parL the occurrence of which
is other

6.5

6.6

than a design function.

Subject term (keyword) listing.

Ejectionsystems,aircrew
Emergenqescapesystems,aircrew
Escapesystems,aircrew
Life-savingsystems, aircrew

Changes from previous issue. Asterisks are not used in this revision to identifi changes with respect
to the previous issuedue to the extensiveness of the changes.

Custodian:
MY-OS
Air Force-99

Reviewactivity:
Air Force-70

Preparing activity:
Mvy-os
(Project L377-0959)
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