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SECTION ONE — GENERAL

. ‘ n
1. Any question relating to this specification, other specifications referred to herein, or to the %
drawings should be referred to CQA (A), Kirkee or other Quality Assurance Officer duly authorised to
act on behalf of him hereafter called. Quality Assurance Authority and Quality Assurance Officer

respectively. n)
2. (@) Where specifications are quoted, the current issuefis implied,
&) Materials, their specifications and the office from which ’these specifications are obtainable
are given below :—
. . n)
Material Specn No, Obtainable from ® (ﬁ’\] 7
(i) Steel Sheet IS 1 1079- 1988 & Indian Standards :
or strips \ IS : 513 - l9'1?6® Institution, Manak Bhavan,
' P 9, Mathura Road,
; New Delhi - 1,
L35 7283 ~1qq ,®
(ii) Bar Steel ~ W0 . go-
Is lo?Q?f'r?a@
(iii) Spring Steel 75 g1 ’.%,3,@) -dow
(iv) Rubber’ IND/ME/s84 (§)  The Controller, .
_ Controllerate of Quality Assurance
. (Military Explosives),
- Aundh Road, Kirkee, Pune - 3,
® A .
(v) Timber IA : 1001 ()~ CQA (A), Kirkee, Pune - 3. :
(vi) Paint IS : 168 - l‘W,’—:’® IS1, New Delhi~1, : /
L palig o (amended upto-date) .
' Cmdendmad M0 3 (for air drying) \
e (Renthymd 19%8) 358 gole QA (ME), Kirkee, Pune-3, )
© oY (for stoving) ) .
X : . o
) (vii) Galvanising BS : 729, Pt. I ISI, New Delhi - 1.
" (vii) Phosphating JSS 0465-01-1988 CQA (A), Kirkee, Pune - 3,
* (ix) Sprayed metal BS : 2569, Pt, I ISI, New Delhi - 1, 4
: coating ’ a :
(X). Wire Steel - IS :280 : i973 & ISI, New Delhj - 1.

(xi) "Red Oxide Zinc JSS 1-63-05 C D @ CQA (ME), Kirkee, Pune - 3,
‘} Chrome Primer .

Note :— Reference in this specification to any other specification or documents means, in any
tender or contract, the edition current at the date of such tender or order,

3. The dimensions, construction, assembling and marking of the ammunition packages or bozxes
(hereinafter referred to as packages) and their component parts are to be in accordance with the drawings -
issued to govern the supply of the stores, : e e

4. Where the drawing or specification permits a choice of alternative materials or forfg fiar :
particular components, the Manufacturér is required to notify the Quality Assurance Officer, in writig
which of the permitted alternative he chooses to produce. If the choice of alternatiVe is changed dus
t.lhe course of the order the Manufacturer shall again notify the Quality Asstitance ORicer of such chap

U r — -- -

BT R e n,



5. Special attention is called to any notes on the drawing.
6. Any sample lent to the manufacturer must be taken as a general guide only.
1. Neither the stores nor any component part may be built up or repaired in any way not provided

for by the drawing or this specification, unless authorised by the Quality Assurange Oﬁiccr-.

8. The Manufacturer must provide the Quality Assurance Officer with copies of all sub-orders
in connection with his order as soon as they are placed.

9, The Manufacturer must notify the Quality Assurance Officer when he (or his Sub-Manufacturers)
is in a position to start work. On receipt of this notification from the Manufacturer the Quality Assurance
'Officer may arrange to be represented at the Works of the latter or at those of his Sub—Manufacturcrs.

10. Where tests are laid down in this specification.or elsewhere for any of the materials to be used,
the Quality Assurance Officer may require that such materials shall not be taken into use until accepted
by him as satisfactory for the purpose intended, ‘and may require the bulk to be bonded or sealed until
the results of the tests are known. )

11. The Manufacturer will be required to supply, free of charge the necessary material for test and/
analysis. Such material will be selected by the Quality Assurance Officer or his representatwe The
Quality Assurance Officer will inform the Manufacturer to what extent testing of materials will E;; carreid
out. He may, if considered necessary during the progress of a order, vary the quantity of mateﬁal taken
for test. :

12. Where component parts are issued to the Manufacturer, these will be in good cond"tron and
must, whilst in his possession be kept in that condition. The Manufacturer shall guarantee |
return of the component parts sent to him and shall be responsible to their full value for’ iﬂl oss of
damage from whatever happening there to. whilst in possession or control of himself, his servants or agents

13. The Manufacturer will be required to carry out, free of charge, the work of asssmbly of the
packages or component parts taken for test under the provisions of this specification, or otherwise as
stipulated elsewhere as a condition of acceptance. He shall provide, free of charge, the sample’ Welds

teferred to in para 5, section Four. The material so expended shall be held at the disposal OLJQJ

Government as represented by the Quality Assurance Officer. : ,{
7 2.

/

§
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SECTION TWO — MATERIALS

1. Materials must conform to the requirements laid down in their relevant speciﬁcafion or as
otherwise specified herein.

2. Sheet or strip steel employed is to be of a suitable quality to w1thstand breakmg or erackmg, the
pressing, folding-and assemblying operations called for by the construction shown on the drawmg.

All sheets or strips shall comply with :-
©793 1933
" @ IS -16-7-9 Crade St. 34 hot rolled and annealed
siigsg  F :
Cn) () 1S : 513 Cold rolled and annealed. -
Best surface type ‘D’,

or

(¢) BS : 1449 Pi. 3B-CS #\Cold rolled and annealed.
or

(dy BS : 1449 Pt. 3A -~ HS 4A)\ hot rolled and annealed.

3, Bar steel emplyed in the Manufactare of parts such as handles, collers, tie-rods. etc. must
conform to IS : 2073-(J). DES C20 or as quoted on the relevant drawings. F

|
NG Byarsy Fl et - J « . S K — o -

|
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4. Spring steel shall cémply with all the Tequirements of BS 1449 Ep 42F unless otherwise specified
on the relevantdrawing,. ; : :
P Al s UL 4 | et 2301197% en)
5. - Wire steel used in the manufacture of clips, catches, hinges etc. must comform to 1S ;289 half
hard bright," ' : : : : ; i
e SHE e o slaag -3 o : ' Pt {
6.7 Rubber sealing rings and pads are to conform to IND/ME/584 Class ‘A unless otherwise stated () ;
d on thé:d';a\gv-iugs,or elsewhere and to besecured in the positions called for on the dppropriate drawing jn
7 accordance with instructiops on the drawings. Samples of adhesives to 'be used to secure rings/pads
. " should be ipproved by CQA (ME), Kirkee. ‘ .
! ..\. ; 3 A _‘rl A i . ot
o o % (00? mber or plywoood required for fittings -shall conform to the requirements of specification :
‘\ ' TA 100 ere applicable, 'Timbg;‘"c;gmpgnent;g‘;of non-water-tight packages shal] \be- impregnated -with b,
4] 4 approved preservative saltg ;_cbhipongn?é for nger;ltilght packages Shﬂ”-ﬂOl_be.-impr'egnated: 2 ek e )
- section THREE . JFACTURE AND ASSEMBLY
The variois parfsﬁ-qf; the Packag formed and assembled ‘as' shown op the drawing; |
The dimensions and methods of securing. osition as laid down in ‘particulars shal] pe strictly gi
a adhered to, . : . |
W - |
_2_.: - . The s'tqc_l-pf‘ al must be well finished and a good fit; the holes in the J
diaphragms of Pbackages so ed and in correct alighment. when assembled, and free |
from raw edges and b 1S, i
B e corners and Joints of box § Must: be closed completely. - Rivets ‘must be 5 tight' fit,'anid |
ri}qqtthi_: to the satisfaction of the Quality, Assurance Officer, Hand]e grips if present, must be ip geod '
't cdnﬁitioh__when finally accepted. Stcé]__‘:,h_ah‘c_l_lés’ shall move freely and shall fa]) flush with the sides of the
#4 package when not in use. AR s T HIEER A il A9
Pty S '.,_ : I ' Sl
Ao 5 Anyloose .c.omp:g 01s which ne i
. to the .-s_a_ti_sfactibn;_-qf the Quali
5. " Parts which-are to be joined by welding are to. be so formed thay when assembleq the gm-f;_ées:
to be welde lose contact: ' ' : _-
that the nature n d si; ik !
i} x - , lf' )\
S e
A6 Whepe ‘ ]
| dmaving Whey | L
. toensure that the i
—7K b, i . i R e A Jallt
ARV ,__'._\»=<.$P°t we[_a§, ?’-‘_-’:h‘.’ﬂ called for, are, to be correctly . positioned as shown bn,thé.d;a-wjhgss JIn ; iR
: par-t__r';—‘full_'_n, the distance ' f the welds from the edges of fittings ete. is to be strictly complied WAtHY % i - j o)
s § articularcare is to be taken that ihe seling for lids of watertig ht packages ' is fixed: t'j:ﬂiy At y : 448
right angles:to the axis of the body, so that. the pressure on the securing deyice causes even pressiire 41 :
all round on the rubber seal, . . ! > A Do L st i
9, ~The rubber sealing washer ( where employed ) is to be assembled in its suder(_ing chhnnél

efficiently secured as staeq in the drawing or with the material called for in Section’ Two Py
this specification, BARRITNORE e 477 - _ ; &t

10, . Imni"e_diat'el‘y prior to despatéﬁ, all rubber components should be given a light covering o s
chalk or other approved materia el Vot i)



SECTION FOUR—WELDING < 1

1, All metal surfaces to be we!ded must be 1horoughly clean and free from s

2.. - All welding machmes employed must be equlppcd with a device gwmg. fu
control of the welding current under all workshop conditions and this device must i
when work on the order is proccedmg Means must also be prowded for setting
a,given value which is within the pressure range of the machine and for vanfyiug
maintained within 4 10% durmg the working cycle. : ; ; :

y O The manufacturer must makc suuahle arrangements ;o supervlse his mac
at all tunqs maintained in such condm(m as w:Il ensure the requircd standard of qua

-4, Ths manufacturer must su pply hls ~wcidmg p?esators with a proceas schedu

(@ T he manner- -and. order of n:mkmgl he. wek’is.

- H) Particulars of tlp changlng and’ maaﬁt%{l‘anc#. -

4 _\_' . : 'Acopy of the process schedule m}ust he supphed to the QAOs irepresen ;
amendments lhcreto, which may subs‘e‘quem]y be agreed as necessary. The It ufacture
tcsts must, at all times, be availabie fer 'Qua’hty ‘Assuirance ,__)f'the QAO 8 rep :

5 If required by the Quahty Assurance Oﬂieer th
_ -anytlme during which’ work on‘the order-is préoeedmg, duce & |
/" material in order (hat the condition of the machine and reliability 'of the ‘ope

exammatlon and tearing apan ef weids. \ Eaars AL ek

6t Appendm hereto contains mstrncuons for th guldance ol’ mam.ifacturera in contr

: techmque and upkeep ot‘eqmpmcntsmanufactufers de be deemed to have ag!

procedure on any order governed by this Spcclﬁcmmn, unless '-pnorgi

i Quality Assutance Officer  in writing, of ‘their intention to" depart. wh
P Sk procedute and gwmg fdll detasis of the alternatwe mathods prdi:_

5

| e Thc packages are ‘to be m?rked. by cmbbs!u"
on the relevant drawmgs. ‘The positions of the markmg‘_

If-;‘ SECTION 5|x; 'I:as'rmd

i
iy ',. B

Ay

1. i Tha packaga will be tested by the apphcapmf ‘of‘aload eqlfnl to four times it
filled package, on cach handle (when present), -and must be: enpable of withstanding thiste
showing any signs of defect either in the. package ‘ot in the hnndies ‘Where no- 1i cy
on ihe drawmg, the test mass, shall bﬂ Itsﬂ kg, . ; y . el

Ha S s A pqrcemage of the completed packages may, at the d:screnon of th /
j@ﬁeerlbe taken for testing to distruction (0 determm,e that the welding is satisfac

) l.y‘ Assurau}@!" R

'I'ost Wclda "(when ‘Touting or ot];erwme) from: any pamcular machmp shall :be made unéer'\
roxil ng as closeli{ as; posgib!e to those expmenced in production. = .. 3 5L "t

- . o ) : 5!7-‘ 4, } 42 ] .J.--.fl
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4. Spring steel clips: The clips when manufactured from 8pring steel wire will be tested as

follows for the quality of welding, i
A percentage of the clips will be subjected to a minimum load of 35 kg. for 30 seconds on the

arms of the clips by any suitable method. The clips should not show 80y sigds of failure,

S. On tearing open the test samples the welds will only be considered satisfactory if_ a slug or strip

is torn from one of the components,

6. - All lids for water tight packages must be- pressure tested before painting. Those embodying 5
rubber sealing washer must be painted before assembly.

. i
7. " All bodies for watertight paci_éage must be pressure tested before painting; the sealing rings
are to be removed before and replaced after painting the packages bodies, :

.8, A minimum of K% complete ,\famrtight. packages with thejr correct licls must be tested for

leakage, after fina] painting and assembly by immersion in water heated to 333-15 kgD for a period of not
less than 90 seconds, The lid being closed and secured by normal method, =

9, The pressure test for watertight packages is to be carried out by the Manufacturer’s staff in the
presence of a representative of the Quality: Assurance ‘Officer as follows ;-

10. Under a0y one of these tests neither the body nor the lid shajj shown any sign of leakage a.t any

- joint, and where Iid and body are tested to‘Q’et-h’er a perfect seal shall be made on the sealing device,

EIp Packages must be properly dried after immersion,

12, Package should be Jjolted for § hrs on a Jolting machine having a lift of 50 mm ap

of 60 jolts per minute, After jolt test packages will be drop tested. After drop test watertight packages
should withstangd leak proof test as Per para 9 Section 8iX...(k).

1. Unless otherwise specified in order or elsewhere, the Packages are to be delivered painted wiih

" Olive Green -+ Colour No. 220
Light Brunswick Green -« Colour No, 225
Signal Reg -+ Colour No, 537 , :
2. Before Painting the Manufacturer shall arrange for the packages to pe adequately ;r_éi_a:‘tg:]';[

secure freedom from scale, Tust or corrosion and no packages which fails to satisfy the Quality A‘hs&
Officer in this respect or which ig dirty shall be allowed to forward for rust proofing or painting,
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WATERTIGHT PACKAGES (BOXES & CONTAINERS)

3. After closing and inspection the body and lid are to be galvanised or phosphatised or painted

with red oxide zinc chrome primer or sprayed with aluminium (thickness of aluminium spray 0-15 mm)in

accordance with specification BS : 729 Pt I or JSS 0465-01-1988 (class of phosphating is class IT) or

J8S 1-63-05 or BS : 2569 Pt I respectively.
(n) &)

NON WATERTIGHT PACKAGES
4, After cleaning and inspection the packages are to be galvanised or phosphatised or painied with
red oxide zinc chrome primer or aluminium sprayed (thickness of aluminium spray 0:15 mm) in acdord-
(m)  ance with specification BS : 729 Pt I or JSS 0465-01-1988 (class of phosphating is class II) or J§S 1-63-05 ¢ _;,)@ e
or BS : 2569 Pt I respectively. 2

r'!:ﬁ».‘%.‘_‘

5. If galvanisitig is adopted, the package and all steel fittings are to be galvanised either before or
after assembly, the stage at which galvanising is carried out being at discretion of the Manufactuge, ' If t.] i
phosphating or aluminium spraying is adopted the package and all metal fittings are to be phosphatised . o Wl
or aluminium sprayed after assembly, y G o

To,

A

PAINTING PACKAGES : ¥ %,g
6. After rust proofing and Q. A. the packages will be painted internally and externa K ?Eth
a coat of specified paint. The Paint must be applied evenly and each coat must be thoroughly, dry &ﬁ)re
the application of the next coat, s

e P S

7. Paint may be applied by Brushing, spraying or dipping, except that brushing or spray
to be used when the package is fitted with diaphragms or other fittings with concealed surfaces. A8 506n
as the order is placed the Manufacturer must state-the method he proposes to employ. When -diﬁﬁfyfﬁ'gfs
employed the Manufacturer must also state in the sub-order placed for paint the viscosity at which he
intends to, work his tanks, which must be maintained during use at the viscosity declared. The 1t Xing
of paints from different paint manufacturers will not be permitted, - SR .
! i {973 Wil ammend met NoG(K ..
m) . The paint shall comply with the requirements of specn 1S-168 (amended to date) or JSS {d63ee A&
. (for stoving). The paint is to be obtained from the Manufacturer in a consistancy appropriat o
method of application exployed, and no' thinners are to be added for any purpose other than theltepla
ment of evaporation losses or ‘to produce the required viscosity of the dipping tanks. The thi
-must be those supplied by the paint manufacturer for use with each particular type of paint.;!'

ol

9. Immediately” before use the paint must be thoroughly stirred and agitated ('byf(ﬁ;y suitable ' 2
means) in the containers so that all the pigment is uniformly dispersed throughout the medjum and.aoi
sediments remains on the botfom of the container. Periodical stirring of the paintinthe cont
must be carried ous if necessary during the day to ensure that the material is maintained in a i
consistency throughout painting operations, e

»

10, If dipping is employed, care must be taken to ensure that the paint reaches all internal
Accumulation of paint due to faulty draining must be avoided. :
A

11. Before despatch, the paint on the packages must be thorougly dried and musg ﬁk,{f{o_me
satisfaction of the Quality Assurance Officer. ' ]

12, Any screw threads or working parts of the hinges etc, must be free from paint and w@l grea’sed.f
13, The lids and aﬁyconlaponents not secured to the body by a fixed fastening are to be separatel'y
painted before assembly. 3 g

: 14, Sealing rings and sealing washers must not be shot blasted painted or subjected to the stoving

témperature.

17
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& the Quality Assurance Officer.

£ 9. Fittings which are broken away from théit attachments are to be re-sectired in a suitable manner
§" to the satisfaction of the Quality Assurance Officer.

10. Rivets shall be tightened to the satisfaction of the Quality Assurance Officer or rexiewed; missing

be; used as an .alternative to dippjng or spaying. If packages have been previously rustproofed: and the .

15. Air drying paints may be used for the purpose of ¢ touching up ’ small areas of damaged paint
or surfaces which show slight discrepancies.

SECTION EIGHT — REPAIR OF PACKAGES

1. The provisions of all the foregoing Sections shall apply except in so far as they are clearly
applicable to new manufacture only. )

2. Packages shall be emptied of any containers or packing pieces, . which shall be sorted, segregated
and reported for disposal instructions. g

3. The Manufacturer shall sort the packages and segregate those unstuitable for repair, which will

- be reported for disposal instructions.

4. The packages shall be cleaned, and all rust and water strains shall be removed, by an approved
process, The Manufacturer must inform the Quality Assurance Officer of the process, he proposes to use
and obtain his approval before commencing production: After cleaning and completely de-rusting inside

& and out, the packages shall be inspected by a representative of the Quality Assurance Officer lgggge' any

further work is done..

2 s All large é”ént,s and distortions shall be removed to the satisfaction of the Quality Assurance

not interfare with.the corfect functioning of fittings, the opening, closing, and securing of the package
or to the insertion and-removal of the stores to be packed.

Officer Complete removal of dents will not usually be necessary. but any small dents which remain must

6. Cracks must be welded up, and pﬁnctures covered;with plates welded on, to the satisfaction of

y

.. 7. Broken or damaged fittings are.to be removed and replaced. Missing components are also to

be replaced. Components for repair will be obtained as far as possible from packages not worth repair.

__ b 8. Any new coniponent supplied by the Manufacturer must confirm to the relevant drawing, and
# _be secured to the package in the manner lain down in the drawings. v -

rivets shall be replaced. i

1. New fittings are to be well finished and fitted, and where necessary are to be assembled in
correct alignment. Raw edges and burrs from whatever cause are to be removed to the satisfaction of
the Qualfty Assurance Officer. :

J ey

12.7 7 Al non-watertight packages are where called for, to be provided with drainage and ventilatidn
holes drilled in the positions shown in the drawing,

13. Ribber sealing ring of watertight packages shall be removed and new ones provided. They shall
be secured as shown in the drawing or with adhesive to the current approved specification,
14, The packages shall be rustproofed and painted, as provided in Section Seven, Brushing may

metalized or phosphated surface is still maintained these packages shall be painted as provided in Section :

Seven. 'Ailj ‘drying paints may be used to paint small areas after removal of patches of rust or seals
and to repair damaged paint. ' : . 3l i

15. The <paCka§tges shall be tested as specified in Section Six of this specification. : "_:"-.‘-'- %

&

|
g ".v i . i v , ; |
Ie. .'The Packages are to be stencilled. with initials of the repairing Manufacturer and the year of |
repair, 1n a position agreed with the Quality Assurance Officer. : A
; Y

3
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SECTION NINE — QUALITY ASSURANCE

1. The packages and componpents will be subject to Quality Assurance at any stage of the
process of manufacture or repair and after delivery. Acceptance at an intermediate stage does not
necessarily imply that the article on potentially acceptable in the finished state.

2% The Quality Assurance Officer may at his discretion, take during the progress of the order,
samples of any of the materials used in manufacture for the purpose of analysis or testing.

3. Any package component or fitting, which at any stage fails to conform to the stipulated
requirements and is not to the satisfaction of the Quality Assurance Officer will rejected. <Those stores
in which departures can be rectified may be brought up to the_ approved design by the Matufacturer and
be resubmitted for examination. ‘ Sl :

4, To permit of the forcgoing Quality Assurance the Quality Assurance Oﬂicer,hslia_ll as a =
condition of the order, have a right of entry into the works of the Manufacturer andfor the : ,
works of any sub. Manufacturer where work on the order is in progress. A : Z

5. The manufacturer will submit for acceptance the material, components or assemblies ‘called for \‘1
in the order in suitably sized batches. The amount of material or number of units that!comprise [ .
a batch will be decided by the Quality Assurance Officer after consultation with Manufacturetsi <If- the

QAO's examination of a proportion of a batch of material, components or assemblies submitted to him

reveals departures from the drawings and/or specification the whole batch may be rejected: At the
discretion of the Quality Assurance Officer a rejected batch may be resubmitted to him provided that the
Manyfacturer has cxamined all the units therein and eliminated any defective. Rt

SECTION TEN — PACKING

1. The stores shall be packed for delivery in accordance with the terms of the order.

2. Not-withstanding the conditions for packinglprescribéd by the order, the Manufacturér. shall be
responsible that the stores are packed in containers which will prevent damage in transport or i storage _
and which are so marked that the stores may be readily recognised and identified with the Order on |
which they are supplied. ! B l |
Revised and approved l
|
Sd/ x x x ; A _
(LH SHAW) v
Dated 30 May 1978 DSS p ' |
: for CONTROLLER OF QUALITY ASSURANCE |
- ; (AMN) !

Notes := (i) This specification is to be returned to the Co'mt\oller, Contro]'rera.ue of Quality \
Assurance (Amn) Kirkee, Pune-3, immediately on submission of tender or ~ ‘- -

completion of order.
4

(i) This specification only holds good for the particular order for which it was issued.

Correct copy of the sealed specification at this date.

. Kirkee, Pune-411 003, _ WmBHERwAL |
pated U Fud 10 M - for CONTROLLER OF QUALITY Asmﬂoller

THIS DOCUMENT 1S THE PROPERTY OF THE GOVERNMENT OF INDIA,
MINISTRY OF DEFENCE. IT MUST NOT BE REPRODUCED DISCLOSED TO ANY
THIRD PARTY OR USED FOR ANY CIVIL PURPOSE. -IT MUST BE RETURNED TO THE
ISSUING AUTHORITY WHEN THE PURPOSE OF ITS ISSUE HAS BEEN SERVED.

'
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1.

2.

other rubber pads and packing strips to steel packages.

JINSTRUCTIONS _

APPENDIX 1 TO SPECIFICATION 14 1169
(See Section 4)

WELDING
SEAM WELDING

(a) The working face of th;: electrode must be maintained flat, smooth and clean. The width
must not be allowed to increase more than 209, above the initial width which the machine
was set up to work. Filing of wheels is not permitted.

(b) A gauge shouid be provided for checking the width of the electrodé working face.
(¢) Test welds should be made as follows on.sgrips of the material being used :—

At the commencement of each shift. Each time the electrodes are changed or dressed.
At two honrly intervals during each shift. Or as other agreed upon.

SPOT WELDING

(@) The diameter of tl_:_e:lele;:t_;odb___ tips, or of the one tip in the case where a pad type of
clectrode is used must ‘not be_allowed to increase more than 20% above the initial value
with which the machide was §et up‘to work. "~ ’

(b) A gauge should be'pl‘oﬁidéd for checking this. ‘ ) ‘ e

(c) When the maximum pefmitted,'diameter has been reached, the tip or tips must be changed
or dressed. Filing of the 'tip_s‘is not permitted. )

(d) Test welds should be made at the commencement of each shift and before and after tips
have been changed or dressed. - ;

APPENDIX * I’ 1;0 SPECIFICATION 14 1169
(See Section 2, Clause 5)

Instructions for the use of rubber Resin Cement when sticking mon-intercellular rubber and' B2

GENERAL

LS

(@) Cleanliness is essential at all times. -
(b) -Surface to be stuck together must be clean and dry.

(¢) An even and adeqniatc -coat of cement must be used on each surface. The amount of
surface which can be covered per litre is 2:2 to 2-4m*, So far the two surfaces a litre is
required for every 1:1 to 1:2m" of non-intercellular or other rubber.

_ S
The temperature of the shop in which the work is carried out should not be less
than 28915 k.

@), The cement must be well stirred prior-to use.

The cleanliness and dryness of the surface of the rubber and the metal will be ensured by «_-.
i wiping them thoroughly with a clean rag moistered with trichloerethylene. s
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sive to both rubber and metal surface ensuring that

than that of the rubber.

(d) Apply an cven coat of the cement adhe
ditions but shou'I

the area of metal covered is slightly larger
ying time will depend on the shop con
re than 35 minutes.

properly dr
trapped in the joint,

d not i)e less than

(e) Allow to dry. Dr

15 minutes not mo
d together and

y the two surfaces should be présse

) When the cement adhesive i
rolled to ensure that no air is

Note :— No stress should be applied to the joint for 24 bours.

AIDE MEMOIRE — P/il !i ;
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