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D-C. B5§576-4 . ; (A 1169 k. n v

Supersedes [.A. 726-K (n)

THIS SPECIFICATION 1S THE PROPERTY OF THE DIRECTOR GENERAL Of
QUALITY ASSURANCE AND MUST BE RETURNED TO THE CONTROLLER OF
QUALITY ASSURANCE (AMMUNITION), CONTROLLERATE OF QUALITY ASSURANACE
{AMMUNITION), KIRKEE, PUNE 411 003 ON DEMAND.

This specification, or any patterns, drawfngs, or other information issied in connection there-
with, may only be used for specific enquiries, tendevs or orders placed by competent authority. It is not

to be used for any other purpose whatsoever without the sanction of the Director General of Quality
Assurance, -
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55 Special attention is called to any notes on the drawing. .. .
6. Any sample lent to the manufacturer must be taken as a general puide only.
i Neither the stores nor riny component part may be built ﬁp or repaired in any way.not provided

for by the drawing or this specification, unless authorised by the Quality Assurance Officer,

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 Oflicer when he (or his Sub-Manufacturers)
is in a position o start work. On receipt of this notification from the Manufacturer the Quality Assurance
Oficer may arrange to be represented at the Works of the laticr or at those of his Sub-Manufucturers.

10. Where tests are laid down in this specification or clsewhere 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 thie tests are known.

1. The Manufacturer will be required to supply, free of charge the necessary malerial for test and
analysis. Such material will be selected by the Quality Assurance Officer or his representative. The
Quality Assurance Officer will inform the Manufacturer to what extent testing of materjals will be carreid
out. He may, if considered necessary during the progress of a order, vary the quantity of material taken
for test.

12 Where component pirts are issuesl to the Manufacturer, these will be in good condition ai

must, vliise in his possession be kept in that condition. The Manufacturer: shall guarantee the duc
return of the component parts sent to him and shall be responsible to their full value for all loss of
damage -/m whatever happening there 1o whilst in possession or control of hiniself, his servants or :gents.

£, Tie Manufacturer will be required to carry out, free of charge, the work of assembly of the
packages OF componcul parts taken for test under the provisions of this specificatica, or otherwise as
stipulated elsewhere as a condition of acceptance.  He shall provide, free of charge, the sample welds
referred to in para 5, section Four. The material so expended shall be held at the disposal of the
Government as represented by the Quality Assurance Officer.

4 SECTION TWO — MATERIALS

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

2 Sheel or strip steel employed is to be of a suitable quality to withstand breaking or eracking, the
pressing, folding and assemblying operations called for by the construction shown on the drawing.
All sheets or strips shall comply with :-
' Yol iy
(@) 18 1 1079 Crade S 34 hot rolled and annealed.
o R ) T
() 1S : 513-Cold rolled and ac realed.
Best surface type ‘D’
__op
_CS 4 Cold rolled and annealed.

or

(© BS : 1449 PL” 3

@ BS : 1449 Pt 3A - %4}&, bot rolled and annealed.

35 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.
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SECTION ONE — GENERAL
13 Any question relating to this speciﬁcalio'n,

other specifications referred to herein,
drawings should I reterred Lo 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, : i : :
2 (@) Where specifications are quoted, the current issueis implied,
(d) Materials, their specifications and the office from which these spéciﬁcalions are obtainable
are given below :— )
| Material Speen No.~ Obtainable from
.(i)" Steel Sheet IS : 1079 -- |4} Indian Standards
or strips I3 2 518 NS5 Institution, Manak Bhavan,
. BS : 1449 9, Mathura Road,
New Delhi - |,
15 D020 )00
(ii) Bar Steel I§==2073 _ - do -
NS0 GG
(iii) Spring Steel BS99 LS ~dow
{iv) Rubber ' IND;‘MEISS‘%("; ) _~ The Controller,
_ & Controllerate of Quality Assurance
T . (Military Explosives),
L Aundh Road, Kirkee, Pune - 3,
(v) Timber “IA ' 1001 (9 CQA (A), Kirkee, Pune - 3,
(vi) Paint IS:168 ~ )€1 7% . ISI, New Delhie].
I (amended-upto date)
SRR amtadin il (for air drying)
M i <ff I58-16302y << 5mi v {2.CQA (ME), Kirkee, Pune-3,
1Es ) (for SIT .
(vii) Galvanising BS : 729, Pt.1 ISI, New Delhi - 1.
(viii) Phesphating JSS 0465-01-1988 CQA (A), Kirkee, Pune - 3.
(ix) Spe-yed metal BS : 2569, Pt, 1 ISI, New Delhi - 1,
coarmg
(x) Wire Steel 15:280 " )UT%  ISI, New Delhi- 1.
(xi) Red Oxide Zinc ~ JSS 1-63-05 (b CQA (ME), Kirkee, Pune — 3.
Chrome Primer _
Note :— Reference in this specification to any other specification or documents Mmeans, in any
tender or contract, the edition current at the date of gucl tender or order,
X " The dimensions, construction,

assembling and marking of the ammuuition packages or boxes

(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.

4. Where the drawing or specification permits a choice of
particular components, the Manufacturer is required to notify the Qu
which of the permitted alternative he chooses to produce.
the course of the order the Manufacturer shall again notify

alternative materials or forms for
ality Assurance Officer, in writing,
If the choice of alternative js changed during
the Quality Assurance Officer of such change.

or to the
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4. Spring steel shal

I comply with all the requirements of BS 1449 En 42F unless othe
on the relevant drawing, ;

rwise specificd

oy =4

5 Wire steel used in the manufaciure of clips, ust comform to IS : 280 half

£ catches, hinges e(c.
hard bright,

g (LD
6. Rubber sealing rings and pads are (o conform to IND/ME/584 }
on the drawings or elsewhere and to be secured in the positions called for on the dppropriate drawing i
accordance with instructions on the drawings, Samples of adhesives to be used to secure rings/pads
should be approved by CQA (ME), Kirkee.

ass ‘A’ unless otherwise staled

7 (K Timber or plywoood required for fittings shall conform to
IA 1001 where applicable. Timber com

dpproved preservative salts; components

the requirements of specification
ponents of non-water-tight packages shall be impregnated with

for water-tight packages shall not be impregnated.

SECTION THREE — MANUFACTURE AND ASSEMBLY

1 I'he various parts of the package are to be formed and assembled ag
The dimensions and methods of securing them in positi
adhered 1o,

shown on the drawing.
on as laid down ip Particulars shal| pe strictly

3. The coruers and joints of boxes must be closed completely. Rivets mus be a tight fit and
rivetted (o the satisfuction of the Quality Assurance Officer. Handle Brips if present, must be in good

condition when finally accepted. Steel handles shall move freely and shal| fall flush with the sides of the
package when not in use,

4, Any loose components which need selective assem

bly will be assembled by the manufacturer
to the satisfaclion of the Quality Assurance Oficer.

6. Where a watertight lapped seam is to be made,
drawing., When no dimension js laid down, care is to be taken
to ensure that the welded joint is watertight,

width of overlap must be as shown on the
that sufficicnt wid(h of overlap is provided

% Spot weids, where called for, are to be correctly positioned as shown on the drawings, In
particular, the distance of the welds from the edges of fittings etc, is to be strictly complied with,

8. Particular care is to be taken that the seling for lids of walertight packages is fixed truly at
right angles to the axis of the body, so ghat the pressure on the securing device causes even pressurc
all round on the rubber seal,

0, The rubber sealing washer ( where employed ) is to be assembled in its supporting channel ang

efficiently secured as stated in the drawing or with the material called for in Section Two Para s of
this specification, ’ e

10. Tmmcdiatcly oiior 1o despatceh, all rubber components should be given

a light Covering of frepch
chalk or other apprayag material,

bt



SECTION FOUR — WELDING

1. All metal surfaces Lo be welded must be thoroughly clean and free from scale, rust or oil.

2 All welding machines en‘lployedimustibc’.cquipped with a device giving fully aqutoinatic time
control of the welding current under all workshop conditions and this device must be in use at all times
when work on ihe order is pmcecding. Means must also be proﬂided for setting the welding pressure (o
2 given value wliich is within the pressure range of the machine and for varifying that {his pressure is
mainta‘ned within & 0% during the working cycle. :

3. The manufacturer must make suitable arrangements to supervise his machines so that they ar¢
at all times maintained in such condition as will ensure the required standard of quality of welds.

4. The manufacturer must supply his welding operators with a process schedule setting forth :—

(a) The manncr and order of making the welds.
()] particulars of tip changing and maintenance.
(c) Particulars of prcparution ni routine testa and wethods of recording results.

d) A standard specimen for comparison purposes.

-
A copy of the process schedule must be supplied to the QAO’s representative, 4o any
amendments thereto, which may subsequently be agreed as necessary. The manufacturer's records ol
tests must, at all times, be available for Quality Assurance by the QAO’s represenlativcs.

5 If required by the Quality Assurance Officer the manufacturer shall before beginning work or a
anytime during which work on the order is proceeding, produce sample welds on strips of the corres
material in order that the condition of the machine and reliability of the operator may be checked b
cxamination and \caring apart of welds. e

6. Appendix hereto contains instructions for the guidance of manufacturers conirolling U
technique and npkeep of equipments manufacturcrs will be deemed to have agreed 10 adopt the recomimende
progedure oo any order govcmcd by this specification, unless prior notice has been given 10 u
Quality Assurance Officer in Wriling, of their intention to depart wholly or in part, from i
proccdurc and giving full details of ihe alternative methods proposcd 1o be adopted. }

SECTION FIVE— MARKING

1. The packages 2f¢ to be marked, by embossing Of impressing with the particular” salied
< the relevant drawings. The positions of the marking must not depart from these shown 7 draw

SECTION siX — TESTING

1. The package will be tested by the application of a load equal 10 four times the mass uf
filled package, OB cach handle (when present), and must be capable of withstanding this test With
showing aDnY signs of defect cither in the package of in the handles. Wher¢ no filled mass is ¢
on the drawing the test mass shall be 130 kg.

2. A percentage of the comvleted packages may, at the discretion of the Quality Asauri
Officer be taken for testing Lo disiruction 10 dctq;mine that the welding is satisfaciory.

3. Test welds (when routine or otherwise) from any particular machine shall be made 1
conditions appm.l.imali.ng as closely as possible 1o those experienced in production.




4, Spring steel clips: The clips when manufactured from spring steel wire will be tested as
follows for Lhe quality of welding. 2 .

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 any signs of failure.

&

X On tearing oper the test samples the welds will only be considered satisfuctory if a slug or strip
is Lorn ITom one ¢f we compencalts. v
6. All lids rir water tight packages must be pressure tested before painting. Those embodying a

rubber sealing wasicr must be painted before assembly.

7. All bodies for walertight package must be pressure tested before
arc 1o be removed beforc and replaced afier painting the packages bodies.

.

painting; the sealing rings

N A minimum of 59, complete watertight packages with their correct lids must be tested for
leakage, after final painting and assembly by immersion in water healed to 33315 -_Iig'. for a period of not
less than 90 seconds. The lid being closed and secured by normal method.

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

By an internal air pressure not less than 20-6 kPa not exceeding 34.3 lEPa. For this test the lid
will be replaced by a similar one which is fitted with an adapter to convey air under pressure
into the package. The lid will be separatety tested under similar pressure when held in suitable
clamp. The test shall either be carried out under water or if loss of pressure can be observed
on a mercury column, or other approved gauge. The test shall be applied for not less than
30 seconds during which period no loss of pressure shall be indicated. Pq‘ P kpa

: ; &R
10. Uuder any one of these tests neither the body nor the lid shall shown any sign of lcakage at any
joint, and where lid and body are tested together a perfect seal shall be made on the sealing device.
SN Packages must be properly dried after immersion,
12. Package should be jolted for 8 hrs on a jolting machine having a 1ift of 50 mm and frequency

of 60 jolts per minute. After jolt test packages will be drop tested. After drop test watertight packages
should withstand leak proof test as per para 9 Section six...(k). :

SECTION SEVEN — RUSTPROOFING AND PAINTING

1. Unless otlerwise specified in order or elsewhere, the packages are to be delivered painted with
paint specified in the order and will approximate to one of the following colours given in Indian Stan-
dard Schedule of colours No. IS : 5.

Olive Green " .. Colour No. 220
Light Brunswick Green ... Colour No. 225
Signal Red ... Colaur No. 537
2. Before puinting the Manufacturer shall arrange for the packages to be adequately treated to

scoure freedom from scale, rust or corrosion and no packages which fails to satisfy the Quality Assurance
Officer in this respect or which is dirty shall be allowed to forward for rust proofing or painting. The
package must not be contuminated with greuse or oil,




3. After closing and inspecli(;n the body andJid’

WATERTIGHT PACKAGLS (BOXES & CONTAINERS)

Tt .
. ‘ are to be _guivanised or phosphatised or painted
rimer or sprayed with aluminium (thickoess of aluminium spray 0-15 mm)in

with red oxide zinc chrome p
5-01-1988 (class of phosphating is class 1I) or

accordance with specification BS ; 729 Pt I or JSZ 046
JSS 1-63-05or BS : 2569 Pt 1 rospectively. | (/)

NON WATERTIGHT PACKAGES

4. After cleaning and inspection the packages are to be galvanised or phosphatised or painted with
red oxide zinc chrome primer or alumininm sprayed (thickness of aluminium spray 0-15 mm) in accord-

ance with specification BS : 729 P I or JSS 0465-01-1988 (class of phosphating is class 1I) or JSS 1-63-05( £

or BS : 2569 Pt I respectively.

ckage and all sicel fittings are to be galvanised cither before or
sing is carried out being at discretion of the Manufacture. 1f
pted tLe package and all metal fitlings are to be phosphatiscd

5. If galvanising is adopted, the pa
after assembly, the stage at whicl galvani
phosphating or aluminium spraying is ado
or aluminium sprayed after assembly.

PAINTING PACKAGES
-

qag and Q. A. the packages will be paiuted internally and externally with

6.  Alten tust proui
a coat of speifted paint. The Paint must be applicd evenly and each coat must be thoroughly dry before

the applica x:n of the next coat.

ing, spraying or dipping, except that brushing or spraying is not
to be used when the package is fitted with diaphragms or other fittings with concealed surfaces. As soon
as the order is placed the Manufacturer must state the method he proposes to employ., When dipping is
rmployed 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 mixing

7. Paint may be applied by Brush

of paints from different paint manufacturers will not he permitted. i i-‘;':'if'\ Clnnvilivg ik Wud 7 5 ll.\(u,l

et

8. The paint shall ¢omply with the reguirements of specn lS—lGSL{amqnded to date) or JSS :-16302
(for stoving). The paint is to be obtained fron: the Manufacturer in a consistancy appropriate o tht
method of application exployed, and no thinneis are to be added for any purpose other than the replace-
ment of evaporation losses or to produce the required viscosity of the dipping tanks. The thinners used
must be those supplied by the paint manufacturer for use with each particular type of paint.

0 Immediately before use the . paint must be thoroughly stirred and agitated ( by any suitable
means) in the containers so that all the pigment is uniformly dispersed throughout the medium and no
sediments remains on the bottom of the container. Periodical stirring of the paintin the container

must be carried ous if necessary
consistency throughout painting operations.

L%}

re must be ta'en Lo ensurc that the paint reaches all internal surfaces

10. If dipping is employed, ca
y draining must be avoided.

Accumulation of paint due to fault

1l Before despatch, the paint ou the
satisfaction of the Quality Assurance Officer,
12. Any screw threads or working parts of the hinges etc. must be free from paint and well greased.

13. The lids and any components not sccurcd to the body by a fixed fastcning are to be separately

painted before assembly.

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

ismpcieure,

during the day to ensure that the material is maintained in a uniform «e;" -

puckages must be thorougly ‘dried and must be to the

= o

gt 4
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SECTION NIME — GUALITY ASSURANCE
1. The packages a_i.jnd_ﬁompuncnl.s will be subject to Qualily Assurance at any stage of (he

process of manufacture or. répair and after delivery. Acceptance ul an intermediate stage does not
necessarily imply that thg Brticle on potentially acceptable in the finished siate.

i 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 Lo conform to the stipulited
requirements and is not to the satisfaction of the Quality Assurance Officer will rejected. Those stores
in which departures can be rectificd may be brought up to the approved design by the Manufacturer and
be resubmitted for examination. :

4, To permit of the forcgoing Quality Assurance the Quality Assurance Officer, shall s a
condition of .the order, have a right of entry into the works of the Manufucturer andjor the
works of any sub. Manufacturer where work on ihc order is in progress.

o The manufacturer will submit for acceplance the material, componcnts or assemblies called for
in the order in suitably sized batches, Ths amount of material or number of units that comprise
4 batch will be decided by the Quality Assurance Officer after consultation with Manufacturer. If the
QAQ’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 baich may be rejected. At the
discretion of the Quality Assurance Oflicer a rejected batch may be resubmitted to him provided that the
Manufacturer has examined all the units Ihfreiu and eliminated any defective.

SECTION TEN — PACKING
1. The stores shall be packed for deliv:ty in accordance with the terms of the order.

2. Not-withstanding the conditions for packing prescribed by the order, the Manufacturer shall be
responsible that the stores are packed in containers which will prevent damage in transport or in slorage
and which are so marked that the stores may be readily recogniscd and identified with the order on
which they are supplicd.

Revised and approved

’ Sd/ x x x

_ (LH SHAW)
Dated 30 May 1978 DSS : |
for CONTROLLER OF QUALITY ASSURANCE
(AMN)
Motes ;- (i) This specification is to be returned to the Coniroller, Controllerate of Quality
Assurance (Amn) Kirkee, Pune-3, immediately on submission of tender or
completion of order. -

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

Correct copy of the sealed specification at this date.

haals vy . :
__-"/'
. Kirkee, Punc-411 003. : T CA-W-ATRALE) :
; ; NYASSISTANT CoNTReLLIR
Dated 2] NWYLAGT for CONTROLLER 'OF QUALITY ASSURANCE (AMN)

THIS DOCUMENT IS 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 1TS ISSUE HAS BEEN SERVED. '
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15, Air drying paints may be uscd,_-'i:ﬁr the purpose of  touching up’ small areas of damaged paint
or surfaces which show slight discrepancies.

SECTION EIGHT — REPAIR OF PACKAGES

L. The “provisions of all the foregoing Sections shall apply except in so far as they are clearly
applicable to new manufacture only. - ¢
r Packages shall be emptied of any containers or packing pieces, which shall\bg smtéd, segreéated
und reported for disposal instructions. -

3. - The Manufacturer shall sort The puckages and segregate those unstuitable for repair, which will
be reported for disposal instructions, '

4, The packages shall be cleancd, and all rust and water strains sliall be removed, by an approved
process. The Manufacturer must inform the Quality Assurance Officer of the process, he proposes to use
aud 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 before any
further work is domne. .

5 All large dents and distortions shall be removed to the satisfaction of the Quality Assurance
Oflicer Complete removal of deats will not usually be necessary. but any small dents which remain must
not interfure with the correct functioning of fittings, the opening, closing, and securing of the package
or to the insertion and removal of the stores to be packed. '

6. Cracks must be welded-up, and punctures covered swith plates welded on, to the satisfaction of
the Quality Assurance Officer.

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.

8. Any new compenent supplicd by the Manufacturer must conflirm to the relevant drawing, and
be secured to the package in the manner lain down in the drawings, :

9. Fittings which are broken away from their attachiments are to be re-secured in a suilable manner
to the satisfaction of the Quality Assurance Officer.

10, Rivets shall be tighteped to the satisfaction of the Quality Assurance Officer or renewed; missing
rivets shall be replaced,

I, 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 (o be removed to the satisfaction of
the Qualily Assurance Officer, '

12, All non-watertight packages are where called for, to be provided with drainage and veutilation
holes drilled in the positions shown in the drawing.

13. Rubber sealing ring of watertight packages shall be removed and pew oncs provided. They shall
be sccured as shown in the drawing or with adhesive to the current approved specificaiion,

14. The packages shall be rustproofed and painted, as provided in Section Seven. Brushing may

be wused as an alternative to dipping or spaying. If packages have been previously rustproofed and the
metalized or phosphated surface is still maintained these Packages shall be painted as provided in Section

Seven. Air drying paints may be used to paint swall areas after removal of patches of rust or seals,
and to repair damaged paint. ’

15. The packages shall be tested as specified in Section Six of this specification.

16. The packages are to be stencilled with initials of the rcpaiﬁng Manufacturer and the year of
tepair, in a position agreed with the Quality Assurance Officer.
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(See Section 4)

WELDING
SEAM WELDING

(@) The working face of the electrode must be maintained flag, Smooth and clean. The width
must not be allowed to fucrease more than 20% above (he initial width which the machine
Was sct up to work, Filing of wheels is not permitted,

At the commencement of each shift. Each' time the clectrodes are changed or ;lrcsscd.
At two hourly intervalg during cach shift. Or as other agreed upon,

SPOT WELDING
-

(a) The diameter of the electrode tips, or of the one tip in the case where a pad type of
electrode is used must not be allowed to increase more than 20%, above the initial valye
with which the machine was set up to work. '

(0) A gauge should be provided for checking this.

(¢) When the maximum permitied diameter has been reached, the tip or tips must be changed
or dressed. Filing of the tips is not permitted,

(d) Test welds should be made at the commencement of cach shift and before ang after tips
have been changed or dressed, -

APPENDIX * I’ 10 SPECIFICATION 14 1js9
(See Section 2, Clause 5)

Instructions for the use of rubber Resin Cement when sticking non-intercellular rubber ang

ter rubber pads and packing Strips to steel packages.

GENMNERAL

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

(¢) An even and adequate coat of cement must be used on eac 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 I-1 to 1.2m? of non-intercellular or other Tubber,

INSTRUCTIONS

(a) The temperature of the shop in which the work is carried out should not pe less
than 289.15 k, !
(6) 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
wiping them thoroughly with a clean rag moistered with trichloerethylene.

Noie i— To ensure that the rag is clean and free from grease, it will be changed,
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(d) Apply an even coat of the cement adhesive to both rubber and metal surface ensuring that
the area of metal covered is slightly larger than that of the rubber.

(e) Allow to dry. Drying time will depend on the shop conditions but should not be less than
15 minutes nor more than 35 minutes.

(f) When the cemc;nt adhesive is properly dry the two surfaces should be pressed together 411d
rolled to ensure “that no air is trapped in the joint.

Note :— No stress should be applied to the joint for i4 hours,

-

AIDE MEMOIRE — P/II

Specification [A 11691"0': steel Boxcs{carricrs will be read in conjunction with thc following : —

.

A Steel boxes (other than those which aec air tight) and carriers packed as pcr service condifion
will be subjected to jolting and individually drop tested thereafter ...(k)

DROP TEST

One box/carrier per lot will be sub_]ectcd to drop test from a height of 140 cms on to a concrete
floor, successively on its base, top, side and any on cornerfor any other position at the discretion of the
Quality Assurance Officer with contents packed inside as per Service condition,

After drop test the box/carrier will be examined for the following :— :

(1) Caiches, handles, hinges are not dnmaged. to such an extent that they are beyond mmor
ropairs by slight tapping with mallet.

(iiy Welding should be intact. . '
(1) Boxes/carriers should be easy to open and close. '

(iv) Containers/Liners/Cylinders/Boxes and rounds packed therein should be easily removable.

B - Hermetically sealed bom:s ‘with contents packed as per service conditions will be Subjcl.led Lo "
jolt and drop test (in their olter packagc as appllcablr.).. (k) followed by lcak test.

!

JOLT TEST

Boxes will be sut:ijccted to jolt t8t in & machine having a lift of 50 mm and frequency of 60 jolts
per minute for 8 hours. The boxes after jolt test as above should withstand leak test in accordance with
specification A 1169. Section Six Clause 8. :

‘= - - Revised and approved
: Sd/ x xx -
(LH SHAW) .
Dated 30 May 1978 for CONTROLLER OF QUALITY ASSURANCE
' (AMN)
Certified correct copy of aprroved Aide Memoire at this date.
" _DATED: - ; ' for CONTROLLER OF QUALITY ASSURANCE (AMN)




Special Instruction for Tést for Box C-235 (steel)
Item Code; 6570190100

As per section Six of the specn. No. IA 1169 (n) DC 35576-A Aide Memoire —-P/I 1 . the following test will
be carried out in Ordnance Factory Khamaria.

Name of the Test : As per Specification No. IA 1169 (n) DC 35576-A

Sample for -02 Nos Box For Drop Test , Jolt test, Stacking test ,Clip load test and

Handle test as under :-

N

(1)Drop Test : Page -10
Box will be subjected to drop test from a height of 140 cms on to a concrete floor successively on
its base , top ,side and any on corner/ or any other position at the discretion of the Quality
Assurance Officer with contents packed inside as per service condition.
After drop test the box will be examined for the following:-

{a) Catches, handles hinges are not damaged to such an extent that they are beyond minor repairs

by slight taping with mallet.

(b) Welding should be intact.

{¢) Boxes should be easy to open and closed.

(d) Boxes and rounds packed there in should be easily removable.

(2)Jolt Test : Page -10
Boxes will be subjected to Jolt test in a machine having a hft of somm and frequency of 60 jolts
per minute for 8 hours.

(3)Handle test:  Para (i) of Section six Page -4
The box will be tested by the application of a load equal to four times the mass of the filled boxes,

on each handle and must be capable of withstanding this test with out showing any signs of
defect eight in the box or in the handles. The test mass shall be 180 kg .

(4) Clip load test: s.1.No. (4) of Section six Page -5
The Clips when manufacture from spring steel wire will be tested as following for the guality of
welding. A percentage of the clip will be subjected to 2 minimum load of 35 kg for 30 seconds on
the arms of the clip by any suitable method .The clip should not show any signs of fatiure.

(5) Stacking test: Samples (Boxes) received are tested by maintaing weight and arrange vertically
at shop floor to ensure its stability.

(6} Critical examination :

Sample — 02 nos of Box. :
As per relevant gauge drawing Dimension of the box will be checked up to satisfactory level.

{7)Fitment Trial of Box_: Specification No.IA 1169 (n) DC 35576-A
Sample — 02 Nos Box
The following details are to be confirmed in the consignment of Box C -235 .

(1) The outer surface of box should be smooth & finished.

(ii}  Proper visibility of the marking / stenciling to be maintained.
(iii}  Inner fitments are properly assembled.

(iv) Locking system should be worked easily while the open the box.
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