Appendix N464

Inspection procedures for fuze, proximity, M732 


A.   ITEM TECHNICAL SAFETY INFORMATION:

1.  FSC:  1390

2.  PKG:  (04)1.2D

4.  Fire Sym:  2

3.  UNPKG:  (04)1.2D

5.  Chem Haz Sym:  N/A

B.  SAFETY PRECAUTIONS:
No unique safety precautions are applicable to this item. 

C.  INSPECTION PROCEDURES

NOTE:  The M732 fuze is packaged in an individual wrapping of barrier material.  Opening the barrier material is to be avoided, where possible.  Boxes containing surveillance inspection samples should be marked as such, and previously selected samples should continue to be used for inspection purposes. 

1.  Outer Pack.  Inspect wooden outer packs for serviceability.  Sequence of inspection points is immaterial, as long as all inspections are conducted.

	    a.  Wooden box sound; will protect contents during shipment and storage.





    b.  Pack is tight enough to preclude excessive 

movement of contents.
    c.  Wire closure loops not broken.


.

    d.  Markings are legible, correct, and complete enough to positively identify the contents.  As a minimum, markings must include:






(1)  N464







(2)  Lot number







(3)  Quantity


(4)  “Detonating fuzes”


(5)  “UN 0409”

      e.  Markings must include an orientation arrow pointing to the bottom of the box, together with theword “UP”.














     f.  Box sealed with antipilferage seal or banding.
 
	a.  (I)  Splits, chips, dry rot, etc., acceptable as long as the box continues to protect its contents.

c.    (I)  Must be able to securely close the box; 

repairs or use of banding in lieu of wire closures

are acceptable
d  (O)  Make note of markings which need

to be applied to the box(es) prior to shipment; record on the DSR card.

UN POP markings are to appear on the outer pack

for items manufactured after January 1990.

(3).  (Info)  a standard depot pack holds sixteen (16) fuzes.

e.    (Info)  Boxes must be stored “bottoms up” as the result of problems associated with leaking internal wet cell power supplies.  This marking is intended to remind the storage crews of this requirement.  




2.  INNER PACK.  Sequence of inspection points is immaterial, as long as all inspections are conducted.  Classify IAW SB 742-1.  Conditions impairing the ability of the metal box to keep contents dry are major defects.

	     a. Inspect PA19 metal containers for serviceability.

              (1).  There should be no holes, perforations, 

split seams, or other breaks. 

              (2).  There should be no distortion, creases, or folds in the metal.

              (3)  There should be no dents affecting the

structural integrity of the metal box.

              (4)  There should be no dents more than four (4) inches square, nor more than ¼ inch deep.

              (5)  There should be no dents or damage that will preclude taking the items out of the box.

              (6)  Rust or other foreign material, if present, should not obscure markings to the point of precluding identification of the box’s contents.

              (7)  Rust or other foreign material should not interfere with operation of the lid and sealing of the box.

              (8)  Closure should hold the box securely closed.

b.  Metal containers marked correctly.  Markings 

must agree with those on the outer pack, and must
include:
 

               (1)  Fuze, Prox, M732
               (2)  Lot number 



(3)  Quantity of fuzes

      c.  Gasket and sealing surfaces are clean and will provide a watertight fit.

      d.  Internal packing supports (top and bottom) are clean, dry, and serviceable.

      e.  Barrier bags, if present, will be inspected to assure that:


(1)  They are clean and dry.


(2)  There are no holes, tears, or other defects that impair the ability of the bag to keep moisture away from the fuzes.
(3)  Seams have not come apart, or are not in the process of coming apart.







(4)  Markings identify the fuzes as being part of the same M732 fuze lot as that shown on the other packaging material.


	(3)  (Info)  A standard depot pack metal box holds eight (8) fuzes.

(3).  (I)  Bags in which previously selected surveillance  samples are wrapped will be sealed with tape.  This is not considered a defect.


3.  ITEM.  

NOTE:  The M732 fuze may be packaged in an individual wrapping of barrier material. Previously selected samples should continue to be used for inspection purposes.  Opening the barrier material is to be avoided, where possible, and will only be done to achieve the required 20 item sample size.

Sequence of inspection points is immaterial, as long as all inspections are conducted.  Visually, manually inspect fuze to assure that:

	     a.  The fuze is not misshapen or otherwise damaged.

      b.  The fuze is dry and clean, free of foreign material.

      c.  The ogive is not cracked.


      d.  The fuze is set on “PD”.



 

      e.  Fuze identification markings on forward setting ring are consonant with packaging markings.

 

      f.  Setting ring numerals and hash marks legible.

      g.  Fuze is assembled tightly; no movement 

between threaded area and lower setting ring

when twisted by hand.
      h.  Threads are not rusty, corroded, or damaged to the point where the fuze cannot be assembled to a projectile.

      i.  Booster cup is not damaged, and is assembled tightly to fuze.
      j.  Booster pellets are not loose.



 

      k.  Surface finish present and complete. 


	c.    (I)  Cracked ogive is a major defect.

d.    (I)  PD index line on lower setting ring is to be

within 1/32 inch of the index line on the forward

setting ring.

e.    (Info)  Markings appear in white stencil ink, and include fuze model and lot number.

h.  (I)  Such conditions are considered major defects. 

i.  (I)  Damaged booster cup is a major defect. 
j.  (I)  Shake fuze gently and listen for rattling.  

Loose booster pellets are a major defect.




4.  TORQUE TEST.  The M732 fuze will be torque tested using a calibrated torque wrench and the APE 

1223 torque fixture. 

	      a.  Prepare the APE 1223 for use as follows:

              (1)  Visually inspect for generally good condition and presence of all parts.






(2)  Manually operate the fixture to assure

smooth movement 360-degrees clockwise.


(3)  Secure the fixture to the APE 2050E1 20mm inspection table with two (2) wing bolts. 


(4)  Assure “finger” of fuze adapter fitssetting recesses in fuze ogive.
        
(5)  Assure adjustable jaws in lower portion of fixture will firmly hold fuze without damaging it.
      b.  Perform torque test.


(1)  Lift the fuze adapter shaft and install 

fuze in the fixture, with the fixture jaws holding the 

fuze wrench slots.


(2)  Gently lower the fuze adapter shaft and 

engage the adapter finger in the recess on the ogive.


(3)  Install torque wrench in the torque adapter on the top of the adapter shaft.


(4)  Turn torque wrench CLOCKWISE ONLY, and observe reading when torque between the upper and lower setting rings is broken.  
              (5)  Continue turning the wrench clockwise until the index lines are aligned with one another.



              (6)  Remove the fuze from the fixture.


	(1)  (I)  Assure APE 1223 is not misshapen or cracked.  See TM 43-0001-47 for description. 
(3)  (O)  Tighten bolts finger tight.   
(4)  (I)  Finger must be squared end down.
(4)  (O)  If necessary, loosen hex-key bolt and invert finger.

(5)  (O)  The APE 1223 fixture comes with two sets of jaws.  It is permissible to GENTLY attempt to insert a fuze into the fixture in order to determine if the correct jaws are installed.

(4)(a).  (I)  Acceptable range is 100 - 300 inch- pounds.  Note and record reading.
(4)(b)  (I)  Accept lot if no more than two fuzes move at torque less than 100 inch-pounds.

(4)( c)  (I)  Accept lot if no more than two fuzes don’t move at  a torque of greater than 300 inch-pounds.

(5)  (S)  Do NOT turn the fuze COUNTERclockwise; this will damage the fuze.  




4.  REPACKAGING.

	    a.  Return fuzes to barrier bags, if present, 

and seal bag with pressure-sensitive tape.

      b.  Open metal box and remove contents.

      c.  Reinsert bottom fuze support, fuzes, 

desiccant, and top fuze support in metal box.

      d.  Close metal box.  Apply an antipilferage seal, if necessary.
      e.  Repackage metal boxes in same or similar  wirebound box, if available. 
 

      f.  Apply antipilferage seal.

      g.  If not already accomplished, mark the bottom
of the wirebound box as follows: 


                SURVEILLANCE SAMPLES:

Not to be shipped until entire lot quantity is exhausted.

	b.  (O)  Shake out any dirt or other foreign material 

before reinserting bottom packing supports.
d.  (O)  An antipilferage seal is required if the metal box will not be overpacked in a wirebound box.

e(1).  (O)  Package two (2) PA19 metal boxes in each wirebound box, with closures facing forward. 
e(2).  (O)  Orient wooden box ends so that the DODIC appears on the left-hand side and reads up.  

g.  (Info)  Boxes are to be stored bottom side up, due to past problems with leaking internal acid ampules.




D.  SPECIAL TOOLS AND EQUIPMENT
ITEM




QUANTITY
SPEC/DRAWING
STOCK NUMBER

Torque fixture, APE 1223


       1 ea

        AC01223

             N/A

Torque wrench, dial indicating,

       1 ea

     GGG-W-686

             N/A


0 - 600 inch-pounds

N464-1

