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DOD~A-24582 (NAVY)
25 October 1978

MILITARY SPECIFICATION

ANCHOR. TWO-FLUKE, BALANCED FLUKE (MLTRIC)

This specification is approved for use by all interestec commands of the
Department of the Navy and the Marine Corps and is availablc for usc by
all other Departments and Agencies of the Department of Defense.

1. SCOPE

1.1 Scope. This specification covers high holding power, nonfouling, balanced fluke
type anchors for use on ships and boats.

1.2 Classification. The anchors shall be of the following masses, as specified (see
6.2.1):

Nominal masses

Kilograms (kg) - (pounds) (1bs)

325 (660) 4,000 (8,000) 8,500 (17,200)
450 (925) 4,500 (£,9230) 9,500 (19,200)
1,000 (1,985) 5,000 (10,000) 11,000 (21.800)
1,400 (2,800) 6,000 (11,600) 12,000 (24,500)
2,250 (4,600} 6,500 (13,200) 13,000 (27,500)
3,000 (6,000) 7,500 (15,200) 15,000 (30,400)

2. APPLICABLE DOCUMENTS
2.1 Issues of documents. The following documents, of the issue in effect on date of

invitation for bids or request for proposal, form a part of this specification to the extent
specifieé herein.

SPECIFICATIONS

FEDERAL
TT-V=-51 - varnish: Asphalt.

MILITARY
MIL-C-450 - Coating Compound, Bituminous Solvent Typc, Black (For Ammunition).
MIL-C-16173 - Corrosion Preventive Compound, Solvent Cuthack, Cold-application.
MIL-E-22200/1 - Electrodes, Welding, tineral Covercdé, Iron Powder, Low-liydrogen
sedium and High Tensile Stecl, As WeldeC Or Stress-felieved
Weld Application.
1IL-1-45208 - Inspection System Requirements.

STANDARDS

MILITARY
MIL-STD-129 - Marking for Shipment and Storace.
MIL-STD-248 - tWelding and Brazing Procecure ané Perforrmance Qualification.
HMIL-STD-271 - Nondestructive Testing Requirements for letals.
MIL-STD-1186 - Cushioning, Enchorine, Bracing, Blocking, Viaterproofing; With
Appropriate Test Methods.

Beneficial comments (recommendations, additions, deletions) and any pertinent
data which may be of use in improvine this document should be addressed to:
Commander, Naval Ship Cngincering Center, SIC 6124, Departrment of the Havy,
VJashinoton, DC 20362 by usino the seclf-addressed Stanfardization Docurent
Improvement Proposal (DD Forrm 1426) appearing at the end of this document or
by letter.

FSC 2040
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PUBLICATION

MILITARY
NAVAL SEA SYSTLMS COMMAMND
NAVSEA 0900-LP-003-£000 - Metals, Surface Inspection Acceptance Standards.

DRAWILC

MILITARY
NAVAIL SEA SYSTEMS COMMAND
NAVSEA £03-5000920 - Two-Fluke, Ralanced Flulie Anchor Asserbly and Details.

(Copies of specifications, standards, drawings, and publications required by contractors
in connection with specific acquisition functions should be obtained fror: the contracting
activity or as directed by the contracting officer.)

2.2 Other publications. The fellowing documents form a part of this specification to
the extent specified herein. Unless otherwise indicated, the issue in effect on date of
invitation for bids or request for proposal shall apply.

AMERICAN SOCIETY FOR TESTIMNG AND MPTERIALS (AST!)

27 - Mild- to Medium-Strength Carbon-Steel Castings for General 2pplications.
36 - Structural Steel.

108 - Steel DRars, Carbon, Cold Finished, Standard Quality.

370 - Mechanical Testing of Steel Products.

663 ~ Steel Forgings, Carbon and Alloy for General Industrial Use.

102 - Phosphor Bronze Plate, Sheet, Strip, and Polled Bar.

112 - Average Crain Size of letals.

[N Rl

(Application for copies should be addressed to the American Society for Testing and
taterials, 1916 Race Street, Philadelphia, PA 19103,)

NATIONAL BUREAU OF STANDARDS (1BS)
landbook [i-28 - Screw Thread Standards for Federal Services.

(Application for copies should be addressed to the Superintendent of Documents, U.S.
Government Printing Cffice, Washington, DC 20402.)

ASSOCIATION OF AMERICAM RAILROADS
Association of American Railroads Rules Governino the Loadinec of Cormrocities
Oon Open Top Cars.

(Application for copies should be addressed to the Association of American Railroads,
Operations and Maintenance Department, Mechanical Division, 59 Fast Van Buren Street,
‘Chicago, IL 60605.)

UATIONAL MOTOR FREIGHT CLASSIFICATION
Mational lotor Freight Traffic Association Classes and Tlules.

(Application for copies should be addressed to the lational Motor Freicht Traffic
Associatien, Inc., Rgent, 1616 P Street, '1.%]., Washincton, DC 29503€.)

UMIFORM CLASSIFICATION COMIYITTEFR
Uniform Freight Classification Ratings, Rules, and¢ Reculations.

(Application for copies should be addressed to the Uniforr Classificatiorn Comrittec
rgent, G.F. Earl, Tariff Publication Officer, Room 11086, 222 South Riverside Plaza,
Chicago, IL 60606.) i .

(Technical society ancd technical associaticn specificaticns and standards are generally
available for reference from lihraries. They are also distrikuted amonc technical groups
and using Federal agencies.)

2.3 Publications and specifications referenced herein may express rasses and neasures
in the customary inch-pouné system. For utilization of the data contained thcrein, conversion
to metric units shall be required.

LS}
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3. REQUIREMLNTS
3.1 Material.

3.1.1 Shank, crown, and flukes of all anchor masses and ball guide for anchor masses
of 4,000 kilograms (kq) (8,000 pounds (1hs.)] and over. Shank, crown, and flukes of all
anchor masses and ball guide for anchor masses of 4,000 kg (8,000 lbs.) and over shall be
stecel castings in accordance with ASTM A 27. Castings shall be heat-treated by normalizing
and tempering to obtain the mechanical propertics listed in table I. The manufacturer shall
determine the detailed procedures to be used. The microstructure specimen shall have a min~
irum ASTH E 112 grain size of 6. itaterial having a3 grain size number less than 6 (larger
grain size) shall be subject to rejection.

TABLE I. HMechanical properties.

tlechanical properties” Hinirum
2

Tensile strength 4,921 ke/cn” (70,000 lb/inz)
vield point 3,164 kg/em? (45,000 1b/in?)

3.1.1.1 Heat treatment. In addition to requirerents of AST! A 27, castings may be
rcheat-treated by austenitizing, guenching, and temperine or normalizing and tempering as
necessary to attain the required physical properties.

3.1.1.2 Shank, crown, fluke, anc ball gquide test block. A test block shall be inte-
qgrally cast with the shank, crown, flukes, and ball auide (unless damage to parts could
result, in which casec a scparate cast test block from the hcat poured with the casting shall
be required) to comply with the mechanical, microstructure, and chermical test requirements.
Adecuate neasures shall be taken to insure test bloch soundness. Chills or chill molds
shall not be used for the test block. Size of the test block shall be in proportion to the
thickness (T), where T is the diameter of the largest sphere {plus or minus 12.7 millimeters
{arr) (plus or ninus 0.50 inch (in)] that can hc inscribed in any cross secction of the
casting. Test blocks shall rerain attached to the casting they represent until submitted
for inspection. Test blocks shall be heat-treated with the casting. The mininmum dimensions
of the test block shall be T by T by 2T. ilinirum T shall he 101.6 mm (4 in.) for all size
anchors. UDirensions in excess of these shall Le pernitted, proviéding scund test blocks are
produced. liechanical testing (sce 4.5.2) shall be teken at least 25.4 mm (1 in.) below the
test block surface.

3.1.2 Shackles, shackle pins, guide lua, lock pin, and clevis for all anchor masses and
bail guide for anchor masses of 3,000 kg (€.000 lhs.) and under. Shackles, shackle pins,
guide lug, lock pin, and clevis for all anchor masses ancd ball guide for anchor masses of
3,000 ke (6,000 1bs.) and under shall be forged stecl in accorcdance with ASTI® A €68, class D,
normnalized and terpcred. For ball quides ané for anchors above 3,000 kg (6,000 1lbs.), see
3.1.1.

3.1.2.1 Test klocks. Test blocks for foreincs shall be made fror prolongs in accord-
ance with ASTIt A 370. Specimens shall be taken at 1/4 T of prolon¢ with the prolon¢ having
minimum dimensions ©of T by 7 by 1), where T and W are the thickness and width, respectively,
of the largest cross section.

.

3.1.3 Anchor shaft. The anchor shaft shall be rade fron steecl bar conforning to
PISI 1141 HR stecl of 4,92) kilogrars per centimeter squared (kq/cnz) (70,000 pounds per

bed
sccuare inch (1L/in")) yield strenqgth.

3.1.4 Clevis pin. The clevis pin shall be mace fror steel bhar conforming to ASTH
A 108, with a nanirmun carkon content of 0.25.

3.1.5 [Iyec swivel, nut swivel, and swivel pin. Fye swivel, nut swivel, and suivel pin
shall be nade fror alloy steel AISI 4340, in accorcdance with AST!! 2 668 and shall be heat-
trecate¢ after rachinine to obtair 3062/321 Brinell hardness nurmher (BEN). Threading of the
eye swivel and nut swivel shall be in accorcance with Hational Burcou of Stancdards Handbook
1#-22.

3.1.6 ilasher. Washer shall be nade of phosphor bronze, ceorpecition A hard, in accord-
ance with ASTIT T T03.

pasc plate, stowage

3.1.7 &Tase plate, sgowace pad, closira plactc, apé filler picce.
rad, closine plate, ané filler piece shall be steel ir accordarnce with AST!L A 36.

3




Downloaded from https://www.everyspec.com

DOD~-2-24582 (NAVY)

3.2 Description. The anchor assermbly shall essentially consist of a crown with a pair
of sharp, double-swinging flukes, a shank, shackle, and the necessary connecting shaft, and
pins and, when specified {see 6.2.1), a ball guide assemkly. The anchor crown shall be
hollow and weights may be welded in its interior to achieve the specified nominal anchor
mass. The crown shall have provisions for draining.

3.2.1 Anchor asserbly. Each anchor shall be furnished cornplete (see 6.2.1), ready for
use, with all parts properly fitted and assembled. The rounced shackle [see 3.3, piece (PC)
20)] shall be used when the anchor is stowed ahbove the waterline, while the square shackle
(see 3.3, PC 3) and ball guide assembly (see 3.2.2) shall be used for anchor stowage helow
the waterline.

3.2.2 Ball guide assembly. The ball guide assermbly shall consist of ball guide, guide
lugs, clevis, eye and nut swivel, along with the necessary connecting and locking pins (see
3.3).

3.3 Design and dimensions. The anchor and ball guide asserblies, including shackle
and pin if applicable, shall comply with design and dimensions shown on NAVSEA Drawing
803-5000920. .

3.3.1 Mass tolerances. The mass tolerances on the anchor assembly shall not vary rore
than plus 4 Ppercent to minus 2 percent of the nominal mass specified (see 3.3). These
tolerances are not applicable to the ball guide assembly. . :

3.4 Magnetic particle inspection.

3.4.1 General. The anchor proper, the ball guide, and all components of the anchor
and ball guide assemblies shall be subjected to magnetic particle examination. Examinations
shall be performed after proof loading from both sides and prior to any coating or painting.
Special attention shall be given to the following:

(a) fluke surfaces from tip up to and including radii at junction with shaft;

{b) junction where the crown-fluke piece is joined to the shank by the shaft;

{c) crown bearing area that acts as a stop for the shank;

(d) shackle pin area and shank in the vicinity of the shackle pin:

{e) upper and lower attachment points of the ball guide and areas where marked
changes in cross section occur;

(£} the shackle at bend and pin hole; :

{g) and all welds in the anchor and ball guide assemblies, except in the swivel
eye nut and pin areas. ’

3.4.2 Acceptance criteria for magnetic particle inspection of castings and forgings.

3.4.2.1 Castings. For castings, all linear indications in accordance with NAVSEA
0900-LP-003-8000 that are over 6.35 mm (0.25 in.) in length shall be ground to sound metal
and well faired with the surrounding surface. Weld repair shall not be required if remaining
thickness of the original metal equals or exceeds dimensions shown on the drawing (see 3.3).
Depth of the grinding shall not be greater than 38.1 mm (1.5 in.), except for cracks which
shall be removed fully. Casting may be built up to required dimensions by weld repair.

3.4.2.2 Forgings. Forgings shall comply with class 3 of NAVSERL 0900-LP-003-8000.
Indications in excess of class 3 shall be ground to sound metal'and well faired with
surrounding surfaces. :

3.4.3 Qualification of welders and welding procedure. Qualification of welders and
welding procedure shall be accomplished in accordance with MIL-STD-248. All final welds
shall be magnetic particle inspected after the proof load test in accordance with
MIL~STD-271 and meet the requirements of NAVSER 0900-LP-003-8000, class 2.

3.4.3.1 PRepair welding. Unless otherwise specified (see 6.2.1), defects in castings
and forgings may be removed and repaired by welding. Weld repairs shall use MIL-7018
electrodes in accordance with MIL-E-22200/1. Prior to repair welding, the excavated area
shall be fully visible to the welder and allow access of the electrode to all weld surfaces.
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3.4.3.1.1 tuinor weld repairs. linor weld repairs may be made to correct surface
F defects provided that:

(a) they do not exceced 25 mn (0.98 in.) depth or 20 percent of material thickness,
whichever is less:
(b) a weld buildup for corrcction of dimensional or machining crrors dces not
exceed the following limitations:
(1) 4.7C mm (0.187 in.) maximum buildup for design thiclness 25.4 mm
(1 in.) and under;
(2) 2C percent maxirum buildup for design thickness over 25.4 mm (1 in.),
but not to excced 9.52 mm (0.375 ir), unless approved:;
(3) contouring (such as grinding or machinine) for discontinuities shall
blend into adjacent material and shall not reduce the thickness
of the material below minimur desian requirerents.

3.4.3.1.2 torinal weld repairs. Repair welds in excess of thosc specified as ninor
repairs shall be made only with the approval of the Governrment represcntative.

3.4.3.2 Repair weld ingpection. Repair welds shall ke subjected to the same inspection
standards required of the casting and the arca shall be suitably marked to facilitate
inspection. Anchors which are repair welded shall be proof load tested afterwords.

3.5 Proof load. Anchors shall comply with the proof load test requirements of 4.5.3.
There shall be no permanent deformation of any part of the anchor upon corpletion of this
test.

3.6 Clecanina. The castings and forgings shall be satisfactorily cleaned for achesion
of finish when offered for inspection.

3.7 Identification markinas. Shanks shall bear the leqend specified on the applicable
drawing (see 3.3).

3.8 Finish. Surfaces of all cxposcd parts shall be coated with one coat of black
asphalt varnish conforming to TT~V-51, type I or [MIL~C-450.

3.8.1 After welding of base plate to thc bottom of the anchor, the interior section of
the anchor shall be filled with a rust preventive cormpound in accordance with MIL-C-16173,
grade 1 and then drained of the excess compound.

3.9 vuorkmanship. The workmanship shall be free frorm imporfcctions which may impair
appearance or serviceability.

4. QUALITY ASSURAMCE PROVISIQUS

4.1 Responsibility for inspection. Unless otherwise specified in the contract, the
contractor 1s responsible for the performance of all ingpection requirercnts as specificd
herein. Except as otherwise specified in the contract, the contracter may use his own or any
other facilities suitable for the performance of the inspection requirerments specified
herein., unless disapproved by the Government. The Government rescrves the right to perform
any of the inspections set forth in the specification where such inspections are ceered
necessary to assure supplies and services conform to prescribed requirerients.

4.1.1 cCertification data/reports. The contractor shall preporc certified test
reports, inspection data, and identification of the anchor anfd attachrents in accordance
with the data orderinc document included in the contract (sce 6.2.2). The report shall
contain the staterent: "Records are available covering heat nurher of material, processing,
heat treatment, chemistry, mechanical propertics, magnetic particlce inspection, and proof
test.” A copy of certification documents are to be sent to the consiance and the contracting
activity or as otherwise specified.

4.1.2 Inspection syster. The contractor shall provide and maintain an inspeqtion
system acceptable to the Government for supplics and services covered by this specification.
The inspection syster shall be in accordance with !NIL-I-4520C (sce 6.2.1).

4.2 sSampling for quality confornance inspection.

4.2.1 Lot.

4.2.1.1 Castings. A lot shall consist of castings mace from the sarc heat. there
material cannot be identified by heat, it shall be divided into lots of not more than 500 kg,
{1,000 lbs.) ecach, except where a single castinag has a mass of more than 500 ka.

5
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4.2.1.2 Forgings. A lot shall consist of material manufactured from the same heat.

4.2.1.3 c(hemical analysis of forgings. A lot shall consist of all forgings from the
same heat.

4.2.1.4 Chemical analysis of castlngs. A lot shall consist of castings of one class
made from the same heat, heat-treated in the same furnace charge, and offered for inspection
at one time.

4.2.1.5 Asscmbled anchor. A lot shall consist of assermbled anchors of the same size
offered for inspection at the same time.

4.3 sampling for lot acceptance.

4.3.1 Sanmpling for visual and dimensional examination. Sampling for visual and
dirmensional examination and lot acceptance criteria shall comply with table II.

TABLE II. Sampling for visual and dimensional
examination AQL (approx.) = 2.5
percent defective.

[Number of anchors in Number og Acceptance Rejection
inspection lot anchors in numbgr numbgr
l sample (defectives) (defectives)
l 25 and under 10 0 1
: 26 to 40 15 1 2
41 to 110 25 1 2
111 to 300 35 2 3
l 301 to 500 50 3 4
S01 to 800 75 4 5
801 and over 110 6 7

4.3.2 Sampling for nominal mass. Sampling for nomlnal mass examination and lot accept-
ance criteria shall comply with table III.

TABLE III. Sampling for nominal mass tests,
assembled anchors tolerance
AQL (approx.) = 2.5 percent
defective.

. Number of Acceptance Rejection
Number oftgnchiri in anchors in nurber number
inspection lo sample (defectives) (defectives)
40 and under 5 0 1
41 to 110 10 0 1
111 to 300 15 1 2
301 to 500 ; 25 1 2
501 to 80O . 35 2 3
801 and over I 50 3 4

shall be 100 percent for all parts except that pins, base plate, closing plate, and the
phosphor bronze washer shall not be subjected to this test.

4.3.3 Sampling for magnetic particle test. Sampling for the magnetic particle test

4.3.4 Sampling for chemical analysis.

4.3.4.1 cCastings. Where material cannot be identified by heat, it shall be divided
into lots of not more than 500 kg (1,000 lbs.) each, except where a single casting has a .
mass of more than 500 kg. One sample shall be obtained from each lot for chemical analysis:
and these samples shall be analyzed individually.

4.3.4.2 Forgings. Samples for chemical analysis of forgings shall be taken from the
same lot, which consists of material manufactured from the same heat.

4.3.5 Sampling for tension and microstructure tests on castings. For castings estimated
to have a mass of 250 kg (500 1bs.) and over, one sanmple for the tension test shall be taken
to represent each casting. For castings estirmated to have a mass less than 250 kg (500 lbs.),
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two samples for the tension test shall be taken from each lot. Microstructurc examination
for castings shall be performed on a specimen taken from the test block adjacent to the
tensile specimen and away from the surface of the test block.

4.3.6 sampling for tension tests on forgings. For all forged parts, except shackles
and pins from anchors with a mass of 500 kg (1,000 lhs.) and less, two samples for the tension
tests shall be taken from each lot.

4.4 Examinations.

4.4.) Vvisual and dimensional examination. Anchors sclected in accorcdance with table II
shall be visually and dimensionally examined, both prior to and after painting, for defects
in manufacturing and workmanship to verify compliance with this specification. Any anchor
containing one or more visual or dimensional defeccts shall be rejecteéd and if the number
of defective anchors in any sample exceeds the acceptable numher for that sample, the entire
lot represented by the sample shall be rejected. Rejccted lots may be offered again for in-
spection provided the contractor has removed all nonconforming anchors. Sarmples shall again
be selected from such rejected lots and re-exarincd to verify compliance with this specifica-
tion.

4.4.1.1 Shank. Radii on the corners of the shanks shall be erxarined to assure a smooth
curve free from irreqularities. The stop on the shank shall make full surface contact with
the boss in the crown when the flukes arc in thé operating position.

4.4.2 petermination of mass. Each anchor of the sarple shall have its mass determined
to verify compliance with 3.3. Anchors cxceeding the tolerance lirmit specified on the
drawing (see 3.3) shall be rejected. If the nurber of defective anchors in any sample (sce
table III) exceeds the acceptable number for that sample, the entire lot represented by that
sample shall be rejected. Rejected lots may be resubmitted for inspection only after the
contractor has removed all nonconforming anchors. Samples shall aqain be selected from
such rejected lots and re-examined to verify compliancc with this requirenment.

4.4.3 Magnetic particle inspection. Any part in the sample containing one or more
defects shall be rejected. Rejected lots may be resubmitted for inspection only after the
contractor has examined every anchor part for the type of defect found and has rcmoved all
defective parts from the lot.

4.5 Test procedures.

4.5.1 Chemical tests. Sarmples selected in accordance with 4.3.4 shall be analyzed in
accordance with ASTM R 27 or A 668, whichever apnlicable, to insurc conformance with chemical
composition requirements. The methods shall be correlated with the National Bureau of
Standards standard reference material to insure validity of the method thot is used as a
control in chemical methods of analysis or for calibration in instrurental methods of
analysis. The specification covering method of analysis used shall bc noted on certification
documents (see 4.1.1).

4.5.2 Mechanical property test. Tension tests shall be conducterd in accordance with
AST!It A 370.

4.5.3 Proof load test.

4.5.3.1 General. Each anchor shall be assembled with shackle, pins, and ball quide
assembly {if applicable), ready for service and shall be subjected in the presence of the
Government representative, to the proof load test in both positions as specified on the
applicable drawing (see 3.3).

4.5.3.2 Gaging. The anchors shall be gaged beforc and after they have been tested in
each operative position to determine whother any pormanent deformation has been caused by
the applied stress.

4.5.4 MHicrostructure test. Microstructurc cramination shall be in accordance with
ASTM E 112.

§.5.5 ilagnetic particle test. HMagnetic particle examination shal} be performed
following compietion of proof load testing and shall be in accorcdance with NMIL~STD-271.

4.6 Inspection of preparation for delivery. Inspcction of packing and marking for
shipment shall be in accordance with the requirerents of scection 5 and the documents
specified therein.
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5. PREPARATION FOR DELIVERY

(The preparation for delivery requirements specified herein shall apply only for direct
Government contracts. For the extent of applicabhility of the preparation for delivery
requiremnents of referenced documents listed in section 2, see 6.4.)

5.1 Packing. Packing shall be as follows:

5.1.1 Levels A, B, and C.

5.1.1.1 Ceneral. Anchors shall be individually preparcd for shipment. Anchoring,
blocking, and bracing shall be in accordance with the requirements of MIL-STD-1186. Shippinc
containers (boxes), when used, shall be provided with slics.

. 5.1.1.2 Details. All movable parts shall be securely fastencd to prevent movement,
dislodgerert, or loss during handllnq, shiprment, and storage. RAnchors shall be arranged,
secured, and packed for shipment in a manner acceptable to the carrier and which will insure
safe delivery at the destination in a satisfactory concdition at the lowest applicable rate.
The method of packing, packino media (skids, pallets, containers, etc.) when used, and loading
shall comply with the Uniform Freight or National Motor Freight Classification Rules and
Regulations or other carrier rules as applicable to the mode of transportation. Loading
methods for rail cars shall be in accordance with the Asscciation of American Failroad Rules
as applicable to the type of vehicle employed.

5.2 Marking. In addition to any special marking {see 6.2.l1l) and identification (see
3.7) required, shipping containers and unpacked anchors shall be marked in accordance with
MIL-STD-129. In addition, shipping containers shall contain structural marlings as reqguired
by MIL-STD~129.

6. IlNOTES

6.1 Intended use. 2Anchors covered by this specification are for usc on U.S. Haval
ships. Ball guife asserblies shall be used for only those anchors stowed below the water-
line.

6.2 Ordering data.

6.2.1 Acquisition recuirements. Acquisition documents should specify the fellowing:

(a) Title, number, and date of this specification.
(b} Nominal mass of anchor required (see 1.2).

(c) That the nominal mass of anchor orcdered will deterrine the prlco and no
payrent will be macde for any excess of mass.
(d) Repair welding, when required (sce 3.4.3.1).

(e) OQuality assurance requirements (sec 4.1.2).

(f) Level of packing required (sec 5.1).

(g) Special marking, if required ({(sce 5.2).

(h) Ordering options:
(l) Complete anchor with ball guide asserbly {sce 3.2).
(2) Complete anchor assemhly (without ball gquide asscrkly (scc 3.2.1)).
(3) Ball guide asserbly =~ order by nominal mass of anchor.

6.2.2 Data requirements. Uhen this specification is used in a contract which involics
the provision of the "Requirerents for Data" of the Defense Acquisition Regulation (DAR), the
data identified below, which arc required to be developed by the centractor, as specified
on an approved Data Item Description (DD Form 1664), and which are required to be delivered
to the Government, should ke sclected and specificd on the approved Contract Data Neguirerent
List (DD Form 1423) and incorporated ir the contract. When the provisicns of the "Fequire-
ments for Data" of the DAR are not invoked in a contract, the data required to he developed
by the contractor and requirecd to be delivered to the Covernrent should be sclected from the
list below and specified in the contract.

Paragraph Cata requirement ' Mpplicable DID Option
4.1.1 Certification Data/Report ChI-A-23264 -

(Copies of data item descriptions required by the contractors in conncction with
specific acauisition functions should be obtaine® from the contractine activity or as
directed by the contracting officer. Unless otherwise indicated, the issve in effect on
date of invitation for bids or request for proposal shall aprly.) :
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6.2.2.1 The data requirements of 6.2.2 and any task in section 3, 4, or 5 of the speci-
fication required to be performed to meet a data requirement may be waived by the contracting/
acquisition activity upon certification by the offeror that identical data were submitted by
the offeror and accepted by the Government under a previous contract for identical itenm
acquired to this specification. This does not apply to specific data which may be required
for each contract regardless of whether an identical item has becn supplied previously (for
erxample, test reports).

6.3 Anchors covered by this specification are commonly referred to as balanced fluke
anchors.

6.4 Sub-contracted material and parts. The preparation for delivery requirements of
referenced documents listed in section 2 do not apply when material and parts are acquired
by the contractor for incorporation into thc cquipment and lose their separate identity when
the equinment is shipped.

Custodian: Preparing activity:
Navy - Sl Navy - Sl

Review activity: (Project 2040-N139)
Navy - YD
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STANDARDIZATION DOCUMENT IMPROVEMENT PROPOSAL

INSTRUCTIONS: This form is provided to solicit beneficial comments which moy improve this document and
enhance its use. DoD contractors, government activities, manufacturers, vendors, or other prospective users of
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