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1. SCOPE
1.1 Scope. This specification covers aircraft flat panel plyyv.cod aad veneer.

1.2 Classification. Aircraft plywood will be furnis*~d 1. onf grade only in the species and of the panel
construction as selected from Tables I, IT or III.

2. APPLICABLE DOCUMENTS

2.1 Government Documents.

2.1.1 Specifications, standards, and han %o ks. The following specification, standards and handbooks
form a part of this document to the extn. = =cified herein. Unless otherwise specified, the issues of these

documents are those listed in the issuc >t ‘*he Department of Defense Index of Specification and Standards
(DODISS) and supplement therc ™, cited in the solicitation (see 6.2)

SPECIFICATIONS
FEDERAL

MMM-A-181 - Alhesive, Room Temperature and Intermediate-Temperature Setting Resin (Phenol,
Rersorcinol, and Melamine Base)

A-A-5505, - Panels, Wood/Wood Based; Construction and Decorative

Ber_.i-ia1 ~omments (recommendations, additions, deletions) and any pertinent data which may be of use
ir ‘mpr oving this document should be addressed to: Defense Industrial Supply Center, ATTN; DISC-ECA
700 1. ~bbins Ave., Philadelphia, PA 19111-5096, by letter or the Standardization Document Improvement
Proposal (DD Form 1426) appearing at the end of this document.

AMSC N/A FSC 5530
DISTRIBUTION STATEMENT A. Approved for public release; distribution is unlimited.
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STANDARDS
DEPARTMENT OF DEFENSE
MIL-STD-129 - Marking for Shipment and Storage

(Unless otherwise indicated, copies of the above specifications, standards, and handbooks are available
from the Standardization Document Order Desk, 700 Robbins Avenue, Building 4D, Phi’adelphia, PA
19111-5096).

2.1.2 Other Government documents, drawings and publications. The following uthe. Gu 7ernment

documents, drawings and publications form a part of this document to the extent . hecifie | herein. Unless
otherwise specified, the issues are those cited in the solicitation.

National Bureau of Standards Publications

Product Standard PS-1 - Construction and Industrial Plywood

(Application for copies should be addressed to the superintendent ~f Documents, Government Printing
Office, Washington, DC 20402).

2.2 Non-Government publications. The following documu a7 f0-.as a part of this specification to the extent
specified herein. Unless otherwise specified, the issues of uie . _aments which are DoD adopted will be those
listed in the issue of the DODISS cited in the solicitat*sn. UJnl ss otherwise specified, the issues of documents
not listed in the DODISS are the issue of the docun ents _2*2d in the solicitation (see 6.2).

American National Standards Institute/American Society for Quality Control

ANSI/ASQC Z1.4 - Sampling Proceb-re. and Tables for Inspection by Attributes

(Application for copies should be addre: <ew. *o the American Society For Quality Control, 611 East
Wisconsin Ave., Milwaukee, Wiscons. 57202)

American Society for Testii.~ Materials

ASTM D2395 - Specific Uravity of Wood-Based Materials

ASTM D906 - Te-. Mctuds for Strength Properties of Adhesives in Plywood Type Construction
in Shes ' by Tension Loading

ASTM Di'51  Test Method for Testing for Effect of Moisture and Temperature on Adhesive
Bonds
ASTM D3.53 . Standard Specification for Strapping, Flat Steel, and Seals

(Applic itic. #~.r copies should be addressed to the American Society for Testing and Materials, 100 Barr
Har* .- Di e, West Conshohocken, PA  19428-2959)

.+ ‘ardwood Plywood and Veneer Association

HPVA HP-1 - Voluntary Standard for Hardwood and Decorative Plywood

(Application for copies should be addressed to Hardwood Plywood and Veneer Association, 1825
Michael Faraday Drive, P. O. Box 2789, Reston, VA 22090-0789).
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American Trucking Associations, Inc.

National Motor Freight Classification Rules

(Application for copies should be addressed to the American Trucking Association, Inc. 1616 “P”
Street, N.W., Washington DC 20036.)

Uniform Classification Committee.

Uniform Freight Classification Rules

(Application for copies should be addressed to the Uniform Classification Com. vittee, .02 Union
Station, 516 W. Jackson Blvd., Chicago IL.  60606.)

2.3 Order of precedence. In the event of a conflict between the text of thic do."ment and the references
cited herein, the text of this document takes precedence. Nothing in this ¢ ocuw ent, however, supersedes
applicable laws and regulations unless a specific exemption has beer obtai. .

3. REQUIREMENTS

3.1 Species of Wood The species of wood given by Table  _~d a. specified (see 6.2) in the contract
shall be used in aircraft flat panel plywood construction.

3.1.1 Recycled, recovered, or environmentally pref--ab: > ms.erials. Recycled, recovered, or
environmentally preferable materials should be use 1 to . maximum extent possible provided that the
material meets or exceeds the operational and maintenanc . requirements, and promotes economically
advantageous life cycle costs.

3.2 Adhesives. The adhesives used in £ m. "ufacture of the plywood shall be of the thermosetting,
phenol formaldehyde, melamine formalde“ya. cr resorcinol formaldehyde types conforming to MMM-A-
181. Application of these adhesives shali be . ~complished in hot plate presses to produce joints of
uniform quality. Thermosetting Type . €. 'sion polymer isocyanate adhesives are also acceptable;
application of these adhesives can be «o~omplished in either hot or cold presses (in accordance with the
manufacturer’s recommendation " to produce joints of uniform quality.

3.3 Veneer. The veneer m~¥ L. =,tary cut, sliced, or sawed except as otherwise specified in Table .

3.3.1 Thickness of ver.er. Tiackness of veneer shall be within the tolerances shown in Table II. These
thickness’ and tolerance app y when the veneer has a moisture content of 8 to 12 percent, inclusive.

3.3.2 Specific ~ta.’ty. Average specific gravity of all samples from any one crate, stack, flitch, or bolt
shall not be les . tha.” the minimum specified in Table I, and the average specific gravity of any one sheet
of veneer shall 1, >t - less than the minimum specified in Table 1.

34 De.ecl.
7 4.1 Veneer Defects. Veneer containing the following defects is not acceptable:

a. Brash Wood

b. Pronounced Compression Wood (Present in coniferous species only)

c. Shakes

d. Compression Failure

e. Patching in any form

f. Dote or any other form of decay (mineral streaks, stains, and colorations shall not be considered as

defects unless associated with decay).
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TABLEI
Group I (High Density) Group II (Medium Density) Group Il (Low Density)
Species Minimum Species Minimum Species Minimum
Specific Specific Specific
Gravity Gravity Gravity
¢)) ) )
American Beech 0.60 Birch 053 Basswood. 0.36
(Alaska and Paper) __
Birch (Sweet and Yellow) 0.58 Khaya 042 Yellowpoplar 0.38
(African Mahogany)
Pecan 0.62 Magnolia 048 Port Orfor. Whi' : Cedar 040
(Southern) f
Maple 0.60 Mahogany 0.46 Spruc. /Ked and Sitka) 0.36
(Hard) . (Tropical American) (7w e Sliced)
Maple, Soft 0.46 Suvar Fne 0.34
Sweetgum 0.48 ~ Noble Fir (Quarter Sliced) 0.36
Water-Tupelo 0.47 W stern Hemlock 0.40
(Quarter Sliced)
Black Walnut 052 | Redwood (Quarter Sliced) 0.38
Douglas Fir #1 0./ Douglas Fir #2 0.38
(Quarter-Sliced) (Quarter Sliced)
American Elm 050 Ponderosa Pine 0.38
(Quarter Sliced) =~ (Quarter Sliced)
Sycamore T 0.49

Note: (1) Specific gravity based on weigh- ar.d » ~lume when oven dry.

3.4.2 Permissible open defects. The fac pa, shall be free of open defects to provide a smooth finish
surface. The inner plies and back may h. e e same permissible defects as the face, and in addition,
open defects as herein after specified. ~.m.issible defects may appear singly as one type only or as a
combination of more than one type. h.n more than one type of defect is present, their total limitation,
computed according to the equ 2lent defects given below, shall not exceed the limit specified for any one
type. When defects other than nos. specified, or concentration of defects, are encountered, they are
permitted provided their damag.. = < iffect is not more critical than those specified herein. The following
shall be regarded with resp :ct o their effect as the equivalent of one 3/8 inch sound knot:

. One 3/8 inch kn ‘tho :.

. One 3/4 inch s. *ou tight burl.

. One ins. ~t L.>le 2 inches in length that cuts across the grain 3/8 inch.

. One pitra p. ket, with the product of length and width equal to 1/4 square inch.
. One sph. R ir ches in length and 1/32 inch in width.

o Qan o

3.4.3 Lefc*<’a face plies. Permissible defects in face plies shall not exceed the limitations specified
here’ .

3.4.° 1 Sound tight knots. No single Knot shall exceed 3/8 inch in average diameter. The total
number of sound tight knots in face plies shall not be more than six in any 12 inch square, and the sum of
the knot diameters in any 12 inch square shall not exceed 3/4 inch.

3.4.32 Sound tight burls. No single burl shall exceed 3/4 inch in average diameter. The total number
of sound tight burls in face plies shall be not more than six in any 12 inch square, and the sum of the
diameters in any 12 inch square shall not exceed 1-1/2 inches.
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3.4.3.3 Mild compression wood. Streaks of mild forms of compression wood in face plies shall not
aggregate more than 10 percent of the width of the panel and shall in no case be wider than 1/2 inch.

3.4.4 Defect in inner plies and back. The following defects, in addition to those permitted in the face,
are acceptable in the inner plies and back.

3.4.4.1 Knotholes. No single knot hole shall exceed 3/8 inch in average diameter. The total number of
knot holes shall be not more than six in any 12 inch square and the sum of the diameters “n any 12 inch
square shall not exceed 3/4 inch.

3.4.42 Insect holes. No single hole shall exceed 2 inches in length along the gro.n, 1.? inch diameter,
nor cut across the grain more than 3/8 inch. The total number of insect holes sha.” be no nore than six in
any 12 inch square and the sum of the lengths across the grain shall not excee . ./4 i *.

3.4.43 Pitch pockets and bark pockets. The Product of the length and width € any pitch or bark pocket
shall be not more than one fourth square inch. The total number of pitch r ba.k pockets in any 12 inch
square shall be not more than six, and the sum of the pockets shall ns . exce. * une half inch. Pockets shall
be not be closer than 24 inches on the same or adjacent grain lines.

3.4.44 Splits. Splits shall be no more than 1/32 inch in width 2nd si.~1l not occur more frequently than
twice in any 12 inches measured perpendicular to the grain of = p.  in question. The length of a split in
any ply shall not exceed ten percent of the distance between ¢ ec ges of a panel as measured along a line
parallel to the grain of that ply and passing through the spl.

3.5 Straightness of grain. In at least 90% of the : rea ~. ~ach sheet of veneer, the slope of the grain from
the edge of the sheet shall not be greater than 1 in 1u. W} :n both spiral and diagonal grain are present,
the combined slope shall be determined by taking the square root of the sum of the squares of the slopes of
the two types of cross grains. When the slc, e ot v = grain cannot be determined using the methods
specified herein, the veneer shall withstanc *aa. trel bending tests, described in paragraph 4.6, at ratios of
radius of curvature to thickness as speciried 1. Trble IV with breakage of not more than 20 percent of the
specimens.

3.6 Thickness tolerance.

3.6.1 Veneer thickness. The allo. sble tolerances for veneer are given in Table II. The thickness of any
sheet shall be considered as the .. v="age of ten or more measurements taken on the sheet.

3.6.2 Plywood Thickr..s I.c allowable thickness and tolerances for plywood are given in Table IIL
The thickness of any sk et s) all be considered as the average of ten or more measurements taken on the
sheet.

3.7 Thicknes.. U less otherwise specified (see 6.2), the thickness of individual plies, the number of
plies, and the th.~kp :ss of the plywood shall be as stated in Table IIl. All veneer of any one layer shall be
of the sam¢ thic. ness.

3.2 Con.vuction. All plies except the core of the center ply shall occur in pairs, be of the same species,
tt ckne ss and direction of grain, and on opposite sides of the core, to give symmetrical construction.
Exce, * as otherwise specified, in Table III footnote 2, all inner plies shall be of one species. In all panels
of nine plies or more the two outside plies on each side shall be of the same species and of the thickness
specified in Table ITI. Unless otherwise specified (see 6.2), the grain of all plies shall be at right angles to
the grain of adjacent plies and to the edges of the plywood.
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TABLE II. Veneer Thickness and Tolerances (8 to 12 Percent Moisture Content) .

Veneer Thickness Tolerances
Inch Inch
0.011 + 001
0.020 + .002
0.030 + .002
0.034 + .003
0.040 + .003 _
0.047 + .003 - Q. |
0.060 + .003
0.068 +.004
0.080 + 004
0.095 + .00«

TABLE III. Permissible Panel Constr.ctio.’

Number Plywood
of Plies Thickness Thickness of Plies in Inches (8-12 ko -cent Moisture Content)
and
Tolerances Group I or II Faces with All (srray Tor All Group IlII
in Inches Group II Inner Plies 258G pll
F&B | XB C F&B : B C F&B | XB C
I/
3 035 +.004 - - - wil - 011 - - -
3 .070 +.007 020 030 02v 030 020 034
3 100 +.008 .030 00 ] 030 040 030 047
3 125 +.010 | 034 00 034 060 | 034 068
3 155 +.011 | 040 280 1 040 080 | 040 080
3 .185 +.012 047 09> 047 095 047 095
5 .160 +.012 .030 034 | .0 030 034 030 030 034 030
5 190 +.015 034 047 034 034 047 030 034 047 034
5 225 +.015 .040 L0 030 040 .060 .030 040 060 034
5 250 +.015 047 060 047 047 060 047 047 060 047
5 315 +.015 060 il _.08Y 047 060 080 040 060 080 047
5 .375 +.018 060 95 .080 .060 .095 .080 060 095 .080
7 410 +.020 . All Plies 060
7 460 +.022 All Plies .068
7 S40+.027 | All Plies .080
9 S590+.025 | All Plies 068 2/
9 695 + My | All Plies 080 2/
11 085 -03> All Plies 080 %
11 100 +.355 All Plies 095 2/

NOTES: .. A’ plies of 0.035 inch plywood must be of Group I species.
2/ r.-es, backs, and outer cross-bands of plywood having nine or more plies must be of the same

species.

CODE: F&B = Face and Back; XB = Cross Bands; C= Core
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3.9 Panel size. Unless otherwise specified (see 6.2), the nominal width and length shall be 48 by 96
inch panels.

3.10 Panel trimming. Trimming for length and width shall be full and true. A tolerance of plus 1/4
inch will be allowed in length and width of panels. Panels exceeding 35 inches in width or 59 inches in
length may be reduced 6 inches in either or both length or width to eliminate defects which may occur on
the
edge of the panels. The number of panels thus altered shall not exceed 5 percent of the total number of
panels of any lot or shipment.

3.11 Surfaces. Plywood shall be smooth, flat, and free from blisters, wrinkles, laps a. A cher defects not
specifically permitted. The surfaces of the finished plywood shall be free from glu-, o' w., paraffin,
tape, or any other substances that will prevent the adhesion of glue or paint finist -s. Spc sanding that
results in no appreciable change in thickness may be permitted with other limit~=on. Or.ierwise if panels
are sanded, sanding shall be accomplished on both sides. Sanding shall not - cduc : the thickness of the
face plies by more than 5 percent of their normal thickness.

3.12 Joints.

3.12.1 Edge joints. Plywood shall have all plies either of one-piece ven.zr or of two or more pieces,
properly glued on the edges. Joints shall run parallel with the gra n o, *he pieces. Edges of the pieces of
veneer shall be jointed straight and square and shall be glued with . water resistant glue. No metal staples
or tape shall be used. In plies other than the face, open joints w'a ™ permitted provided that the opening
in any one joint does not exceed 1/32 inch.

3.12.2 Scarfing. Large plywood panels may be rrade £~m two or more smaller panels by scarfing. The
slope of scarfs shall not be greater than 1 in 12. The _carfs shall be glued in a hot-press with thermo-
setting, synthetic-resin adhesives.

3.13 Moisture content. Moisture content « € all veneers, which are to form any one panel, shall not
vary more than 3 percent from the minit.qa :» the maximum at the time of gluing. The finished plywood
shall be conditioned to a moisture conter.” 0. "ot less than 8 percent nor more than 12 percent.

3.14 Shearing strength. Specimer.: sh.ll be subjected to shear tests described in section 4. The test
specimens shall not show delai. ‘nation or separation at the bond lines before testing or during the boiling
period. When the test specimer.s 1. ve an average shear strength of less than 250 psi, they shall show not
less than 30 percent minimum a4 6') percent average wood failure. When the test specimens have an
average shear strength rang ms from 250 to 400 psi, they will show not less than 15 percent minimum and
30 percent average wood fa, *re. Specimens having shear strength greater than 400 psi, no wood failure
shall be required.

3.15 Exterior tvp. hea Jurability. When tested as specified in 4.6.5 the plywood shall show no glueline
delamination dvc . > combustion.

3.16 Ideratic. tion. Each sheet of plywood shall have marked on the face with suitable light-fast,
durable ron Mer ding marking fluid, in letters not less than 1/4 inch high with the following data:

Nomenclature
Manufacturers Name
Number of Plies

Panel Thickness
Species of Face
Species of Inner Plies
Contract Number
Federal Stock Number
uUs
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3.17 Workmanship. All details of workmanship shall be in accordance with high grade aircraft
plywood manufacturing practice for flatness, smoothness, uniformity of thickness, and tightness of cut
prevailing among manufacturers normally producing aircraft flat panel plywood and veneer specified
herein.

4. VERIFICATION

4.1 Quality conformance inspection. Quality conformance inspection shall be applied as specified to
plywood and veneer prior to being offered for acceptance under the contract. Failure of the plywood and
veneer to pass the examination or one or more tests shall be cause for rejection. Unless otherwise
specified (see 6.2), quality conformance inspection shall consist of the following:

a. Examination (4.4)
b. Tests (4.5)
c. Inspection of preparation for delivery (4.6)

4.2 Inspection lot. A lot shall consist of all aircrafi flat panel plywood c. the saine material size,
thickness, and number of plies offered for delivery to the Governmer. at 6.2 ti"ae.

4.3 Sampling.

43.1 Sampling for examination. All veneer and finished aircrar. nlywood in any lot or shipment shall
be examined.

4.3.2 Sampling for straightness of grain. Each sheet oi venc 1 shall be inspected visually. If mandrel
bending tests are made (see 3.5), the number of she ts te e wcsted shall be not less than one sheet from
each flitch or five sheets from each crate or stack o, - cnee’ shall be selected. From each sheet of veneer
selected for tests, bending specimens shall be cut from .c entire width within 24 inches of each end, and
at intervals not to exceed 6 feet along the lengt’. « € the sheet in such a way that the specimens shall
include representative proportions of any area. ‘n wrich slope of grain is greater than 1 in 10. When both
spiral and diagonal grain are present, the sloy of t.e grain shall be determined in accordance with 3.5.

4.3.2.2 Sampling for specific gravity :=si.. Samples shall be selected from each crate, stack, bolt, or
flitch from which veneer is used. If *2ken atter the veneer is cut, each crate or stack shall be represented
by not less than 20 specimens. The samples shall be taken from at least 4 sheets, and the specimens shall
be from areas uniformly distribuated over selected sheet of veneer. If samples are taken before the veneer is
cut, each bolt or flitch shall be 1 “ore ented by not less than 10 specimens. The samples shall be taken
from each end of each bolt or “rch.

4323 Sampling fo shez - tests on glue joint. A random sample shall be selected in accordance with
ANSI/ASQC Z1.4 at »Sp~-don level S-1.

4.3.24 Samplu, for uetermining moisture content. A random sample shall be selected from each
inspection lot .~ acc ordance with ANSI/ASQC Z1.4 at inspection level S-1.

4.3.3 San.~lin-, for inspection of preparation for delivery. Packaging, packing marking for shipment
and <*ora, = shall be inspected to determine conformance with the requirements of Section 5. The sample
wur.t sh: 11 be one shipping container and the lot size shall be the number of containers offered for delivery
at 0. - time. The inspection level shall be S-2 in accordance with ANSVASQC Z1.4

4.4 Examination of product. All veneer and finished aircraft plywood shall be examined to determine
conformance with the requirements of this specification for workmanship, construction, thickness,
straightness of grain, defects, joints, size and finish. Any deviation from these requirements shall be
cause for rejection.
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4.5 Tests.

4.5.1 Testing straightness of grain. The slope of the grain requirement in 3.5 shall be determined by
combining the grain direction of two adjacent faces of a square or rectangular piece. When one or more
faces is straight grained, the true slope of the grain is shown on the other face. When there is a slope on
both faces, the true or combined slope is greater than the slope on either face. Slope of grain is shown on
edge-grained faces by summer-wood bands; by the direction in which a free flowing ink or dye spreads;
by the course taken by a narrow strip lifted by a knife point and torn out, or by the Teco or edge slope-
grain Detector. Slope of grain from the edge of the sheet may be readily determined in rotary cut veneer
by tearing the sheet and measuring the slope of the tear.

4.5.2 Mandrel bending tests. The size of the specimen for mandrel bending tests, w..>n . quired, (see
3.5), shall be one inch across the grain of the veneer and between nine and eleve: inches in length. The
ration of the radius of the mandrel to the thickness of the veneer shall be as sp~-*fiel in ‘sable IV. The
specimens shall be cut with the minimum slope of the grain from the edges - ad s :all be oven dry at the
time of the test, the tight side of the veneer shall be outward and the open side . >ainst the mandrel. The
specimens shall be bent at the specified radius to a parallel-sided “U” shar e w’*hout support on the
tension side. Breakage shall consist of fractures extending 1/8 inch ¢. mo. ~ ac" oss the width of the
specimen. Tears along the fiber direction that begin at the edge an. e.."=nd into the specimen along grain
sloping from the edge shall not be considered breakage. Whether a specu..en breaks shall be determined
before removal
from the mandrel. Breakage of more than 20 percent of all the spe.imens tested shall be considered cause
for rejection of the flitch, crate, or stack.

Table IV. Ratio of radius (R) of mandrel i » thic kness (T) of different species
for use in mandrel benrung fo-ts.

Group of Lpecies
Basswood, Magnolia, Douglas-fir
Soft Maple, American Elm, Noble Fir
Yellowpoplar. Sweetgum, Western Hemlock
Water Tupelc Birch, Spruce, White
Thickness Sycamore, Alaska and Paper Recan | Red and Sitka
of Mahogau. ;. Black Walnut, Port Orford
Veneer Kha 2 Sugar Maple, White Cedar
Yellow Birch, Pine Ponderosa
W Beech Pine, Sugar
Inches VA Ratio R/T
0.011 and 0.020 i 46 34 47
0030 | 46 34 57
0.034 to 0.047 | 50 40 57
0050 | 55 50 67

4.5.3 Sperific ity tests. Specific gravity of veneer shall be determined in accordance with ASTM
D2395. TI ¢ thic kness shall be measured to the nearest 0.001 inch. Specimens may be oven dry at time of
test or th: We.aings may be made at the prevailing moisture contents providing that the proper
cor ¢c. 'ons “re made to convert to oven-dry weight and volume for comparison with the values in Table 1.
If *he - verage specific gravity of the specimens selected is below the minimum specified in Table I,
addiu nal specimens, at least 20 from at least 4 additional sheets of veneer or at least 10 from each end of
each bolt or flitch, shall be cut and the specific gravity determined. If the average specific gravity of all
specimens (original specimens plus additional specimens) is below the minimum specified in Table I, the
veneer from that crate, stack, bolt, or flitch shall be rejected. If the average of all determination is above
the minimum but the average specific gravities of individual sheets are below the minimum specified in
Table I, those individual sheets whose average specific gravity is below the minimum shall be rejected.
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4.5.4 Moisture content test. Plywood and veneer shall be tested for compliance with ASTM D2395.

* 4.5.5 Shear tests on glue joints. Dry shear and wet shear tests on glue joints shall be performed in
accordance with ASTM D906 and ASTM D1151 to determine compliance with paragraph 3.14. Plywood
consisting of more than three plies shall be stripped of all except the three selected for test. Plywood
containing seven plies, and over, test shall be made on both the center three plies and either or both of the
outer three plies. If shear tests fail to meet either the dry or wet shear requirements, the lot represented
shall be rejected or at the option of the manufacturer and with consent of the Government each panel of
the lot may be individually tested and rejected or accepted.

4.5.6 Heat durability test. One fire test specimen shall be taken at random from any . s sample
representative of one lot. Testing shall be in accordance with PS 1. If the one spe.cu 1u's the test, this
shall be cause for rejection of the entire lot.

4.6 Inspection of preparation for delivery. Packaging, packing and marki' ¢ fo' shipment shall be
examined to determine conformance with Section 5. Defects shall be as indic. ~d in Table V.

Visual Defects, Preparation for De)’ very

Examination Defec
Marking Omitted; Incorrect; Illegible; Improper size, locau ™ or method of application.
Materials Waster sheets not specified. Compor cut n...sing or damaged, edge protectors not as
specified.
Loose strapping; Incomplete cltgur;mcking and cushioning inadequate or missing;
Workmanship | Bulged or distorted container; Plywood not blocked to prevent movement.

5. PACKAGING

* 5.1 Packaging. For acquisition purpcsc:, he packaging requirements shall be as specified in the
contract order (see 6.2). When actua: ;~ kaging of materiel is to be performed by DoD personnel, these
personnel need to contact the re. ~onsible packaging activity to ascertain requisite packaging
requirements. Packaging requ’ reme >ts are maintained by the Inventory Control Point’s packaging activity
within the Military Departm-=t .~ Tefense Agency, or within the Military Department’s System
Command. Packaging dat. 1 i val is available from the managing Military Department’s or Defense
Agency’s automated pa.nagu., files, CD-ROM products, or by contacting the responsible packaging
activity.

5.2 Marking , > s».'niv2nts. Unless otherwise specified (see 6.2), marking shall conform to MIL-STD-129.
6. NOTES

6.1 Intnac? wse. Plywood covered by this specification is intended for use in the fabrication of
strv_w.al = highly stressed parts of aircraft, such as; wing and fuselage covering, wing rib webs, etc..
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6.2 Ordering data. Procurement documents should specify the following:
a. Title number and date of this specification.
b. Species of wood used for facesand inner plies (see 3.1).
c. Thickness of individual plies, number of plies, and thickness of plywood (see 3.7).
d. Direction of grain, if different (see 3.8).
e. Width and length of panels, if different (see 3.9).
f. Responsibility for inspection, if different (see 4.1).
g. Quality conformance inspection, if different (see 4.3).
h. Level of packaging and packing required (see 5.1 and 5.7.).
i. Marking, if different (see 5.3).

6.3 Multiple sizes. Multiple sizes may be furnished under this sy cification. The number of multiples
in size to be furnished should be acceptable to the purchaser wv’ « ~ifficient excess of material to allow
for cutting the panel to the required size or sizes will be pr. 7id« 1 by the plywood manufacturer.

6.4 Standard sizes. Procurement of aircraft plyw »od vl e expedited and simplified, with less waste of
materials and labor on the part of the manufacturer, . the ¢ rade, type and construction details, provided
for in this specification are followed. Ordering of plyw.od of large sizes that is later cut to smaller sizes,
diagonal grained plywood, veneer of unususl th.x.Imess, and more restrictive provisions that herein
specified limit the amount of material availahi. and wncrease the time required for manufacture. Such
special requirements should be avoided «s in. ~h as possible.

6.5 Compression wood. Pronounced «~n.nression wood ordinarily has wide annual rings, less than six
per inch, and summerwood that lack. dejinite contrast in appearance with adjacent spring wood.

Summerwood of mild compres. ‘on wood usually occupies less than one-third of the width of the annual
rings, and is contrasting and wel o, fined from adjacent springwood.

6.6. Subject term (key werd’ listing.

Adhesives
Compression » 20u
Flat par =1 prword
Knot ho'c
Scarfiny,

Ven er
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6.7 Changes from previous issue. The margins of this specification are marked with asterisks to
indicate where changes from the previous issue were made. This was done as a convenience only and the
government assumes no liability whatsoever for any inaccuracies in these notations. Bidders and
contractors are cantioned to evaluate the requirements of this document based on the entire content
irrespective of the marginal notations and relationship to the last previous issue.

Custodians: Preparing Activity
Air Force - 99 DLA -IS
Navy - AS
(Project 5530-0060)

Industry Associations
APA - The Engineered Wc od Association
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1. The preparing activity must complete blocks 1, 2, 3, and 8. In block 1, both the document number and revision letter should be
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2. The submitter of this form must complete blocks 4, 5, 6, and 7.
3. The preparing activity must provide a reply within 30 days from receipt of the form.

NOTE: This form may not be used to request copies of documents, nor to request waivers, or clarification of requirements on current
contracts. Comments submitted on this form do not constitute or imply authorization to waive any portion of the referenced
document(s) or to amend contractual requirements.
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