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~E~d RINGS~ PACKING, SYNTHETIC RUBBER 

000 a Fuel and Low Temperature Resistant (70 - 80) 
0 
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~°`"°' ~~>~ l. ACHIVOWLEDGMENT: 	A vendor shall mention this sped fication number and its revi- 
;~Y~~ sion letter in all quotations and when acknowled~ing purchase orders. 
UO" ~ ~ C O. 

~ a= `  ~~~3~ 2. TYPE: 	Molded rings. 
E~,~- 

°°°'° uE_- 3. APPLICATION: 	Primarily for gland type packings and seals in flexible couplings 
` E ~" N~~c for use at tearpera,tures as lo~r as -65 F where resistance to f~el is required. 
u:~jo0 

~ °~ ~ ~ a
_d ~+. TECFIlJICAL REQUIREMEI~FrS: 

9 	> 
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~° q 	E ~+.1 Corrosion: 	The product sha11 not have a corrosive effect on other materials 
v~~~ o Q m~ when exposed to conditions normally encountered in service. 	Discoloration of 
aTr~ ~eta1 sha11 not be considered ob~ectiona.ble. 
~~~~ N A N O 
~~~ a 4.2 Properties: 	The product sha11 conform to the following requirements; tests 
= d °` „ r ~„ shall be performed on the product supplied and in accordance with listed ASTM 
~~~N methods, insofar as practicable. 	Tensile strength testing is not required on 
`~r ~ rings which are too small to pertait assembly on rollers for testing and are~ 

~~=~
v,.ua ~ 

af`ter cutting, too short to permit testing as a single strand. 	Elfminating 
"°~ tensile testing does not eliminate testing for elongation; elongation test can 
r ~° be made by stretchirig a ring over a mandrel of a size which will stretch the 
a ~ aa ~cAy ring sufficiently to produce the required elongation when figured on the ID of 
,~~- D  m -"~ uy~« the ring. 

u t c ~ 
~ ~ ~ N ~+.2.1 	As ~ceived: ~m 
Q~~~ 
- 	E' 
;o°~ 4.2.1.1 Hardness, Durometer "A" or equiv. 75 ± 5 
~~=d 

y yZ+N 
~-a~ ~ 4.2.1.2 Tensile Strength, psi~ min 1000 See ~+.2.1.~+ 
.~ ~ aa ~~ 

n,~_ d 

d~„~;~ ~~+.2.1.3 Elongation, ~, min 100 See ~+.2.1.4 
~~~E . ~.c 

~ y ~ ° 
o°~,~ 

~ 4.2.1.4 IIse ASTT~I D141lt-56T for "0" rings; use ASTM Dl~12-51T for other rings. 
mr;y 
~.~a~ ~+.2.2 	Aromatic and Non-Aromatic ~.iel Resistance: , 	See ~+.2.2.~+ u~~« 
~.__~;, 
W~'m a ~+. 2. 2.1 VOlume Ch8,ilge (Method A) ~~i +30 t0 ~j0 
N m; T (after 96 hr iamiersion in 30~ 
i d ; ~ aromatic ftiiel ) 
O C ~' U 

~_€; 	~+.2.2.2 Volu~e Change (Method A)~ ~ 	 Positive SWell 
o~;~ 	 (after 96 hr iffinersion in 30~ 
d~ o~ 	 aroma.ti'c flzel followed by 72 hr 	 • 
v~~~a 

im~nersion in non-aromatic f`uel) 
(based on unim~nersed volume) 
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A M S 7260A 	 - 2- 

~+. 2. 2. 3 Volu~e Chaxige (N1~thod A) ~~, max 	 -12 
(after cyclic i~rsion and 48 hr 
drying at 158 F+ 2) (based on 
unimanersed volume ) 

~+.2.2.4 Procedure; The specimen sha11 be tested in accorda.nce with ASTM D~71-59T~ as 
follows: 

~+.2.2.~+.1 Im¢nerse in ASTM Reference F'uel B at 70 - 85 F for 96 hr; determine volume 
change. 

4.2. 2. ~+. 2 Rei~erse in ASTM Reference Fuel A at 70 - 85 F for 72 hr; determine volume 
change. 

4. 2.2. ~+.3 The specim~en~ after the iaur~ersion of ~+.2.2. ~+.2, may be allowed to air dry for 
such time as may suit the testin~ schedule~ and sha11 then be dried in an 
oven at 158 F+ 2 for 48 hr, cooled in desiccator to room tearpera.ture~ and 
the volume change determined. 

~+.2.3 Low Temperature Flexibility: 	 See 4•2•3•3 

~+.2.3.1 As Received, deg F'ahr, max 	 -55 

4.2.3.2 Af`ter heat aging, cyclic i~nersion 
in ~.iel and drying, deg Fahr~ max 	-~+0 

~+•2•3•3 Procedure: Rings 1.00 in. and under in OD sha11 be tested ftiil.l size; larger 
rings ehall have a section removed and this section fastened at the ends to 

~ 	form a ring 1.00 in. or under in OD for testing. In testing cut sections, the 
~oint sha11 be at approximately top center in the fixture a.nd the fastened ends 
shall be in the same vertical plane. 	 , 

~+•2•3•3•1 As Received: Ring sha11 be placed in the fixture illustrated in Fi~ure 1 a.nd 
. 	the space between retaining wa11s ad~usted so that ring will not shift its 

posi'tion during bending. Fixture shall be placed in refrigerator at 
-55 F + 2 and held at that temperature .for 5 hours. Without removing fixture 
from refrigerator, the ring shall be bent flat by striking upper end o.f 
plunger with a hammer. Fracture o.f seal or evidence of any cracks after re- 
moval .from fixture and warming to room temperature Will be con~idered .failur~ 

~+•2•.3•3•2 After Heat Aging, Cy~clic Flie1 I~rsion, a.nd Drying: Rings sha11 be oven 
aged in aceordance with ASTM D573-53 at 212 F+ 2 for 70 hr and then sub- 
3ected to cyclic i~nersion in fuels and oven drying as in ~+.2.2.~+. Rings 
sha11 then be refrigerated and tested as in 4.2.3.3.1 except that the re- 
frigerator shall be maintained at -~+0 F+ 2. 

~+. 2. ~+ Compression Set : 	 ASTM D395-55, Method B 
Tempera.ture : 250 F + 2 

~+. 2. ~+.1 Percent of Original DePlection, mex 	 Time : 	70 hr 
~ 	~ng Cross Section Diam,eter, Inch 	 Compresseci to 75$ original 

0.066 to 0.110~ incl 	 85 	cross section diameter. 
over o.11o 	~ 	 75 	 see ~+.2.4.3. 
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;~ 

~+.2.4.2 Percent of Original Thicl~ess~ max 
~ 	Ring Cross Section Diameter, Inch 

0.066 to 0.110, incl 	 21 
Over 0.110 	 19 

4.2.~+.3 Compression set shall be determined on complete rings if the ID of the ring is 
~ 	2 in. or less; for larger rings~ a section approxima.tely 1 in. long cut from 

the ring shall be used. 

5. QUALaY: The product shall be uniform in quslity and condition~ clean, smooth, and 
free from foreign materials a.nd from imperfections detrimental to fabric~tion~ ap- 
peararice~ or perfoz7nance of parts. 

6. REPORTS: Unless otherwise specified, the vendor shall f~zrnish with each shipment 
three copies of a report stating that the product conforms to the requirements of 

~ this specification. This report shall include the purchase order number, ma.terial 
specification number, vendor's compound number, batch nwnber, unless waived by 
purchaser~ part number, and quantity. 

7. PACKAGING AND MARKIIdG: Unless otherwise ordered, rin~s shall be packaged and iden- 
~ tified as follows: 

7~
1 Individual rings shall be packaged and identified in accordance with the latest 

issue of ANbS 2817. 

7.2 Sheets or strips of individual ring packages shall be packed in cartor_s in such a 
ma.nner tha,t the rings~ during shipment and storage~ will not be per~ ►~.nently dis- 
torted and will be protected against damage from exposure to weather or any normal 
hazard. Each carton sha11 be marked to give the following information: 	. 

AMS 7260A 
PARP NUMBER 
PURCHA~SE ORDER NUMBER 
QUANr~!'Y 
COMPOUND NUMBER 
BATCH NUMBER (Unless waived by purchaser 
MANUF'ACT[JRER' S IDENrIF'ICATION 
DATE OF CURE 

8. APPROVAL: 

8.1 To assure adequate performance chara.eteristics, compound shall be approved by pur- 
chaser before rings for production use are supplied~ unless such approval be 
waived. F~esults of tests on production rings sha11 be essentially equivalent to 
those on the appro~v~ed sa~ple. 

8.2 Vendor shall use the sat~e compound and manufacturing processes for production 
rings as for approved sau~le rings. If necessary to make any change in mold, com- 

~ pound~ or processing which could unfavorably affect ar~y characteristics of the 
rings, vendor shall obtain written permission from purchaser prior to incorporat- 
ing auch change. 

~ 	I 9. FtEJECTIONS: Parts not con~orming to this specification or to authorized modifica- 
tions will be subject to rejection. 
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