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MATERIAL SPECIFICATIONS 	 ~..~~a 7.-i-56 

SOCIETV OF AUTOMOTIVE EN(i1NEER3, InC. 	4B5 LeXingtOn AVe., NBW YOrk'17, N.Y. RlVlsld 

RINGS, SEALIATG~ SYNTf~TIC RUBBER 
Phosphate Ester Hydraulic Flnid Resistant (70 - 85) 

(Butyl ~►pe ) 

1. ACKNOWLF.~(~NTt A vendor shall mention this specification munber in all 
quo a ons an When aclmowledging purchase orders. 

2. FORM: M,~lded ringso 

3. APPLICATIaATs Sealing rings for use in phosphate ester base fire resistant hy- 
c su~~~uids at teniperatures as la~r as -G5 F. 

It. ~CHNICAL REQUIREMENZSs 

1~.1 Qenerals . rr~+r.~~ 	 . 

4.1.1 Corrosion: The produc t shall not have a car~rosive effeat on other materials 
w ei"F-n ezposed to conditions ncmmally encountered in serviceo Discoloratioa 
of ~etal shall not be consiclered ob3ectionable. 

1t.1.2 Adhesion: The product shall be removable f5r~a an assembly Without tearing 
or Tea Tv~ng deposits of rubber due to adhe ,sion r~hen exposed to cond3ti~s 
normally encountered in service. 

l~.2 Properties: The pa~oduct shall confa¢~m .  to the follort~+i,ng re9uis'ements; tests 
s a 	perfa~med on the product supplied air3 in accordance with listed 
ASTM methods, ihsofar as practicable. Tensil.e strength testing is not 
required on rings which, after cutting, are too short to permit testing. 
Eliminating tensile testing does not el3minate testing for elongation; 
elongation test may be made by stretching a ring over a mandrel cf a size whic 
will stretch the ring sufficiently to produce the requ3red elongation 
when f igured on the ID of the ring. 

4.2.1 9s Received: 

1~.2.1.1 Hardness, Durameter "A" aa~ equiv. 	70 - 85 

lt.2.1,2 Tensile Strength~ pai, ~in 	 1200 	ASTM Dla.2~1T 

lt.2.1.3 Elongation, ~, min 	 200 	ASTM DL~]2-51T 

4,2.1.lt ~ensile Stresa at 100$ Elongation, 	 ASTM DLtl2-51T (See Note] 
p~i, ~in 	 lt00 

ATote lo Stretch specimen tt~ee t3mes to 100~ elangation prio~ to conducting the 
testo 

CoprrlaDt 195~j br 800lsty  ot Automotive EnQinesrs. Inc. 	 Print~d In U. S. A. 
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As~t D1~7i-5~r 
Meclium: SAE Phosphate 
Ester Standard Test 
Fluid #1 (See Note 2) 
Temperatnre: 158 F + 2 
Time: 	168 hr 

.~_ 

-~20 to 0 

-2 5 

-35 

o to +15 

None 

None 

~ 

AM S 7277 
l~.2.2 Phosphate Ester Fluid Resistance: 

In~e a 	eteriara e Propertie s) 

1~.2.2.1 Haxdness Change~ Duro~neter "A" or 
equiv. 

l~.2.2.2 Tensile Strength Change~ ~, ma~c 
(based on area before i.~nersion) 

~.2.2.3 Flongation Change~ ~, max 

4.2.2.1~ vow~ cn~nge (r~etnoa A), ~ 

l~.2.2.5 Decomposition 

l~.2.2.6 Surface Tackiness 

1t.2.2.T If impracticabls to detertni.ne  tensils strength of rings 0.5 in. and less 
nominal m after oil i~neersion~ the rings shall Withstand~ without crack- 
i.ng, closing flat. 

Note 2, SAE Phosphate Ester Standard Test Fluid No. 1 is a standardized b~tch of 
test fluid which has been set aside by~ the manufacturer f'ci~ use in A~S 
testse It may be obtained f~ test purposes fr~: 

Monsanto Chemical Caanpar~r 
Organic Chemical Divisiot~ 
800 North Twelfth Blvd. 
Sto Louis 1~ Missouri ~ 

lt.2 o3 Dry Heat Resistance: 	~ 

1~0203.1 A~rdness Change~ Ihirometer ~~A" 

ar~ equiv. 	 ~ 

l~.2 .3 0 2 Tensile Strength Change ~~~ a~ax 

lt.2o3.3 Elongation Change, ~, max 

4.2.3.~t Bend ( flat ) 

l~.2.l~ Canpresaion Set: 

1~.2.Lt.1 Per c~erit of original deflection, max 

l~.2.1~.2 Per cent of original thicl~ess~ max 

As~ D573-53 
Temperatnre: 158 F + 2 
T3me: 	168 hr~' 

0 to +10 

-20 

-35 

No cracking 
or checking 

AST~I D395 -55, Method B 
Temperature: 158 F + 2 

50 	Time: 	22 hr — 
Compressed to 75~ 

12 	original thickness 
see l~.2.4.3 ana 4.2.4.1t 

l~020~..3 T hese values are applicable to rings having a nb~ninal cross sectional 
diameter of O o139 in. and larger. 

4.2,4,4 Rings over 2 in. naaninal ID ma~.be cut Yor testing. The cut specimen shall 
be not less than 1 in. in length. 
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_3_ 	 ~ 	- — - - 

~t.2.5 Low Temperature Brittleness: 	No cracking 	See lt.2.5.1 

4.2.5.1 The specimen for rings 2 in. and less nominal ID shall be a complete 
ring; the specimen Yor rings over 2 in, nominal ID shall be a piece 3 in. 
long cut from a ring: The specimen shall be aged in Phosphate Ester Test 
Fluid No. 1 for 72 hr at 158 F+ 2~ cool:ed in an unstresaed position to 
-65 F+ 2~ and held at that temperature for 5 hours. At the end of the 
refrigeration time, the specimen shall be bent as follows: The complete 
ring specimen ahall be ovalized until the minor axis is equal to 50~ 
of the original ID; the 3 i.n. specimen ahall be bent around to form a 
circle. 

l~.2.6 Perfarmanee Tests: The product shall be capable of ineeting the following 
per ormance s s~ whiah shall be conducted in triplicate in sequence 
listed. There shall be no evidence of Wear~ permanent set~ a~ extrusion oY 
the seals, or car~rosion~ sticking, or bad discoloration of the adapters or 
metals ad~acent to the packings during aa~ after the entire performance tests. 
Leakage shall be recorded. 

4.2.6.1 Test Specimens: Shall be 0-rings having the dimensions shown for test 
ring s$e~n Table 1 mounted betxeen t~ro chrane-tanned leather back~p 
rings having an ~ of 1-7/8 in. + 1/6l~~ cross-sectional ~aiflth of 0.188 in. 
+0.010~ -0.005, and thickness of 0.09~t in. + 0.010. Fluid shall be SAE 
Phosphate Ester Standard Test Fluid No. 1. 

lt.2.6.2 Apparatus: Hydraulic piston and cylinder assembly clesigned for 3000 psi 
use~ ogether ~ith the requ3red actuating mechanism~ hydraulic pa~essure 
source~ and thermal controls and equipment. The cylinder bore diameter 
shall be 1.876 in. + 0.001 with taper not greater than 0.001 in. per ft 
and out-of -round no~ greater than 0.005 in. total indicator reading; pis- 
ton groove diameter shall be 1.502 in. + 0.002, -0.000; total diametral 
clearance shall be 0.007 in. + 0.005; groove length shall be 4.~t10 in. 
+0.005,. -0.000; top of corner radius shall be 0.002 - 0.008 in.; surface 
finish of gr~ooves shall be not less than 4 nor more than 3 2  microinches; 
and surface roughness of cylinder bore over which packing slides 
shall be 8- 16 microinches. The assembly shall be set far a 
!~-1/2 in. stroke and adjustable in cycle rate fram 0-!~0 cpm. The 
assembly shall be mounted in a thertnal chamber with a temperature range 
of ~.5 to +160 F and capable of control to + 2 F. Suitable differential 
pressure (for hydraulically actuated equipment) aa~ strain gauge (for 
mechanically aotuated equipment) measuri.ng apparatus shall be pa~ovided 
for determining relative packing break-out and running friction values. 

~~ 

1~.2.6 03~ Aigh ~emperature Performance ~est Procedure: Packing specimens and backup 
r s s a 	s 	e 	groove 	assembly filled with fluid at no 
pa~easure. Assemblg shall be maintai~d at 15$ F+ 2 fca~ 6 days prior to 
perYormance tests. Assembly shall be disassemblea at the end of this 
time and packings and all metals in contact with packings shall be in~ected 
for adhesion~ g~ams, residues, permanent set or swrelling of packing~ and 
discoloration or corrosion of inetals. After reassembly~ the p~essure in the 
entire system shall be raised to 3000 pai ~rith the piston near one end of 
cylinder~ but not bottomed~ and the nscess ary  valve ad~ustmerrts de to 
prevezrt motion. The temperature shall be raised ~rithin 1 hr to 1~8 F 
+ 2 azd the assemb~y held at this temperature and pressure Yor 24 hours. 
~ completion of this period th+e following cyclic and static tests shAll 
be perPormed in the a¢~der listed and at the temperature specified. Total 
leakage during the Yollc~ating seqnence shall not exceed 7 drvps (app~oximate]y 
~.35 ml) from each packing gland. 
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l~,20603 0 1 Yra3~ia1 Iiigh Pr~ssur~ Break-Ou~s Fo~~ing th~ Z!b I~ sf.~db~r g~riad 9  aa~d 
a~~em ~ a 	¢ and 3000 p~i hydx°aulic p~e~sure 9 slo~rl.~ 

app~ staf'gicien$ ~e~°~o ($~clraulic ~r mechanic~l) ito initiate mo~re~n~t 
of t~ pistono ~~ px°easure required f°or br~ak-out of hydraulicall~ 
a~tna~d me~hanisms shall no~ exc~ed 1~0 psi 9  ~a~d th~ b~ea~C~ut forc~ for 
se~ehanicallg a~tuat~d equip~aent sh~l.l not ~xce~d 110 poundso 

l~o2obo3o2 ~~Ii ~essux°e C~eli~s ~ot l~ss ~haa2 10 cycles of ogeration at 30~ psi 
sh~lY ~a o~i~f~n$ial. ps°essure required f,o mairatain moge~en~ 
at 20 cpma ~or h~dr~smlica~.y ~ctuat~d mechanisms shall not exe~~d 20 psi9 

~ 	arad for ~aechanicall,y act~aa~~d equipmeat ~he forc~ r~quixed shall not 
~~c~ed 55 Poundso 

L~o2o603,3 I~ Px°~ssus°~ ~1i~a The piston shal~ b~ actmat~d not l.ess fi.P1an 10 ~itnes 
~ no~ oas pr~ssureo For h~draulic~ll~ actuated ~chanisms 9  use sugfi- 
cient ciif~~rential pa~essu8°e ~o main~3.n mvaem~nt ~~ 20 cp~ao FgecP~xai= 
ca11g actu~f,ed ~quipment should be s~t ~~ 20 c~ ~nd 10 psi ~~,ste~ 
pac~irag pressur~, Record clit°ferentia], p~^~ssiax°~ (hydraulicaS.9.y a~~~t~ad 
~nechanisYas ) or force (mecbanical:ly actua~d ~~uipan~n~) required ~to 
mainfi,~in mo~ement of the pistono 

1~02,6,3 0 l~ %~a Px°~~sure Static~ 'I`he hy~aulic pressur°~ ira the test assembly shalg 
~tex~ ~ ~ 0 p~i s~nd t.la~ insf.a77.atioxa gll~r~d. ~s se~ 1 houro 

A,t't.er th~ stancib~ g~riod9 record ithe di~'f~rentYal p~~ssur~ (hydx^aulica]1~ 
~ctu,ated mechanisms) or force against ~h.he piston (mechanica113r actuated 
~quip~nt) required to ini~tiate mog~m~nt of the pistono 

40 2 060305 ~'ina]. Hi~h Pr~ssure Br~ak~nts Af'ter completion of the preceding ~s~ 
s~~a~a~~ 9  e 	~u ic pressure in tl~ ~est assembly shall ~ raised to 
3000 psi r~ith tP~e piston neatr one end of the cylind~r 9 but aot bo~~omed9 
and maixitairied at that pressus°e for 3 Y~ at 158 F ¢ 2 0 3°he t~st ass~mbl~r 
sha].1 ~P~~n b~ a11.o~r~d to cool to room f~ngeratur~ oe~r a 20 ha° g~riodo 
Pg°~ssu8°e sha17, not fall b~l~ 2000 p gi during tP~~s g~riodo Pressure 
shall t~~a b~ r~].iev~d ~~n the test assembl~ ►  ~ithou~ g~rmittir~ the 
piston to mogea and a no=load break~aut fxiction ~st perfor~do T~~ 
pressu~e re~aired for break-out o~ laydraulical].y actuat~d mec~nisms 
shall not exceed 1~0 psi 9  and tl~ brea~c-out force far~ ffiechanicall~ 
actua#,~d ~quip~ent shall not exceed 110 poundso I,eakage during th~~ 
p~°~fon og t~ ~at shall not ~x~e~d 2 drops (approx3anat~].y Oo1.0 ~7.) 
~r glando 

4o2oba~. I,~w ~m~ratu g°e Pergo~°mance Test Proceduree T~~ sam~ apparatus and packing 
rings use 	previous es s a 	e c rged to 3000 psi for 3~aino to 
position th~ rings withi.n the packing gland, The p~essnre shall then b~ 
lo~r~d to 5= 10 psi and the test assembl~j lowered within 1~ to ~65 ~o 
=~0 F and maintain~d at that temperature for not less than 2!~ hours, ~~ae 
follo~ring c,ycling and static tests shall then b~ parfarmed in the arder 
specified 9  using fluid no warmer than -d~5 Fo Iseakage during the entire 
s~quence of low temperature garformance tests shall not exce~d 20 da°ops 
(~pproximaf~l.y 1 ml) per glando 

?~o2obo~.o1 I~ Pressure Break-0uto Following the 2~. hr s~t,andby period 9  and with th~ ffise~m ~~t 	F an 5~].0 psi 9  slowlg apply sufficient force (hydraulic 
a¢° ~eefianic~l) to initiate,movement of the pistona Di~ferential break~ont 
}~essux~e for hydraulically actuated mechanisms sha11 not ~xe~ed 80 psio No 
mos°e ~han 220 lb break-out force shall be requis~ed for mecharlical~y 
actu~fi~cl pi~~ono 

~ 
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1~.2.6.l~,2 I,ow Pressure ~Cy_c__l_i_~n  : The piston shall be actuated not less than 10 
times at no ~3 pressure. Differential pressure required to maintain 
20 cpm movement of hydraulically actnated mechanisms shall not exceed 
100 psi. Force required to maintain 20 epm with mechanically actuated 
pistons shall not exceed 275 pounds. (See No.te 3) 

l~.2.6.l:.3 Hi h Pressure Break-Out: After completing the preceding test sequence~ 
e 	au ie pressure in ths test assembly shall be maintained at 

3000 psi with the piston near one end of the cylinder~ but not bottamed~ 
and maintai.ned at that pressure for 1 hour. Follc~wing completion of the 
1 hr standby period, sufficient force ~hydraulic or mechanical) shall 
be applied to initiate mocement of the piston. The pa~essure required 
for break-out of hydraulically actuated mechanisms shall not exceed 
120 psi~ and the break-out force fcr mechanically actuated eouipment 
shall not exceed 330 pounds. Pressure shall then be reduced to 0 psi 
and the apparatus allowed to warm to rooan temperature over an 18 hr 
period. (See Note 3) 	 ~- 

ATote 3. At the start of l~.2.b.~.2 and 1~.2.6.lt.3 the piston rod shall:be forceful.l,y 
moved from side to side in each of two planes 90 deg apart. 

1~.2.7 Endurance Tests: The product shall be capable of ineeting the following test 
requlremen s: 

~.2,7.1 Test Specimens: Shall be 0-rings and back up rings identical to those 
requirecT~or performance tests in 1t.2.6. ?~..2.7.2 Apparatus: Shall be similar to tha.t rer.uired for performance tests in 
... ydraulically actuated mechanisms shall be so constructed that 

during the filling stroke of the inboard end of the eylinder (at which 
time the piston rod is retracting), the fluid pressure shall. be  at,mos- 
pheric or less (5 -]1t.7 psi absolute pressure). Mechanically actuated 
equipanent shall be so constsucted that impulse pressure of 3000 psi at a 
rate of 25,000 psi per sec will be applied at mid-stroke as the piston 
is retracting and remain at 3000 psi for 1/2 cycle, being reduced to 
20 - 50 psi absolute pressure as the piston reaches mid-stroke in the 
opposite direction. 

l~. 2 .7.3 Aged Ring Cycling Test Procedure: The same 0-rings and back up rings as 
Nere use in .. s a e reinstalled in the test cylinder. Test con- 
ditions shall be as follows: 

Fluid: SAE Phosphate Ester Test Fluid No. 1 
Temperature: 120 F + 10 
Stroke: 1~ in. min 
Operating Pressure~ $ydraulically actuated mechanisms: 

2600 - 3000 psi driving and 3000 psi min loading 
Operating Pressure, I~echanically actuated equipments 

1~2 cycle at 3000 psi~ 1/2 cycle at 20 - 50 psi~ 
absolute pressure. Pressure to change at mid- 
stxoke. 

~ 
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Rate of Cycling: 30 cycles per minute minimum. Total 
cycles, 40,000 min with thin~alled type cylinders, or 
70~000 min if thick (non-breathing) cylinders are used. 

Standby Period: Internal pressure of 3000 psi shall be 
applied for not less than 17 hr after every second day~s 
cycling. Standby pressure shall be 5- 10 psi during all 
other periods.. Ixi no case, however~ shall more than 
10~000 cycles be mads between two standby periods. 

Al1 test data shall be recorded. 

li.2.7.3.1 Acceptable leakage rates will vary according to the particular test 
apparatus used. In no case shall average leakage during the entire 
cycling test, including standby~ exceed 1.25 ml per 1000 cycles of 
operation (approxitaately 5 drops per 200 cycles) per gland. Leakage 
over the last 5~000 cycles of operation shall not exceed 10 ml per 
gland. The leakage shall be recorded. 

~to 2 .7.l~ New Ris~ Cy~cling Test ~ocedure: New packings (as molded with no aging) 
sha 	e ns a1~eT'in e es cylinder and cqcled in the same marmer in 
the same groov+es as specified in 4. 2 .7.3. All test data shall be recaa~ded, 

11.2.7elt.l Leakage of . the new rings shall not exceed the rate allowed in 4.2,7.3.1, 
Leakage shall be recordedo 

1~.2.8 Fatigne Tests: The product shall be capable of ineeting the following tests 
~ c~s iaTrTe conducted on at least 2 air aged, 2 fluid aged, and 2 una.ged 
rings of each size specified in lt.2.8.1. Aging condj.tions shall be 7 days 
at 158 F: 2. Fluid shall be Phosphate Ester Test Fluid No. l. All new 
(unaged)O~ings shall withstand 2!~ hr and all aged 0-rings shall withstand 
16 hr of rotation in the machine without failure and without signs of 
cracking, fla.king, wear, or other deterioration. Test data shall be recorded. 

L~.2.8.1 Test Specimens: Shall be as listed in Table 1, unless otherwise specified. 

1~.2.8.2 Apparatus: 0-rings shall be mounted in the apparatus shown in Figure l. 
~ 	e 	ven mandrel shall be mounted on movable slides such that a 15~ 

stretch can be maintained on the rings. The driving mandrel shall ro- 
tate at 1750 rpm + 500 

.2.8.3 Fatigue Test Procedure: The 6 rings of each size may be installed in the 
apparatus an eva ua ed simultaneously. The rotation need not be con- 
tinuous~ but the 15~ stxetch should not be maintained during extended 
periods of no rotation, and the max~mum test time specified should be a 
summation of o~ly those periods of time in which rotation takes place. 

•2.9 CheW Resistance Screenin Tests: The product sha.11 be capable of ineeting 
e o owing ests, con uc 	on at least 12 rings in both the aged and 

unaged condition. Average chew resistance ratings shall be not less than 
88 for the aged samples and not less than 92 for the unaged samples. 
Individual ratings lower than 70 in either the aged or unaged condition 
shall be cause for re3ection of the material for 0-ring packing use. 

~ 

• 

~ 
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4.2.9.1 Test Specimens: 0-rings having the dimensions shown for test ring size 
in Ta e mounted between two chrome-tanned leather back up rings 

having an OD of 1-1/!t in. + 1/6It and a cross-sectional width of 0.123 in. 
+ 0.010, - 0.005. Fluid shall be SAE Phosphate Ester Test Fluid No. 1. 

1~.2.y.2 Apparatus: Cylinder 2-1/l.t. in. long with 1.0057 - 1.0060 in. diameter 
ore esigned to withstand 3000 psi operation with internal packing 

glands 1/!~ in. from each end. Pacl~ing groo~e dimensions shall be as 
follows: Groove diameter, 1.21~3 in. + 0.001; bottam corner radii, 1~32 
in. + 1/61~; top and cylinder bore edge corner radii, 0.002 - 0.008 in.; 
glan~ length, 0.268 in. + 0.005; groove wall surface finish, 8- 32 micro- 
inches. Pressure entry port shall be midway between the packing 
glands. The entire cylinder assembly shall be mounted horizontally and 
supported by a mechani.call,y aligned horiz.ontal rod running through the 
cylinder bore. The rod shall be of AMS 61~l~0 steel, heat treated to 
hardness not lower than Rockwell C 60~ hard chromium plated in accordance 
with AMS 2406, and finish ground to 0. 9987 - 0.9990 in. with a surface 
roughness of 8- 16 microinches. The rod shall be mounted between two 
rigidly suppar~ted linear ball bushings, 6 in. apart, such that total side- 
to-side free play is no more than 0.0002 inch. Means shall be provided for 
actuating the rod through a 5/32 in. stroke at 300 cpm while maintain- 
ing the floating cylinder in a fixed position midway between the two 
lineax ball bushings. Hyt:traulic pressure shall be provided for steady 

~ 	3000 psi operation. 

~t•2.9.3 Chew Resistance Screening Test Procedure: 

1~. 2 .9.3.1 Unaged Samples: A new 0-ring packing (as molded) sha.11 be installed be- 
tween two `~luid-dipped leather back-up rings in the two packing glands 
of the floating cylinder. The c,ylinder shall then be assembled on the 
rod, between the two rod aligning bearings, and 3000 psi steady hy- 
draulic pressure shall be applied to the test cylinder. The rod 
shall then~be actuated for 5,000 complete c,ycles through a 5~32 in. 
stroke at a rate of 300 cpm. More than 5 ml average leakage~ ar~ 
failure of the packings to maintain 3000 psi for 5000 cycles, shall be 
cause for rejection of the material. 

It• 2 .9.3.2 Aged Samples: Samples which have been irrnnersed in a beaker of test 
~ui or days at 158 F+ 2 shall be installed between two fluid- 
dipped leather back-up rings and tested as in l~.2.9.?.1. 

1t. 2 .9.~ Rating Procedure: After removal from the test cylinder packing gland, 
eac -ring s a 1 be dipped in isopropyl alcohol, dried, and cleaned of 
all loose or shredded rubber. A thin cross-sectional wafer (appro~cimately 
1~61~ in. thick) shall then be cut from each ring at the point of maximum 
chew, and a similar wafer shall be cut from an untested ring, using a 
razor blade or similar sharp cutting instrument. The wafers shall be 
placed in a shadow-graph or similar projecting apparatus and viewed at a 
magnification of not less than 15 diameters and the cross-sectional area. 
shall be determined using a planimeter or other suitable device. The 
chew resistance rating shall be the perCentage of cross-sectional area of 
tested to untested rings. 

5. QIIALITY: Parts shall be unifarm in auality and condition, clean, smooth, and 
~ee~rom foreign materials and fram imperfections cletrimental to fabrication, 
appearance, or performance of parts. 
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6. REPORTS: IInless otherwise specified, the vendor of parts sha.11 furnish with 
eac s ipment three ¢opies of a report stating that the parts r~et the re- 
quirements of this specification. This report shall include the purchase or- 
der number, ma.terial specification number, nendor~ s compound niunber, date of 
cure, part number, and quantity. 

7. 7DENTIFICATION: Each ring shall 'be identified by the manufacturer using a 
mo e-ln co ar~ code as specified by the purchaser and shall ~nclude a green 
dot or dash. 

8. PACKAGING: 

8.1 Packaging shall be accomplished in such a manner as to ensure that the pro- 
duct, during shipment and storage~ will not be permanently distorted, and 
will be protected against damage from exposure to weather or any normal 
hazard. 

8.2 Each package shall be marked to give the following information: 

RINGS~ SEALING, SYNTHETIC RUBBER 
AM5 7277 
PAR T NUNIDER 

PURCHASE ORDER NUMBER 
QiTANTITY 

COMPOUND 
MANUFACTURER~ S 	 I T 
DATE OF CURE 	 —' 

9. APPROVAL: _..r_._. 
9.1 To assure adequate performance chaxacteristics, compounds shall be approved 

by purchaser before ri.ngs for production use are supplied, unless such ap- 
proval be waived. Results of tests on production rin~s shall be essen- 
tially equivalent to those on the approved sample. 

9.2 Vendor shall use the same compound and manufacturing processes for production 
rings as for approved sample rings. If necessary to make any cha.nge in mold~ 
compound, or processing~ vendor shall obtain written permission from pur- 
chaser prior to incorporating such chan~e. 

10. REJECTIONSs Parts hot conforming to this specification or to authorized 
mo ica ions will be sub~ect to re~ection. 

~ 

~ 

~ 
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