MIL-DTL-15726G

List of Changes

	MIL-C-15726F
Para/Table/Fig
	MIL-DTL-15726G
Para/Table/Fig
	Changes from MIL-C-15726F to MIL-DTL-15726G
	Rationale for Changes

	Entire Document
	Entire Document
	Inserted changes/additions according to Amendment 1
	MIL-STD-961E, para. 5.18.2

	First page info
	First page info
	Updated first page info.
	MIL-STD-961E, para. 5.4

	Heading 
	Heading
	Changed MILITARY SPECIFICATION to DETAIL SPECIFICATION.
	MIL-STD-961E, para. 5.4.5

	Title
	Title
	Inserted: “ROLLED BAR,”
	Product added to specification.

	1.1
	1.1
	Deleted: “and”

Inserted: “rolled bar,”, “and wire”, “welded and non welded”, “involving”, “exposure.”
	Revised scope to emphasize welded applications and to include “rolled bar” and “wire” as product forms covered by this specification.



	1.2
	1.2
	Verbiage changed, “shall” removed.
	MIL-STD-961E, para. 4.6.6 –h

	1.2
	1.2.1,1.2.2,1.2.3
	Subparagraphs added and given numbers.
	MIL-STD-961E, paras. 4.9 and 4.10

	1.2
	1.2.2
	Inserted: “Rolled Bar”
	Product form added to specification.

	1.2
	1.2.3
	Inserted “A complete listing of temper designations for wrought and cast copper and copper alloys are provided in ASTM B 601.”

Inserted “Temper” and “Temper Name (per ASTM B 601)” as headings.

Inserted “Soft Anneal”, “¼ Hard”, “M20”, “As Hot Rolled”, “H04”, “Hard”. 
	ASTM defines various tempers for cast & wrought copper alloys. Headings denote temper designations and temper names. Temper names inserted beside temper designations.  The “H04” temper was omitted in MIL-C-15726F 

	Footer on pg.1
	Footer on pg. 1
	Verbiage updated.
	MIL-STD-961E, para. 5.4.9

	
	
	Verbiage deleted, “distribution statement” removed.
	Not current with MIL-STD-961E

	
	New 2.1
	Inserted “General” paragraph.
	MIL-STD-961E, para. 5.7.1

	2.1
	2.2
	Paragraph renumbered due to insertion of new 2.1.
	Editorial

	2.1.1
	2.2.1
	Paragraph renumbered due to insertion of new 2.1.
	Editorial

	
	
	Removed “MIL-C-3993”.
	Referenced in 5.1, which is replaced with standard verbiage from MIL-STD-961E, para. 5.10

	
	2.2.1
	Deleted “FEDERAL STANDARDS”.

Deleted “FED-STD-146 - Tolerances for Copper and Copper Base Alloy Mill Products.”

Deleted “FED-STD-185 - Identification Marking of Copper and Copper Base Alloy Mill Products.”

Deleted “MIL-STD-271 - Non-Destructive Testing Methods, Requirements for”.

Inserted: “MIL-STD-2035A - Nondestructive Testing Acceptance Criteria”
	All Federal Standards cited in this specification are cancelled. 

MIL-STD-271 Cancelled

MIL-STD 2035A replaces 0900-LP-003-8000. 

	2.1.2
	
	Paragraph removed, not referenced in document.
	Editorial

	2.1.2
	2.2.2
	New title: “Other Government documents, drawings and publications.”
	Editorial

	
	2.2.2
	Deleted: “NAVAL SEA SYSTEMS COMMAND”

Deleted:  “0900-LP-003-8000 Metals Surface Inspection Acceptance Standards.”
	Document cancelled’



	
	2.2.2
	Inserted “NAVSEA TECHNICAL PUBLICATIONS”. 

Inserted: “T9074-AS-GIB-010/271-Requirements for Nondestructive Testing Methods”
	Replaces “NAVAL SEA SYSTEMS COMMAND”

Tech Pub T9074-AS-GIB-010/271 replaces MIL-STD-271.

	2.2
	2.3
	“Non-Government publications” statement updated.
	MIL-STD-961E, para. 5.7.3.1

	
	
	Paragraph renumbered due to insertion of new 2.1.
	Editorial

	
	2.3
	Inserted the following ASTM specifications plus titles:  “B 122/B 122M, B 151/B 155M, B 248, B 249/B 249M, B 369, B 601, and E 340”.
	Referenced in sections 3,4 or 5

	
	2.3
	Inserted “SAE STANDARDS”.

Inserted the following SAE AMS Standards plus titles:  “AMS 185, AMS 2221E, AMS 2222G, AMS 2224E”
	SAE Standards referenced in sections 3, 4 or 5.  AMS 185 replaces FED-STD-185. AMS 2221E, AMS 2222G, and AMS 2224E replace FED-STD-146

	2.3
	2.4
	Paragraph renumbered due to insertion of new 2.1.
	Editorial

	
	3.1
	“First article” paragraph and statement added.
	MIL-STD-961E, para. 5.8.5

	3.1
	3.2
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	
	3.2
	Changed paragraph title from “Material” to “Materials, manufacture and products,” 

Inserted “The starting cast material used to produce the wrought products specified herein shall meet the weldability test requirements of ASTM B369.”
	New title captures scope of paragraph.  ASTM B369 weldability test invoked.  Testing of cast starting material for weldability provides a conservative indication of the weldability of subsequent wrought products.

	3.2.1
	3.2.1
	Moved paragraph position for better/more logical placement.  
	Editorial

	
	3.2.1
	Deleted “Recovered materials.”

Inserted “Recycled, recovered, or environmentally preferable materials.” 

Changed word “form” to “from”.
	Title changed to conform to MIL-STD-961E standard paragraph. 

Editorial word change.

	3.2
	3.3
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	TABLE I
	TABLE I
	Inserted “Composition, % weight” under Table I title heading.

Inserted “nominal” with Composition. 

Inserted “CuNi” with 70-30 and 90-10.

Inserted “including silver” with Copper.

Inserted “including cobalt” with Nickel.

Deleted “minimum” for iron. 

Deleted “minimum” and inserted “maximum” for zinc, manganese, lead, phosphorous, sulfur, and carbon.

Lowered maximum level for elements under C71500 and C70600 as follows:  zinc 0.50 to 0.10, lead 0.02 to 0.005, phosphorous 0.02 to 0.005, and sulfur 0.02 to 0.01.

Inserted “Tellurium (maximum)”.

Limit for tellurium set at 0.020 maximum for C71500 and C70600. 
	Percent weight is appropriate. 70-30 CuNi and 90-10 CuNi are nominal compositions.  “Copper plus silver” and “Nickel plus cobalt” are consistent with other MIL and ASTM spec chemical requirements for copper-nickel alloys. Reduced maximum limits on elements are for weldability considerations and based on weldability literature review and other specifications. Tellurium added and maximum limit set for weldability considerations based on literature review and prior weld HAZ/fusion line cracking problems with forged C71500 fittings. Changes to chemical requirements for MIL-DTL-15726G are consistent with proposed changes in MIL-DTL-24679A, Copper-Nickel Alloy Forgings and Forging Stock.

	3.3
	3.4
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	
	3.4
	Inserted “, wire, rolled bar, bar” in first sentence. 

Inserted: “The products specified in Table II and Table III are keyed to the requirements of ASTM B 122/B 122M, ASTM B 248, ASTM B 151/B 155M, and ASTM B 249.”
	Revised to reflect products specified in the table II and table III. ASTM specifications cited are source documents for mechanical property and other requirements of the products in MIL-DTL-15726G.    

	
	3.4
	New paragraph/sub-paragraphs inserted: 3.4.1 – 3.4.1.7.7
	New information.

	Table II
	Table II
	Inserted: “rolled bar, wire,” in table title.
	Table II includes rolled bar and wire.

	
	Table II
	Inserted: “, and rolled bar” in title of temper column heading.
	Rolled bar is a product in table II.

	Table III
	Table III
	Inserted: “and bar” in title of Table III
	Table III includes rod and bar.

	
	Table III
	Inserted: “diameter or” in heading of column 1.
	Round rod product may be specified.

	
	Table III
	Insertions in column 2 of table III under alloy C71500 (top to bottom): “(1)”, “(1)”, “(1)”, “and (1)”.
	Refers to note 1 at end of table III.

	
	Table III
	Insertions in column 2 of table III under alloy C70600 (top to bottom):  “(2)”, “(2)”, “(2)”, and “(2)”
	Refers to note 2 at end of table III

	
	Table III
	Inserted additional rows of data in table III under alloy C70600:

Inserted notes 1 and 2 at end of table III:

Over 3/16 in. to 3/8 in. thick and up to 12 in.  wide, incl.

H04 (2) 

55

30

10

Over 3/8 in. to ½ in. thick and up to 12 in. wide, incl.

H04 (2) 

50

28

12

Over ½ in. to 3 in. thick incl., all widths

H04 (2)

40

17

20

Notes to Table III:

1. Round, hexagonal, and octagonal rods and square bars

2. Rectangular bars.


	Provides minimum tensile properties for C70600 rectangular bar of various sizes in the H04 temper.  Products and properties are per the requirements of ASTM B 151/B 151M.

Notes 1 and 2 identify the forms and shapes associated with the specified sizes, tempers and minimum tensile properties for C71500 and C70600 products listed in table III.



	
	New  3.5
	“Weldability. The starting as-cast starting materials shall meet the weldability test requirements of ASTM B369 as follows: “Cracks or other open defects exceeding 1⁄8 in. measured in any direction in the fusion zone or heat-affected zone on the convex surface of the specimen after bending shall be cause for rejection.  Cracks originating at weld-bead undercuts, at weld slag inclusions, or at casting defects shall not be cause for rejection.”(See 4.4.4).”
	Testing of as-cast starting materials for weldability will provide conservative indication of the weldability of subsequent wrought products



	
	New 3.6
	“Macroscopic examination.  When first article inspection is specified, the macro etch cross-section shall exhibit uniformity of quality, soundness and freedom from cracks and porosity.  A fully wrought macrostructure shall be evident and shall be free from cast dendritic structure.”
	A product of uniform quality that is free of cracks, porosity and cast dendritic structure will have superior mechanical properties and weldability. 

	
	3.6.1
	“Product cross-section.  The macroscopic examination is required for any product with a diameter or thickness between parallel surfaces of 1-inch or greater, or any product that has been machined down to a final diameter or thickness of less than 1-inch.”
	Macroscopic examination of any fully wrought product that has been worked down to a final diameter or thickness between parallel surfaces of less than 1 in. is not warranted

	3.4
	3.5
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	3.4
	3.7
	Paragraph renumbered due to insertion of new 3.5 and 3.6.
	Editorial

	3.4
	3.7
	Deleted” “visual and”

Deleted: “such as ultrasonic, or dye penetrant inspections”

Inserted: “(see 4.5).  When specified (see 6.2), products will be ultrasonically and liquid penetrant inspected (see 4.5.4) to demonstrate their soundness.”
	Substituted current terminology



	
	 3.7.1 New insert
	“Sheet, strip, and wire do not require ultrasonic inspection.”
	Negative requirement.  Statement also included in 4.5.4.1. 

	3.5
	3.6
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	3.5.1
	3.6
	Merged into paragraph 3.6.
	Editorial/Does not have a para title

	3.5 & 3.51
	3.8
	Paragraph renumbered due to insertion of new 3.5 and 3.6.
	Editorial

	3.6
	3.7
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	
	
	Verbiage changed.
	Editorial

	3.6
	3.9
	Paragraph renumbered due to insertion of new 3.5 and 3.6.
	Editorial

	
	3.91 New insert.
	“Flat products.  The thickness of all flat products should be specified in decimals of an inch.”
	This requirement was moved from section 6, Notes, to section 3, Requirements.  Specifically, 6.4 became 3.9.1.

	
	3.9.2 New insert.
	“Edge finish for plate, sheet or strip.  Where no description of the edge of plate, sheet, or strip is specified, the edges furnished will be the finish (slitting, shearing, sawing) most available to the contractor and the greatest tolerances specified in 3.10 will be permitted.”
	This requirement was moved from section 6, Notes, to section 3, Requirements. Specifically, 6.5 became 3.9.2.

	3.7.
	3.8
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	3.7.1
	3.8
	Merged into 3.8.
	Editorial

	3.7 & 3.71
	3.10
	Paragraph renumbered due to insertion of new 3.5 and 3.6.
	Editorial

	3.7 & 3.71
	3.10
	Deleted: “FED-STD-146”

Inserted: “the appropriate portions of  SAE-AMS 2221E, SAE-AMS 2222G, and SAE-AMS 2224E.
	FD-STD-146 is cancelled and replaced by SAE-AMS 2221E, SAE-AMS 2222G and SAE-AMS 2224E

	3.8
	3.9
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	3.8
	3.11
	Paragraph renumbered due to insertion of new 3.5 and 3.6
	Editorial

	3.9 (and all sub paragraph)
	3.10 (and all sub paragraph)
	Paragraph renumbered due to insertion of new 3.1.
	Editorial

	3.9 (and all sub paragraphs)
	3.12 (and all sub paragraphs)
	Paragraph renumbered due to insertion of new 3.5 and 3.6
	Editorial

	3.9.1
	3.12.1
	Deleted: “FED-STD-185”

Inserted: “SAE-AMS-STD-185
	FED-STD-185 is cancelled and replaced by SAE-AMS-STD-185

	4.1
	
	“Responsibility for inspection” paragraph removed.
	Not allowed by MIL-STD-961E, para. 4.4

	4.1.1
	
	“Responsibility for compliance” paragraph removed.
	Not allowed by MIL-STD-961E, para. 4.4

	
	New 4.1
	“Classification of inspections” paragraph added.
	MIL-STD-961E, para. 5.9.2

	
	New 4.2
	“First article” paragraph added.
	MIL-STD-961E, para. 5.9.2

	
	4.2
	Revised first article paragraph after first sentence as follows: “This inspection shall include the examination and tests as specified in Table IV.  The first article item of each product form submitted for inspection shall be the first article sample.  Mechanical properties for the first article inspection shall be determined throughout the item as specified in the purchase order (which should also include specific instructions regarding arrangements for examinations, approval of test results, and disposition of the first article samples), and the number and location of the test specimens.  The acceptance criteria shall be as specified herein or as agreed upon between the contracting activity and the manufacturer. “ 
	Directs manufacturer to table of required tests and examinations and provides other essential information. 

	
	4.2.1 New insert.
	“Macroscopic examination.  A full cross-section shall be prepared from the first article sample in accordance with ASTM E340 and examined at a 10X magnification for uniformity, soundness and grain flow (see 3.6.).”


	Added a macroscopic examination of a full cross section to ensure that the forming process is effective in eliminating as-cast structure, which can adversely affect weldability. 

	
	4.2.2 New insert.
	Manufacturing plan.  The manufacturer shall maintain a record of production practices used for the first article of each product form.  In the event of a change in the production practice in the same or subsequent order, the manufacturer shall notify the contracting activity and obtain approval of the changes.  The manufacturer may be required to perform specific first article tests and examinations to verify that the change will not or has not degraded product quality.
	Manufacturing plan will document procedures and materials used for the first article sample.

	
	New 4.3
	“Conformance inspection” paragraph added.
	MIL-STD-961E, para. 5.9.2

	
	4.3
	“Conformance inspection.  Conformance inspection shall include the examination and tests as specified in Table IV
	Directs manufacturer to table of required tests and examinations.

	
	New Table IV
	Inserted table: “First article tests and conformance inspections.”
	Specifies tests and examinations for First Article and Conformance inspections

	4.2 (including all sub paragraphs)
	4.4 (including all sub paragraphs
	Paragraph renumbered due to insertion of new 4.2 and 4.3.
	Editorial

	
	4.4.1.2
	“form” changed to “from”
	from is the correct word

	4.2.2.1
	4.4.2.1
	“Sampling batched material” title given to sub paragraph.
	MIL-STD-961E, para. 4.10

	4.2.2.1
	4.4.2.1
	Deleted: “one sample shall be taken form each melt preferably at the time of pouring.”
	 Inadequate sampling for heat chemistry of batch melted material.

	4.2.2.1
	4.4.2.1
	Inserted: “one sample shall be taken from each melt at the beginning and end of each pour that constitutes a heat.”
	Improved sampling requirement for batch melted heat chemistry.

	4.2.2.2
	4.4.2.2
	“Sampling continuously cast material” title given to sub paragraph.
	MIL-STD-961E, para. 4.10

	
	4.4.3
	Inserted: “Unless otherwise specified (see 6.2), a”
	Alternate sampling plan may be specified in the acquisition document.

	
	4.4.4 New insert.
	“Weldability test blocks.  As-cast weldability test blocks per ASTM B369 (FIG I) shall be poured from each heat used to produce the various alloys and product forms in this specification.”
	Specifies ASTM B369 test blocks and test block sampling requirements. 

	
	 4.4.4.1 New insert.
	“Batch melted material. For batch melted material, one test block shall be taken from each melt at the beginning and end of each pour that constitutes a heat”
	Sampling requirements for batch melted material.

	
	4.4.4.2 New insert.
	“Continuously cast material.  For continuously cast material, one test block shall be taken at the beginning of the pour and at the end of the pour.  If the cast lasts more than 1 hour, an additional sample shall be taken for each hour or portion thereof of pour.”
	Sampling requirements for continuously cast material.

	
	4.4.5
	Para renumbered due to new 4.4.4
	Editorial

	
	4.4.5
	Inserted: “Unless otherwise specified (see 6.2), sampling shall exhibit a 95 percent confidence level that not less than 95 percent of the items in the lot conform to the visual and dimensional requirements of this specification.”
	Provides reasonable criteria for the sampling plan.  This confidence level has been used for the composition uniformity of high strength steel welding electrodes. Prior sampling criteria were in MIL-STD-105, which has been cancelled.



	
	4.4.6
	Para renumbered due to new 4.4.4
	Editorial

	
	4.4.6
	Inserted; “(see 3.7)”
	Sheet, strip, and wire do not require ultrasonic inspection.

	4.3 and all sub paragraphs
	4.5 all sub-paragraphs.
	Paragraph renumbered due to insertion of new 4.2 and 4.3.
	Editorial

	
	4.5.3 New insert
	“Weldability tests.  As-cast weldability test blocks shall be tested in accordance with the procedures in ASTM B369.  When specified (see 6.2), the results of weldability testing for all melts (heats) included in an inspection lot shall be provided.”
	Invokes test procedure of ASTM B369 for as-cast weldability test blocks.

	
	4.5.4 and all sub paragraphs
	Paragraph renumbered due to insertion of 4.5.3.
	Editorial

	
	4.5.4
	Changed 4.4.5 to 4.4.6 in text.

Inserted: “(see 6.2)”
	Paragraph number has changed.

To determine need for NDT.

	
	4.5.4.1
	Deleted: “MIL-STD-271”

Inserted: “the applicable sections of NAVSEA Technical Publication T9074-AS-GIB-010/271 except”
	Cancelled

Tech Pub T9074-AS-GIB-010/271 replaces MIL-STD-271

	
	4.5.4.2.2
	Inserted: “b. Multisided bar and rolled bar.”
	Rolled bar is added as a product form in this specification.

	
	4.5.4.2.2
	Inserted: “Rolled bar shall be tested using the longitudinal wave technique through the major parallel sides.”
	Thickness of rolled bar product is typically too thin to permit UT testing through the parallel edges.

	
	4.5.4.2
	Inserted MIL-STD_2035A plus wording as follows: “Unless otherwise specified (see 6.2),” and “MIL-STD-2035A and the acceptance criteria provided herein.”
	Replaces cancelled document.

	4.4 and all sub paragraphs
	4.6 and all sub paragraphs
	Paragraph renumbered due to insertion of new 4.2 and 4.3.
	Editorial

	4.4.1.1
	4.6.1.1
	“Defective machining” title given to sub paragraph.
	MIL-STD-961E, para. 4.10

	
	4.6 and all sub-paragraphs
	Deleted 4.6 and all sub-paragraphs.


	Replaced with restructured and re-worded paragraph 4.6

	
	4.6
	“Rejection and retests.” New paragraph title + text inserted.
	Includes new requirements from NAVSEA Technical Publication T9074-BD-GIB-010/0300 - HY Steel Forgings.

	
	4.6.1
	“Tensile retest.” New paragraph title + text inserted.
	New criteria for permitting a retest of minimum yield strength and elongation properties.

	
	4.6.1.1
	“Gauge length retest.” New sub-paragraph title + text inserted.
	New criteria for retest of minimum elongation based on fracture location outside and within the gauge length.

	
	4.6.2
	“Defective specimen/Replacement of test specimens.”  New paragraph title + text inserted.
	Prescribes conditions that permit the rejection and replacement of test specimens.

	4.5 and all sub paragraphs
	4.7 and all sub paragraphs
	Paragraph renumbered due to insertion of new 4.2 and 4.3.
	Editorial

	4.5.1
	4.7.1
	Verbiage changed.
	Editorial

	4.6
	
	Paragraph removed.
	Covered by para. 5.1

	Section 5
	Section 5
	Packaging statement removed.
	MIL-STD-961E, para. 5.10

	5.1
	5.1
	Packaging paragraph updated. 
	MIL-STD-961E, para. 5.10

	6.2
	6.2
	Removed “b.”.
	DODISS is no longer referenced

	
	
	Inserted new “c. When first article is required (see 3.1).” and new “g. If certification is required (see 4.4.2.2).”  Re-lettered accordingly.
	MIL-STD-961E, para. 5.11.3

	
	6.2
	Inserted: “h. Sampling for mechanical property tests, if other than as specified (see 4.4.3).”

Inserted: “j When results of weldability testing are required (see 4.5.3).”

Lettering changes: “i” and “k-n”.

Numbering changes: new i. “(see 4.4.5)”, new k. “(see 4.5.4).”, and new l. “(see 4.5.4.2).”
	Procuring agency may require an alternate sampling plan for mechanical property tests and a weldability test has been inserted (see 4.5.3).  Lettering and numbering changes due to new insertions.

	6.3
	
	“Data requirements” paragraph removed.
	MIL-STD-961E, para. 4.3

	6.4
	
	Paragraph moved to 3.9.1.
	More properly a requirement.

	6.5
	
	Paragraph moved to 3.9.2.
	More properly a requirement.

	6.6
	6.3
	Paragraph renumbered due to removal of paragraphs 6.3, 6.4, and 6.5
	Editorial

	6.7
	
	Moved to verification section as paragraph 4.4.5. 

Criteria for a reasonable sampling plan has been added to 4.4.5
	MIL-STD-105 is canceled

	
	6.4
	“Definitions of products. The products specified in Table II and Table III are defined as follows:”
	Product definitions supplement the information in tables II and III. 

	
	6.4.1
	“Rolled bar - a rolled flat product over 0,188 in. thick and up to and including 12 in. wide with sheared, sawed, or machined edges in straight lengths or coils (rolls).”
	Definition of “rolled bar”.

	
	6.4.2
	“Plate - a wrought flat product over 0.188 in. thick and over 12 in. wide in straight lengths or coils (rolls).”
	Definition of “plate”.

	
	6.4.3
	“Sheet - a rolled flat product up to and including 0.188 in. thick and over 24 in. wide in straight lengths or coils.”
	Definition of “sheet”.

	
	6.4.4
	“Strip - a rolled flat product other than flat wire, up to and including 0.188 in. thick, in straight , coils (rolls), or traverse wound on reels or spools.”
	Definition of “strip”.

	
	6.4.4.a
	“a.  with slit or sheared edges in widths up to 24 in. inclusive.”
	Widths available for strip with slit or sheared edges.

	
	6.4.4.b
	“b.  with finished drawn or rolled edges in widths over 1 ¼ in. to 12 in. inclusive.”
	Widths available for strip with finished drawn or rolled edges.

	
	6.4.5
	“Rod – a round, regular hexagonal or regular octagonal solid section furnished in straight lengths (a regular hexagonal or regular octagonal solid section having equal sides and equal angles).”
	Definition of “rod”.

	
	6.4.6
	“Bar – a solid rectangular section, or one with two-plane parallel surfaces and round or other simple regularly shaped finished edges, up to and including 12 in. widths and over 0.188 in. thick furnished in straight lengths or rolls and with finished edges, either rolled, drawn or extruded.”
	Definition of “bar”

	
	6.4.7
	“Wire- A solid section, other than strip, furnished in coils or on spools, reels or bucks.  Flat wire, may also be furnished in straight lengths.”
	Definition of “wire”

	6.8
	6.5
	Paragraph renumbered due to removal of paragraphs 6.3, 6.4, 6.5, and 6.7
	Editorial

	
	6.5
	Deleted “Forgings”. 

Inserted: “Plate, bar, and rod.”

Inserted: “Sheet, strip, and wire.”

Inserted: “Copper-nickel alloys.”

Inserted: “C70600 and C71500.”
	Forgings are not in this specification.

Appropriate key words.

	6.9
	6.6
	Paragraph renumbered.
	Editorial

	Concluding Material
	Concluding Material
	Updated custodians and review activities.
	MIL-STD-961E, para. 5.12

	
	Advisory Note
	Added advisory note.
	MIL-STD-961E, para. 5.12.8


