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1.0	Overview of the AMCOM M&O SAR Process

1.1	Purpose of the M&O SAR

All prospective vendors seeking to compete for a solicitation for M&O, for any Critical Safety Item (CSI) component(s) or component(s) containing CSI sub-components, and NON_CSI components are required to be considered an U.S. Army Aviation and Missile Life Cycle Management Command (AMCOM) approved source, and must submit a SAR package for review and approval by the Engineering Directorate (ED).  Source approval must be obtained prior to being considered for contract award.  

All prospective vendors seeking source approval must have an active Commercial and Government Entity (CAGE) code.  CAGE codes can be obtained through the System for Award Management (SAM), which is accessible from the website:  https://www.sam.gov/index.html.  Approvals are made on an individual part number basis for a specific M&O location CAGE code.

A M&O SAR is a technical capability proposal from an alternate supplier seeking to gain source approval for the M&O of a specific part managed by AMCOM.  Once source approval is granted to a supplier, they are considered an approved source and can bid on AMCOM solicitations for the M&O of aircraft parts.  A SAR is one of the key means by which a prospective supplier demonstrates their capability to M&O a part that meets or exceeds the Army’s technical data requirements.

Once a M&O SAR has been submitted, the SAR review process is conducted to evaluate a prospective vendor’s ability to M&O an aircraft part that meets the standards set forth by the U.S. Army.  These standards encompass Depot Maintenance Work Requirements (DMWR), Maintenance Engineering Orders (MEO), AMCOM Engineering Directives (AED), and related technical data.  The M&O SAR review is both administrative and technical.  Subject matter experts perform an evaluation of a prospective vendor’s SAR from many different viewpoints such as M&O planning, proper materials identification, traceability, proper process specification use (i.e., Heat Treatment, Non-Destructive Testing, Metal Plating, Shot Peening, etc.), proprietary information rights, traceability, engineering testing, etc.  The desired result of the M&O SAR review is to qualify additional M&O sources with the confidence that the vendor will provide the highest quality parts, with safety of our equipment and Warfighter as the main focus.

Questions concerning SAR submissions can be directed to the M&O SAR Team via
E-mail:  usarmy.redstone.rdecom-amrdec.mbx.ed-sar@mail.mil or by telephone:  256-313-6371, 256-313-8998, or 256-876-3198.
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1.2	Preparing the M&O SAR

Once you have decided which part to submit a SAR for, you may be able to get an estimate of the projected demand by visiting the AMCOM Competition Advocates Shopping List (CASL) website and viewing a list containing estimates of projected AMCOM Aviation M&O requirements.  Along with the projections the CASL also posts a “High Priority List”.  The URL for the CASL website is:  http://amcomdmz.redstone.army.mil/casl_cmo/casldba.casl_cmo_casl  (Note: only parts for which projections have been made are listed and the projections are updated quarterly).  This information can be used to assist in determining the part (or parts) for which a vendor wishes to apply to become an approved source.  However, a prospective vendor may submit a SAR on any part, whether or not it currently appears in the CASL.  NOTE:  Prospective vendors should be aware that the CASL estimated projected demand for a part is only an indicator and does not by itself determine the priority that will be assigned to a SAR.  Priority is determined by the AMCOM Logistics Center (ALC) and is based upon numerous variables, one of which is the projected demand for the part.  SARs not assigned a high priority by the ALC will not be processed and the SAR submitter will be notified accordingly.

For purposes of this guide, all M&O candidate parts have been broken into 4 categories:

· NON-CSI with an adequate DMWR
· NON-CSI without and adequate DMWR
· CSI with an adequate DMWR
· CSI without an adequate DMWR 

If it is determined that a part is NON-CSI and has an adequate DMWR, no SAR is required.  All other SAR’s will comply with the detailed instructions below.  This determination will be provided to the prospective vendor upon receipt of the cover letter  (as described below in STEP 1) and evaluated by the ED.

STEP 1 - Send a signed letter on company letterhead requesting to submit a M&O SAR for a specific part to the M&O SAR Team via E-mail:  
usarmy.redstone.rdecom-amrdec.mbx.ed-sar@mail.mil.  The M&O SAR request letter (also referred to in this document as a cover letter) must include:

· The Part Number (PN) and dash number (if applicable), National Stock Number (NSN), and the part nomenclature
· The company's name, address, CAGE code, telephone number, and FAX number
· A description of the company’s quality program (i.e., ISO-9000, AS9100, 
MIL-I-45208, MIL-Q-9858, or equivalent)
· A synopsis outlining the company's M&O capabilities, facilities, experience, and equipment
· A point of contact, their job title, E-mail address, and telephone number
· A signature and date


Click on the icon below to see an example cover letter.  This document can be used as a guide or template and customize it to the company’s specific situation.




The Army will evaluate its current and projected M&O needs for the specific part and you will be notified of the decision as to whether a SAR will be accepted (note: submit only one part number for each SAR request).  SARs for parts which are not of sufficient priority will not be processed and the SAR submitter will be notified accordingly.  However, the SAR request may be resubmitted at a later time to take advantage of ongoing changes in the Army’s M&O priorities.

STEP 2 – If the request to submit a M&O SAR is prioritized high enough to warrant a full review, the M&O SAR Team will notify you and provide you with the assigned SAR number.  The SAR number is needed when requesting technical data.  See Section 3.0. 

STEP 3 – Upon notification by the M&O SAR Team, the company will have 90 calendar days to prepare and submit a complete SAR package in accordance with Section 2.0 SAR Documentation Descriptions and Guidance.

1.3	Submitting the M&O SAR

After preparing the SAR package in accordance with Section 2.0, the SAR package can be submitted via E-mail to the M&O SAR Team: 
 usarmy.redstone.rdecom-amrdec.mbx.ed-sar@mail.mil.  Documents less than 10MB may be submitted via E-mail.  Documents larger than 10MB and up to 2GB must be submitted using the Safe Access File Exchange (SAFE) secure website: https://safe.amrdec.army.mil/SAFE/.

SARs on CD/DVD can be mailed to:

Aviation and Missile Research, Development, and Engineering Center
Quality Engineering Division
5400 Fowler Road
Aviation Sustainment Branch
RDMR-SEU Mr. Lee Drake
Redstone Arsenal, Alabama  35898-5000
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1.4	M&O SAR Process

When the M&O SAR package is received it will be entered into the SAR database and then prioritized by the ALC in accordance with the Army’s current and projected needs.  SARs with sufficient priority will be processed in accordance with other competing requirements and workload constraints.  SARs for parts which are not of sufficient priority will not be processed and the SAR submitter will be notified accordingly.  However, the SAR may be updated and resubmitted at a later time to take advantage of ongoing changes in the Army’s M&O procurement priorities.  If a SAR is determined to be of sufficient priority, the ED begins reviewing the SAR.  Processing times for SAR packages vary and are dependent upon many variables such as SAR complexity, vendor response time, competing priorities, workload constraints, and other engineering requirements.

NOTE:  Due to time constraints and lead times involved, the Government cannot guarantee expedited processing of SARs submitted in response to a solicitation announcement in the FedBizOpps.  Once a solicitation appears in the FedBizOpps, there is not normally enough time to process a SAR for the current solicitation.  Pursuant to FAR 9.202(e), the contracting officer is not required to delay a proposed award to provide a potential offeror an opportunity to demonstrate their ability to meet the standards specified for qualification.  However, an unapproved source may always request a solicitation from the buyer and, if a business decision is to proceed with an offer, it is recommended that notification be given to the buyer (responsible for the procurement) that a SAR is also being submitted.

During the review of a prospective vendor’s M&O SAR package, corrections and updates to deficient documentation will be requested as required.  Any missing documentation will also be identified and requested.  The vendor is responsible for providing all of the requested documentation within 60 days after notification.  Failure to provide the requested documentation, within the specified timeframe, may result in closure of the SAR.  Once the SAR is approved, the vendor (and their CAGE) will be added as an AMCOM approved M&O source for the specific PN and NSN, and they will be notified of their approval status.  However, source approval only grants sources the opportunity to compete for M&O of the specific part; it does not guarantee award of a contract.

All prospective vendors seeking source approval for M&O must prepare their M&O plan to the latest available DMWR.  A DMWR is a government owned publication which contains the technical data required to completely overhaul the applicable part.  The ED will not approve an M&O plan written against commercial manuals unless previously coordinated.  If the vendor elects to use common aircraft forms i.e., DA Form 2408-13 Series, the vendor must provide proof that the documents can be “frozen” and traceable.  Should the approved source be awarded a contract, updated M&O planning, which includes the current revision of the DMWR and MEOs, may be required in accordance with contract requirements.


2.0	M&O SAR Documentation and Guidance

The following data comprises an M&O SAR package and must be submitted for source approval consideration:

A. Cover Letter:  A document stating the company requests to become an approved source for a particular Part Number (PN) and National Stock Number (NSN).  If the company requests source approval for multiple configurations of a part, the other configurations must be identified (i.e., PN 7-311330001-5/-7/-9).

The following items, at a minimum, are required to be identified on the Cover Letter:

1) The company's name, address, CAGE code, telephone number, and FAX number.

2) A description of the company’s quality program (i.e., ISO-9000, AS9100, 
MIL-I-45208, MIL-Q-9858, or equivalent), including copies of any quality program certifications, if applicable.

3) Point of contact, their job title, E-mail address, and telephone number.  Point of contact must be able to facilitate the NDA process.

4) Quality Manual: A current copy of the company’s quality control manual must be submitted initially and subsequently resubmitted if any major changes occur.

5) Applicable DMWR number.

B. Maintenance and Overhaul Plan:  The M&O plan (i.e. work instructions, shop traveler, job router, etc.) must describe to a level of detail necessary to demonstrate the prospective vendor’s understanding of the proper sequence of processes and the controls necessary to maintain the integrity of the Critical Characteristics (CC) for the processes performed by both the M&O source and its subvendors.  Click the icon below for an example plan.




1) The following items, at a minimum, must be identified on the first page:

a) Company name, address, and CAGE code.

b) PN and NSN.

c) Plan revision level (any method is acceptable, i.e., A,B,C; 1,2,3; A1,A2,A3, etc.) and revision date.


d) All MEOs and any applicable AEDs associated with the DMWR.

e) The applicable DMWR with original DMWR date.  In addition, any applicable DMWR Changes must also be noted with the Change Number and Change date.

f) The first page of the plan, and any subcontractor planning which affects a Critical Characteristic, must contain a statement similar to:  “This part is a Critical Safety Item overhauled in accordance with QE-STD-2.  Critical Characteristics (CC) must be 100% inspected and Engineering Services Activity (ESA) approval must be granted prior to implementing any change affecting a CC.”.

2) The following items, at a minimum, must be included in the body:

a) Receiving inspection instructions.

b) Disassembly instructions.

c) Cleaning instructions.

d) Overhaul Inspection Requirements (OIP).

e) Repair and replacement instructions.

f) Modification instructions (if applicable).

g) Reassembly instructions.

h) Testing instructions (if applicable).

i) Final assembly instructions.

j) Packaging instructions.

3) The following additional guidance is provided for M&O plan(s) submitted to obtain source approval:

a) When subvendors are used for outsourced processes (i.e., Shotpeen, Metal Plating, Non-Destructive Testing, etc.), the subvendor’s name, address, and CAGE code must be listed at each applicable step in the plan.

b) Detailed subvendor process plans for CCs (i.e., Shot Peening, Non Destructive Testing, Metal Plating, etc.) must be provided.  Subvendor plans will be held to the same standards as the plan submitted for the qualifying part, and must meet the requirements of QE-STD-2.  NOTE:  If the company is denied access to a subvendor’s process planning, it is acceptable for the subvendor to submit their planning directly to the M&O SAR Team.

c) Subvendor certifications for Non-Destructive Testing (Level III) must be provided.

d) The qualifying part plan must have a receiving inspection operation for operations performed by subvendors to ensure the parts were properly repaired/processed and all Certificates of Conformance (CoC) are complete.

e) The plan must include any operations/procedures that deviate from those specified in the DMWR.  All deviations must be reviewed and approved by the ED prior to implementation.  NOTE:  Although deviations to the DMWR requirements are allowed per the Deviations and Exceptions section of the DMWR, the review time for a SAR will substantially increase due to the additional time required to evaluate these non-standard requests.  In the event that a company gains SAR approval using processes that deviate from the DMWR and are subsequently awarded a contract, the submission of a Request for Depot Engineering Support (AMSRD-AMR Form 1379) will be required.

f) MEOs and AEDs must be referenced in the operations in which they apply.

g) Clear identification within the plan of all CCs in order to draw attention to them (any method is acceptable, i.e., <<C>>, **CC**, , etc.) and a statement requiring 100% inspection of all CCs prior to moving to subsequent operations.  In addiation, all CC’s must provide adequate space for a Quaility inspector sign off in each applicapble step.

h) When a measurement is taken for any operation (i.e., dimension, torque, surface finish, voltage, etc.) using calibrated/certified Measurement & Test Equipment (M&TE), that measurement must be documented in the same operation along with the M&TE serial number and calibration due date.  If the company has a master sheet with this M&TE information, the tool reference number may be documented in that operation.

C. Documents and Compliances also required for a SAR Package:

1) Subcontractor/Vendor List:  A listing of approved subcontractors/vendors that will be used to perform M&O processes.  Subcontractors/vendors used for M&O processes and operations that affect CCs must be approved by the ED.

2) Master Tooling Certification:  A written statement certifying possession of or access to any required special tooling and inspection equipment, and/or special test equipment current to latest DMWR revision.  If  equivalent tooling will be utilized instead of the tooling specified in the DMWR, a complete technical description of the tooling is required and must be sufficient to determine tool equivalency.  Specify the availability of in house test equipment and whether it has to be purchased, built, or Government furnished.  Also, specify if no special tooling or inspection equipment is required.

3) QE-STD-2 Compliance:  SARs for M&O of CSIs must address how the company has complied with or plans to comply with the requirements listed in QE-STD-2.  This requirement can normally be met by modifying the company’s current quality plan to incorporate the QE-STD-2 requirements.  Click the icon below to see QE-STD-2.




4) Replacement Parts Procurement:  Source controlled parts including CSIs, that must be procured, must be purchased from sources that have been approved by the design control activity.  The SAR must address the company’s plan to impose the requirements of AMCOM QE-STD-1 where CSIs are concerned.

3.0	Obtaining Government Technical Data

DMWRs can be obtained by contacting Mr. Edward McConnell at the AMCOM Publications Office via E-mail:  Edward.n.Mcconnell1.civ@mail.mil or telephone:  
256-955-3133.  The AMCOM Publications Office recommends that the requesting company fill out the Military Critical Technical Data Agreement (DD Form 2345) before requesting technical data.  A copy of DD Form 2345 can be found at the website:  http://www.dlis.dla.mil/JCP/forms/DD2345Form.pdf

MEOs and AEDs can be obtained by contacting the Aviation Engineering Directorate, Maintenance Engineering Division’s MEO Library via E-mail:
usarmy.redstone.rdecom-amrdec.list.rdmr-aem-library@mail.mil and requesting any required MEOs/AEDs for the applicable DMWR.  The SAR number must be identified in your request.
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4.0	Non-Disclosure Agreement Example

Since a government contractor supporting the review of the M&O SAR package may have access to a company’s technical data, the following example Non-Disclosure Agreement (NDA) should be used as guidance in order to complete and submit an NDA for the company as part of the SAR package:


AGREEMENT
Exchange of Proprietary/Limited Rights Data
Between
«Company»
And
AnyCompany, Incorporated

AnyCompany, Inc., operating as a contractor to the U.S. Army Aviation and Missile Command, may require access to data in the possession of «Company» or information that is considered to be proprietary.  It is agreed:

«Company» has no obligation to supply proprietary information under this agreement.  For data that is provided, AnyCompany, Inc. shall take all necessary steps to preserve proprietary information in confidence.  Access to proprietary information shall be restricted to only those employees that have a need to know and who have been advised of all restrictions regarding disclosure and use.  

AnyCompany, Inc shall use the proprietary information for the sole purpose of providing support to the U.S. Army Aviation and Missile Command relative to the Critical Safety Items Program/testing and inspection of critical parts and technical review of Source Approval Requests.  All information received shall remain the property of «Company» and shall be returned to «Company» upon request.

AnyCompany, Inc. will not disclose technical data to any country, foreign national, or firm (foreign or domestic).

No classified data will be requested by AnyCompany, Inc. or provided by «Company» under the terms of this agreement.

This agreement will be effective upon the date of signature by «Company» and shall extend for a five-year period from that date.

	AnyCompany, Inc.

	«Company»

	Signature:  

	Signature: 


	Typed or Printed Name:  

	Typed or Printed Name: 


	Title:
	Title:  

	Date: 
	Date:  
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Example Cover Letter
	Any Manufacturer, Inc.

	346 Somewhere Ave.

	Anywhere, TX 79110

	(806) 352-0089

	CAGE:  123XX

October 23, 2014



 (
C
ompany letterhead
)To:	AMRDEC, Quality Engineering Division

5400 Fowler Road

Aviation Sustainment Branch

ATTN:  RDMR-SEU Mr. Lee Drake

Redstone Arsenal, Alabama  35898-5000



Mr. Drake,



	Any Manufacturer, Inc. is requesting to submit a Maintenance and Overhaul (M&O) Source Approval Request (SAR) for the following part:



Part Number: 	    	70107-34789-046 

Nomenclature:		Shaft Assembly, Drive

NSN: 				1615-01-127-7358



Vendor:			Any Manufacturer, Inc.

			346 Somewhere Ave.

Anywhere, TX 79110

CAGE:  123XX



Company Contact for SAR:  	Mr. John Smith

	Government Contracts Manager

	Phone:  (806) 352- 3456 (x3456)

	E-mail: john.doe@amcorp.com



	Any Manufacturer, Inc. operates in compliance with ISO 9000 and maintains an AS9100,

Rev C, Quality Certification.  We operate in accordance with an AS9100 Rev C compliant Quality and Procedures Manual.



	Any Manufacturer, Inc. has been maintaining and/or overhauling aircraft drive system components and assemblies for over 20 years.  We have 63 highly skilled technicians at our 55,000 square foot overhaul facility located in Anywhere, Texas.  Detailed information on Any Manufacturer, Inc.’s products and services is available at www.amcorp.com.



Sincerely,









John Smith

Government Contracts Manager
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M&O Example Plan
OPSHEET

		Rev: REV 3  
21 June 2010(Current Rev and Rev date)				Company Name
Full address, CAGE code, and plan number.										OPERATION SHOP TRAVELER



		WORK ORDER NO: 

Date:                                                                                                                                                                                                                                                          				ACFT:       AH-64, OH-58, ETC		SUBMITTED BY 
 
		
 Incoming Part Number:               Outgoing Part Numbers:
						AUTHORIZATION:
Date: 
Approved by: 





		UH-60 Rotary Head Servo Assembly								Outgoing NSN: 
						S/N -




		 REFERENCES:                                                                                                                                                                                                  1. All references that are not referenced in the Depot Maintenance Work Requirements (DMWR, Usually Appendix A) will be  annotated on the cover page, this includes Maintenance Engineering Orders (MEO's).  MEO's will also be annotated in the affected step.        2. The current DMWR with date and changes will also be referenced  on the cover page . 
 								REMARKS: 
CRITICAL SAFETY ITEM: This must be on the cover page and the following statement:  “All CCs are 100% inspected, the part is repaired and overhauled in accordance with QE-STD-2.”  This statement must also be on subsequent pages of plan.



		STEPS#		PROCEDURES/OPERATIONS   								REFERENCE		ACTION TAKEN				MECH PID		TI STAMP

		1		                  RECEIPT AND INITIAL INSPECTION
QC: A.  Record and/or verify serial number on tags are the same as on the component it is attached to.
B. Verify that all forms, records, tags, and other documents accompanying the Forward Longitudinal  Bellcrank Assembly  follow procedures prescribed by DA PAM 738-751.
CC (CSI). Perform external inspection of Part for obvious damage. 								LOCAL SHOP PRACTICES

		2		                                                                                                                                                                                                                                                    Pre-Shop analysis, this will be conducted per chapter 3 in the DMWR.  All form must be completed including a component data form.  MEO C4659D removes the Pre-Shop analysis, however, the component data form is still a requirement.  Check MEO to see which is relevant.								Paragraph's 3-1 thru 3-7.1 pages 3-1 and 3-2						Sign off for mechanic when applicable 		Sign off for QA when applicable

		 		     REMOVAL OF Major Assemblies

		3		 Control of parts, and inspect for damage.								Para. 3-8 through 3-10.1, page 3-5

		4		Removal of Linkage Assembly, figure 3-2 item 1.  Remove Linkage assembly.  NOTE:  Do not remove Name plate (28) unless required.  (notes in DMWR will be adhered to)								Para. 3-11.1 a., thru k. pages 3-5 through 3-13      

		5		Removal of Rod end Assembly, figure 3-7 item 1.                                       Caution:  To prevent damage to glands, pistons must be positioned at mid-stroke. 								Para. 3-11.2 a. thru d.      page 3-13

		6		Removal of Piston. Figure 3-7 item 15.								Para. 3-11.3, a - j, pages 3-13 and 3-14. 		 

		7		If there is a tolerance, shim measurement or anything that should be singled out that will require use later in the M&O that should be written as a write up of it's own.

		8		Removal of Actuator assembly, Figure 3-2 item 29.								Para. 3-11.4, a. thru n.           page 3-14

		9		Pressure switch removal, figure 3-2 item 26.								Para. 3-11.5, a thru d.        page 3-14

		10		Screen removal, figure 3-2 item 42.								Para 3-11.6, a. thru c.        page 3-14

		11		Self cleaning Coupling, Figure 3-2 item 43.								Para 3-11.7, a. and b.              page 3-14

		12		Bypass Lap Assembly removal, figure 3-2 item 49.								Para 3-11.7, a thru i.             page 3-14 and 3-15

		13		Input Crank Assembly removal, figure 3-2 item 68.								Para 3-11.9, a. thru k.        page 3-15

		14		 Relief Valve Assembly, figure 3-2 item 73.								Para 3-11.10, a. thru f.        page 3-15		 

		15		Jam Simulation Button, figure 3-2 item 78								Para 3-11.11, a. thru e. page 3-15 an 3-16		 

		DISASSAMBLEY GENERAL

		16		Control of parts.								Para. 3-13, page 3-17

		17		Inspect for damage.								Para. 3-14.1, page 3-17

		DISSAMBLEY PROCSDURES

		18		Servo Assembly procedures:    Notes and Cautions WILL BE ADHEARDED to through this procedure.								Para 3-15.1, a. thru f.   page 3-17

		19		NOTE:  Lap assembly (8) consisting of lap assembly (9), lap assembly (12) and manifold (15) is a matched set.  Do not exchange similar parts with other sets. ● Do not disassemble manifold (15) unless required.  (This must be a separate write up to ensure these parts are kept together)								Note page 3-17

		20		Servo Assembly procedures continued:  Notes and Cautions WILL BE ADHEARDED to through this procedure.								Para. 3-15 g. and h.  page 3-17 

		21		Actuator Assembly.                                                                                                       Install actuator assembly (Figure 3-7) in actuator assembly holding fixture (274040AT1) (Figure 3-8) using four 1/4-20 X 2-1/2 inch SCHS with four washers and four nuts.								Para. 3-15.2 page3-21 

		22		Feedback Link Assembly Disassembly.								Para. 3-15.3.1 Page 3-21

		23		Feedback Lever Assembly and Summing lever assembly, Disassembly.								Para. 3-15.3.2, a thru l.        page 3-21

		24		Bracket disassembly.								Para. 3-15.3.3, page 3-24

		25		Clevis Disassembly.								Para. 3-15.3.4, page 3-24

		26		Feedback Lever Assembly and Summing Lever Assembly, Disassembly.  Feedback lever assembly (Figure 3-11, 12) consists of lever (14) and bearing (13). Summing lever assembly (15) consists of lever (17) and bearing (16). Do not remove bearings unless necessary.								Para 3-15.3.5, a. and b.            page 3-24 

		27		Relief Valve Assembly, disassembly.								Para. 3-15.4 a. thru c.   page 3-31		 

				              CLEANING

		28		General Cleaning.                                                                                                         All cleaning will be completed I/A/W DMWR.  (Note, if specific cleaning of parts is mentioned, these parts should have separate entries) 								Para 3-16, page 3-31		 

				In-Process Inspections

		29		In process inspection will be completed I/A/W DMWR, all notes and warnings will be complied with through out these inspections.								Para. 3-17 thru 3-17.5 pages 3-32 and 3-33

				Overhaul Inspection Procedures (OIPs), All OIPs must be written individually.

				OIP 1, Linkage Assembly, PN 274060-103 or 107

		30		 Serviceability, Visual inspection 								Page 3-34, NO 1		Inspection results here				Mech. Sign 		QA as needed

		31		Boost assembly condition (2 places), Visual, no cracks allowed.								Page 3-34, NO 2A

		32		Bearing Condition, (2 places), Manual, bearing should turn smoothly								Page 3-34, NO 3B		 

		33		Clevis threads (2 places), Visual, No stripped, crossed, flattened or missing threads allowed.								Page 3-34, NO 4C		 

				OIP 2, Rod Assembly, PN 274086-1																				 

		34		Serviceability, Visual, Examine for corrosion, burrs or gouges.								Page 3-35, No. 1		Inspection results here				Mech. Sign 		QA as needed				 

		35		Thread condition (Left hand thread), Visual, No stripped, crossed, flattened or missing threads allowed.								Page 3-35, No. 2A												 

		36		Thread Condition, Visual, No stripped, crossed, flattened or missing threads allowed.								Page 3-35, No. 3B

		37		Fractures and cracks, Visual inspect per Para 3-17.2. When cracks are suspected Fluorescent Penetrant per Para. 3-17.5								Page 3-35, No. 4		Visual, pass___ or Fail_____       If failed, FPI will be completed, see appendix (?) for results

		38		All OIPs should follow the examples as above, they can vary, but must contain the information.  

				Below are example's of OIP's with different Critical Characteristic (CC).  These examples may or may not  pertain to this particular DMWR.

		39		******WARNING, Spring measurement is a CC.******                           Measure 0.745 - 0.780.                                                                                               The following information MUST be provided.                                                Serial Number___________     Calibration Due____________________                                      Actual measurement _______________                                                            The Serial Number, Calibration Due date, and the actual measurement must be in the step being completed.                                                                                   CC's must stand out and be noticeable to ensure this is completed.								Page 3-60		Results will be here				Mechanic signature		QA are required for CC's

		40		***Warning, Fluorescent Penetrant inspection is a CC*** 								Page 3-60		Pass_____    Fail ______  Technique sheets are found in appendix (?)				Mechanic signature		QA are required for CC's

		41		Repair procedure will be I/A/W DMWR, the page and paragraph of the repair can be put in the task and should have a pass or fail block.  Repairs do not need to be as detailed as OIP's, however, if TMDE is involved , the serial number, Calibration due date, and actual measurement will be in that step.

				Assembly procedures

		42		General Assembly, ALL warning and note will be adhered to through out the assembly								Para. 3-20.1    page 3-99

		43		Assemble Relief Valve								Para 3-21.1a. thru d.       page 3-99 - 3-100		results here (completed)				Mech sig.		QA if needed

		44		Linkage Assembly								Para. 3-21.2, a and b.           page 3-100		results here (completed)				Mech sig.		QA if needed

		45		Linkage Assembly, continued								Para. 3-21.2, c. thru e.     page 3-101		 

		Warning CSI, Verification of swagging of pin (28) and collar (27) is a critical characteristic.

		46		Install new collar (figure 3-11, 27) on pin (28).								Para 3-21.2 c, page 3-101		results here (completed)				Mech sig.		QA for CC

		47		Install bracket (23) on other feedback lever assembly (12). Orient bracket similar to opposite bracket.								Para 3-21.2 d, page 3-101		results here (completed)				Mech sig.		QA for CC

		48		Install new pin (25) through bracket (23) and feedback lever assembly (12).								Para 3-21.2 e, page 3-101		results here (completed)				Mech sig.		QA for CC

				Warning CSI, Verification of proper swaging of pins (25 and
31) and collars (24 and 30) is a critical characteristic.

		49		Linkage Assembly, continued								Para. 3-21.2, f. thru k., page 3-101

		50		Install new collar (Figure 3-11, 24) on pin (25).
NOTE:  Pin head must face out toward summing lever.								Para. 3-21.2 f, page 3-101 

		51		Install one clevis (29) on summing lever assembly (15) with one new pin (31) and new collar (30).								Para. 3-21.2 g, page 3-101

		52		Install second clevis (29) on other summing lever assembly (15) with new pin (31) and new collar (30).								Para. 3-21.2 h, page 3-101		 

		53		Install bushing (36) into summing lever assembly (15) as shown in Figure 3-11.								Para. 3-21.2 I, page 3-101

		54		Install new pin (33) through feedback lever assembly (12), washer (35), and through bushing (36).								Para. 3-21.2 j, page 3-101

		55		Install washer (35) on pin (33).								Para. 3-21.2 k, page 3-101

		56		Warning CSI, Verification of proper swaging of pins (33) and
(32)  is a critical characteristic.

		57		NOTE:  See Figure 3-17 and 3-18 for proper installation and verification procedures. Use pin/collar gage, (HG77-14A) for swage verification.

		58		Install one new collar (Figure 3-11, 32) on pin (33).								Para. 3-21.2 l, page 3-102

		59		Install second new pin (33) through second feedback lever assembly (12) and through second summing lever assembly (15).								Para. 3-21.2 m, page 3-102

		60		Install bushing (34) over pin (33) and into summing lever assembly (15).								Para. 3-21.2 n, page 3-102

				Warning CSI,
Verification of proper swaging of pin (33)  collar (32) is a critical characteristic.                                                                                                                                                                                                                                                                            NOTE
See Figure 3-17 and 3-18 for proper installation and verification procedures. Use pin/collar
gage (HG77-14A) for swage verification.

		61		Install new collar (Figure 3-11, 32) on pin (33).								Para. 3-21.2 o, page 3-102

		 		                                                       WARNING                                                                                If hydraulic fluid is decomposed by heat, toxic gases are released. Prolonged contact with liquid or mist can cause dermatitis and irritation. If there is any prolonged contact with skin, wash contacted area with soap and water. If liquid contacts eyes, flush eyes with water immediately for 15 minutes. Remove saturated clothing. If fluid is swallowed, do not induce vomiting.
Get immediate medical attention. When handling liquid, wear rubber gloves. Inhalation of vapors should be avoided.

		62		Linkage Assembly, continued								Para 3-21.2, p. thru t.       page 3-105

		63		Warning CSI, Verification of Installation of input linkage spacer is a CC

		64		Linkage Assembly, continued

		65		Install one input linkage spacer (18) on outer
stop bolt (22) next to summing lever assembly
(15).								Para 3-21.2 u. Page 3-105

		66		Install input link assembly (19) on outer stop
bolt (22) next to input linkage spacer (18).								Para 3-21.2 v. Page 3-105

		67		Warning CSI, Verification of Installation of input linkage spacer is a CC

		68		Install second input linkage spacer (18) and second summing lever assembly (15) on outer stop bolt (22).								Para 3-21.2 w, page 3-105

		69		Install nut (11) on outer stop bolt (22).								Para 3-21.2 x, page 3-105

		70		Torque nut using linkage assembly tool (274060AT2) (Figure 3-12) to 70-80 inch pounds.                                                                                                          Actual Torque____________     Serial number__________________                          Calibration DUE date __________                                                                      This is required even though this is not a CC.								Para 3-21.2 y, page 3-105

		71		Linkage Assembly, continued								Para. 3-21.2 z thru an. pages 3-105 thru 3-107

		72		Install nut (3) on linkage retaining bolt. Torque nut to 20-25 inch-pounds.                                                        Actual Torque_______________   Serial number__________________                                  Calibration DUE date ______________  								Para 3-21.2 ao., page 3-107

		73		Linkage Assembly, continued								Para 3-21.2, ap thru aq page 108

		74		Warning CSI, Verification of proper swaging of pin (2) and collar (1) is a CC.

		75		NOTE:
● See Figure 3-17 and 3-18 for proper installation and verification procedures. Use pin/collar gage (HG77-13A) for swage verification.
● Swage pin head must be on same side as bolt heads.

		76		Install new collar (Figure 3-11, 1) on swage pin (2).								Para 3-21.2, ar. page 108

		77		Linkage Assembly, continued								Para 3-21.2, as and at.          page 108

		78		Testing procedures (if applicable) should closely follow the assembly procedures.  All testing producers must be incorporated, if a table for recording parameters is in the DMWR, that table's information must be incorporated in the plan.                                                                                                                                                                         Testing equipment must also have the Serial number and calibration due date. 

		79		 Final Testing and Assembly

		80		Make sure all parts are clean and that corrosion preventive materials have been removed.								Para 4-1.1 a, page 4-1

		81		Replace all parts listed in App. B, Table B-3.								Para 4-1.1 b, page 4-1		 

		82		NOTE:
Torque values given are in addition to rundown torque.  Torques must be within specified limits. If part is to be safety tied, tighten to lowest recommended torque, then advance to line up for safety tying. Never go above highest recommended torque. Unless specified, do not drill a second cotter pin or lockwire hole in any part previously drilled. Replace part if holes cannot be lined up.								Para 4-1.1 c, page 4-1

		83		Install cotter pins and lockwire per NASM33540.								Para 4-1.1d, page 4-1

				Final Assembly  

		90		General Assembly								Para. 4-2.1  

		84		General Assembly continued								Para. 4-2.1, a,  (1) - (6)		 

		85		Shipping will be I/A/W the DMWR and follow the guideline above.

		Further instructions:      The plan must follow a logical order, initial receiving, Pre-shop analysis/component data form, disassembly, cleaning, OIP's, repair, assembly, testing, and shipping.   

		The plan should be written to the flow of your shop, if you do all your visual inspection first, the plan can be written like this, but a paragraph explaining this should be added.

		Magnetic Particle Inspection and Fluorescent Penetrant Inspection:  These inspection must have technique sheets and process sheets that accompany the plan, this is for ALL parts, not just parts that have the CC. 

		When a part is out outsourced, there MUST be a receiving inspection to ensure the part was completed and no damage to the part occurred while at the outsourced company.  The outsourced companies name, address, and CAGE code must also be in that step.

		Revision and revision date must be on every page.  QE-STD-2 statement must be on every page “All CCs are 100% inspected, the part is repaired and overhauled in accordance with QE-STD-2.”

		If shotpeen is to be preformed, a shotpeen plan must accompany the plan.  The shotpeen company can submit their plan directly to the Aviation Engineering Directorate if the shotpeen company does not want to release their plan directly to the company.

		This is just a template to show what the AED is looking for in a Maintenance & Overhaul plan.  How you format a plan is up to the company, but must contain the above content.  This is just for an M&O plan, all other documents that are required on the CMO web page must also received.

		All, OIP's must be incorporated.   

		Serial Number, Calibration DUE date, and actual torque/tolerance must be in that step requiring Test, Measurement, and Diagnostic Equipment (TMDE).  TMDE is defined as, anything that is calibrated, torque wrench, I.D. and O.D. micrometers, electrical test equipment, gauges (electric or pneumatic), to name a few.

		Tooling Certification:  A written statement certifying possession of, or access to any required special tooling and inspection equipment, and/or special test equipment current to latest DMWR revision must be provided.  If “equivalent” tooling will be utilized instead of the tooling specified in the DMWR, a complete technical description of the tooling is required, and must be sufficient to determine equivalency.  Specify availability of in house test equipment, whether it has to be purchased, or built.  If no special tooling or inspection equipment is required, state this fact.
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1.0  PURPOSE:  To establish the minimum level of activity that is required for the Maintenance and Overhaul (M&O) for Flight Safety Parts (FSPs) wherein the M&O affects or involves the Critical Characteristics (CCs) associated with the FSP.  Requirements established herein are intended to establish and maintain the integrity of the CCs throughout the M&O process.



2.0  SCOPE:  This document is intended to be used in conjunction with other contractually specified quality requirements.  This document shall apply to all FSP.



3.0  REFERENCES:  



	a.  ANSI/ASQC B1,B2,B3-1996 



	b.  ISO 10012-1



	c.  Competition Advocate’s Shopping List(CASL)



	d.  AMCOM Regulation 702-7 Flight Safety Parts/New Source Testing Program Management)



4.0  DEFINITIONS:



	a.  Flight Safety Part, (Aircraft and Components):  Any part, assembly, or installation containing a critical characteristic (CC) whose failure, malfunction, or absence could cause loss of or serious damage to the aircraft, and/or serious injury or death to the occupants.



	b.  Flight Safety Part, (Engine):  Any part, assembly, or installation containing a CC whose failure, malfunction, or absence could cause an uncommanded engine shut down, and/or an uncontained engine failure resulting in loss of, or serious damage to the aircraft and/or serious injury or death to the occupants.



   	c.  Critical Characteristic:  Any feature throughout the life cycle of a FSP, such as dimension, finish, material or assembly, manufacturing or inspection process, installation, operation, field maintenance, or depot overhaul requirement which if nonconforming, missing or degraded could cause the failure or malfunction of the FSP.  



	d.  Approved Source:  A manufacturer or vendor who has satisfied, prior to contract award, all AMCOM source approval requirements as set forth in the CASL to include, if applicable, engineering testing requirements (fatigue, endurance, and/or interchangeability). 



	e.  Contractor:  Any company or Government owned and operated depot performing M&O for AMCOM.



5.0  POLICY:  To maintain the integrity and quality of FSP, components, sub-assemblies, and assemblies undergoing M&O,  contractors providing such services are required to adhere to the requirements of this document in its entirety.  If a contractor has difficulty in maintaining process control as evident through such things as internal management audits, customer audits, the receipt of quality deficiency reports for parts previously supplied to AMCOM et. al., this will require immediate corrective action for the current contract and could affect the award of future contracts to that contractor.  



6.0  REQUIREMENTS:  All requirements of this document (para 6.1 - 6.7) shall be complied with by a contractor receiving a contract for M&O of FSP.  If a process or processes that involve a CC is subcontracted, this document must be imposed, in its entirety, on the subcontractor performing the work.  If, during M&O replacement parts are required that are not identified on the repair parts lists, the contractor will contact the PCO for instructions on how to procure these parts. 



6.1  PLANNING:



6.1.1  PLAN CONTENT:  Each M&O process affecting a FSP critical characteristic as identified in the Depot Maintenance Work Requirements (DMWR) or other AMCOM authorized M&O procedure must be controlled by detailed procedures outlining each step or parameter of the process along with any required materials, tooling, equipment, or operator certification.  All procedures shall be clearly defined and the values of characteristics recorded as applicable.  Plans shall clearly define sequence of operation, machine type, and accept/reject limits for the specific process or operation.  Critical processes not easily verified shall clearly define process operating parameters with tolerances.  Plans shall clearly identify all CCs.



6.1.2  FROZEN PLANNING REQUIREMENTS:  The contractor is responsible for developing M&O planning.  Review and control of these plans will be the responsibility of the Contractor Control Board (CCB) consisting of qualified personnel equipped with adequate resources to assure development of complete, reliable, and traceable documentation. Parts maintained and overhauled utilizing these plans shall meet all contractual requirements.  Plans developed for the M&O of FSP shall be frozen at the time the Product Verification Audit (PVA) is approved by the Government, or when a PVA is not required, prior to induction of the first M&O asset.  Once frozen, plans shall remain frozen throughout the existing contract and all subsequent contracts for M&O of the item unless changes to the planning are made in accordance with this standard.  In addition all plans shall be made available to the Government at any time upon request.  For future contracts, verification of the currency of this planning will also be required at the time of bid submission if specified in the solicitation.



6.1.3  CHANGES TO FROZEN PLANNING:  Frozen M&O planning pertaining to a CC shall not be changed without prior CCB recommendation, justification to AMCOM and receipt of approval by the Procurement Contracting Officer (PCO) except changes occurring as the result of an AMCOM approved Engineering Change Proposal (ECP), or AMCOM Engineering Directive (AED) requires CCB approval only.  All changes to frozen planning affecting CCs will be submitted to AMCOM for approval.  When the item, CC, or process is accomplished by a subcontractor, the planning shall be reviewed and approved by the contractor, and be subject to the same restrictions as above.  Changes to frozen planning not effecting CCs require only CCB approval.  



6.2  AUDITS:  Contractors are to perform self-audits of their  frozen planning when that planning applies to CCs produced or verified in house.  At a minimum, audits will be performed at the start of each M&O contract, annually, and when process changes occur.  It is incumbent upon the contractor to assure that subcontractors accomplish self-audits, and maintain records verifying their vendors are in full compliance with the audit requirement.  All audit findings will be recorded and corrective action will be documented.



6.3  CRITICAL CHARACTERISTICS:



6.3.1  INSPECTION OF CRITICAL CHARACTERISTICS:  All CCs which can be nondestructively inspected/tested shall be subjected to 100 percent inspection by the contractor or subcontractor; however, assemblies containing CCs need only be disassembled to the extent required by the statement of work to return the assemblies to a serviceable condition, in these cases inspection of CCs is not necessary.  CCs which require destructive testing are to be tested on a lot or batch basis, with no skip lots allowed.  All completed work instructions shall identify the FSP part number, serial or lot number, and characteristic inspected. Critical characteristics shall be identified on the work instructions in such a manner as to draw attention to them.  Work instructions shall reflect the exact readings or dimensions, date of inspection, identity of inspector, and any required inspection certification.  These requirements are in addition to other contractual requirements.



6.3.2  NONCONFORMING CRITICAL CHARACTERISTICS:  Nonconformances of CCs shall not be dispositioned “use as is” or “repair” through contractor actions.  Rework to DMWR or other AMCOM approved procedures are acceptable.  Waivers or deviations may be requested as specified in the contract. Request for waivers/deviations of CCs shall be classified as critical and will be forwarded to AMCOM for approval/disapproval.



6.3.3  CONTRADICTORY CRITICAL CHARACTERISTICS:  Contradictions between the DMWR or other AMCOM approved procedures shall be brought to the attention of the PCO immediately and any work pertaining to the CC in question shall be stopped until a written resolution to the contradiction is issued to the contractor from the PCO.



6.3.4  DELIVERED NONCONFORMANCES:  Contractors shall notify the PCO immediately of any discovered Nonconformances that may exist in previously delivered FSP.  Notification is required whether the characteristic in question has been classified as a CC or not.  Notification shall include a description of the suspected nonconformance, contract number, part number, and affected serial numbers, or lot number (when applicable).



6.4  RECORDS:



6.4.1  TRACEABILITY OF RECORDS:  All records relating to FSP shall be traceable to the date and place of M&O.  Records shall provide the degree of traceability required to enable subsequent verification of all aspects of material, manufacture, special process, personnel certification, variability control charts (if applicable), assembly and inspection of CCs.  Special processes include but are not limited to heat treat, shotpeening, and nondestructive testing.



6.4.2  PURCHASING RECORDS:  All purchase orders for subcontracted products or processes that contain CCs must clearly identify the CC and reference this STD and if applicable QE-STD 1 for compliance.  All documents and referenced data for FSP shall be available for review by the Government to determine compliance.



6.4.3  RETENTION OF RECORDS:  The contractor shall retain copies of all records generated pursuant to this standard and make these records available to the Government upon request.  Records shall be retained for a period of five years past after the contractor ceases the M&O process of the part for which this standard applies.  At the end of this period or in the event of relocation or shutdown, all records shall be offered to the PCO prior to disposal.



6.5  CERTIFICATION OF PERSONNEL:  Contractor personnel performing work or having inspection responsibilities pertaining to CCs, shall be certified to the appropriate professional level as outlined in the applicable national standards, best commercial practices, or as contractually required.  A system for tracking personnel certification shall be an element in the contractor internal audit program to assure all certifications are maintained in a current status.



6.6  MEASUREMENT & TEST EQUIPMENT (M&TE):



6.6.1 CALIBRATION:  Calibration of inspection equipment shall be in accordance with contractual requirements.  All aspects of the supplier’s calibration confirmation system shall be subject to Government verification at unscheduled intervals.  The supplier’s M&TE shall be made available for use by the Government, as needed.  All measuring equipment that is used to measure CCs shall be monitored for effectiveness and reproducibility.  A recommended method is provided in ISO 10012-1. 



6.6.2  TOLERANCE:  Measurement and Test Equipment (M&TE) used to inspect FSPs must be discriminate to within 10 percent of the total tolerance for the feature being inspected except as follows.  For tolerances less than .001, M&TE must be discriminate to 20 percent.



6.7  GOVERNMENT FURNISHED MATERIAL:  When material is furnished by the Government, the contractor’s procedures shall include, as a minimum, the following:



	a.  Examination upon receipt to detect damage in transit.



	b.  Inspection for completeness and proper type.



	c.  Periodic inspection and precautions to assure adequate storage conditions are maintained, and to guard against damage from handling and deterioration during storage.



	d.  Functional testing, either prior to or after installation, or both, as required by contract to determine satisfactory operation.



	e.  Identification and protection from improper use or disposition.



	f.  Verification of quantity.



	g.  Damaged/nonconforming Government Furnished Material shall be identified as such and is to be segregated in a secure controlled area pending Government disposition instructions.
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