SOLICITATION:  DAAE20-01-T-0145         DATE: 29 AUG 01

NSN: 3417-00-624-4254

The following responses are for clarification only, any changes to the solicitation will be made by a formal amendment and posted to the internet.

1.  QUESTION:  Paragraph 2.10.14 “Digital readout DRO system” requires a DRO for measurement of all axes.  Please confirm if this means the Government wants 4 axis dro for x,y, and table vertical –z as well as for the spindle quill? Or whether the Government wants a 3 axis dro, in which case either the vertical to the table or the spindle quill will have a readout attached.

ANSWER:  In the paragraph 2.10.14, “all axis” is to be interpreted as X, Y, and Z axis or Longitudinal, Cross, and Vertical travel as listed in Table 1.  The Z axis for a manual mill is defined as being parallel to the spindle axis (see EIA-267 and/or ISO 841).  Vertical motion of the table is usually designated as the W axis and is not commonly tracked by Digital Readouts (DRO).  Therefore, the required DRO is a three axis device that tracks the longitudinal and cross movement of the table and the vertical movement of the spindle.

2.  QUESTION:  Please confirm whether an adjustable double nut system fitted to the feed screw is acceptable with reference to paragraph 2.10.12 “Feed screws, nuts, and bearings”, anti-backlash adjustment mechanism.  The nuts are adjustable for maintenance and performance purposes from underneath the table saddle.  Alternatively, advise if a ball screw system with multi thread ball nut would also be acceptable.  

ANSWER:  The offeror is questioning the sentence in paragraph 2.10.12 that refers to the anti-backlash mechanism required for climb mill operations.  Paragraph 2.10.12 provides guidance to the contractor concerning design goals, but the contractor must provide his own design.  Should the Government provide actual design solutions, they would have to take some responsibility for machine performance.  Offerors must make a choice between the options that will provide an adequate anti-backlasting mechanism that supports climb milling.  Whatever scheme the offeror chooses, the offeror will have to stand behind it.

3.  QUESTION:  With respect to alignment tolerances in Table II of the specification, please refer to the enclosed Table III alignment requirements from MIL-M-80016C (attachment 001).  This was included ina contract we received for commercial quality milling machines.  By examining the accuracy requirements in MIL-M-80016C, you can determine that they are significantly less restrictive than the governments Table II.  Please confirm if you wish to maintain your tolerances or do you wish to utilize commercial quality tolerances which for mobile field and training use should be suitable and are clearly less rigorous than National Aerospace Standards.

ANSWER:  The Tolerances in this Specification are U.S. industry standards and will not be changed at this time.  MIL-M-80016C was cancelled on 31 Aug 1999, and replaced by A-A-59385, which specifies the tests and tolerances of NAS 985.  A-A-59385 was written by the Defense Logistics Agency (DLA) as a general specification for the procurement of Milling Machines, therefore, the use of NAS 985 tests and tolerances are becoming a standard for U.S. Military use.  The tests in MIL-M-80016 are not the same tests specified in NAS 985, therefore, no direct comparison can be made between the tolerances of these two documents.  A casual comparison of the two standards was made, but only two similar tests were able to be identified.  The “table rise and fall” test in Figure 3 of MIL-M-80016 is only 0.0002 greater than the tolerance listed in NAS 985 paragraph 4.3.3.1.  Two ten thousandths (0.0002) of an inch hardly qualifies as “significantly tighter”.  The other match between MIL-M-80016 Figure 2 and NAS 985 paragraph 4.3.8.1 had the same tolerance for the same test.  An attempt is being made to standardize Alignment Tolerances for milling machines, which hasn’t happened in the past.  At this point in time we do not believe that the NAS 985 tolerances are tighter than normal Industry practice for “general purpose” millilng machines, therefore, there will be no changing of testing specifications.  Offerors must judge whether or not their machines will meet all of the solicitation requirements, including NAS 985.  

4.  QUESTION:  Concerning paragraph 2.15.3 “Dividing Head”, the specification states the dividing head “shall index or rotate work in conjunction with longitudinal movement of the table”.  This means that the dividing head would somehow have to be geared to the X axis lead screw.  We do not know of any way to do this unless the machine is under CNC Control.  If this dividing head is a commercially available unit, we do not know where to source.  Can you identify a brand and model number to be equal to.

ANSWER:  The Dividing Head required is a manual indexing devise mounted to the Mill Table and thus will work in “conjunction” with the Tables “X” axis.  The Dividing Head is commercially available.  The source of an acceptable Dividing Head is not known to the Government as all equipment is always provided by the Contractor and the actual equipment list, including equipment sources, is available only to the Soldiers that use this equipment.  However, we have found several sources that have models which are probably acceptable.  The selection of an acceptable model is the responsibility of the offeror, based on the description specified in paragraph 2.15.3 in the Specification.  The list of potential sources is provided in the enclosed attachment (attachment 002).  The offeror will be responsible for providing all of the required equipment; therefore, they must make the final decision, based on the Specification description.          .    


