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COATING REMOVAL PROCESS
Aluminum Alloy Coated Cobalt Alloys

1. SCOPE:
1.1 Purpoge: This specification covers a process for removal ,0f aluminide

protective coatings from cobalt alloys.

12

2. APPLICABLE DOCUMENTS: The following publications form a part

Appligation:
and recoating.

specifi

Materigl Specifications (AMS) shall apply.
documents shall be as specified in AMS 2350.

cation to the extent specified herein. <The latest issue

Primarily to prepare engine-operated parts for refufbishment

bf this
pof Aerospace
Fhe applicable issu¢ of other

2.1 SAE Hublications: Available from SAE;\400 Commonwealth Drive, |Warrendale,
PA 15096.
211 Aergspace Material Specifications.
AM$ 2350 - Standards and ;Test Methods
2.2 U.S. Government Publications: Available from Commanding Offiger, Naval
Publigations and Forms Center, 5801 Tabor Avenue, Philadelphia, PA 19120.
221 Milifary Standards:
MILU-STD-794 - Parts and Equipment, Procedures for Packaging and Packing of
3. TECHNIICAL REQUIREMENTS:
3.1 Surface Preparation:
311 Degrease: Residual oils and entrained soils shall be removed by

suspending parts for approximately 30 sec, or until parts reach
temperature equilibrium, in a suitable vapor degreasing atmosphere
followed by spraying with distilled degreasing fluid until visually clean.

SAE Technical Board rules provide that: “All technical reports, including standards approved and practices recom-
mended, are advisory only. Their use by anyone engaged in industry or trade or their use by governmental agencies
is entirely voluntary. There is no agreement to adhere to any SAE standard or recommended practice, and no com-
mitment to conform to or be guided by any technical report. In formulating and approving technical reports, the
Board and its Committees will not investigate or consider patents which may apply to the subject matter. Prospec-
tive users of the report are responsible for protecting themselves against liability for infringement of patents.”

Copyright 1982 Soc
All rights reserved

iety of Automotive Engineers, Inc.

Printed in U.S.A.
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AMS 1420

3.1.2 Mask: Surfaces not to be stripped shall be protected from the effects of
subsequent abrasive blasting and chemical treatment by covering with
plastic-film-backed adhesive tape or by coating with a suitable electro-
plater's lacquer or wax.

3.1.3 Abrasive Blast: Surface oxides shall be removed and the exposed areas
activated for subsequent chemical treatment by grit blasting to a uniform
matte gray appearance. Grit blast medium shall be a clean, dry, premium-
quality grade of aluminum oxide abrasive utilized as follows:

Grjt—Stze: - S—Standard—SreveNo—240—«(60—pm)—or—No—320 (44 um)

Blpst Pressure: 30 psi (310 kPa) max (pressure type apparatus)
75 psi (620 kPa) max (suction type apparatus)

Nozzle-to-Work
Diptance: 6 in. (1.50 mm), min

Dwell Time: 20 sec, max
3.1.3.1 CAUTION: Avoid blasting masked areas.

3.2  Stripping Procedure:

3.2.1 Immefse in an aqueous solution of .15 - 20% by volume technical| grade 42°
Baumg' nitric acid for 60 min. £°5 at 25° - 50°C (75° - 120°F) with
vigorjous agitation to prevent<pitting.

3.2.2 Rinsg thoroughly in clean water.

3.2.3 Presspre spray air-water rinse.

3.24 Wet abrasive blast.with No. 320 (44 um) Novaculite (See 8.2) [or equivalent
as necessary for-removal of smut residues.

3.24.1 CAUTION: ““Avoid blasting masked areas.

3.25 Rinsg thoroughly in clean water.

3.2.6 Pressure spray air-water rinse.

3.27 Immerse for 5 min. + 0.5 in acid solution as in 3.2.1.
3.2.8 Pressure spray air-water rinse.

3.2.9 Visually inspect for complete coating removal.

3.29.1 A uniform matte light gray appearance of the chemically treated surface
signifies complete coating removal. Proceed to 3.2.12.
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3.29.2
signifies incomplete coating removal.
3.2.9.3
coati
580°C + 15 (1075°F + 25) in air.
indicates absence of coating.
indic
when
3.2.10
60 mip. £+ 5 at 50° -
3.2.11 Repe
repea
3.211.1 Tot
3.2.11.2 Part
speg
by purchaser.
3.2.12 Rinse|thoroughly in clean water.
3.2.13 Remo
or wa
vapor
3.2.14 Rinse
(185°F), and dry in forced air.
3.3 Quality:
gray in
detrimental to recoating of the parts.
agreed upon by \purchaser and vendor.
4. QUALITY AFSURANCE PROVISIONS:

4.1 Responsibility for

4.2

AMS

1420

Proceed to 3.2.10.

+

ng removal by heat treating selected parts for 60 min.
Uniform blue to purple oxid
Silver to gold mottling on dis
ates incomplete coating removal. Other heat tint tests m
agreed upon by purchaser and vendor.

60°C (125° - 140°F) with vigorous agiltati

t 3.2.2 through 3.2.9 and, if necessary, 3.2.10 gxcept t
cycles, the acid solution of 3.2.7 shall be as:in 3.2.1

exposure to stripping solutions shall net exceed 3 hol

5 from which coating has not been completely removed du
ified treatment time shall be rejected; unless otherwise

e protective tape masking and dislodge residual adhesive,
with technical grade anhydrous acetone or perchloroethy
degreasing. Pumice may-be used in addition to the solvg

thoroughly in clean-Wwater, rinse in hot water not cooler
Chemically_ ftreated surfaces shall be uniform in appeard

tolor, andsessentially free from pits and other imperfect
Standards for acceptance

A non-uniform or dark gray appearance of the chemically treated surface

When required by purchaser, vendor shall substantiate completeness of

5 at
e film
crete areas
ay be used

ric acid

=

DN.

hat for
D .

rs.

ring the
specified

lacquer,
lene, or by
nts.

than 85°C

nce, light
ons

shall be as

Inspection:

The processor of parts shall be responsible

for visual examination of stripped engine parts to determine that complete

coating removal has been achieved.

Purchaser reserves the right to perform

any confirmatory testing deemed necessary to ensure that the coating has

been enti

rely removed.

Classification of Tests:
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