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2.1 SAE Publications

Available from SAE International, 400 Commonwealth Drive, Warrendale, PA 15096-0001, Tel: 877-606-7323 (inside USA
and Canada) or 724-776-4970 (outside USA), www.Sae.org.

AMS2750

AS2390

Pyrometry

Chemi

cal Process Test Specimen Material

2.2 ASTM Publications

Available from ASTM International, 100 Barr Harbor Drive, P.O. Box C700, West Conshohocken, PA 19428-2959,
Tel: 610-832-9585, www.astm.org.

ASTM B 117

ASTM B 487

ASTM B 499

ASTM B 504

ASTM B 568

ASTM B 571
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3.1.2.1  For parts, excluding nitrided parts, having a hardness of 55 HRC and above, and for cgrburized and induction
hardened parts, stress relieve at 275 °F + 25 (135 °C + 14) for 5 to 10 hours.

3.1.2.2  For parts having a hardness less than 55 HRC, and for nitrided parts, stress relieve at 375 °F + 25 (191 °C + 14)
for a minimum of 4 hours. Higher temperatures shall be used only when specified or approved by the cognizant
engineering organization.

3.1.2.3 For peened parts: If stress relief temperatures above 375 °F (191 °C) are elected, the stress relieve shall be
performed prior to peening or the cognizant engineering organization shall be consulted and shall approve the
stress relief temperature.
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3.1.3 Parts shall be within specified dimensional tolerances after coating.

3.2 Procedure

3.2.1 Cadmium shall be deposited directly onto the basis metal without a preliminary coating of other metal.
3.2.2 Parts shall be coated by deposition of vaporized metallic cadmium within a suitable vacuum.

3.2.2.1 The equipment and processes employed shall be adequate to ensure coverage of all external surfaces,
including roots of threads, recesses, and sharp corners.

3.2.3 After coating, parts shall be conversion coated. Unless otherwise specified, a chromate conversion coating shall
be used.

3.3 Properties

The cadmium coating $hall conform to the following requirements:
3.3.1 Thickness shajl be as specified on the drawing, determined in accordance with any of the¢ following methods as
applicable: ASTM B 487, ASTM B 499, ASTM B 504, ASTM B 568, direct micrometer fneasurement, or other
method accepfable to the cognizant engineering organization.

3.3.1.1 Coating thickness, when specified by AMS2426 and a suffix number, shall be as specjfied in Table 1 for the
specified suffix number and type of part or surface.

TABLE 1 - COATING THICKNESS AND SALT SPRAY CORROSION RESISTANCE REQUIREMENTS

Nuts,
Nuts, Nuts, Washers, Parts
Washers, Washers, and Parts Parts Not
and and Unthreaded Not Not Externally
Unthreaded Unthreaded Surfaces of Externally Externally Threaded
Surfaces’of Surfaces of Parts Threaded Threaded except
External Parts Parts Externally except except Nuts and
AMS 2426 External External Threads Externally Externally Threaded Nuts and Nuts and Washers
Thickness Threads Threads Salt Spray Threaded Threaded Salt Spray Washers Washers Salt Spray
Designation ~ Thickness Thickness Resistance Thickness Thickness Resistance  Thickness Thickness Resistance
Specified Inch Micrometers Hours; min Inch Micrometers Hours, min Inch Micrometers Hours, min
2426 0.0001 25 1Q0 0.0002 51 150 0.0003 7.6 200
0.0004 10 0.0005 12.7 0.0005 13
2426-1 0.0001 25 100 0.0002 51 150 0.0001 25 100
0.0003 7.6 0.0004 10 0.0003 7.6
2426-2 0.0001 2.5 100 0.0002 5.1 150 0.0002 51 150
0.0004 10 0.0004 10 0.0004 10
2426-3 0.0002 5.1 150 0.0003 7.6 200 0.0003 7.6 200
0.0005 13 0.0005 13 0.0005 13
2426-4 0.0003 7.6 200 0.0004 10 225 0.0004 10 225
0.0006 15 0.0006 15 0.0006 15
2426-5 0.0004 10 225 0.0005 13 250 0.0005 13 250
0.0007 18 0.0007 18 0.0007 18

Notes:

For thickness designations AMS2426-X, where X is greater than 5, coating thickness in ten-thousandths of an inch shall be X to X+2 except on external
threads where coating thickness shall be X-1 to X+2; such parts shall withstand salt spray for not less than 250 hours.

For thickness designations AMS2426-X, where X is greater than 5, coating thickness in micrometers shall be 2.5X to 2.5 (X+2) except on external
threads where coating thickness shall be 2.5 (X-1) to 2.5 (X+2); such parts shall withstand salt spray for not less than 250 hours.

3.3.1.2  Where “cadmium flash” is specified, coating thickness shall be approximately 0.0001 inch (2.5 pm).

3.3.1.3 The coating shall be substantially uniform in thickness on significant surfaces except that slight build-up on
exterior corners or edges will be permitted provided finished drawing dimensions are met.
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3.31.4

All surfaces of the part, except those that cannot be touched by a sphere 0.75 inch (19 mm) in diameter, shall

be coated to the specified thickness. Unless otherwise specified, surfaces such as holes, recesses, threads and
other areas where a controlled deposit cannot be obtained under normal coating conditions, may be under the
specified limit provided they show visual coating coverage. Except as specified in Table 1 for externally threaded
sections, the resultant thickness shall be considered only when such surfaces of parts can be touched by a

sphere 0.75
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Classification of Tests

Acceptance Tests

Thickness (3.3.1), adhesion (3.3.2), and quality (3.4) are acceptance tests and shall be performed on parts or specimens
representing parts when permitted herein from each lot. See 4.3.3.

4.2.2 Periodic Tests

Corrosion-resistance (3.3.3) and tests of equipment and process controls to ensure that the deposited metal will conform

to the specified requirements are periodic tests and shall be performed at a frequency selected by the processor unless
frequency of testing is specified by the cognizant engineering organization.
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4.2.3 Preproduction Tests

All property verification tests (section 3.4) are preproduction tests and shall be performed prior to production and when the
cognizant engineering organization requires confirmatory testing.

4.3 Sampling for Testing
4.3.1 Acceptance Tests
Test samples shall be randomly selected from all parts in the lot. A lot shall be all parts of the same part number, cleaned
and pretreated as applicable at the same time in the same equipment, and coated in a single pumpdown, and presented
for processor’s inspection at one time: Unless the cognizant engineering organization provides a sampling plan, the

minimum number of samples shall be as shown in Table 2.

TABLE 2 - SAMPLING FOR ACCEPTANCE TESTING

Thickness
Number of Parts and
in Lot Quality Adhesion
Up to 7 all 3orall
8to 15 7 4
16to 40 10 4
41to 110 15 5
111to 300 25 6
301to 500 35 7
501to 700 50 8
701 to 1200 75 10
Over 1200 125 15

* Whichever is less
4.3.2 Periodic Tests

Sample quantities shdll be at the discretion of the'processor unless otherwise specified by the|cognizant engineering
organization.

4.3.3 Sample Configuration

Nondestructive testing|shall be performed wherever practical. Except as noted, actual parts shall Je selected as samples
for tests. When repregentative specimens are used for acceptance testing, values so obtained ghall be correlated with
those of parts since prgperties, stuch as thickness, may differ between parts and representative testspecimens.

4.3.3.1 Representatfve test,specimens may be used in lieu of parts under any one of the followihg circumstances: The
parts are of suchiconfiguration or size as to be not readily adaptable to specified tests, npndestructive testing is
not practicallef—actual-parts—oritis—rot-economicallyacceptable—teoperferm—destruetive tests on actual parts.
Except as specified below, representative test specimens shall be made of the same generic class of alloy as
the parts, established in accordance with AS2390, distributed within the lot, cleaned, and coated with the parts
represented.

4.3.3.2 Corrosion Testing

When ferrous alloy parts are processed within the test period (quarter), representative test specimens shall be low carbon
or low alloy steel 0.025 inch (0.63 mm) minimum thickness and not less than 4 x 6 inches (102 x 152 mm) or bars
approximately 0.5 inch (13 mm) in diameter and four inches (102 mm) long having a surface roughness not to exceed
40 microinches (1 um) AA. Representative test specimens, made of the predominant generic class of alloy as the parts
and coated within the test period may be used when acceptable to the cognizant engineering organization. Alternative alloy
or configuration may be used when acceptable to the cognizant engineering organization. Coating thickness shall be
0.0002 to 0.0004 inch (5 to 10 pum).


https://saenorm.com/api/?name=a5c5c407f27ef97fad28a5c1b9fffc77

	1. SCOPE
	1.1 Purpose
	1.2 Application
	1.3 Safety - Hazardous Materials
	1.4 Warning

	2. APPLICABLE DOCUMENTS
	2.1  SAE Publications
	2.2 ASTM Publications

	3. TECHNICAL REQUIREMENTS
	3.1 Preparation
	3.1.1 Ferrous parts heat treated to a range including or exceeding a tensile strength of 240 ksi (1655 MPa) or hardness of 49 HRC shall not be exposed to processes that cause hydrogen embrittlement, such as pickling, cathodic cleaning, and etching, or...
	3.1.2 Prior to any processing which could cause hydrogen embrittlement, ferrous parts heat treated to a range including or exceeding a tensile strength of 180 ksi (1241 MPa) or hardness of 40 HRC that are machined, ground, cold formed or cold straight...
	3.1.2.1 For parts, excluding nitrided parts, having a hardness of 55 HRC and above, and for carburized and induction hardened parts, stress relieve at 275  F ( 25 (135  C ( 14) for 5 to 10 hours.
	3.1.2.2 For parts having a hardness less than 55 HRC, and for nitrided parts, stress relieve at 375  F ( 25 (191  C ( 14) for a minimum of 4 hours. Higher temperatures shall be used only when specified or approved by the cognizant engineering organiza...
	3.1.2.3 For peened parts: If stress relief temperatures above 375  F (191  C) are elected, the stress relieve shall be performed prior to peening or the cognizant engineering organization shall be consulted and shall approve the stress relief temperat...

	3.1.3  Parts shall be within specified dimensional tolerances after coating.

	3.2 Procedure
	3.2.1 Cadmium shall be deposited directly onto the basis metal without a preliminary coating of other metal.
	3.2.2 Parts shall be coated by deposition of vaporized metallic cadmium within a suitable vacuum.
	3.2.2.1 The equipment and processes employed shall be adequate to ensure coverage of all external surfaces, including roots of threads, recesses, and sharp corners.

	3.2.3 After coating, parts shall be conversion coated. Unless otherwise specified, a chromate conversion coating shall be used.

	3.3 Properties
	3.3.1 Thickness shall be as specified on the drawing, determined in accordance with any of the following methods as applicable: ASTM B 487, ASTM B 499, ASTM B 504, ASTM B 568, direct micrometer measurement, or other method acceptable to the cognizant ...
	3.3.1.1 Coating thickness, when specified by AMS2426 and a suffix number, shall be as specified in Table 1 for the specified suffix number and type of part or surface.
	table 1 - coating thickness and salt spray corrosion resistance requirements

	3.3.1.2 Where “cadmium flash” is specified, coating thickness shall be approximately 0.0001 inch (2.5 µm).
	3.3.1.3 The coating shall be substantially uniform in thickness on significant surfaces except that slight build-up on exterior corners or edges will be permitted provided finished drawing dimensions are met.
	3.3.1.4  All surfaces of the part, except those that cannot be touched by a sphere 0.75 inch (19 mm) in diameter, shall be coated to the specified thickness. Unless otherwise specified, surfaces such as holes, recesses, threads and other areas where a...

	3.3.2 Adhesion shall be determined using one of the following methods:
	3.3.2.1 Coating shall not show separation from the basis metal when tested in accordance with a method described in ASTM B 571.
	3.3.2.2 Coating shall not show separation from the basis metal when tested using a pressure sensitive tape with 2.5 pounds per inch (446 g/cm) minimum peel strength. The tape shall be applied to the coated surface, rolled into place using a rubber rol...

	3.3.3 Corrosion Resistance
	3.3.3.1


	3.4 Quality
	3.4.1 The cadmium deposit shall show no indication of contamination or improper operation of equipment used to produce the coating, such as powdery or darkened coatings.


	4. QUALITY ASSURANCE PROVISIONS
	4.1 Responsibility for Inspection
	4.2 Classification of Tests
	4.2.1 Acceptance Tests
	4.2.2 Periodic Tests
	4.2.3  Preproduction Tests

	4.3 Sampling for Testing
	4.3.1 Acceptance Tests
	table 2 - sampling for acceptance testing

	4.3.2 Periodic Tests
	4.3.3 Sample Configuration
	4.3.3.1 Representative test specimens may be used in lieu of parts under any one of the following circumstances: The parts are of such configuration or size as to be not readily adaptable to specified tests, nondestructive testing is not practical on ...
	4.3.3.2 Corrosion Testing


	4.4  Approval
	4.4.1 The process and control factors, a preproduction sample part, or any combination thereof, shall be approved by the cognizant engineering organization before production parts are supplied.
	4.4.2 If the processor makes a significant change to any material, process, or control factor from that which was used for process approval, all preproduction tests shall be performed and the results submitted to the cognizant engineering organization...
	4.4.3 Control factors for the process shall include, but not be limited to, the following:

	4.5 Reports
	4.6 Resampling and Retesting
	4.6.1 If any acceptance test fails to meet specified test requirements, the parts in that lot may be stripped, treated, coated, post treated as defined herein, and retested. Alternatively, all parts in the lot may be inspected for the nonconforming at...
	4.6.1.1 When stripping is performed, the method shall be acceptable to the cognizant engineering organization and shall not roughen, pit, or embrittle the basis metal or adversely affect part dimensions. When parts have been stripped and replated, the...

	4.6.2 If any periodic test fails to meet specified test requirements, the process is nonconforming. No additional parts shall be coated until the process is corrected and new specimens are coated and tested. Results of all tests shall be recorded and,...


	5. PREPARATION FOR DELIVERY
	5.1 Coated parts shall be handled and packaged to ensure that the required physical characteristics and properties of the coating are preserved.
	5.2 Packages of coated parts shall be prepared for shipment in accordance with commercial practice and in compliance with applicable rules and regulations pertaining to the handling, packaging, and transportation of the coated parts to ensure carrier ...

	6. ACKNOWLEDGMENT
	7.  REJECTIONS
	8. NOTES
	8.1 A change bar (|) located in the left margin is for the convenience of the user in locating areas where technical revisions, not editorial changes, have been made to the previous issue of this document. An (R) symbol to the left of the document tit...
	8.2 All fabrication-type operations, such as brazing, welding, machining, forming, perforating, and heat treating, should be completed before parts are coated.
	8.3 Definitions of terms used in AMS are presented in ARP1917.
	8.4 Dimensions and properties in inch/pound units and the Fahrenheit temperatures are primary; dimensions and properties in SI units and the Celsius temperatures are shown as the approximate equivalents of the primary units and are presented only for ...


