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. APPLICABLE DOCUMENTS:

The following publications form a part of this specification to the extent

specified herein. The applicable issue of referenced publications shall

the issue

in effect on the date of the purchase order.

be

SAE Technical Standards Board Rules provide that: "This report is published by SAE to advance the state of technical and engineering sciences.
The use of this report is entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement arising
therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be reaffirmed, revised, or cancelled. SAE invites your written
comments and suggestions.
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2.1

3.1

3.3

. TECHNICAL [REQUIREMENTS:

ASTM PubTications:
Available from ASTM, 1916 Race Street, Philadelphia, PA 19103-1187.

ASTM C 633 Adhesion or Cohesive Strength of Flame-Sprayed Coatings
ASTM E 384 Microhardness of Materials

U.S. Government Publications:

Available from DODSSP, Subscription Services Desk, Building 4D, 700 Robbins
Avenue, Philadelphia, PA 19111-5094.

MIL-STD-2073-1 DOD Materiel, Procedures for Development and AppH{cation of
Packaging Requirements

Equipment:
Shall compsist of a specially constructed machinecin which the pafticles of
coating ¢ompound are fed into the tube of a guny Suspended in a mixture of
oxygen, acetylene, and nitrogen, and detonated; heating the particles to
plasticity and propelling them at high veloejfy out of the gun bdrrel onto
the part
Coating Compound:

Shall cofsist of not Tess than 99%-aluminum oxide.

Preparatjon:

.1 Surfacps to be coated shalT be machined to allow for the finished thickness

of the|coating.

.2 Parts fequiring heat/treatment or shot peening shall be so progessed prior

to coafing.

.3 Parts phall<pe cleaned to remove water, o0il, grease, dirt, scale, paint,

and other.foreign materials detrimental to adhesion of the coafting.

.4 Parts Start—be suitably maskedto protect surfaces nmot regquirTed to be

coated.

.5 Surfaces to be coated shall be grit blasted to produce a uniform matte

finish sufficient to provide good adhesion of the coating.
Procedure:

The coating compound shall be deposited onto the designated surfaces to a
sufficient thickness to permit finishing to specified dimensions. The
temperature of the parts during deposition shall be controlled so as not to
exceed 300 °F (149 °C).
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3.5 Properties:

The coating on parts or representative test specimens shall conform to the
following requirements.

.5.1 Representative Test Specimens: Shall be coated in the same manner and
(R) under the same conditions as the actual hardware.

3.5.1.1 Hardness: Shall be 950 to 1300 HV300, or equivalent, determined in
(R) accordance with ASTM E 384 as the average of not less than
10 microhardness readings ftaken on a cross-section of specimens as in

4.3.1.1 with a minimum coating thickness of 0.007 inch (0.18[mm).

3.5.1.2 Bond |[Strength: Shall be not less than 6000 psi (41.4 MPaw:, ddtermined in
(R) accordance with ASTM C 633 or other procedure acceptabde to purchaser on
soliq cylinders 1.0 inch (25 mm) in diameter coatedy'at 90 dedrees on one
flat [face and tested at a thickness of 0.008 to 0%012 inch ({(.20 to
0.30 |mm).

3.5.1.3 Inclysions and Apparent Porosity: Foreign particle inclusiong and
appaflent porosity shall be not more than.2y0% of the coating |cross-
section, determined by microscopic examinnation at 200X magniflication.

.5.1.4 CracHs and Interface Bond Separation: Shall not be present, determined
(R) by mijcroscopic examination at 200Xmagnification.

3.5.2 Finishpd Parts:

3.5.2.1 Hardress: Shall be 950 to,1250 HV300, or equivalent, determined in
accorndance with ASTM E 384 as the average of not less than
10 microhardness readings taken on a cross-section of a part.

3.6 Quality:

The coat|ng on.parts, as received by purchaser, shall be adherent to the
basis metal andshall have a uniform, continuous surface free frgm spalling,
chipping}| fltaking, and other imperfections detrimental to usage af the
coating.

3.7 Tolerances:

A maximum tolerance of +0.125 inch (+3.18 mm) is permissible on the
boundaries of areas designated to be coated.
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4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibility for Inspection:

(R)
The proce
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4.3.1 Test Specimens: Two sets of specimens, one coated at the beginning and one

coated

at the end of each lot.

4.3.1.1 Test specimens shall be 3/8 inch (9.5 mm) cubes fabricated from the same
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of 0.005 to 0.010 inch

as the parts they represent, coated on one face to a
(0.13 to 0.25 mm).
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4.3.1.2 For parts of a complex geometry or which requires that the coating be

(R)

applied at other than a nominal

90 degrees, the purchaser and coating

vendor may agree on a sampling technique to determine acceptable coating
properties. Where no such agreement exists, test results shall be based
on samples coated at 90 degrees.
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MS 2436C,

contractor or other direct supplier of part and coating materials, part
number, and quantity.

Resampling and Retesting:

If any specimen used in the above tests fails to meet the specified
requirements, disposition of the coated parts may be based on the results of

testing three additional

original

reported

specimens from the same coating lot for
nonconforming specimen.

each

Except as specified in 4.6.1 and 4.6.2,
failure of any retest specimen to meet the specified requirements shall
cause for rejection of the parts represented. Results of all tests shall

be
be
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