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PROCESS AND PERFORMANCE REQUIREMENTS
FOR HARD COATING TREATMENT OF ALUMINUM ALLOYS
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AMS 2469 designates finished coating thickness of 0. 002 in. + 0. 0005.
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ge specified on the drawing. Thus, AMS 2469-3 designates a finished coating thickness of

Thickness of coating shall be determined on representative parts or specimens by m

method, | micrometer measurement, or as agreed upon by purchaser and vendor.
measurgment is used, speclmens for thlckness determmatlons shall be of the same
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Coating thickness shall not be measured in blind holes or recesses with depth

greater than twice the diameter, or in open holes with depth greater than seven times the diameter.

TECHNICAL REQUIREMENTS: The following requirements apply to tests conducted on the parts or on

specimens of the same alloy and surface finish as parts and processed with the parts.
specimen preparation and test shall be as agreed upon by purchaser and vendor.

Weight: Weight of coating shall be not less than 0. 030 g per sq in. per 0. 001 in. of

Frequency of

coating thickness.

Color: Coating may vary in color from amber to black but shall be substantially uniform on pieces of

the same alloy processed to the same nominal coating thickness.
sooty appearance or the presence of a moire pattern.

Coated surfaces shall not have a
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Abrasion and Wear Resistance:

Coating that has not been given a supplementary sealing treatmc;,nt shall

be reduced in thickness not more than 0. 001 in. per 50, 000 c¢ycles when tested with a Taber Abraser,
" using CS-17 wheels with a 1000 g load, operated in accordance with the instructions of the equipment

manufacturer.

The wheels shall be dressed prior to each test run (50,000 cycles) and the

test specimens

shall be kept free of excessive abrasive particles by periodic brushing or the use of a continuous air blast

or suction.

processed, not less than 0. 063 in. thick with a 0. 25 in. diameter hole in the center.
ation of wear resistance shall be made by averaging the amount of wear found on 3 test panels.

The

means of abrasion testing may be used as agreed upon by purchaser and vendor.
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submitted to the following bend test.

The test specimens shall consist of 4 in. diameter or 4 in. square panels of the alloy being
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Other

Coatings shall show no evidence of delamination, peeling, or flaking on the tension side when
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e coating.

ting shall be substantially uniform in thicknéss except in small holes, fillet
and shall be free from scratches, chips, and burned areas. Small irregula

racks, and clamps used to-suspend parts in the electrolyte, if they also are
should be made of aluminum, aluminum alloys, titanium, or titanium allo

b to be selectively coated, electrical contact should be made on a surface n

e drawing.

ts contdining inserts of other metal should have the inserts stopped off befor

Jamination or spalling on the compression side and crazing on the tension silde shall not be -
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‘In general, gr

owth of parts will be approximately halil the coatmg tHicKness, but this ToIT

vary with material and coating thickness.

» or less of the

final coating thickness.
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Difficulty may be encountered when treating some alclad materials when the cladding thickness is 50%

Only parts made of the same alloy and, in the case of heat-treatable alloys the same temper, should be
processed in a single batch. :



https://saenorm.com/api/?name=fc88cfe3153064c35a84432b4375a36d

