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CHE~IICAL TR.EAZM~NT ~~ OR ALUN~INUfrt BASE ~LLOYS 
General Purpose Coatin~ 

1. ACKr?O~n1LID~IENT: A vendor shall ~nention this specification number in aJ.l quot~ 
tions and when acknowledging pt? .rchase orders. 

2. ,APPLICATION; 

2.1 To increase the corrosion resistance of. aluminum or aluminum base alloys and to 
improve paint adhesion. 

2.?_ To improve corrosion res~.stance and paint adhesion properties of abraded or 
d.i.scontinuous anodized surfaces on aluminum or alurninum alloy par ts. 

3. PREPARA`i'ION: Before parts are placed in the coatinu solution, they shall have 
chemically clean surf aces prepared wi.th minimum erosion, pitting, or unintended 
abrasion. L~ihe.re  alkaline cleaners axe emplo,yed, very thorough water rinsing, 
vreferably by spray~ shall be employed af ter cleaning. Cleana:ng procedures re- 
commended by the vendor of the processin~ chemicals should be followed closely. 

L.. PROCEDUFE: Consists of irrenersion of the parts in a solution which will form a 
chemical coatinp of oxide, phosphate, cilicate, or chromate for such time and 
at such temperature as wi.11 produce coatings meeting the requirements of Sec- 
tion 5~ followed btJ rinsing a.nd drying. 

LG.1 Only processes which nermit adequate solution control by chemical analysis 
shall be used. 

4.1.1 It shall be the responsibility of tkie vendor of proprietary processing chemi- 
cals to supply the purchaser with methods of analysis and directibns for 
maintenance of the soluti_ons. 

5. TECHNICAL RE~UIRa~EAiTS: 

5.1 The coating shall have uniform appearance characteristic of the process used. 
Color may range tr.om  iridescent yellow to dark olive green, originating from 
chromic acid or from dichromate salts in the processinF; solution or in the 

final rinse. 

5.2 For control purposes, a sample of AMS 4037 sheet 0.040 in. thick and 3 x 10 in. 
(the 10 in. dimension being perpendicular to the direction of rolling) treated 
in acconiance with Section Lt shall withstand 168 hr exposure to salt spray test 
without corroding to the extent that Taould ~cause more than 5~ decrease in ten- 
sile strenPth and l0o decrease in elongation from the average of 3 specimens 
cut from a dupl9_cate treated but unexposed panel; in no case shall a corroded 
panel have tensile strength lower than 62,000 psi or elongation lower than 12~. 
The salt spray corrosion test shall be conducted in accordance with pS~t~I 
B117-~9T. Tensile test snecimens shall con*orm to AS'II~1 E8-51T. `Phe foregoing 
test is not required when material or parts that are treated in accordance 
with Sec.tion 1~ are subsequently painted. 
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