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~ AERONAUTICAL 	 aMS 2~~~~` 

MATE-RIAL SPEC~FICATIONS 	
~„ued z=1~-~~ 

fOCItTV OF AUTOMOTIVE ENOINE[RS, Inc. 	486 L~xinpton Av~. , N~w Vork 17, N.Y. pevlE~d r:-].~—~5 

CH~'MICAL TRFATMENT FOR ALUI~NUi~I BA$E ALLOYS 
General Purpose Coating 

l. ACKNOWLEDGi~NT: A vendor shall mention:this apecification n~nber and ite reviaion 
letter i.n all quotations an~~ xhen ackn,owledging pu~chase orders. 

2. APPLICATIONt 

2.1 To increaee the corrosion resistance of aluminum or alumirnam base alloys and to 
improve adhesion of organic protective coatings. 

2.2 To improve corrosion resistance and coating adhesion.propertie~ of abraded or dis- 
continuous anaiized surfaces on aluminum or alumimun alloy parts. 

3, pREPAR~4TI0Ns Before parta.are coated, they snall have chernically clean.surfacea 
~ prepare wlth minimum erosion, pitting, or unintended abrasion. Where alkaline 

cleanere are employed, very thorou~h vater rinsing, preferably by apray, ahall be 
employed after cleening, 	 _ 	 :- 

!~. PROCEDUREs Consists of immeraion of the parts in a ao~u~ion .  which will f oxm a 
chemical coating of oxide, phosphate, silicate, or chromate for such time and at 
auch temperature as kill produce ,  c,oatings meeting the requiremer~ts of ~ection 5, 

¢ folloxed by rinaing, aealing if required, and drying. If parts are not ta be 
coated all over, the aolution may be applied by brushing, sxabbing, or apraying the 
eurfacea to be coated. 

4.1 Only procesaea xhich permit adequate solution control by- chemical. arialy9is ~hall 
be uaed. 

l~.1.1 It ahall be the reaponaibility of the vendor of proprietary processing chemicals 
to aupply the purchaaer ~rith methods of analysi8 and direction9 for maintenance 
of the aolutiona. 

5. TECHNICAL REQUIREMENTSs 

5.1 The coating shall have uniform appearance characteristic of the procesa u~ed. 
Color may range from iridescent yellow to dark olive green. 

5.2 For control purposes, unless oth~rxise agreed upon by purchaser and vendor, tWo 
aamplea of AMS 1~037 sheet 0.050 in. thick and 3 x 10 in. (the 10 in. dimenaion 
being perpendicular to the direction of rolling), one eample anodized in accord- 
ance xi.th AMS 2l~70 and the other bare, ahall be treated in accordance xith 
Section l~. The aeunplea ahall then be aub~ected to aalt apray test in accordance 
xith ASTM B117-l~9T• The panel treated only in accord ance with Section ~ ahall 

', ~ withatand 168 hr expoaure to ealt spray test ~rlthaut corroding to the extent that 
~ 	would cause more than 5~ decreaae in tensile atrength arx •I 10~ decreaae in elonga- 

tion from the average of 3 apecimens cut from a dnplicate, aimilarly treated but 
~ 	unexposed panel. The panel anodized and then treated in accordance with Section !t 

ehall_ uithAtand 2~c) hr expoaure ~rithout corrodin~ to the extent apecified above. 

Tri no case s1~a11 a corroded ~anel, treated in either ~r~y, have tensile st,rength 
]~wcr t,han f,2,CXx; psi or •  elongation lower than 12p. Tensile test specimens shall 
conform to AST?A E~S-~7`?'. The forF~~;oin~ test, is not required when parts are sub- 
sequently painted. 

CnorrlsAt 1~~j9 Mr sod~q, ef Aotoinotlw [wilwNrs, Inc. 	 Mwb~ M Y. i. ~ 
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