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PHOSPHATE TREATMENT 0

(Paint Base)

1., ACKIOWLEDGMENT: A vendor shall mention this specification nunber in g1l quotations
-and when acknowledging purchase orders,

2, APPLICATION: To produce on ferrous parts a coating which will insure satisfactory
paint adherence.

gate or consider

PREPARATION: Before placing the parts‘in the phosphate solution, they shéll have
chemicglly clean surfaces, prepared with minimum erosion, pitting, or unintended

liobility for infringement of patents.”

The properly cleaned parts shall be immersed iny or sprayed with, a balanced

Y te solution containing nitrate as an aceelerating agent, maintained at
190 F|+ 10, for a sufficient length of time to convert the metgl surface to a

" uniform coating. '

proved and practices recommended, are advisory only. Their
~SAE standard ar recommended practice, and no commitment

Board and its Committees will not investi

4.2 Immedjately after the above processing. the parts shall be ringed in cold
© running weter.

4,3 Unlesp otherwise specified, after the cold water rinse, parts ghall be dipved
for 20-60 seconds in a dilute chromic acid solution at 180-200 |F,

ble for protecting themselves ogainst

| reports,

adhere to-

4.4 Parts|shall be thoroughly(dried.

4,5 Parts|shall then be protected against contamination of the coating. end the
painting should be done as soon as practicable,

5. QUALITE:

5.1 The cpating shali have a uniform, dull appeararce ranging from|light to dark gray
in colorwith or without some silvery iridescense,

""Al} technical reports, including stando

voluntary, There is no agreement to
formulating and approving technica

5.2 Parts or test Danele shell be capabls of withstamding exposure to salt spray
for not less than 150 hours without showing rust extending more than 1/8 in. on
either side of the scratch marks when prepared and tested as follows?
Ports or, in lieu thereof, steel panels approximately 2 x 4 in., shsll be
processed as in section 4 and then coated with one coat of AMS 3120 black enamel,
air dried 15 min and baked ut 295-305F for 30 min, and allowed to stend in eir
for 24 hours. Film thickness of enamel shezll bve 0,0004-0.001 in, Parts or nanels
shall De scratched with a sharp instrument to a depth which will cut through
the enamel film and shall then be exposed to salt spray test in accordance
with ASTM B117-44T for 150 hours.

ged in industry or trade is enhrelr
n

. guided by ony technical report.
patents which moy apply to the subject matter. Prospective users of the report are responsi

7C of the SAE Technical Board rules provides that:

yone engo
m to.or be
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6. APPROVAL: A vendor shall not supply parts treated to this specification until the
type of bath end methods of processing have been approved by the parts purchsecr,
After such approval, the methods of processing shall not be changed withcut

to confer

u

permission of the purchaser.
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