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AERONAUTICAI. MATERIAL SPECIFICATION AMS Z4'8O 
Society of Automotive En~ineers, Inc. 

291Nest 39th Stree# 	 is,ued 	5-1-48 

New York C1ty 	 Revised ~ 

2' H 0 S P H A T L T H E 9 T M E N T. 	 o 
(Yaint Baee) 

1. ACI~d04fL~DGi~1ENT: A vendor shall mention this specifica.tion nw~ber in ~11 quotatione 
and vrhen acknowledging purchase orders. 	 ~ 

2. .Al'PLICATIGNt To produce on ferrous parts a coating tvhich will ir~sure a~.tisfa.ctory 
p~i nt adherence. 

3~ PE~F~PARATIO~Tr Before placing tre parte in the phospha.te solution, they ahall have 
chemica.7.1.4 clean surfaces, prepared with minimum erosion, pittin~, or unintended. 

abraeion. 

4. PROC~ E_ D~ik~E 2 

4.1 The~ properly cleaned parte shall be immeraed in. or s»rayed with~ a balanced 
phospha.te aolution containing nitrate as an accelerating a~;ent~ maint~,ined at 
190 F± 10, for a sufficient length of time to convert the metal surface to a 

uniform coating. 

4.2, Immed.iately after the above proceasing, the parta ehall be rinsed in cald 

running wPter. 

4.3 Unl.esa ot.herwise specified, after the cold w~.ter rin~e, parts aha.11 be dipned 
for 20-6C~ seconds in a dilute chromic acid solution at 18(3-200 F. 

4.4 Parts ahall be thorou~hly dried. 

4.5 Parts sl~ll then be protected against contamination of the coatin~, and the 

paintinE; shoul~ be done as soon r~s practicable. 

5. ` UJ. ALITY: 

5.1 The coatir~ ah.311 ha,ve a uniform. dull appearance rangin~ from light to dark grr~y 
in color with or without some silvery iridescenae. 

5.2 Parta or test ~aneZa sha.11 be capable of withstanding exposure to salt spray 
for not less than 150 houre without ahowing ruet extending more than 1~8 in. on 
either side of the scratch marks when prepared and tested as follo~rs: 
Parts or, in lieu thereof~ steel panels approxima.tely 2 x 4 in.. sY~ l.l be 
processed as in aection 4 and then coated with one coat of ~''~ y  ~Z20 black en~,mel, 
air dried 15 min and baked at 295-305F for 30 min. &nd allowed to st~.nd in air 
for 24 houre. Film thickness of en~mel sr.~.11 be 0.0004-0.00. in. Parts or r.anels 
aha11 be scratche3 with a sharp instrument to a depth which will cut trso~~h 
t~ie enamel film and shall then be exposed to ealt epray test in accordance 
with ASTM B117-44T for 150 hours. 

6. APPROVAL: A vendor sha.11 aot aupply parte treated to thia specification ~~u~til the 
type ~f b~th end methode of processin~ ha.ve  been approved by the pa.rts purchF.ecr. 
After. »uc~. a.nproval~ +.he~ methoda of proceseir~; ahall not be changed witheut 
permission of the p~irchaser. 

Copyriqh ►  ].94H by Sociefy of Automotive Enq~neers, Inc. 
	 Printed in U,SJ1. 
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