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RATIONALE

AMS 2485K results from a Five Year Review and update of this specification.
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2.2 ASTM Publicatio

ns

Available from ASTM International, 100 Barr Harbor Drive, P.O. Box C700, West Conshohocken, PA 19428-2959,
Tel: 610-832-9585, www.astm.org.

ASTM G 46

Examination and Evaluation of Pitting Corrosion

3. TECHNICAL REQUIREMENTS

3.1 Preparation
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3.2 Procedure
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Coatings on parts before oiling as in 3.2.4, or on oiled parts after degreasing, shall show no indications of reddish-brown
or green smut when wiped with a clean, white cloth.

3.3.2 Dimensional C

hange

When determined using a micrometer accurate to 0.0001 inch (2.5 mm), no dimensional change shall result from

processing.
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3.3.3 Oxalic Acid Spot Test

The coating, prior to application of corrosion preventative oil, shall be tested as follows. Clean, dry coated parts or
specimens of the same composition and heat treat condition as the parts and processed with the parts represented shall
be handled with clean gloves. Each sample shall have deposited three drops of a 5% (approximately) solution of oxalic
acid on a flat surface. Permit the accompanying reaction to continue for not less than eight minutes, followed by rinsing in
cool water and drying. When examined, the area which was directly under the acid test solution drops shall exhibit a black
or dark brown center with a light border. Areas under the drop, which exhibit a gray center and lighter border are marginal
coatings and are not acceptable.

3.3.4 Surface and Intergranular Attack

The cleaning and coatj;ng-pmmhaﬂmmeﬁmraﬁbmmd-bﬁﬁNPG 46 and intergranular
attack, determined on metallographically-prepared cross-sections examined unetched at 400X £0:5P0X magnification.

3.4 Quality
Except as otherwise specified herein, the coating on polished surfaces shall be a ghiformly lustfous black. Coating on
other surfaces shall befblack or dark gray in color, uniform on areas of equivalent surface roughness. Coating on all types
of surfaces shall be fr¢e of spots of red oxide or an overall reddish-brown calor ‘but an overall rgddish-brown cast on a
basically black color is|permissible. Coating shall be continuous, smooth, derse; and adherent and shall not rub off under
any conditions incidenf to normal handling or storage.
4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility fof Inspection

The processor of coatgd parts shall supply all samples for processor’s tests and shall be responsible for the performance
of all required tests. P3rts if required for tests shall be supplied by purchaser. Purchaser reserves the right to sample and
to perform any confirmatory testing deemed necessary.to ensure that processing conforms to specified requirements.

4.2 Classification of [Tests

4.21 Acceptance Tgsts

Smut test (3.3.1), oxalic acid spot test\(3.3.3), and quality (3.4) are acceptance tests and shall be [performed on parts, or
samples representing parts when germitted by cognizant engineering organization, from each lot.

4.2.2 Periodic Tests

Surface and intergranplaryattack (3.3.4) when parts 36 HRC or higher are processed are periqdic tests and shall be
performed monthly unl€ss frequency of testing is speciiied by the cognizant engineering organization. Tests of cleaning
and coating baths are periodic tests and shall be performed at a frequency established by the processor unless frequency
of testing is specified by the cognizant engineering organization. See 4.4.3 and 8.2.

4.2.3 All property verification tests (section 3.3) are preproduction tests and shall be performed prior to production or on
the initial shipment of coated parts to a purchaser, and when the cognizant engineering organization requires
confirmatory testing.

4.3 Sampling and testing shall be not less than the following; a lot shall be all parts made of the same material, heat
treated to the same hardness or tensile strength level, processed in the same solution(s) in not longer than eight
consecutive hours, and presented for processor’s inspection at one time. Parts for tests shall be selected randomly
from all parts in the lot.

4.3.1 Acceptance tests shall be as shown in Table 1.
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4.3.1.1 Periodic Te

TABLE 1 - SAMPLING FOR ACCEPTANCE TESTS

Lot Size Quality Smut Test Oxalic Acid Spot Test
Upto 7 All All or 3* 1
7to 15 7 4 1
16 to 40 10 4 1
41to 110 15 5 2
111 to 300 25 6 3
301 to 500 35 7 4
Over 500 50 8 5

*Whichever is less

q

Sample quantity shall

engineering organizatipn. As a minimum, one sample shall be tested for all periodic tests.

4.3.2 When coated
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45 Reports
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d supplier
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be selected at the discretion of the processor unless otherwise cspec
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The processor of coated parts shall furnish with each shipment a report stating that the parts have been processed and
tested in accordance with the specified requirements and that they conform to the acceptance test requirements. This
report shall include the purchase order number, lot number, AMS 2485K, part number, and quantity.

4.6 Resampling and

4.6.1

Retesting

If any acceptance test fails to meet specified test requirements, the parts in that lot may be stripped, recoated and

retested. Alternatively, all parts in the lot may be inspected for the nonconforming attribute, and the

nonconforming

4.6.11

parts may be stripped, recoated, and retested.

When stripping is performed, the method shall be acceptable to the cognizant engineering organization and

shall not roughen, pit, or embrittle the basis metal or adversely affect part dimensions. When parts have been

stripped and

recoated, the purchaser shall be informed.
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