‘and practices recommended, are advisory only. Their use by anyone engaged
or recommended practice, and no commitment to conform to or be guided by

Imittees will not investigate or consider patents which may apply to the subject

itity for infringement of patents.”

hnical reparts, the Board and i

*‘All technical reports, including standards app

or trade is entirely voluntary. There is no agreement to adhere to any SAE st

matter. Prospective users of the report are responsible for protecting themselves against

in industry
) any technicat report. In formulating and approving tec

" SAE Technical Board rules provide that:

AEROSPACE AMS 2503B
. M ATE R | AL Superseding AMS 2503A
Society of Automotive Engineers,inc. SPECIFICATION | e - 10-15-49

Revised 11-1-68

TWO PENNSYLVANIA PLAZA, NEW YORK, N.Y. 1000

BLACK FINISHING
Low Baking

1. ACKNOWLEDGMENT: A vendor shall mention this specification number and its revision letter in all
quotations and when acknowledging purchase orders.

2. APPLICATION: Primarily for parts which do not exceed a temperature of 350 F (177 C).

3. PREPARATION: Before parts are painted they shall be prepared in accordance with|the following
requirements:

3.1 Alumingm and Aluminum Alloys: Both wrought and cast parts shall be treated in aq cordance with
g  the latelst issue of AMS 2470 or AMS 2471 immediately before the priming coat.

3.1.1 Alumifum Assemblies: Aluminum alloy parts which with parts made of other matprials constitute
g assemblies shall be anodized in accordance with AMS 2470 o AMS 2471 before asgembling with
such parts. Assemblies with parts made of other metals fmay be anodized if such pther parts are
insulated.

3.2 Magnesium Alloys: Both wrought and cast parts shall be treated in accordance with AMS 2475
immediately before the first priming.coat. No machining of external surfaces sh 1 be done after

this treatment.

3.3 Steel: | Cadmium plated parts shall be thoroughly neutralized, before priming, in hccordance with
AMS 2400. Unplated parts shall be cleaned to remove all oil, dirt, and rust, then| treated in ac-
cordance with AMS 2480 immediately prior to the priming coat.

4. PROCEDURE:

4.1 Primipg Coat: A coat of zinc chromate primer conforming to AMS 3110 shall be gpplied to all
g metallic materials requiTing enameling, immediately after the treatment required in Section 3,
excepl that anodized rivets shall not be primed as details and except that two coatg of primer shall
be usdd on magnesium alloys.

4.1.1 When there are intervening operations between the prime and finish coats, such ps assembling or
additional machining, the parts shall be thoroughly cleaned by spraying with clean naphtha, or
othep-selvent-of-tow—volatility—and then given anc at of zi imer before the
first coat of enamel is applied.

4.2 Baking: Each coat of primer shall be baked at 250 - 300 F (121.1 - 148.9 C) unless a lower tem-
g  perature or an air dry is approved.

4.3 TEnamel Coat: Three coats of black enamel conforming to AMS 3120 shall be applied on magnesium
alloys for applications other than engines and two coats on all other metals. Two coats shall be ap-
plied on magnesium alloys to be used on engines. Each coat of enamel shall be thoroughly baked at
a temperature not higher than 300 F (149 C), or preliminary coats may be air-dried dust free, and
final coat baked firm and hard at a temperature not higher than 300 F (149 C).
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