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. 	, 	 BLACK_FINLSHING , . 	 - - 

	

~ 	Low Baking 	 _ 

1. SCOPE: 

1.1 Purpose: This specification covers the eng'ineering requirements for finishing aircraft 
parts and assemblies with a black ena.mel. 

1.2 Application: Primarily for parts and assemblies operating in service up to 350°F (175°C). 

2. APPLICABLE DOCUMENTS: The following publications form a part of this specification to the 
extent specified herein. The latest issue of.Aerospace Material Specificationa (AMS) shall'apply. 
The;applicable issue of other documents_shall.be- as specified in AMS 2350. ~'=~ 

' 	. 	. 	! 	'~ . 	' 	 . 	. _ 	 __ ..: 	_. - 

2.1 SAE Publications: Available from Society of Automotive-Engineers,• Inc. ;-400 Coinmonwealth 
Drive, Warrendale, PA 15096. 

~ 	_ 	, '.i 	: 	- 	
~ . : 
	~ 	 _ , 	, 	 . 	

._- 

2.1.1 Aerospace Material3pecifications: 	 - 	 ~ - . 

_ 	= AMS 2350 - Standa,rds and Test Methods 	. 
: ~AMS;  2400 .-: . Ca.dmium,Plating . 	:; 	~ 	. . 	_. 

.-_AMS 2470 _ ~.-- Anodic Treatment_ of Aluminum Alloys; Chromic Acid Process - 
AM,S 2471. .-, Anodic Treatment of Aluminum Alloys,~ Sulfuric Acid Proceas, 

Undyed Coating 

	

- 	ANLS_2475 .-. 'Protective Treatmenta, _ Magnesium Base Allays - 	• 	- 

	

AMS 2480 - Phosphate Treatmex~, Paint Base 	. ~ 
AMS 3110 - Primer, Zinc Chromate 
AMS 3120 _~.- . Enamel, Glyceryl Phthalate, Black Bakfng ' 

2.2 U.S. Government Publications: Available from Commanding Officer, Naval Publications and 
.Forms' Gentex~, 5801. Tabor Avenue, .Philadelphia, PA. i9120. . 	 - 

2. 2.1 MilitarY Standa.rds: ~ 	
. 

	

. . 	~,NIIL~TD-794 -~Parts and.Equipment, ~Procedurea for Packaging and Packing of 	' 

3. TECHNICAL REQUII~EMENTS: 

- 	3.1 ,• Preuaration: Parts -and assemblies,. before being painted, sha11 be prepared as .follows; elapaed 
time between preparatory treatments and priming ehall be as ahort as practicable: 

3.1.1 Aluminum and Aluminum Alloys: Both wrought and cast parts- shalt be anodized in accordance 
with AMS 2470 or AMS 2471. 

3.1.1.1 Aluminum Assemblies: Aluminum alloy parts which with parts made of other materif 
constitute'assemblies shall be anodized in accordance with AMS 2470 or AMS 2471 
before assembling with such other parts. Anodizing in accordance with AMS 2470 

• 	should be used on assemblies in which sulfuric acid could be trapped. Assemtilies 
- with parts made of other metals may be anodized if such other parts are insulated. 

Copyright 1980 by Society of Automotive Engineers, Inc., 	 Printed in U.S.A. 
All rights reserved. 
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3.1.2 Magnesium Alloys: Bath wrought and cast parts shall be treated in accordance with AMS 2475. 
Mac}uning of external surfaces shall be completed prior to such treatme~. 

3.1. 3 Steel: Ca.dmium plated parts shall be thorou~hly neutralized in accordance with AMS 2400. Unplated 
parts shall be cleaned free from oil, grease, dirt, and rust and then treated in accordance with 
AMS 2480. 

3.2 Procedure: 	 I 

3.2.1 Primin : One coat of AMS 3110 zinc chromate primer shall be applied to all surfaces of inetallic 
parts requiring enameling, except as follows: 

3.2.1.1 Anodized rivets shall nat be primed as details. 

3.2.1.2 Two coata of primer shall be applied to magnesium alloy parts. 

3.2.2 Cleanin : When there are intervening aperations between priming and enameling, such as assembling 
or additional mach,'ni ~, the parts shall be thoroughly cleaned by spraying with clean ua}~htha., or 
ather solvent of low volatility, and given another coat of AMS 3110 zinc chromate primer before the 
first coat of enamel is applied. 

3.2.3 Bal~n : Each coat of primer shall be baked at 250° - 300° F(120° - 150°C) unless baking at a 
lower temperature or air drying is permitted by purchaser. 

3.2.4 Enameling: The following requirements apply to all metallic surfaces which are e~cposed after parts 
are assembled i.n the power plant or aircraft, unless otherwise specified. Magnesium alloy parts 
used as covers but nat in contact with oil shall be ena.meled oai both inside and outside surfaces ex- I 
cept on contacting machined surfaces. Enameling of spot faces is optional. 

3.2.4.1 Three coats af AMS 3120 black enamel shall be applied to magnesium alloy parts for use on other 
than aircraft power plants. 

3.2.4.2 Two coats of AN1S 3120 black enamel shall be applied to magnesium alloy parts for use on air- 
craft power plants and to parts of all other metals for all applications. 

3.2. 4. 3 Each coat of enamel shall be thoroughly baked at nat higher than 300° F(150° C) or. preliminary 
coats may be air-dried dust-free and the final coat baked firm and hard at nat higher than 300° F 
(150° C). 

3.2.4.4 Enameling is not required an naametallic materials and associated metal parta, on threaded sec- 
tions, or an removable steel parts, unless otherwise specified. 

3.3 Quality: Finish ahall be amooth, uniform in calor and gloss, and free from pinholes, sags, runs, 
¢ heavy edgea, foreign materials, and ather imperfections detrimental to appearance or performance 

of parta. 

4. QUALITY ASSURANCE PROVLSIONS: 

4.1 Respanaibilitv for Insuection: The finishing vendor shatl be respansible for performing all required 
¢ inspectiana. Purchaser reaerves the rig~ to perform such confirmatoxy inspection as he deems 

neceasary to ensure that finishing conforms to the requireme~s of this specification. 

4.2 Classificatian of Inspections: Inspectian to determine conformance to requirements for quality (3.3) 
~ and for coverage in accordance with dra.wing requirements or okher instructians are classified as 	~ 

acceptance inspections. 

~ 4.3 Samplin~: Each part or assembly shall be exa.mined. 	 , 
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