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U.S.

Government Publications:

Available from Naval

Publications and Forms

Center, Attn: NPODS, 5801 Tabor Avenue, Philadelphia, PA 19120-5099.

Military Standards:

MIL-STD-794 - Parts and Equipment, Procedures for Packaging and Packing of

MIL-STD-

1312 - Fasteners, Test Methods

TECHNICAL REQUIREMENTS:

21

Coating Material:

Shall conform to AMS-3126.

Preparati

Parts,
have be¢

stressesg.

temperaf

hen specified, shall be stress relieved prior to coating
bn subjected to operations which may cause detrimentdl rd
Temperatures to which the parts are heated anhtime 3
ure shall be such that maximum stress relief jis™obtaineq

affectipg properties of the parts.
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surface
Procedure

The cle
of AMS-

dual compressive stress-inducing operatjien, such as shof
olling, and thread rolling, shall follkow/stress relievi

oating, parts shall have clean, roughened surfaces, prej
erosion, pitting, or unintended aprasion. Roughening of
may be accomplished by wet or «dry grit blasting.

ned parts shall be coatedYwith a material meeting the rdg
126. Parts may be coated, cured, and burnished by any {

techniqlie capable of produciWg’a uniform coating conforming to f
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ing on parts, .ahd on specimens representing the parts w
b cured in a @€irculating-air furnace at such temperature
ne as required to cure the coating without reducing propd
PTow drawing' or specification Timits. The curing temperd
n the rapge 375° - 700°F (191° - 371°C). If a specific
perature cycle is required it shall be as specified by {
curyng temperatures and corresponding minimum times at 1
Fo1ows :

Minimum Time

Cure Temperature at Temperature
375°F £ 15 (191°C £ 8) 24 hours
450°F £ 15 (232°C = 8) 18 hours
500°F = 15 (260°C = 8) 7.0 hours
550°F £ 15 (287°C = 8) 2.5 hours
600°F £ 15 (316°C £ 8) 1.0 hour
650°F £ 15 (343°C £ 8) 30 minutes
700°F = 15 (371°C = 8) 15 minutes
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.3.3 The cured coating shall
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be burnished by glass bead peening or other

suitable means to produce a conductive surface meeting the requirements of

3.4.5.

Properties:

Coating on parts or test specimens shall conform to

following requirements:

.1 Thickness:

the

Coating thickness shall be within the range of 0.0003 to

0.0007 inch (7.6 to 17.8 um), determined on representative parts or on
separate specimens representing parts and coated simultaneously with the
Determination of coating thickness shall be made in accordance

parts.

with M
shall
within

Heat R

[L-STD-1312, Test No. 12. For referee tests, the micros
pbe used. Distribution of coating shall be such that-par
drawing tolerances after coating.

psistance: Coating on parts, or on specimens representi

proces
proces
being

cooled
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or spe
qualit
withou
parts

Corros

sed with the parts through the complete cleaning and coa
5, shall withstand, without evidence of blistering or cr
neated in air for 4 hours = 0.25 at 10005RK<* 25 (538°C £
in air.

bn: Coating shall be continuously Bonded to the basis m
cimens shall withstand a scrape #&e§t so conducted as to
of the bond. Coating shall shéar away from the basis
L bond failure of the adjacent,*coating.
ns coated as well as after €he heat resistance test of 3
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5, Or representative~specimens processed with the parts,
stand, without evidence of corrosion of the basis metal,
sure for 1000-hours to salt spray test in accordance wit
bTD-1312, Test/No. 1.

5, or repkesentative specimens processed with the parts,

prrosion of the basis metal, continuous exposure for 200
gpftay test in accordance with MIL-STD-1312, Test No. 1.
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Electrical

Resistivity: Shall

be not greater than 15 ohms/inch

(4.78 Q/m, determined by means of a Wheatstone bridge or suitable
direct reading ohm-meter operated on direct current with a minimum

distance of 1 inch (25 mm) between probes where possible.

areas of the probes shall be of such configuration as to make intimate

The

contact with the surface without penetrating the coating.

Quality:

The coating, as received by purchaser, shall be smooth

contact

s

continuous, adherent to the basis metal, uniform in appearance, and free
from pin holes, blisters, nodules, pits, and other imperfections detrimental

to usage

of the coating.
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4.

4.

4.

4.2

4.3

QUALITY ASS

URANCE PROVISIONS:

2.

2.

2.

3.1

Responsibi

lity for Inspection: The processing vendor shall supply

all

samples for vendor’s tests and shall be responsible for performing all

required t

ests.

Purchaser reserves the right to sample and to perform any

confirmatory testing deemed necessary to ensure that the coating conforms to

the requir

ements of this specification.

Classification of Tests:

1 Acceptan

ce Tests: Tests for thickness (3.4.1), electrical

(3.4.5),

and quality

resistivity
(3.5) are acceptance tests and shall be performed on

each 1ot}

Periodic

Tests: Tests for heat resistance (3.4.2), adhesiofa{3.

corrosio
a freque
is speci

Preprodu

n resistance (3.4.4) are periodic tests and shall‘he per
ncy selected by the processing vendor unless fregitency o
fied by purchaser.

ction Tests: Tests for all technical requyirements are

preprodu
shipment
and/or p
deems co

For di
reques
cogniz
office

Sampling a

ction tests and shall be performed priorl 30 or on the in

of coated parts to a purchaser, when_adchange in ingred
rocessing requires reapproval as in 434.2, and when purc
nfirmatory testing to be required.

rect U.S. Military procurement, substantiating test data
ted, preproduction test materdial shall be submitted to t
int agency as directed by the“procuring activity, contra
r, or request for procurepent.

nd Testing: Shall be.@s follows; a 1ot shall be all coa

fasteners
range of c¢
and presen

.1 For Acce

bf approximately the Same size, shape, and basis metal f
bating thickness required, processed in a continuous ope
ted for vendor’s.inspection at one time.

btance Tests:

1.3), and
formed at
f testing

itial
ients
haser

and, when
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br the
ration,

.1.1 Thicknpss: Three parts from each lot.

.1.2 ElectrficalzResistivity: Three parts from each Tot.

.1.3 Quality%H'As agreed upon by purchaser and vendor.
For Periodic Tests and Preproduction Tests:

and vendor.

Approval:

use are

supplied, unless such approval be waived by purchaser.

As agreed upon by purchaser

.1 Coated parts shall be approved by purchaser before parts for production
Results of

tests on production parts shall be essentially equivalent to those on the

approved

sample parts.
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