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1. ‘1 Purpose: This specification covers the engineering requirements for finishing aircraft parts and
‘assemblies with an engine gray enamel.
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L2 ép_pllication: Primarily for p‘arts__’_a_nd‘ assemblies operating in service ‘up o 350°F (175°C).

2. APPLICABLE DOCUMENTS: The following publications form a part of this spacification to the
: exten{ specified herein. The latest issue: of Aerospace Material Specifications {AMS) shall apply.
The' applicable issue of other documents ‘shall be as specified ‘in AMS 2350, ‘
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2.2 U.S} Government Pubhcatlons Available from Commandlng Officer, Naval Pubhcatlons and
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SIE L 3'. 1 ~Pre aratlon Parts. and assemblies before being painted shall be prepared as follows; elapsed
i@ creparaion:
ge s time between preparatory treatments and priming shall be as short as practicable
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§f§§ 3.1. 1 “Aluminuin and Aluminum Alloys Both wrought and cast parts shall be anodized in accordance
B2 L 'with AMS 2470 or- AMS 2471, :
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3.1.1.1

Aluminum Assemblies: Aluminum alloy parts Which with parts made of other materials. con-
stitute assemblies shall be anodized in accordance with AMS 2470 or AMS 2471 before assemb-

ling with such other parts. Anodizing in accordance with AMS 2470 should be used on assemblies
" in which sulfuric acid could be trapped. Assemblies with parts made of other metals may be

anodized if such other parts are insulated.

3.1.2 Magnesium Alloys: Both wrought and cast parts shall be treated in accordance with AMS 2475.

Machining of external surfaces shall be completed prior to such treatment.

3.1.3 Steel: Cadmium i)lated parts shall be thoroughly 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:

3.2.1 Priming| One.coat of AMS 3110 zinc chromate primer shall be applied to all ‘surfages of metallic

parts requiring enameling, except as follows:

3.2,1.1 Anodiged rivets shall not be primed as details.

3.2.1.2 T.wo doats of primer shall be applied to magnesium alloy parts.

3.2.2 Cleaning When there are intervening operations between primihg and ena.méling, guch as assemb-
ling or aflditional machining, the parts shall be thoroughly. cleaned by Spraying witH clean naphtha,
or other [solvent of low volatility, and given another coat’of AMS 3110 zinc chromaté primer before

the first fcoat of enamel is applied. :

3.2.3 Baking: [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 exposed after parts.

are assembled in the power plant or aircraft, unless otherwise specified. Magnesijim alloy parts
used as dovers but not in contact with oil shall be enameled on both inside and outsifle surfaces ex-

cept on cpntacting machined surfaces. Enameling of spot faces is optional.

3.2.4.1 Three|coats of AMS 3125 gray enamel shall be applied to magnesium alloy parts [for use on other
: than ajrcraft power plants.

3.2.4,2 Two cpats of AMS.3125 gray enamel shall be applied to magnesium alloy parts for use on air-
craft gower plants and to parts of all other metals for all applications. :

3.2.4.3 Each doat'of-énamel shall be thoroughly baked at not higher than 300° F (150° C) o preliminary
coats may)be air-dried dust-free and the final coat bakﬂl_ﬁ.r.m_and_ba.nd_al_n.nt_hfg!rher than 300° F
(150°C).

3.2.4.4 Enameling is not required on nonmetallic materials and associated metal parts, on threaded

sections, or on removable steel parts, unless otherwise specified.

3.3 Q\iality: Finish shall be smooth, uniform in color and gloss, and free from pinholes, sags, runs,
¢  heavy edges, foreign materials, and other imperfections detrimental to appearance or performance
of parts. - '
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