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2.1 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 D 1186 Nondestructive Measurement of Dry Film Thickness of Nonmagnetic Coatings Applied to a Ferrous Base

ASTM D 2510 Adhesion of Solid Film Lubricants

ASTM D 2714 Calibration and Operation of the Falex Block-on-Ring Friction and Wear Testing Machine

2.2 American Society for Quality Publications

Available from Americ
(North America) or +1-

ANSI / ASQC Z1.4-200
3. TECHNICAL REQ

3.1 Coating Material

an Society for Quality, 600 North Plankinton Avenue, Milwaukee, WI 582
114-272-8575 (International), www.asqg.org.
3 Sampling Procedures and Tables for Inspection by Attriputes

UIREMENTS

Shall consist of finely-powdered molybdenum disulfide in a heat resistant.inorganic binder. The co

shall form a lubricating

3.2 Procedure
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3.2.2

For parts with surface
method that will not ¢
impingement nozzle a
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3.2.3 Surface Finish
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for coating. To provide the proper surface for bearing applications, remove all residual metallic particles, whether
mechanically or electrostatically held. The cleaning method may be the same or different from the one used in 3.2.1,
depending on suitability.

3.2.4 Coating

The coating material shall be applied to all specified surfaces by spraying at high velocity (impinging) under controlled
conditions.
3.2.5 Curing

Curing temperature shall not exceed 310 °F (154 °C). Curing temperature shall be acceptable to the cognizant engineering
organization to ensure that the substrate material properties are not be affected by the curing conditions.
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3.2.6 Preservation

Unless otherwise specified by purchaser,after curing, a supplementary preservative treatment shall be applied to metallic
parts subject to corrosion. The preservative treatment shall be removable by vapor degreasing or other suitable process.

3.3 Properties

The coating shall conform to the following requirements:

3.3.1 Adhesion

A pressure-sensitive film-backed tape with an adhesion of not less than 45 ounces per inch (12.5 N/25.4 mm), shall be

applied to a flat surfag
Procedure B. The lift
acceptable. A uniform
3.3.2 Thickness
Thickness shall be no

acceptable to the cogrn
practical (for example,
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with ASTM D 2

Heposit of powdery material clinging to the tape is acceptable.

greater than 0.0002 inch (5 pm), determined in accordange with ASTM O
izant engineering organization. An alternate method is required if the ASTM
ONn a non-magnetic substrate).

average of specimen time to failure shall be notless than 15 minutes, det
714, Procedure A, and the following:

ire

ecimens in accordance with 3.1 through 3.2.2.

bar tester in accordance with ASTM D 2714, Procedure A.

d specimens (ring and block) on machine.

hters to zero.

ne for five secands + 3 to ensure alignment of ring and block.

e-pound (454 g) weight on the bale rod. Do not overload. Run machine for 6(

ng of flakes or particle’s of the coatin:q from the specimen, exposing t;t

e with ASTM D 2510,
e basis metal, is not

1186 or by a method
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seconds * 5.
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arts at the time of the

loading of the first weight. Each one pound (454 g) weight is equal to 30 pounds (13.6 kg) at ring and block
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3.3.3.1 Test Proced
3.3.3.1.1 Prepare sf
3.3.3.1.2 Preparew
3.3.3.1.3 Load coatg
3.3.3.1.4 Adjust cou
3.3.3.1.5 Run mach
3.3.3.1.6 Place aon
3.3.3.1.7 Placease
3.3.3.1.8 Place a tt
3.4 Quality

Coating on parts, as received by purchaser, shall be uniform in color, smooth, adherent to basis material and free from
surface imperfections detrimental to performance of the coating. Evidence of porosity, blistering, or other conditions
detrimental to performance of the coating is not acceptable.
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4. QUALITY ASSURANCE PROVISIONS

4.1

Responsibility for Inspection

The coating processor shall supply all samples for processor's tests and shall be responsible for the performance of all
required tests. Actual parts, when required for tests, shall be supplied by the purchaser. The cognizant engineering
organization reserves the right to sample and to perform any confirmatory testing deemed necessary to ensure that the
coating conforms to specified requirements.

4.2

42.1

Classification of Tests

Acceptance Tests

Adhesion (3.4.1) and d
when permitted, from ¢

4.2.2 Periodic Tests

Thickness (3.4.2) and
testing is otherwise spé

4.2.3 Preproduction

All technical requireme]
to a purchaser, when

engineering organizatid
4.3 Sampling and Te
Shall be in accordance
A lot shall be all parts

eight consecutive hour
one time. Except as n
whenever practical and
4.3.1 Acceptance Tg

Sampling shall be as s

uality (3.5) are acceptance tests and shall be performed on parts, or specin
ach lot.

ens representing parts

vear life (3.4.3) are periodic tests and shall be performed notless than annuglly unless frequency of

cified specified by the purchaser.

Tests

nts are preproduction tests and shall be performed prior to or on the initial sh
a change in material and/or processing reguires reapproval as in 4.4.2, a
n deems confirmatory testing to be required:

sting:

with the following:

bf the same material, size\and shape, coated in a continuous series of oper
s, cured at the same time under the same conditions, and presented for pr

authorized herein.
sts
nown insTFable 1. Test samples shall be randomly selected from all parts in th

TABLE 1 - SAMPLING FOR ACCEPTANCE

pment of a coated part
nd when the cognizant

Ations in not more than
bcessor's inspection at

bted, actual parts shall*be selected as samples for test. Nondestructive testing shall be performed

b |ot.

4.3.1.1 Adhesion

Number of Parts

in Lot Quality Adhesion

1lto 6 All 2
7to 15 7 2
15to 40 10 2
41to 110 15 3
111to 300 25 3
301to 500 35 4
501to 700 50 4
Over 700 75 5

When size and/or configuration prevents testing of parts, specimens shall be processed with each lot and tested as in

3.4.1.


https://saenorm.com/api/?name=971630ab49fccb8cbba2f7edd276ceba

SAE AMS2526D Page 5 of 7

4.3.1.2 Quality

Visual inspection samples shall be selected at random in accordance with ANSI Z1.4

4.3.2 Periodic Tests

Unless otherwise specified by the cognizant engineering organization, sampling for periodic testing shall be as follows.
4.3.2.1 For thickness testing, two samples in accordance with 4.3.4.2.

4.3.2.2  For wear life testing, a minimum of two samples in accordance with 3.4.3.

4.3.3 Preproduction [Tests
Sampling for preprodugtion testing shall be as agreed upon by the cognizant engineering organizatign and processor.
4.3.4 Specimens
Specimens for adhesign (3.3.2) and thickness (3.3.3) shall be as follows:
4.3.4.1 Adhesion
Test specimens, approximately 0.20 x 1 x 4 inches (5 x 25 x 102 mm), shall be made from 3003-H1{ aluminum alloy.
4.3.4.2  Thickness
Test panels, approximately 0.20 x 2 x 4 inches (5 x 51 x 102.mm), shall be made from cold-rolled, Igw-carbon steel.
4.4  Approval

4.4.1 The process apd control procedures, or a-preproduction sample part, or both, whichever is gpecified by purchaser,
shall be approyed by the cognizant engineering organization before production parts are supplied.

4.4.2 If the processqr makes a significant\Change to any material, process, or control factor from that which was used
for process agproval, all prepraduction tests shall be performed and the results submittgd to the purchaser for
process reappfoval unless théichange is approved by the cognizant engineering organizatign. A significant change
is one which, i the judgment of the cognizant engineering organization, could affect the prgperties or performance
of the parts. Production parts plated by the revised procedure shall not be shipped prior to r¢ceipt of reapproval.

4.4.3 Control factors|shalllinClude, but not be limited to the following

Surface preparation andTteaning methods
Coating material trade name and manufacturer
Impingement procedure and parameters
Stripping procedure, when applicable

Curing conditions

Type of preservative, if applied

Periodic test plan
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