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PRIMER, ADHESIVE, CORROSION-INHIBITING
For High Durability Structural Adhesive Bonding

1. SCOPE:

1.1 Form: |This specification and its supplementary detail specifications cover
corrosion-inhibiting, modified epoxy primers in the form of-ready-to-use
sprayable liquids.

1.2 Application: Primarily for use as a primer on metal'Surfaces|in preparation
for high-durability, structural, adhesive bonding ©f sandwich [panels and for
metal-to-metal attachments or as a primer in preparation for final
paint-type finishing. The primers are useful over the tempergture range
speciffied in the applicable detail specification. '

1.3 Classification: The requirements specified herein and in the|applicable
detail| specification define each primer on the basis of anticlpated maximum

’ servick temperature, which temperature is shown in the title of each detail
speciffication,

2. APPLICABLE DOCUMENTS: The following publications form a part of this
specififation to the extent-'specified herein. The latest issu¢ of Aerospace
Materiall Specifications (AMS) and Aerospace Recommended Practifes (ARP) shall
apply. | The applicable«issue of other documents shall be as specified in
AMS 2350.

2.1 SAE Publications:> Available from SAE, 400 Commonwealth Drive| Warrendale,
PA 15/096.

SAE Technical Board rules provide that: “'All technical reports, including standards approved and practices recom-
mended, are advisory only. Their use by anyone engaged in industry or trade or their use by governmental agencies
is entirely voluntary. There is no agreement to adhere to any SAE standard or recommended practice, and no com-
‘ mitment to conform to or be guided by any technical report. In formulating and approving technical reports, the
Board and its Committees will not investigate or consider patents which may apply to the subject matter. Prospec-
tive users of the report are responsible for protecting themselves against liability for infringement of patents.”

Copyright 1983society of Automotive Engineers, Inc.
All rights reserved Printed in U.S.A.
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2.1.1 Aerospace Material Specifications:

AMS 1425 - Deicing/Anti-Icing Fluid, Aircraft, Ethylene-Glycol Base
AMS 2350 - Standards and Test Methods

AMS 2825 - Material Safety Data Sheets

AMS 3020 - 0il, Reference, For "L" Stock Rubber Testing

AMS 3021 - Reference Fluid for Testing Di-Ester (Polyol)

Resistant Materials
AMS 3695/1 - Adhesive Film, Epoxy-Base, High Durability, For 95°C
(200°F) Service
Adhesive Fi . i 111 20°C
{(250°F) Service

AMS 3695/3 - Adhesive Film, Epoxy-Base, High Durability, For’ 1]75°C
(350°F) Service ,
AMS 3695/4 - Adhesive Film, Epoxy-Base, High Durability, For 215°C

(420°F) Service
AMS 4037 - Aluminum Alloy Sheet and Plate, 4.4Cu -(1.5Mg - 0.60Mn
(2024; -T3 Flat Sheet, -T351 Plate) '
AMS 4041 - Aluminum Alloy Sheet and Plate, Al¢lad, 4.4Cu - 1.5Mg -

0.60Mn (Alclad 2024 and 1-1/2%:Alclad 2024 -T3 Fllat Sheet;
1-1/2% Alclad 2024 -T351 Plate)

2.1.2 Aerospace Recommended Practices:

ARP 1524 - Surface Preparation and\Priming of Aluminum Alloy Plarts for ‘
High Durability StrGectural Adhesive Bonding, Phosphoric
Acid Anodizing

2.2 ASTM Publlications: Available /from American Society for Testing fand
Materials|, 1916 Race Streét, Philadelphia, PA 19103.

ASTM Bl17( - Salt Spray) (Fog) Testing

ASTM D471 - Rubber«Property - Effect of Liquids

ASTM D522 - Elopgation of Attached Organic Coatings with Conica

Mandrel Apparatus

ASTM D120p - ¥iscosity of Paints, Varnishes, and Lacquers by Forf

Viscosity Cup ‘

ASTM D147b = Density of Paint, Varnish, Lacquer,—and RelatedPrelucts

ASTM D1655 - Aviation Turbine Fuels

ASTM D2794 - Resistance of Organic Coatings to the Effects of Rapid
Deformation (Impact)

ASTM D3359 - Measuring Adhesion by Tape Test

=

2.3 U.S. Government Publications: Available from Commanding Officer, Naval
Publications and Forms Center, 5801 Tabor Avenue, Philadelphia, PA 19120.
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2.3.1 PFederal Specifications:

Q0-A-250/4 - Aluminum Alloy 2024, Plate and Sheet
Q0~-A-250/5 - Aluminum Alloy Alclad 2024, Plate and Sheet
TT-P-28 - Paint, Aluminum, Heat Resisting, (1200 Deg. F)
TT-S-735 - Standard Test Fluids, Hydrocarbon

PPP-P~1892 - Paint, Varnish, Lacquer, and Related Materials

2.3.2

Packaging, Packing, and Marking of

Military Specifications:

r

MIL-
MIL~
MIT~
MIL~
MIT-

MILA

3. TECHNI(Q

T-5624

P-14105
L-23699
A-46106
C-83286

Turbine Fuel, Aviation, Grades JP-4 and JP-5
Paint, Heat-resisting (For Steel Surfaces)

Coating, Urethane, Aliphatic Isocyanate, for
Applications

Sealing Compound, Integral Fuel{Tanks and Fue
Cavities, Intermittent Use £0)360 Degrees F

S5-83430

AL REQUIREMENTS:

3.1 Detail

Specifications:

of all
specif
betwes
detail
goverrn
3.2 Materi
resin
film g
shall

systen.

3.2.1 Stor

the requirements specified hetrein in addition to the r
ied in the applicable detail\'specification. 1In case of
n the requirements of this,basic specification and an a

specification, the requirements of the detail specific

°

lal: The primer shall be a sprayable liquid composed of
mixture, pigmented and compounded to be compatible with
r paste adhesives. The primer shall impart corrosion r
contribute to the adhesive properties of the primer-and

age Life:" The primer, stored in the original closed co

meet

Lubricating 0il, Aircraft Turbine Enginés,” Synthetic Base
Adhesive Sealants, Silicone, RTV, General Purpose

erospace

1 Cell

The requirements for a specific primef shall consist

pquirements
any conflict
pplicable
ation shall

a resin or
epoxy-base
psistance and
~adhesive

ntainers, shall

ble detail

the-requirements of this specification and the applica

sped

ification when tested at any time up to the time and temperature

conditions specified in the applicable detail specification.

3.3

Properties:

Primer shall conform to the following requiremen

ts:

3.3.1 Uncured Primer: Primer, as-received, shall conform to the requirements of
this specification and the applicable detail specification; tests shall be
performed on the product supplied and in accordance with specified test
me thods. '

3.3.1.1 Color: The primer shall be pigmented with a readily visible color, as

specified in the applicable detail specification, and, after spraying,
shall produce a uniform coat, determined in accordance with 4.5.2.
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3.3.1.2 Solids Content: Shall be as specified in the applicable detail

3.3.1.3

3.3.1.4

3.3.1.5

3.3.1.6

3.3.1.7

3.3.2

specification, determined in accordance with 4.5.3.

Inhibitor Content: The quantity of corrosion inhibitor shall be as

specified in the applicable detail specification, expressed

as a

percentage of the solids content, determined in accordance with 4.5.3.

Weight Per Volume: Shall be as specified in the applicable
specification, determined in accordance with ASTM D1475.

Viscpsity: oShall be as specifled in the applicable detall
specification, determined in accordance with ASTM D1200.

Sprayability: The primer shall be sprayable in accordance

detail

ith

manufacturer's instructions to a dry film thickness.of 0.0003 to

0.0006 in. (8.0 to 15.0 m), determined in accordance with

f solvents for sprayability shall be as specified in t

rn.

fication, determined in accordance with 4.5.2. Pot 1ii

es by increasing not:more than 100% of the original val
r is still in a condition that it can be used to produg
ng the other property requirements of this specificatic
cable detail specification.

The primér.shall cure within the times and temperatur
applicable“detail specification. Primer curing at diff
perature) combinations will be acceptable at the option
er provided that the primer, in conjunction with adhesi
ed(in” the applicable detail specification, meets the re

.5.2. The
e applicable

1 specification. The final sprayed coat )shall be continuous,
h, and uniform in thickness and color,‘determined by amy suitable
ness measuring instrument and visual)examination of the¢ spray

ife: The pot life or "working‘life" of the primer shall not be
than the time period specifiéd in the applicable detail

fe is defined

at period of time at a  specified temperature wherein the viscosity

lue and the
re films
n and the

es specified
erent time
of the

ve film
quirements

tprimer-adhesive combination; such primer shall be ide

ntified with

the curing parameters required to produce satisfactory bonds.

y
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3.3.3 Primer Film:

[ AMS 3107

The primer, applied to panels prepared as specified in

4.5.1.2 and cured in accordance with the applicable detail specification,
shall meet the requirements specified in the applicable detail

spec

3.3.4 Cure

ification, determined as specified below:
Requirement Test Method

Adhesion 4.5.4
Flexibility ASTM D522
Impact Resistance ASTM D2794
Hardness 4.5.5
Fluid Resistance 4.5.6
Corrosion Resistance 4.5.7
Humidity Resistance 4.5.8

Heat Resistance 4¢5.9
Low-Temperature Shock 475.10
Compatibility with Sealant 4.5.11
Compatibility with Topcoat 4.5.12

the
meet
for
deta

3.4 Qualit

and co
that w
smooth

4. QUALITY

film adhesive specified in)the applicable detail specifj
the room-temperature lap shear and metal-to-metal peel
that primer/adhesive-'System specified in the applicable
il specification.

y: The primer| as received by purchaser, shall be unifq

buld altersits use or function and, when sprayed, shall
y continuous, uniform coat possessing a uniformly pigmer

ASSURANCE PROVISIONS:

i Primer/Adhesive System: The cured primer, used in copjunction with

lcation, shall
requirements
adhesive

brm in quality

ndition, homogénous, and free from contamination or foreign material

yield a
ted color.

4.1 Respon!

Sibitity—for—¥nspection—Fhe verdor of the primer —sharl supply all

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

required tests.
required by 4.6.

Results of such tests shall be reported to the purchaser as
Purchaser reserves the right to sample and to perform any

confirmatory testing deemed necessary to ensure that the primer conforms to
the requirements of this specification and the applicable detail
specification.

4.2 Classification of Tests:

4.2.1 Acceptance Tests:

specification and shall be performed on each lot.

Shall be as specified in the applicable detail
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4.2.2

4.2.2.1

4.3 Ssampling

4.3.1

Preproduction Tests: Tests to determine conformance to all technical
requirements of this specification and the applicable detail specification
are classified as preproduction tests and shall be performed prior to or
on the initial shipment of primer to a purchaser, when a change in
material or processing, or both, requires reapproval as in 4.4.2, and when
purchaser deems confirmatory testing to be required.

For direct U.S. Military procurement, substantiating test data and, when
requested, preproduction test material shall be submitted to the

cognizant agency as directed by the procuring activity, the contracting
offi

Shall be as follows:

For Acdeptance Tests: Each lot of primer shall be sampled at|random to
providi sufficient material to perform all required tests. The number of
speciméns for each test shall be as specified in, the applicable test
procedyre or, if not specified therein, not less<than three.

4.3.1.1 A lot shall be all primer produced in a single production ryn from the

4.3.1.2

same |batches of raw materials under the “same fixed conditions, or all
primer subjected to the same unit chemic¢al and physical prog¢ess intended
to m}ke the final product homogeneous;, and submitted for venmdor's
inspection at one time. A lot shall not exceed 1000 gal (3800 L) and
may Be packaged in small containers under a basic lot approval provided
the lot identification is maintained.

When|a statistical sampling plan and acceptance quality level (AQL) have
been |agreed upon by purchaser and vendor, sampling shall be|in

accordance with such.plan in lieu of sampling as in 4.3.1 and the report
of 4/6.1 shall reférence the plan used.

4.3.2 For Preproduction-Tests: As agreed upon by purchaser and vendor.

4.4 pprovalj
4.4.1 sSample|primer shall be approved by purchaser before primer for production

4.4.2

tests on production primer shall be essentially equivalent to those on the
approved sample.

Vendor shall use ingredients, manufacturing procedures, processes, and
methods of inspection on production primer which are essentially the same
as those used on the approved sample primer. If necessary to make any
change in ingredients, in type of equipment for processing, or in
manufacturing procedures, vendor shall submit for reapproval a statement
of the proposed changes in material or processing, or both, and, when
requested, sample primer. Production primer made by the revised procedure
shall not be shipped prior to receipt of reapproval.



https://saenorm.com/api/?name=162038e8d633a5e4d8cef868a1e24496

| AMS 3107

4.5 Test Methods:

4.5.1 Spec

imen Preparation:

4.5.1.1 Un

cured Primer Tests: Each container to be sampled shall

immediately prior to obtaining the test material.

4.5.1.2 Cu

red Primer Film Tests: Panels shall be fabricated from

be well-mixed

2024-T3 and

alclad 2024-T3 aluminum alloy sheet conforming to AMS 4037 or QQ-A-250/4

an
sh

d AMS 4041 or QQ-A-250/5.
all be approximately 0.040 x 6 x 3 in.

For sealant compatability tests, panels
{1 x 150 x 75 mm); all others

sh
oF
pH

agcordance with manufacturer's instructions.

pu
b€

4.5.1.3 Cyu

all be approximately 0.020 x 2 x 6 in. (0.5 x 50 x 15Q

). Aall

nels shall be cleaned, treated, and primed in accordance with the

ocedure specified in ARP 1524, with primer applied-and

rchaser, preproduction testing and subsequent ‘@c¢ceptanc
based on specimens prepared as agreed uponchy purchase

red Primer/Adhesive System Tests: Test)specimens shall

p3
Cd
Py
an
by
b3

Colg

nels specified in the applicable adhesive specification
mponents shall be cleaned, treated,<and primed in accor
ocedures specified in ARP 1524, with the primer and adh
d cured in accordance with manufacturer's instructions.
purchaser, preproduction and;subsequent acceptance tes
sed on specimens prepared as‘agreed upon by purchaser a

r, Sprayability, and Pot Life: Examine the primer for

lifsg
test

4.5.3 Soli

s Sprayability, unifermity of coat and thickness during
panels.

ds Content and Inhibitor Content:

4.5.3.1 De

pr
cg

4.5.3.1.1

4.5.3.2 Ta

4.5.3.3
ea

termine weight per mL of sample by pipetting 10 mL of w
imer int6/a weighed dropping bottle, or equivalent. Re
mpute weight per millilitre. Report the average of thr

It \i's optional to determine weight per mL by weighing e

ured in

When approved by

testing may
and vendor.

be cut from
. All panel
dance with the

psive applied

When approved
ting may be
nd vendor.

color, pot
preparation of

ell-mixed
-weigh and
Pe measurements.

ach 2 mL portion

added to the ignition-loss crucibles, prior to the addijl

methyl ethyl ketone in accordance with 4.5.3.3.

re four ignition-loss crucibles with covers.

ch crucible. Add approximately 2 mL of methyl ethyl ke

tion of the

Stir a well-mixed sample continuously and pipette 2 mL portions into

tone for each

crucible, and devolatilize primer at 120°C + 2 (250°F + 4) for

60

min. + 5.

loss of solvent and solids.

Crucible covers may be required to prevent spattering and
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4.5.3.4 Cool to room temperature in a desiccator, weigh, and compute average
weight of the four samples. Compute percent solids content:

: igh on-volati id
Solids Content, & = Total weight of non-volatile residue

" Weight of 2-mL sample (original sample) = 100

4.5.3.5 Place the crucibles (with covers and residue) in a furnace at 590°C + 10
(1095°F + 18) for 60 min. + 5.

4.5.3.6 Cool to room temperature in a desiccator, weigh, and compute average

weight of the four samples. Compute percent inhibitor of the non-

volatile residue.

Inhilitor, & = Weight of inhibitor residue 100

~ Weight of non-volatile residue

4.5.3.7 1If rgsults of the 2-mL sample size tests do not fall within |the required
rangg for either the solids or inhibitor content, a 10-mL sgmple shall
be uded as a referee test.

4.5.4 Adhesign: Shall be determined in accordance with ASTM D3359, [Method A
(See 8.l), using panels prepared in accerdance with 4.5.1.2 and also on
panels |exposed to various conditions as“required by other tests. All
panels [shall be thoroughly dried, as,applicable, by wiping witth clean, dry
cheese |[cloth. The test shall be conducted at 20° to 30°C (689 to 86°F). ’

4.5.5 Hardnegs:

4.5.5.1 Preparation of Pencils:. “A set of drawing pencils (KOH-I-NOJQR 1500),
Venug Drawing Pencils, \A. W. Faber-Castell, Eagle Turquoise, or
equivialent), ranging)in hardness from 6B to 9H shall be prepgared by
stripping the wood away from the end approximately 3/8 in. (10 mm)
withdut damaging.the lead. The tip of the lead shall be squared by
holding the pencil in a vertical position and moving the lead back and
forth over 400 (38 m) grit or finer abrasive paper. The tifp of the
lead |shakl be squared after each trial. Alternatively, draflting leads
held [in_a clutch-type holder may be used.

4.5.5.2 Procedure: Test panels with the applied film shall be placed in a
horizontal position. Pencils of increasing hardness shall be pushed
across the coated surface of the panel at approximately a 45-deg angle
until one is found which will cut or scratch the coating. The number of
this pencil shall be used to express the pencil hardness.

4.5.6 Fluid Resistance:

4.5.6.1 Use a set of 3 or more primed panels for each fluid specified in the
applicable detail specification.

4.5.6.2 Immerse the primed panels in each fluid at the exposure temperature and
for the exposure time specified in the applicable detail specification.
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4.5.6.3

4.5.6.4

4.5.6.5

| AMS 3107

Remove panels at the end of the exposure period and wipe
Conduct hardness test in accordance with 4.5.5.

Examine primer film for blistering, cracking, peeling, o
adhesion.

4.5.7 Corrosion Resistance:

4.5.7.1

4.5.7.2

4.5.8 Humi

dry.

r loss of

Determine salt spray corrosion resistance in accordance with ASTM Bl17.

Pdr filiform corrosion testing, a set of 3 primed AMS 403

aljuminum alloy panels shall be overcoated with the topco

the applicable detail specification, scribed, and exposed

hyldrochloric acid (HCl) vapor for 60 min. + 5 at 25°C #+
Immediately expose the panels to 80% + 5 relative humidi
(945°F + 4) for not less than 30 days.

dity Resistance:

4.5.8.1

4.5.8.2

4.5.8.3

4.5.8.4

4.5.9

Heat Resistance:

Us
rq
th

e a humidity cabinet with the exposure zone maintained
lative humidity and 50°C + 2 (122% + 4). Record the
e test chamber at least twice each working day. Disti

intain the humidity.
e water used to maintain the humidity, each other, any
terial, or any material that acts as a wick. The cond

ecimen shall nottdrip on any other specimen.

pose the specimens for not less than 30 days, with the
d the humidity and temperature maintained as specified

Remove panels at the end of the exposure period and caref
ther soft absorbent mate

immediately for blistering, loss of adhesion, or any oth
of the primer film. Evaluate the loss of adhesion by pe
adhesion test in accordance with 4.5.4.

Expose primed panels in a mechanical con

ter containing not more than 200 ppm of total solids sh

spend the primed specimens in such a manner that they d

7 or QQ-A-250/4
L specified in
to 12 normal
(77°F + 4).
y at 35°C + 2

a

2
t

at 95 to 100%
emperature in
led water or
all be used to

t
1

o not contact
eEetallic
sate from one

cabinet closed
in 4.5.8.1,
rearrangement,

ully wipe dry
rial. Examine
er deterioration
rforming the

vection oven at

the temperature and for the time specified in the applicable detail

specification.

bend rapidly 180 deg over a l-in. (25-mm) diameter mandrel

Remove panels, cool to room temperature, and immediately

Panel

evaluation after exposure shall include visual examination and adhesion

test in accordance with 4.5.4.
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4.5.10 Low-Temperature Shock:

4.5.11

5 min. +1, -0, at -55°C + 1 (-67°F + 2).

ibility with Sealant:

Shall be determined using three

4.5.11.1

4,5.11.2 1Impr
dril
(14

for

4.5.11.3
pane
long
taki
of s
the

relat

4.5.11.4 Comp

sides
screeén.

Place the sealant impregnated end of the cloth or screen st

the gpecimen panels for 7 days + 0.1 at 25°C + 1 (77°F + 2)

0/4 aluminum alloy panels prepared in accordance. with

els shall be cleaned within 8 hr of coating with

Test the panels through 24 cycles as follows:

25 min. # 1 at the temperature specified in the applicable detail
specification; then, within 5 sec,

On completion of the last cycle, expose the panels to -55°C +1

(=67°F + 2) for not less than 5 hr, and bend rapidly 180 deg over a 4-in.
(lOO—mm) diameter mandrel malntalned at the test temperature.
the panels visuall

Evaluate

ith 4.5.4.

S 4037 or
.5.1.2,

primepr.

a continuous layer of properly mixed sealant as specified in the

icable detail specification approximately.d/8 in.
(125 mm) long across the full width of“one side

gnate a 3 x 12 in. (75 x 300 mm) strip of cotton duck,
» Monel screen, or equivalent (exhibiting not less tha
N/m) breaking strength) with the' same sealant mix used

and edges, and working the ‘sealant into the weave of

L, leaving a loose, unimpregnated end approximately 7 i
(See Fig. 1). Smooth the reinforcement down on the se
g care not to(trap air under the strip. Apply an addi
alant approximately 1/8 in. (3 mm) thick from the same
Lmpregnated.\réinforcement and smooth to uniform thickne

five humidity.

(3 mm) thick by
of earh panel.

cotton
n 80 lb/in.
in 4.5.11.1

pproximately 5 in. (125 mm) ©n one end, completely covering both

the cloth or

rip on the
n. (175 mm)
hlant,
tional layer
mix over
5Es. Cure
and 50% + 5

letely immerse one panel in aromatic

ASTM

(122°F + 4).

test fluid, ASTM Fliel B (See
D47)) or TT-8S=735, Type III, for 7 Aays—+—9~4—a%—59£€—r 2

Completely immerse the remaining two panels in a 3%
aqueous sodium chloride solution which is covered with a layer of

10

aromatic test fluid, ASTM Fuel B (See ASTM D471) or TT-5-735, Type I1I,
for 7 days + 0.1 at 50°C + 2 (122°F + 4). Seal all immersion jars with
a layer of aluminum foil placed inside the lids. At the completion of
the immersion period, remove the jars from the heat source and allow to
return to room temperature prior to removing the specimens. Test the
specimens within 20 hr after removal of the jars from the heat source,
and within 1 hr after removal of panels from the test fluids.

L



https://saenorm.com/api/?name=162038e8d633a5e4d8cef868a1e24496

|AM

S 3107

4.5.11.5 Prepare the specimens by blotting dry of test fluid and cutting two

4.5.11.6

4.5.11.7

4.5.11.8

4.5.11.9

4.5.12

Compatability with Topcoat:

1.0 in.

(25-mm) wide strips the entire length of the reinforcement and

along the sealant impregnated portion of the panel, cutting through the

reinforcement and sealant to the base metal. Clamp the

loose end of

each strip in one jaw of a suitable recording tensile test machine and
the adjacent end of the panel in the other jaw, as shown in Fig. 1.
Make cuts through the sealant under the reinforcement, as shown in
Fig. 1, so that the initial separation of sealant from the metal panel

is promoted.
and at a rate of 2 in.

Test the assembly by pulling the reinforcement at 180 deg
(50 mm) per minute of jaw separation.

Dn one strip of each panel, make cuts in the sealant to
it the junction of separation at an angle of approximate
towards the direction of separation at approximately 3/8
increments (approximately every 24 sec) as shown(in Fig,
are required on 100% adhesive failure.

Dn the other strip on each panel, except for the initial
Eeparation, make cuts only as necessary)to prevent the n
from peeling from the sealant.

For each test, calculate the percent cohesive failure f1
area of cohesive separation to total area of cohesive ar
Separation from the metal panel. Determine the cohesive
the recorded load during cohesive tear failure, excludirn
recorded during cutting.

Report the average cohesive strength value, the individy
fohesive strength value, and the percent cohesive failug

Etrip of each specimen.

Apply the topcoat specified i

4.6

4.6.1

ap
ma

ac
re
an

blicable detail specification in accordance with the tog
nufacturer™s instructions to 4 sets of primed panels pre
cordance-with 4.5.1.2. Conduct flexibility (ASTM D522),

low-temperature shock (4.5.10), using one set of panel

the metal panel
ly 45 deg

in. (10 mm)

1. No cuts

cut to promote
einforcement

om the ratio of
d adhesive

strength from
g the load

al lowest
e for each

n the
coat
pared in
impact
only) (4.5.6),
s in each test.

Fistance (ASTM D2794), fluid resistance (distilled waten

Reports:

The vendor of primer shall furnish with each shipment three copies of a

report showing the results of tests to determine conformance to the
acceptance test requirements and stating that the primer conforms to the
other technical requirements of this specification and the applicable

detail specification.

This report shall include the purchase order

number, AMS 3107 and its applicable detail specification number, vendor's
product identification, lot number, and quantity.

11
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