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1. SCOPE:
1.1 Form:
This specification covers a permanently mastic polysulfide compound in the form of a paste.
1.2 Application:
This product has been used typically for sealing or resealing integral fuel tanks des|gned for groove-
injection type| sealing for use from -65 to +250 °F (-54:to +121 °C), with intermittent{use to 300 °F
(149 °C).
1.3 Classification.

Sealing compounds covered by this specification are classified as follows:

Class 1 - Medium viscosity, permanently mastic, fuel resistant, polysulfide paste dompound
suitable for sealing. applications with structural mismatch of 0.008 inch (0.20 mm) or less.

Class 2 - Hiph viscosity, permanently mastic, fuel resistant, polysulfide paste compound suitable
fof sealing applications with structural mismatch of 0.015 inch (0.38 mm) or less.
Normally eentains glass bead filler material.

1.4 Safety - Hazardoys Materials:

While the materials, methods, applications, and processes described or referenced in this
specification may involve the use of hazardous materials, this specification does not address the
hazards which may be involved in such use. It is the sole responsibility of the user to ensure
familiarity with the safe and proper use of any hazardous materials and to take necessary
precautionary measures to ensure the health and safety of all personnel involved.

SAE Technical Standards Board Rules provide that: “This report is published by SAE to advance the state of technical and engineering sciences. The use of this report is entirely
voluntary, and its applicability and suitability for any particular use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be reaffirmed, revised, or cancelled. SAE invites your written comments and suggestions.

Copyright 1998 Society of Automotive Engineers, Inc.
All rights reserved. Printed in U.S.A.

QUESTIONS REGARDING THIS DOCUMENT: (724) 772-7154 FAX: (724) 776-0243
TO PLACE A DOCUMENT ORDER: (724) 776-4970 FAX: (724) 776-0790
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2. APPLICABLE DOCUMENTS:

The following publications form a part of this specification to the extent specified herein. The latest
issue of SAE publications shall apply. The applicable issue of other publications shall be the issue in
effect on the date of the purchase order.

2.1 SAE Publications:

2.2

2.3

Available fro

AMS 2471
AMS 2629
AMS 2825
AMS 3660
AMS 3819
AMS 4035
AMS 4045

AMS 5070
AMS 5640

AMS 6370

n SAE 400 Commanwealth Drive \Warrendale PA_15096-0001

Jet Reference Fluid
Material Safety Data Sheets

Cloths, Cleaning for Aircraft Primary and Secondary Structural
Aluminum Alloy Sheet and Plate, 5.6Zn #2:5Mg - 1.6Cu - 0.23
Sheet, -T651 Plate), Solution and Precipitation Heat Treated
Steel Bars and Forgings, 0.18 - 0.23C«(SAE 1022)

30303Se, 30303 Mod) Free Machining

AMS-QQ-A-250/4  Aluminum Alloy 2024, Plate'and Sheet

ASTM Public

Available fron

ASTM D 471

htions:

Rubber Property-< Effect of Liquids

U.S. Governrment Publications:

Available fron

Philadelphia,

TT-S-735
MIL-S-7105

MIL-C-7742

MIL-C-27725
MIL-P-38714
MIL-C-38736

MIL-STD-2073-1

AN 3

PA 19111-5094.

n ASTM, 100 Barr Harbor Drive, West Conshohocken, PA 19428-2959.

Anodic Treatment, Aluminum Alloys, Sulfuric Acid Process;Unjdyed Coating

Polytetrafluoroethylene Moldings, As Sintered, Genperal Purpoge Grade

Surfaces

Aluminum Alloy Sheet and Plate, 4.4Cu - 1.5Mg - 0.60Mn (2024-0), Annealed

Cr (7075; -T6

Steel Bars, Wire, and Forgings, Cafrosion Resistant, 18Cr - 9.4Ni, (SAE 30303,

Steel Bars, Forgings, and Rings, 0.95Cr - 0.20Mo - (0.28 - 0.33C) (SAE 4130)

n DODSSP, Subscription Services Desk, Building 4D, 700 Robbins Avenue,

Standard Test Fluids, Hydrocarbon

Pipe Threads, Taper, Aeronautical National Form, Symbol ANPT General

Specification for

Screw Threads, Standard, Optimum Selected Series, General Specification for

Coating, Corrosion Preventive, for Aircraft Integral Fuel Tanks
Packaging and Packing of Two Component Materials in Semkits
Compound, Solvent; for Use in Integral Fuel Tanks

Requirements
Bolt and Machine, Aircraft

DOD Materiel, Procedures for Development and Application of Packaging
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3. TECHNICALR

3.1 Material:

EQUIREMENTS:

Sealing compound shall be a permanently deformable, non-curing polysulfide product which does
not contain solvents.

3.1.1 Appearance: Sealing compound shall exhibit no separation of components. Occluded gases shall

not be per

3.1.2 Storage Lif¢

(25 °C) for
manufactur

3.1.2.1 Storage L
requireme

itted

Er).

four extersions will be allowed.

3.2 Properties:

Sealing com(

with specified test methods.

TABLE 1 - Properties

: The sealing compound shall meet the requirements of 3.2 aftepstorage at 77 °F
| 2 months from date of manufacture (date of last acceptance tests conducted by

ife Updating: At the expiration of the storage life time, sealing compoynd meeting the
nts of 3.2.1, 3.2.2, 3.2.4, and 3.2.5 may have its storage life extended|3 months. Up to

ound shall conform to the requirements‘shown in Table 1, determined in accordance

Paragraph Property Requirements Test Method

3.2.1 Specific Grayity. 4.%.2
Class 1 1.6 max
Class2 1.6 max

3.2.2 Nonvolatile Content, 97% 4.%.3
minimum

3.2.3 Extrusion 454
Class 1 200 - 325 pounds force
Class 2 250 - 370 pounds force

3.2.4 Corrosion Resistance The surface of the panel 455

which was in contact with
sealing compound shall have
Nno more corrosion or severe
discoloration than the
uncoated panel.
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TABLE 1 - Properties (Continued)
Paragraph Property Requirements Test Method
3.25 Pressure Rupture, 45.6
minimum
Class 1 5 inches (127 mm) Hg
Class 2 7 inches (178 mm) Hg
3.2.6 Fuel Resistance 4.5.7
3.2.6.1 Volume Change
3.2.6.1.1 Jet Reference Fluid +5to +35%
(AMS 2629)
3.2.6.1.2 TT-S-735, Type 1, Fluid 0 to +10%
3.2.6.2  Weight Loss, maximum 6%
3.2.7 Sealability No leaks, one re-injection allowed 4.%.
3.2.8 Reinjection Time, maximum 20 seconds 4.5
3.2.9 Adhesion, minimum Cohesive 85% 4.9
3.2.10 Tow Temperature Flexibility No crackingyor loss of adhesion 4.5110

3.3 Quality:

The compound, as received by purchaser; shall be uniform in quality and consisten

foreign materjals and from imperfections detrimental to usage of the compound.

4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibility for Inspection:

The manufacturer of:sealing compound shall supply all samples and shall be respo
performing all requiréd tests. Purchaser reserves the right to sample and to perforr
confirmatory {e€sting deemed necessary to ensure that the compound conforms to t

cy and free from

hsible for
h any

ne requirements

of this specification.

4.2 Classification of Tests:

4.2.1 Acceptance Tests: Tests for nonvolatile content (3.2.2), extrusion (3.2.3), pressure rupture (3.2.5),
and fuel resistance (3.2.6) are acceptance tests and shall be performed on each lot.

4.2.2 Preproduction Tests: Tests for all technical requirements are preproduction tests and shall be
performed prior to or on the initial shipment of compound to a purchaser, when a change in
ingredients and/or processing requires reapproval as in 4.4.2, and when purchaser deems

confirmatory testing to be required.



https://saenorm.com/api/?name=ba858acd32d24cde7816ac9db280ac70

AMS 3283A

SAE

AMS 3283A

4.2.2.1 Fordirect 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, contracting officer, or request for procurement.

4.3 Sampling and Testing:

Shall be as follows:

4.3.1 For Accept

required teg
applicable t

43.1.1 Abatchs

4.3.1.2 Aninsped

43.1.3 Whenas

be in accq
such plan

4.3.2 For Preprod

4.4 Approval:

4.4.1 Preproduct

use is supp

compound

4.4.2 Manufactur

inspection

bst procedure or, if not specified therein, not less than three.

nall be all compound run through a mixer at one time.

tion lot shall be not more than 200 gallons (757 L) of ce@mpound from
rdance with such plan in lieu of sampling as in4.3 and the report of 4
was used.

uction Tests: As agreed upon by purchaser and vendor.

jlon sample compound shallbe approved by purchaser before compou

Ehall be essentially equivalent to those on the approved sample comp

n production compound which are essentially the same as those used

sample. If mecessary to-make any change in ingredients, in type of equipment for

manufactur
changes in
compound

ng procedures, manufacturer shall submit for reapproval a statement

made-by the revised procedure shall not be shipped prior to receipt of

ts. The number of determinations for each requirement shall be aspecified in the

atistical sampling plan has been agreed upon by purchaser and vendq

ied, unless such approvalbe waived by purchaser. Results of tests 0

br shall use ingredients, manufacturing procedures, processes, and n

ngredients and/or processing and, when requested, sample compour]

t to perform all

pne batch.

r, sampling shall
6 shall state that

nd for production
n production
bund.

hethods of

on the approved
processing, or in
of the proposed
d. Production
reapproval.

45 Test Methods:

45.1 Standard C

onditions:

45.1.1 Laboratory Test Conditions: Standard laboratory test conditions shall be 77 °F + 2 (25 °C = 1)
and 50% = 5 relative humidity. Except as otherwise specified herein, all test specimens shall be

prepared

45.1.2
in Table 2

and tested under these conditions.

Standard Tolerances: Unless otherwise specified herein, standard tolerances shall be as shown
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45.1.

4.5.2 Specific Gravity: The specific gravity shall be determined.inrtriplicate during the fue

453

3 Standard

using MIL-C-38736 solvent and AMS 3819, Grade A, cleaning cloths.

The weight

where:

W, = Weight of panel in air

W, = Weight of panel in water

W3 = Weight of panel and._sealing compound in air
W, = Weight of panel and-sealing compound in water

Nonvolatile
cup approx
shall be we
cover shall

TABLE 2 - Standard Tolerances

Condition Value
Temperature 2 °F (1 °C)

Days +2 hours

Hours +5 minutes

Minutes +1

Seconds +1

Pressure +1 psi (7 kPa)

Inches (mm) +0.01 inch (0.25 mm)

Cleaning: Unless otherwise specified herein, all test panels and jigs s

5 W, through Wy, of 4.5 shall be used as follows in Equation 1:

W3_Wl

Specific Gravity = (W + Wao) (W, 7 w))
2 3/~ 1 4

ContentyFive to ten grams of sealing compound shall be transferred td

ghedto the nearest milligram and the weight of the sealing compound

nall be cleaned

| resistance test.

(Eq.1)

a tared covered
The specimen
calculated. The

lznately 3:inches (76 mm) in diameter and 0.75 inch (19 mm) in depth.

eremoved and the sealing compound heated for 168 hours at 160 °}

(71 °C).

Compound shall be cooled in a desiccator at standard conditions, the cover replaced, and the
specimen reweighed. The test shall be run in duplicate and the average of the results reported.
The total nonvolatile content percentage shall be calculated as shown in Equation 2:

Percent Nonvolatile Content = Final Weight .

Initial Weight

(Eq.1)
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45.4

455

45.6

Extrusion: The extrusion plastometer shown in Figures 1 and 2 shall be packed with a hand rolled,
cylindrically shaped mass of sealing compound about 0.75 inch (19 mm) in diameter and 2.25 to
2.50 inch (57.2 to 63.5 mm) long. Special precaution should be taken to avoid forming air pockets
in the slug of sealing compound. Sufficient fingertip pressure shall be used to force the sealing
compound into intimate contact with the cylinder walls. The packed apparatus shall be stabilized
for 24 hours at standard conditions. At the end of the stabilization period, insert the plastometer
piston, center the assembly on the fixed base of a tensile machine, and load in compression at the

constant rate of 0.100 inch + 0.002 (2.54 mm £ 0.05) per minute. When the top of the piston is

approximat

'-\I\J/ 1.25 inches ('21 8 mm) from the top of the plaqtnmntnr r‘ylindnrj the

maximum scale

load which
the plastom
and subtrad
was tested.
test results

Corrosion R
152 mm) in

by 0.75 inch (19 mm) wide by 5 inches (127 mm) long shall be applied to one of t
be set aside under standard conditions, lying-horizontally with the sealing compound

panel shall
face up, for
glass vessg
AMS 2629
salt water,

Immediately
the panels ¢

Pressure R

,[Type |, jet reference fluid, so that 1¢6inches (41 mm) of the panels ar
1.6 inches (41 mm) exposed to jetteference fluid, and the remainder €
vapor mixture. The temperature during the-exposure shall be maintained at 140

bceurs during the ensuing 0.25 inch (6.4 mm) of piston travel shall be
eter completely after each trial. Make a blank determination on the-er
t the scale load obtained from the maximum scale loads obtained whg¢

The test shall be run in duplicate and the average of the results repo
shall not deviate by more than 10% of the average value«

size shall be cleaned. Two parallel fillets of sealing‘compound 0.06 in

at least 24 hours. Both panels shall be.jmmersed vertically for 20 day
| containing a 2-layer liquid consisting.of'a 3% aqueous sodium chlori

upon removal from the liquid, the sealant shall be removed using a pl
bxamined for evidence af ¢orrosion.

ipture: Specimens-constructed in accordance with Figure 3 and finish

Table 3 sha
bubbles, a
specimens
surfaces wi
(Figure 3).

| be used. Packthe sealing compound into the specimens, taking car
d stabilize theispecimens at standard conditions for not less than 24

fecorded. Clean
npty plastometer
bn the sealant
rted. Individual

esistance: Two AMS 4045 panels approximately 0040 x 2.75 x 6 inchies (1.02 x 69.8 x

th (1.5 mm) thick
ne panels. That

s in a covered
e solution and
b exposed to the
xposed to air-

F (60 °C).

hstic scraper and

ed as listed in
e to eliminate air
ours. The

hall be cooled to below -20 °F (-29 °C) and the excess material trimmed from the

h a razor.blade. One of the specimens shall be mounted in the press
Oneair-hose bib of the apparatus shaII be connected to a manometer,

ure rupture jig
the otherto a
°F (25 °C) and

olapparatus shall

be uniformly mcreased at the rate of 1 |nch (25 mm) of mercury per 15 seconds until failure occurs.
A continuous stream of air bubbles observed to come from the specimen shall constitute a failure.
The pressure applied at the time of failure shall be recorded. Test the other two specimens in the
same manner. The average failure pressure of the three specimens shall be reported to the
nearest 0.5 inch (13 mm) of mercury (Hg).
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-4 PISTON

s
\

£
77

NN
i

i

=<5 GASKET

/— -3 QYLINDER

AN3-4A BOLT

NOTES:

1. Materjal of -3 Cylinder; AMS 6370 Steel Bar, Heat Treat 180 to 200 ksi
(1241 (to 1379 MPa)

2. Materjal of<=4 Piston; AMS 5070 Steel Bar,
Case Harden 0.032 inch (0.81 mm) Deep
Qase 55 HRA, minimum

Core—Strength—55-6—ks+—379MPa)5—minimum
3. Material of -5 Gasket; AMS 3660 Plastic Rod

4. Machine finish all surfaces 250 microinches (6.35 mm) except as noted

5. Tolerances to be + 0.005 inch (+ 0.13 mm), except as noted.

FIGURE 1 - Extrusion Plastometer
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FIGURE 2 - Extrusion Plastometer
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StM Specimen slot filled
_ with sealing compound
) 2.00 (50.8) Dia
L |
0.75 (19.0) | ¢ sw
1.50 (38.1) R
M
f \
L
_-.| }.‘—0.125 (3.18) _.H.._ 0.031 (0.79)
Specimen
NOTE]: Specimen Material - AMS 4045 aluminum alloy
Airhpse Bib (2 places)
Dril) "0", 0.316 (8.03) Dia
Csink 90° x 0.406 (10.31) Dia
Beam| 0.125 (3.18) Pipe Thread
Tap k.125 (3.18) Pipe Thread 2.125 (53.98) Dia Female
Per ;L-P-7105 ' 3.00 Thd x 0.56 (]4.2)
; X (76.20)
BRSO Knurl 0.88 (22.4) x 360°
Knurl 0.79 (19.05) x 3¢50°Ké {
Po>
P 1
1.63 [/
Dia oy PRESSURIZED
2.00 (41-4) — -
Dj : % CHAMBER 2.44 (62.0)
18 N
(50.8) 1 j Dia
i /_// ) | WL L N ‘
0.75 L_ Pand
—= (19.0) ? e “\— Specinen
1.4 A g 28.7
(36.6) (28.7) TN\ "Q" Ring
% \ 2.125 (53.98) Thd x 0.63 (16.0)
1. Dimensions are in inches (millimeters)

FIGURE 3 - Pressure Rupture Jig

-10 -
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TABLE 3 - Pressure Rupture Specimens (3 each required)

Anodized in accordance with AMS 2471.

Sulfuric acid anodized in accordance with AMS 2471 and coated with
MIL-C-27725 corrosion preventive coating. Application, coating
thickness, and curing shall be in accordance with manufacturer’'s
recommendations. Care shall be taken 1o ensure a thin, even coat Ih
the slot.

45.7 Fuel Resist

25 x 63.5 mm), shall be weighed accurately to the nearest milligram in‘air (W), an

A pad of se
One-half in
sealant co

conditioned at standard conditions for 24 hours. The panel shall then be exposeq
160 °F (71 {C) with three of the panels immersed in AMS 2629, Type I, fluid and

Ance: Six AMS 4045 aluminum panels, approximately 0.040.x 1 x 2.5(

Aling compound 0.06 x 1 x 2 inches (1.5 x 25 x 51 mm)-shall be applied

th (12.7 mm) at one end of each panel shall not bé coated for handling

inches (1.02 x

d in water (W,).

to each panel.
purposes. The

ed panels shall then be weighed in air (W3) andiin water (W,). The ganels shall be

for 14 days at

he other three in

TT-S-735, Type |, fluid. The panels shall be weighed.immediately upon removal frpm the fluid in air
(Ws) and infwater (Wg). The procedures in accordance with ASTM D 471 shall bg used. The
percent chgnge in volume shall be determined by the formula, Equation 3. The reported value
shall be determined by averaging the threealues obtained for each exposure. The average value

shall be de

45.7.1 Eachspe

rmined to the nearest 0.1%.

(W5 _W6) — (WS _W4) 1

Percent Volume Change =
(W3 —W,) = (W, -W,)

00

conditiong for at least2-fiours, and weighed in air (W;). The percentage weighf |
determingd by the/formula, Equation 4.
W4 -W
Percentage Weight Loss = ———" 100
W, —-W,

(Eq.1)

cimen shall then.be placed in an oven at 200 °F (93 °C) for 24 hours, cgoled to standard

oss shall be

(Eq.1)

4.5.7.1.1 The average of the three values obtained for each exposure shall be determined to the nearest

0.1%.

4.5.8 Sealability and Reinjection:

4.5.8.1 Jig Assembly: Washer and shim thicknesses required for jig assembly are shown in Table 4.

-11 -
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TABLE 4 - Jig Assembly

Washer and Shim  Washer and Shim

Thickness Thickness

Sealant Class Inch Millimeter
Class 1 0.008 inch = 0.0002 0.20 mm + 0.005
Class 2 0.015 inch = 0.0002 0.38 mm + 0.005

4.5.8.2 A groove jnjection pressure test jig conforming to Figures 4 and 5 shallbe.cleaned. Metal
washers (.008 inch (0.20 mm) thick for Class 1 sealant and 0.015 inchZ(0.38 mm) thick for
Class 2 s¢alant shall be installed on each bolt between the plates of\the assemily. The washers
shall havg an I.D. of 0.26 inch (6.6 mm) and an O.D. of 0.50 inch-12.7 mm). Th¢ washers on the
outer circle of bolts shall be squared so as not to extend into¢he groove. During assembly, the
head and|nut area of the inner circle of bolts shall be sealed with additional seajant to prevent
spurious leakage. The bolts shall be torqued to 60-inchrpounds (6.8 N-m) and $ealant injected
into the gfoove through the three injection ports I, Il, and lll. A suitable sealing pompound
injection gun with a 70 to 1 injection pressure to air.line pressure ratio shall be used for sealant
injection. [The line air pressure shall be maintained; so, that the maximum pressjre developed at
the injectipn tip (See Figure 4) is 2800 psi + 70°(119.3 MPa = 0.5). The sealing cqmpound shall be

injected into the jig as follows:
a.
b.
c.

d.

With gll ports unplugged, inject inta:t until a .50 inch (12.7 mm) sealant worm emerges from
ports |l and IIl.
Insert|a plug screw into | and inject into Il until a .50 inch (12.7 mm) sealantjworm emerges
from 1.
Plug I}, then unplug | and‘inject into Il until a .50 inch (12.7 mm) sealant wom emerges from
l.
Block|all injectionports with plug screws.

4.5.8.3 Pressure [Test,/To ensure that the jig is initially sealed, the following shall be done:

458.3.1

45.8.3.2

45.8.3.3

45834

45.8.3.5

Immerse_the jig in water

Pressurize the jig to 5 psi (34.5 kPa).
Close the needle valve.
Watch for bubbles in the water.

Reinject the proper portion of compound into the groove to stop the leak and pressure test
again in water.

-12 -
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A
l 1.50

' (38.1) H

o 1,10 (27.9) il

0. 60
——

(15.2)
[ 0.45__ |

a4 & 0.130 (3.30) (tef) L

B [

+ 03320 (8.13)[

— | 0.56D (14.22)

l
- 0.25
0.25 (6.4) __’ (6.4) — o.so—-—]
A

T
I
!
g g — -
|

_0.40__ o
(10.2) NOTE 3 TE 4
0.25 (6.4) _._.1 . ,
/ (27.9) oors 0100 (2:5)
AL (0.38) l
‘N
- = 0.35 (8.9)
SECT B-8 SECT C-C

NOTES:

1. Material - AMS 5640 Steel Rod

2. Tolerances: .XX + 0.010 (0.25), .XXX + 0.002 (0.05)

3. Tap 3/8-24 UNF-3B 0.375 (9.52) Dia - 24 (0.9) THDS/inch (mm) per MIL-S-7742.
Countersink 100° by 0.375 (9.52) diameter.

4. Tap 8-32 0.199 (5.05) Dia - 32 (1.26) THDS/inch (mm) (optional)

5. A1l dimensions are in inches (millimeters)

FIGURE 4 - Injection Tip

-13 -
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4,01D
4,960D l
6.354D
o
Lo | 4 NOTE 5
A e NOTE 4 o] 375
BOTTOM PLATE A-A
A - -—1 . 055
- &
4,01D 4
'/
%
s 7.45D
A -
7/"
/
5.495D
7
5.965D . _
—_1
NOTE 4
A .375—’-‘ }4—
TOP PLATE A-A
NOTES: )
1 ~Material - .375 aluminum plate, 2024-T851 per AMS-QQ-A-250/4.

s 3 5
3. Hole centered on groove 3 places thru top plate at 120° intervals.
(Csink 100°x . 164 diam. on side opposite groove. Tap 8-32 UNC-3B thru
per MIL-S-7742. Install appropriate size set screw.)
.25 diam. hole (40 places thru each plate to match)
Surface indicated shall be flat within . 001 max.
Drill and tap for 1/4 NPT.
Dimensions are in inches.
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FIGURE 5 - Seal Efficiency Test Fixture

4.5.8.4 Exposure Conditions for Seal Efficiency: The exposure conditions shall be as shown in Table 5
using JP-8 as the fuel.
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TABLE 5 - Exposure Conditions

Phase

Exposure Conditions

Liquid Fuel (JP-8) (maintain 7 psi (49 kPa) 24 hours @ 77 °F (25 °C)

pressure in fixture)

72 hours @ 100 °F (38 °C)
5 hours @ 120 °F (49 °C)

1 hour @ 160 °F (71 °C), followed by immediate

Fuel vapor (Approximately 10% liquid fuel)

pressurization to 15 psi (105 kPa), holdfdgr 2 minutes.

Depressurize to atmospheric pressure.
16 hours @ 77 °F (25 °C) measure fuel.

Drain fuel. Do not allow the fixtuire to dry,
of test fluid. Pressurize to 7 psi (49 kPa)
(49 kPa) in fixture)

20 hours @ 100 °F (382C)

3 hours @ 120 °F (49.°C)

1 hour @ 160 °F+(71 °C), followed by pre

Add 5 ml
maintain 7 psi

bsure

increase to 15 psi’ (105 kPa), hold for 2 mjnutes.

Depressurize'to atmospheric pressure.
16 hours @-77 °F (25 °C)

4.5.8.5 Repeat 4)5.8.4 five times for a total of six\eycles.

4.5.9 Adhesion: Twenty four 0.040 thick x"1:X 4-inch (1 x 25 x 100 mm) aluminum pane]s conforming to
AMS-QQ-A}250/4 shall be prepared; twelve with chemical film conforming to MIL
twelve with|coating conformingito*MIL-C-27725 applied and cured in accordance
Place a ball of sealing compound in the center one-square inch (25 mm square) gection of twelve
panels. Pldce another panel crosswise 90 degrees in relation to the lower panel
evenly to lepve a 0.060:+.005-inch (1.5 £ 0.1 mm) thickness of sealant separatin
surfaces and forming a crosslap specimen. Remove excess sealing compound to
square sealant area (25 mm square) and condition the specimens for 24 hours at standard
conditions (,5' 1) PIace SiX of the specimens |n an autographlc tension testing

self-aligning_g

C-5541 and
with 4.5.2.1.

hnd compress
g the faying
leave a one-inch

achine using

2.0 inches

(50.8 mm) per mlnute Wlth the force applied vertlcal to the crosslap faylng surface until total
separation occurs. The panel surfaces shall be examined and the average cohesive value
reported for conformance to Table 1. The remaining six specimens shall be placed in a refrigerated
box at -51 °C £ 1 °C (-60 °F £ 2 °F) and held for 2 hours. The specimens shall then be tested for
adhesion at -51 °C and examined for conformance to Table 1.
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i UNIVERSAL JOINT
H [ 2 PLACES

TES$T PANELS B _

SEALANT
THICKNESS 0. 060 +.005 in. TEST|GRIPS

Dimensions of Test Panels: %
0. 040 inches thick
1 inch wide
4 inches long
Tolerances for all dimensions +0.005 inches
Aluminum conforming to AMS-QQ-A-250/4

FIGURE 6 - Adhesion Test Fixture
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