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2.1.1 Aerospace Material

Specifications:

AMS-2471
AMS-2473
AMS-2825
AMS-3819

AMS-4045

AMS-4049

Undyed Coating

Material Safety Data Sheets

Surfaces

Anodic Treatment of Aluminum Alloys, Sulfuric Acid Process,
Chemical Treatment for Aluminum Alloys, General Purpose Coating
Cloths, Cleaning, for Aircraft Primary and Secondary Structural

Aluminum Alloy Sheet and Plate, 5.6Zn - 2.5Mg - 1.6Cu - 0.23Cr,

(7075; - T6 Sheet, - T651 Plate), Solution and Precipitation

Heat Treated
Aluminum Alloy Sheet and Plate, Alclad, 5.6Zn - 2.5

/g - 1.6Cu -

AMS-4901
AMS-5516

2.2 ASTM Publications:

0.23Cr, (Alclad 7075; - T6 Sheet - T651 Plate),oS
Precipitation Heat Treated

Titanium Sheet, Strip, and Plate, Annealed, 707000 f
Yield Strength

Steel Sheet, Strip, and Plate, Corrosion Resistant]
9.0Ni (SAE 30302), Solution Heat Treated

Available from ASTM, 1916 Race) Street, Phil{

olution and
si (485 MPa)
18Cr -

\delphia, PA

cuments Order

lene and

19120-1187.
ASTM D 297| - Rubber Products - Chemical Analysis
ASTM D 412 - Rubber Properties in Tension
ASTM D 1198 - Reagent Water
ASTM D 2240 - Rubber Property - Durometer Hardness
2.3 U.S. Govennment Publications: AvaHable from Standardization Dg
Desk, Building 4D, 700 Robbins.Avenue, Philadelphia, PA 19111-5094.
2.3.1 Federal |Specifications:
L-P-390 - Plastic,. Molding and Extrusion Material, Polyethy
Copalymers (Low, Medium, and High Density)
88—Q—250/8 - Aluminum Alloy, 5052, Plate and Sheet
P-C-96[ - Cans; Metal, 28 Gage and Lighter
2.3.2 Militar ifications:
MIL-H-1
MIL-P-23377 - Primer Coating, Epoxy Polyamide, Chemical and

Solvent Resistant

MIL-C-27725 - Coating, Corrosion Preventive, for Aircraft Integral
Fuel Tanks
MIL-C-38736 - Compound, Solvent, For Use in Integral Fuel Tanks

2.3.3 Militarv Standards:

MIL-STD-794 - Parts and Equipment, Procedures for Packaging and Packing of
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.1.2 Color:

.1.3

TECHNICAL REOUIREMENTS:

.1 Materials: The basic ingredient shall be a silicone liquid polymer that when

catalyzed will convert to an elastomeric material. The sealant base shall
contain the basic polymer, the sealant catalyst mixture shall contain the
catalyst plus whatever inert ingredients will be necessary for the catalyst
to be one-tenth the mass of the base. The sealant shall cure upon addition
of the catalyst to the base and shall not depend on solvent evaporation as a
part of the curing system.

.1.1 Toxicity: The sealant shaII not contaln any constltuents that would prove

toxicokogtes 18 C g, mixing, or

y

The catalyst shall possess sufficient color céntrast |to the base
compourld to permit easy identification of unmixed aerdincomplegely mixed

ge Life: The sealant shall meet the regu¥rements of 3.2.1 and 3.2.2
after gtorage at 90°F + 10 - 0 (32°C + 6 -0) for 12 months fjrom date of
ture (date of last acceptance test.conducted by manufacturer).
Premixgd-frozen material shall meet the #equirements of 3.2.4|after 5 days

.1.3.1 Storage Life Updating: At the expiration of the storage life time,

nt meeting the requirements of 3.2.1.2, 3.2.1.3, 3.2.1J4, 3.2.1.5,
and 3.2.1.6 may have its storage life extended for a period|not to exceed
one-half of the previous storage life time.

.1.4 Primer] The sealant requires the use of a one-part primer on most

substrgtes to ensure ,acceptable adhesion. Such a primer shafll be supplied
by the [sealant vendor-and it shall be the same primer used to| qualify the
sealantl to this specification. The primer shall be clear and free of
particylate matter and shall impart a readily visible stain tp the applied
surfacel. Primer shall be supplied in an amount compatible wjth the amount
of sealant furnished (See 5.1.1), and instructions for i1ts proper storage,
handling, -and use shall also be included.

-2 PropertiesT— the seatant statt—conform to—thefottowing TequiTements; tests

shall be performed on the sealant supplied and in accordance with specified
test methods, insofar as practicable.

.2.1 Uncured Properties: Shall be as follows:

.2.1.1 Nonvolatile Content, 4.5.5
minimum 95%

.2.1.2 Viscosity of Base 4.5.6
Compound (except mixed 6000 - 12000 poises
frozen material) (600 - 1200 Pa.s)

.2.1.3 Flow, maximum 0.75 inch (19 mm) 4.5.7

-3-
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.1.4 Application Time

.1.5 Tack Free Time, maximum

.1.6 Cure Rate (time to
attain a 40 Durometer A

2 hours after the 4.5.8
beginning of mixing,
15 grams/minute, minimum

shall be extruded

24 hours measured 4.5.9
from the beginning

of mixing

4.5.10

Hardngss)—mexdHnth

-2 Cured Properties: Shall be as follows, determined in accordarice with
specifigd test procedures after the material has cured for not] less than

14 days|at standard conditions (See 4.5.1).

.2.1 Specific CGravity,
max imym

.2.2 Resistance to Thermal
Ruptune

.2.3 Low-Temperature
FlexiQility
.2.4 Peel $trength

.2.4.1 Resistance to_Water,
minimum

2.4.2 Resﬂstance to Heat,

STM D 297
ydrostatic
method

T I

1.50

The sealant shall not 4.5.11
blister Mor sponge and

shall “retain a pressure
of 10' psi (69 kPa) with
ng-more than 0.125 inch
(3.18 mm) deformation

No visual evidence of 4.5.12
cracking, checking,
or loss of adhesion

4.5.13

4 pounds force/inch 4.5.13.1
(701 N/m) of width, 100%
cohesive failure

50% of value obtained 4.5.13.2

mi n Imom

whenm tested—as 1nm 4.5.13-1,
with no value less than 2
pounds force/inch width

(350 N/m) of width, 100%
cohesive failure. Tackiness
or sponging, if found, shall
noticeably diminish in
specimens exposed 168

hours * 1 and tackiness shall
disappear .



https://saenorm.com/api/?name=325ed2a704c7ff1e091dae2126464191

SAE

AMS-3378

.2.2.5 Corrosion

.2.2.6 Tensile Strength and
Elongation, minimum

.2.2.7 Repairability, minimum

No evidence of
corrosion under or
adjacent to sealant.
No deterioration of
sealant.

Table 1

4 pounds force/inch
(701 N/m) of width, 100%
cohesive

.2.2.8 Hydrplytic Stability
.2.3 Accelerated Storage
Stability

.2.3.1 Viscgsity of Base
Compqund

.2.3.2 Flow,] maximum

.2.3.3 Application Time

.2.3.4 Tack |Free Time,
max inum

.2.3.5 Cure|Rate (time
to attain a 40
Duroneter A Hardness),
maximum

.2.4 Mixed-fFrozen Stability

.2.4.1 Flow —asdmum

Maximum of 5 Durometer
points hardness change

6000 - 1200 poises
(600 - 1200 Pa.s)

0.75 ineh* (19 mm)

2 heurs after

heginning of mixing

15 grams/minute, minimum
shall be extruded

24 hours, measured from
the beginning of mixing

48 hours

.2.4.2 Application Time

.2.4.3 Tack Free Time,
max imum

.2.4.4 Cure Rate (time
to attain a 40
Durometer A Hardness after
thawing), maximum

2 hours after thawing,
15 grams/minute, minimum
shall be extruded

24 hours after thawing
of sealant

48 hours

4.5.9

4.5.10
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Quality: The base and catalyst, as received by purchaser, shall be uniform
in quality and consistency and free of agglomerates, foreign particles, or
entrapped air. There shall be no separation of materials which cannot be
readily dispersed. The cured compound shall present an appearance of smooth
homogeneity.

QUALITY ASSURANCE PROVISIONS:

.1 Responsibility for lInspection: The vendor of sealant shall supply all

samples for vendor®s tests and shall be responsible for performing all
required tests. Purchaser reserves the right to sample and to perform any
confirmatory testing deemed necessary to ensure that the sealant conforms to

the reqU|rements of this speC|f|cat|on
.2 Classification of Tests:

2.1

.2.2

Acceptahce Tests: Tests for the following requirements are gcceptance
d shall be performed on each lot:

Requirement Reference Paragragh

Viscosity of Base Compound 3.2.1.2
(except mixed frozen material)

Flow 3.2.1.3

Application Time 3.2.1.4

Tack Free Time 3.2.1.5

Cure Rate 3.2.1.6

Peel Strength, Water Immersion Using 3.2.2.4.1
Substrates 4.5.3.2 and 4.5.3:5 Only

Pr tion Tests: Tests for all technical requirements are

ction tests andushall be performed prior to or on the |initial
of sealant to_a purchaser, when a change in ingrediengts and/or
ng requires ‘reapproval as in 4.4.2, and when purchasern deems
tory testing to be required.

.1 For direct UsS. Military procurement, substantiating test data and, when
i i i the
racting

.3 Sampling and Testing: Shall be as follows:

3.1

For Acceptance Tests: Sufficient sealant shall be taken at random from
each lot to perform all required tests, The number of determinations for
each requirement shall be as specified in the applicable test procedure
or, if not specified therein, not less than three.
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4.3.1.1 A lot shall be all sealant produced in a single production run from the
same batch of raw materials under the same fixed conditions and
presented by the vendor®s inspection at one time. An inspection lot
shall not exceed 1000 pounds (454 kg) and may be packaged in smaller
quantities and delivered under the basic lot approval provided lot

identification

4.3.1.2

is maintained.

When a statistical sampling plan has 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 shall state that such plan

was

used.

4.3.2
4.4

For Py

Approval:

r ion T As agreed upon by purchaser and,ve

4.4.1 Sample
product

Results| of tests on production sealant shall be‘essentially ¢

those

4.4_2 Vendor

methodg of inspection on production sealant which are essenti

as tho

change @in ingredients,
manufagturing procedures, vendor shall submit for reapproval
of the proposed changes in ingredients and/or processing and,
requested, sample sealant.

procedu

4.5 Test Met

4.5. Standar

sealant shall be approved by purchaser before?sealant
fon use is supplied, unless such approval hy waived by

n the approved sample.
hall use ingredients, manufacturing procedures, procq

used on the approved sample sealant. If necessary t
in type of egiipment for processing, o
Production sealant made by the re
e shall not be shipped prior to receipt of reapproval.
thods:

d Conditions:.’/ Standard laboratory conditions are 77

(25°C +
prepareq
property
be condd

4.5.2 Standa

1) and 50%+t.5 relative humidity. All test_specimens
and cured:under these conditions. In addition, all

testssshall be conducted under these conditions. Ot
ctedat 77°F + 5 (25°C + 3) with no control on humidi

d_Cure: Except as otherwise specified herein, all re

ndor.

for
purchaser.
rquivalent to

sses, and
ally the same
D make any

r in

A statement
when

vised

F+2

shall be
uncured

her tests may
ty.

ference in

this s

sl I W e e (| (| L L L (| -
cCLrIrTrCativull tU d Stdiiuard Curc sSliarr U d 14—Udy MET X

standard conditions specified in 4.5.1.

4.5.3

method:

4.5.3.1 Bare

Aluminum:

AMS-4045 aluminum alloy.

under the

Test Panels: Shall be follows; sizes are specified in the applicable test

4.5.3.2 Chemical Film Treated Aluminum: AMS-4049 aluminum alloy with chemical

film

4.5.3.3 Anodized Aluminum:

applied in accordance with AMS-2473.

accordance with AMS-2471.

AMS-4049 aluminum alloy panels anodized in
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4.5.3.4 MIL-C-27725 Coating:

Aluminum alloy panels as in 4.5.3.2 shall be

coated with MIL-C 27725 corrosion preventive coating, in accordance with
manufacturer®s instructions, to produce a dry film thickness of 0.0008 -

0.0015 inch (20 - 38 um) and cured for not less than 14 days at
standard conditions (4.5.1).

4.5.3.5
with M

instructions,

(15 -

MIL-P-23377 Primer:

IL-P-23377 epoxy primer,
23 um) and cured for not less than 14 days at standard

conditions (4.5.1).

Aluminum alloy panels as in 4.5.3.2 shall be coated
in accordance with manufacturer-s
to produce a dry film thickness of 0.0006 - 0.0009 inch

4.5.3.6 Titani

4.5.3.7 Steel:

4.5.4 Cleaning
panels 9
using AM
AMS-3819
conditio
hours p

primer

4.5.5

Nonvolatiile Content:

um: AMS-4901 titanium.

AMS-5516 corrosion resistant steel.

and Priming of Panels: Prior to applicationof seald
hall be cleaned by scrubbing and rinsing with MIL-C-38

S-3819 cleaning cloths. Apply primer supplied by vend

cloth and allow to dry for not less than 60 minutes &
s (4.5.1). If the primer is allowed to dry for more
rior to sealant application, the panels shall be cleane
e-applied.

diameter|
milligra
possiblg
milligra
(70°C +
install

weight d
sealant
content

N(

Weigh a cup, approximately 3 inches (76
and 0.75 inch (19.0 mm) deep, with a fitted cover to
m. Transfer 12 grams + 1.0f the sealant to the cup as
, install the cover, and“weigh immediately to the near
n. Remove the cover-and heat the sealant and cup to 1
1) for 24 hours = 1. ,Cool to room temperature in a desi
the cover, and weigh to the nearest milligram. Subtrag
f the cup and ,cever from the weights of the cup, cover
before and after heating. Calculate the percentage off
s follows:

Final Weight

nvolatile Content, % x 100

nt, all test
736 solvent
or using

t standard
than four

d and the

mm) in

[the nearest

rapidly as
est

b8°F + 2
ccator,

't the

, and
nonvolatile

Initial Weight

4.5.6

Viscosity of Base Compound:

A standard 1/2 pint (237 mL) can, 2-7/8

inches (73 mm) in diameter by 2-7/8 inches (73 mm) in height, shall be
filled with base compound to within 1/2 inch (13 mm) of the top, covered,

and stored at standard conditions (4.5.1) for not less than 8 hours,

Then

the compound shall be thoroughly mixed by stirring slowly for not less

than 3 minutes.

allowed

The container shall then be closed and the ma

to stand for not less than 1 hour. A Brookfield Model

terial
RVF

viscometer with a No. 7 spindle at 2 RPM, or equivalent, shall be used.
The highest reading shall be taken after the instrument has run in the
compound for not less than 1 minute.
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4.5.7

Flow: The base compound and catalyst, the sealant application gun, and
the flow-test jig (Figure 1) shall be stabilized at standard conditions
(4.5.1) for at least 8 hours before a 250-gram lot of base compound is
mixed with a proper amount of catalyst. A standard 6-fluid ounce (177-mL)
polyethylene sealant gun cartridge, having a standard 0.125-inch (3.18-mm)
nozzle (Figure 4), shall be filled with the mixed compound and maintained
at standard conditions (4.5.1) throughout the test. The test shall be
conducted with a flow-test jig shown in Figure 1. Depth of plunger
tolerance is-critical and shall be controlled within the tolerance during
all tests.

4.5.7.1 The flow-test jig shall be placed on a table with the front face upward

4.5.7.2

4.5.8

and [the plunger depressed to the limit of i1ts travel. Wsthin 15 minutes
aftgr the beginning of mixing, enough of the mixed sealing|compound
shall be extruded from the application gun to fill the,recg¢ssed cavity
of the jig and leveled off even with the block. Within 10| seconds after
the |leveling operation, the jig shall be placed on its end|and the
plurjger immediately advanced to the limit of its forward travel. The
flowW measurement shall be taken 30 minutes + 4 after the segaling
compgound has been applied to the test jig. <The flow shall|be measured
fronl tangent to the lower edge of the plunger to the farthést point to
which flow has advanced.

IT |the mixed sealant 1is frozen for storage, the beginning|of mixing time
shall be the time at which the thawed sealant has reached YO°F £+ 5
(219C = 3).

Application Time: The base compound, catalyst, and application gun shall

be stabilized at standard coenditions for not less than 8 hours before not

less than 250 grams of base-sealing compound is mixed with the proper
amount] of curing compound:~A standard 6-fluid ounce (177-mL) |polyethylene

sealing compound cartridge, having a nozzle (Figure 4) with| an orifice

diameter of 0.125 inch'+ 0.004 (3.18 mm = 0.10), shall be fifled with the
mixed |compound and‘maintained at standard conditions throughqut the test.
The gyn shall be-attached to a constant air supply of 90 psi|+ 5 (621 kPa

+ 34).

4.5.8.1 Fron 2 to 3 inches (51 to 76 mm) of sealing compound shall|be extruded

initially to clear any entrapped air. At the end of 2 houfrs, measured
fro inni ixi i nd shall be
extruded onto a suitable receptacle for 1 minute and the amount of

extruded sealing compound shall be determined and reported.

4.5.8.2 If mixed sealant is frozen for storage, the beginning of mixing time

shall be the time at which the thawed sealant has reached 70°F + 5
(21°C = 3).
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4.5.9 Tack-Free Time: A metal panel, 0.040 x 2.75 x 6 inches

(1.02 x 69.8 x 152 mm) conforming to 4.5.3.1, shall be cleaned in
accordance with 4.5.4. Apply a 0.125 inch + 0.063 (3.18 mm + 1.60)
thickness of the sealant to the cleaned metal panel. After no more than
24 hours at standard conditions (4.5.1), place two pieces of polyethylene
film, approximately 0.004 x 1 x 6 inches (0.10 x 25 x 152 mm), on the
sealant and hold in place with a pressure not exceeding 0.5 ounce per
square inch (215 Pa) for 120 seconds + 10. Slowly withdraw the strips of
polyethylene film at a right angle to the sealant surface. There shall be
no sealant adhering to the film.

4.5.10

4.5.11

4.5.11.1

Cure Rate: A specimen of sealing compound, approximately 0.25 x 1 x 2
inches (6.4 x 25 x 51 mm) after curing Tor no more than 48 hours at
standard conditions (4.5.1), shall be tested for instantangous durometer
hardness as specified in ASTM D 2240.

Resjistance Thermal Rupture: Two panels conforming to #.5.3.4 and two

pangls conforming to 4.5.3.5 shall be cleaned ini accordancgé with 4.5.4.

panels shall be 0.040 x 3.5 x 3.5 inches/(1:02 x 89 x B9 mm) in size

with a hole 0.25 inch (6.4 mm) in diameter 4n“the center of the panel.
A fillet of sealant, 0.125 inch (3.18 mm) “thick by 2 inchegs (51 mm) in
dianeter, shall be applied to the centetr-of each panel. After curing

14 days at standard conditions (4.5.1), one panel of each

configuration shall be placed in MIL=H-19457 fire resistant hydraulic
flulld at 140°F = 2 (60°C £ 1) for 168 hours * 4.

THe panels shall be removed-from the fluid and immediately applied,
uging a suitable gasket, t0’ the jig shown in Figure 2. The panel
shall be so positioned or-the jig that the sealing compopnd is within
the jig chamber. Therjig shall be placed in an oven at 450°F £ 2
(232°C = 1). An air.pressure of 10 psi (69 kPa) shall then be applied
UC

dging an air regulator. The jig shall be maintained in [the oven for

6Q minutes + 2 afiter the pressure is applied. Deformatipn shall be
mgasured from the surface of the test panel not exposed to pressure,
tq the point.of maximum deformation of the sealant comppund. The test
shall be repeated on the panels not immersed in the hydraulic fluid.

- 10 -
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4.5.12

4.5.13

Low-Temperature Flexibility: Eight test panels (four conforming to

4.5.3.4 and four conforming to 4.5.3.5), 0.040 x 2.75 x 6 inches (1.02
X 69.8 x 152 mm), shall be cleaned in accordance with 4.5.4. A coating

of the sealing compound, 0.094 inch £ 0.005 (2.39 mm + 0.13) thick by

1.5 inches (38 mm) wide by 4 inches (102 mm) long, shall be
the center of each panel. Care shall be taken to maintain

applied to
an accurate

sample thickness of 0.094 inch (2.39 mm). After standard cure (4.5.2),

two of each panel configuration shall be conditioned at 160°F +

+ 1) for 7 -days +. 4 hours. All panels shall immediately be

2 (71°C
placed in a

low temperature flexibility jig consisting of a clamp support that will
grip both sides of both 6-inch (152-mm) edges of the panel for a

(Figyre 3). The jig shall be capable of flexing the panel
30-deégree arc (15 degrees each side of the center) at a’con
cycle per 5 seconds. The temperature shall be reduced
C £ 1), stabilized at this temperature for 2 hours, an
flexed through 130 consecutive cycles.

Strength: Substrate test panels, 0.040 x2 x 5 inches
nm) shall be cleaned in accordance with 4.5.4. Also, a
02005 x 1 X 12 inches (0.13 x 25 x 305 mm) conforming
QQ-A+1250/8, temper H38, (one strip for éach substrate test
eaned as in 4.5.4. Mask the top.©ne inch (25 mm) of ¢

ithe sealant

hrough a
stant speed
to -65°F + 2
d the panels

(1.02 x 51 x
fuminum alloy
to
panel) shall
he substrate

and apply sealant approximately: 0.040 inch (1.02 mm)
ength of the panel. Place a;shim 0.020 inch thick by
(0.51 x 6.4 mm) across the_panel adjacent to the maskal
place one strip of the aluminum alloy foil lengthwise on th
ng 6 inches (152 mm) extending beyond the top of the s
panell. Place a straight -edge vertically against the longit]
line|of each foil strip‘and press down against the shim unt
as sealant ceases toextrude from under the sides of the f
resulting sealant thickness should vary from 0 to 0.020 inc
mm). | Lift the straight edge and press on each side of the
the game manner .. -After partial cure, pare the excess seala
edges of the fo1l strip with a scalpel and cut through to
along the edges of the foil. Allow specimens to cure a tot
at standardconditions (4.5.1). Remove shims and maskant pn
environmental conditioning.

thick along

0.25 inch

nt.  Lightly
e sealant
ubstrate
udinal center
il such time
pil. The

n (0 to 0.51
centerline in
nt off the

the substrate

al of 14 days
ior to

- 11 -
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4.5.13.1

4.5.13.2

4.5.14

Resistance to Water: Substrate test panels conforming to 4.5.3.1,
4.5.3.2, 4.5.3.3, 4.5.3.4, 4.5.3.5, 4.5.3.6, and 4.5.3.7 shall be
prepared as in 4.5.13. Within two days after sealant cure, completely
immerse three peel specimens of each configuration in ASTM D 1193 Type
IV water for 7 days + 4 hours at 140°F £ 2 (60°C £ 1) A ratio of
three specimens per quart (L) of distilled water shall be used. After
conditioning, allow the specimens to cool, while immersed in the
water, for 24 hours at standard conditions (4.5.1) prior to testing.
The peel strength shall be measured within 10 minutes after removal

from the water. The metal foil shall be stripped back at an angle of
180 degrees to the substrate panel using a SU|tabIe tensile testing
rachtre—having—a—far—Sseparatio 6 rehe i per minute.

During peel strength testing, three cuts at approximately>|l-inch
(25|mm) intervals shall be made through the sealant to*thg panel in an
attempt to promote adhesive failure. Peel strength results shall be a
numgrical average of the peak loads. The sealant/shall gxhibit 100%
cohgsive failure, except for bubbles, knife cuts,@nd othef causes

that are obviously not the fault of the sealant.

Resistance to Heat: Substrate test panels“eonforming to 4.5.3.4 and
4.5{3.5 shall be prepared as in 4.5.13..Tightly clamp eight peel
speg¢imens of each configuration togetherrand place in circulating-air
oven at 450°F £+ 2 (232°C + 1). At intervals of 1, 2, 4, §, 24, 48,

96, |and 168 hours + 5 minutes, remove one specimen of eac
configuration from the oven and aklow to cool at room tempgrature.
Within one hour following removal from the oven, perform peel testing
by s$tripping back the aluminum foil at an angle of 180 degrees to the
subgtrate panel using a suitable tensile testing machine having a jaw
sepgration rate of 2 inches (51 mm) per minute. During pg¢el strength
testing, three cuts at(approximately l-inch (25-mm) intervals shall be
made through the seadant to the panel in an attempt to propote
adhgsive failure. Peel strength results shall be a numerjiical average
of the peak loads, The sealant shall exhibit 100% cohesiyve failure,
excgpt for bubbles, knife cuts, and other causes that are |obviously
not [the faultrof the sealant. After completion of the 168-hour
expgsure test, all specimens shall be compared and examined for
tacKiness<and sponging.

Corrogion: One AMS-4045 aluminum alloy panel, 0.040 x 2.75 X 6 inches
(1.02 X 69.8 X mm), shall be cleaned as in 4.5.4 and be prepared

with 2 parallel sealant fillets approximately 1 inch (25 mm) apart. The
fillets shall be applied 0.06 inch (1.5 mm) thick by 0.75 inch (19 mm)
wide by 5 inches (127 mm) 1long and shall extend to within 0.5 inch (13
mm) of the edges of the panel. After curing 14 days at standard
conditions (4.5.1), the panel shall be immersed vertically for 20 days
4 hours at 140°F = 2 (60°C £ 1) in a covered glass vessel containing a
3% aqueous sodium chloride solution with 3 inches (76 mm) of the panel
exposed to the salt water and the remainder of the panel exposed to the
air vapor mixture. Immediately after removal from the liquid, the panel
shall be examined for corrosion adjacent to and under the sealant and
for deterioration of the sealant.

I+
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4.5.15

4.5.16

4.5.16.1

Tensile Strength and Elongation: Mixed sealing compound shall be molded

+

into a sheet 0.125 inch £ 0.015 (3.18 mm 0.38) and cured

30 days at

standard conditions (4.5.1). Tensile specimens shall be cut from the
sheet using Die C as specified in ASTM D 412. Five specimens each shall

be subjected to the conditions shown in Table 1. Following
conditioning, tensile and elongation test shall be conducted in

accordance with ASTM D 412 using a jaw separation rate of 20 inches (508

mm) per minute. Specimens exposed to temperature shall be all

owed to

cool for 16 to 48 hours at standard conditions prior to testing and

specimens exposed to fluid shall be tested within 30 minutes
from the fluid.

Repaﬂrability: Three test panels, 0.040 x 2 x 5 inches (1.02
onforming to 4.5.3.4, shall be cleaned as in 4.5.4.
(25 mm) of the panel and apply a 0.125 inch (3.18 mm)
alant lengthwise along the panel. Allow the sealant to
at standard conditions (4.5.1).
cloth conforming to AMS-3819 dampened, butynot drippi
opyl alcohol. Wipe dry with clean clothtand allow thg
t standard conditions for 1 hour. Apply’a fresh layer

n

nt leaving 6 inches (152 mm) extending beyond the top
rate panel. Place a straightiedge vertically against
tudinal center line of each-foil strip and press down
as sealant ceases to extrude from under the sides of
traight edge and press on each side of the centerline (i
r,

of the foil.
ard conditions.

Allow specimens to cure a total of 14 ¢

er cure, perform peel testing by stripping back the al
an angle~of 180 degrees to the substrate panel using 3§
sile testing machine having a jaw separation rate of 2
per<minute. Peel strength results shall be a numerig
peak- loads. The sealant shall exhibit 100% cohesive
ept for bubbles, knife cuts, and other causes that a

ximately 0.040 inch (1.02 mm) thick,:over the cured seplant.
num alloy foil strips, 0.005 x 1 x:12 inches (0.13 x 25 x 305 mm)
rming to QQ-A-250/8, temper H38, ecleaned as in 4.5.4 onto the fresh
of the

the

until such
ffoil.

of removal

51 x 127

Mask the top 1
thick layer
cure 14

Clean the sealant sunface using a

g, with
panels to
of sealant,
Place

Lift
n the same

After partial cure, pare the excess sealant off the edgesof
oil strip with a scalpel and cut through to the substrate along the
ays at

uminum foil

suitable
inches (561

al average of
failure,
re obviously

- 13 -



https://saenorm.com/api/?name=325ed2a704c7ff1e091dae2126464191

SAE AMS-3378

4.5.17 Hydrolytic Stability: Mixed sealing compound shall be molded into a

specimen 0.50 inch (13 mm) thick by 3 inches (76 mm) in diameter and
cured 14 days at standard conditions (4.5.1). Durometer hardness shall
be determined as specified in ASTM D 2240 and the specimen then exposed
for 120 days = 4 hours in an environment of 160°F + 2 (71°C £ 1) and

95% + 1 relative humidity. The environment shall be obtained by placing
the specimen on a suitable tray in a 250-mm glass desiccator. The
bottom of the desiccator shall be filled with a saturated solution of
potassium sulfate which will produce 95% relative humidity at the test
temperature. The desiccator shall be closed and placed in an
circulating-air oven for the duration of the test. At the end of the
exposy L L T7°F = 2
(25°C |+ 1) and hold at temperature for 16 to 24 hours beforg removing
the specimen from the desiccator. Determine durometer hardngss as
specifiied in ASTM D 2240,

4.5.18 Acceldgrated Storage Stability: An original, unopened' one-quart §1Eh)
0 e

container of base compound and an original, unopenAed containgr

curing compound shall be stored for 14 days * 4 -hours at 120°F + 2 (49°C
+ 1) in a suitably ventilated oven. After cooling at standalrd
conditions (4.5.1) for at least 24 hours,. tests shall be conducted in
accorgance with 4.5.6, 4.5.7, 4.5.8, 4.5.9, and 4.5.10.

4.5.19 Mixed-Frozen Stability: Standard 6-fluid ounce (177-mL) polyethylene

sealirng compound cartridges shall be:filled with mixed sealing compound
and quick frozen at -85°F + 2 (<65°C = 1) for 15 minutes|t 1. After 5
days & 4 hours storage at -65°F. * 2 (-54°C + 1), the sealing compound
shall |be thawed to 70°F + 5 _(21°C £ 3) and tests conducted in accordance
with 4.5.7, 4.5.8, 4.5.9, and 4.5.10.

4.6 Reports:|The vendor of the .product shall furnish with each shipment a
report showing the results-0of tests to determine conformance to the

4.6.1 A materpal_‘safety data sheet conforming to AMS-2825, or equiv

4.7

acceptancel test requirements and stating that the product conforms to the

other technical requirements. This report shall include the purchase order
number, gt number ,~AMS-3378, vendor®s name and product designation, date of
manufacture¢, and quantity.

lent, shall
be supplied to each purchaser prior to, or concurrent with, the report of
preproductt — i i tved by
purchaser, concurrent with the first shipment of the product for
production use. Each request for modification of product formulation
shall be accompanied by a revised data sheet for the proposed formulation.

Resampling and Retesting: If any specimen used in the above tests fails to
meet the specified requirements, disposition of the product may be based on
the results of testing three additional specimens for each original
nonconforming specimen.  Failure of any retest specimen to meet the
specified requirements shall be cause for rejection of the product
represented. Results of all tests shall be reported.
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(€]

PREPARATION FOR DELIVERY:

Packaging:

1

Sealing compound shall be furnished in individual containers (for the base
sealing compound and the curing compound) or premixed and frozen in
polyethylene containers. The ratio of the quantity contained in the

curing compound container shall be the same as the recommended mixing

ratio of the base sealant compound and the curing compound. Sufficient
primer in a glass container shall be provided with each kit or each frozen
container.

The base sealing compound shall be furnished in 1 pint (473;nL), 1 quart
(946 mL),or 1 gallon (3.78 L) metal cans or as specified\ im the purchase
order.

.2.1 For direct U.S. Military procurement, metal canssshall conform to

PPP-C-96, Type V, Class 2.

The cuning compound shall be furnished in glass)‘jars or in shitable
contairlers acceptable to purchaser.The glass jars shall have vertical
smooth [inside walls and no internal projections or internal lips exceeding
1/16 inch (1.6 mm).  The glass jars shallbe closed with enameled metal or
plastid continuous thread screw caps having a nonabsorbent ljining
materigl. Caps shall be tightened adequately and further sg¢aled with
celluldse bands, or equivalent. The, primer shall be furnishgd in suitable
small nmouth glass jars.

One corftainer each of the base-sealant compound, the curing gompound, and
the primer, individually packaged in accordance with the forg¢going, shall
be encllosed in a container-and shall constitute a complete kit.

Premixgd and frozen product shall be packaged in 6-fluid ouncg (177-mL)
standand polyethylene sealing compound cartridges. Each cantridge shall
includg a self-contained plastic nozzlethe tip of which is |designed to
be cut [off to altow extrusion of the sealant. Exterior containers shall
be suffiiciently’ insulated and otherwise protected so that th¢ product will
be mairftained at -65°F (-54°C) or below during transit to the receiver.

Contain rdance with
commercial practice and in compliance with applicable rules and
regulations pertaining to handling, packaging, and transportation of the
compound to ensure carrier acceptance and safe delivery.

For direct U.S. Military procurement, packaging shall be in accordance
with MIL-STD-794, Commercial Level, unless Level A is specified in the
request for procurement,
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5.2

8.2

8.3

Identification:

Each container and each shipping container

shall be

permanently and legibly marked or labeled with not less than the following
information:

SILICONE SEALANT, TWO PART, GENERAL PURPOSE

AMS-3378

QUANTITY

PURCHASE ORDER NUMBER
MANUFACTURER*®S IDENTIFICATION
LOT NUMBER

DATE OF MANUFACTURE

APPROPRIATE WARNINGS AND PRECAUTIONARY NOTICES

NOTE: DA

TH

ACKNOWLEL
quotatior

REJECTION
modificat

NOTES:
Dimensio
temperat
Celsius
units an

For dire

less than the following:

Title, n
Quantity
Type and
Level A

Products
under Fe

TE OF MANUFACTURE SHALL BE THE DATE AT WHICH THE LAST
ST WAS COMPLETED BY THE MANUFACTURER.

GMENT: A vendor shall mention this specification numbg
s and when acknowledging purchase orders.

S: Sealant not conforming to this specification, or tg
[ions authorized by purchaser, will be/subject to reje

ns and properties in inch/pound-units and the Fahrenh

temperatures are shown as the approximate equivalents
d are presented only fefr> information.

ct U.S. Military procurement, purchase documents shou

lmber, and dateyof this specification
of sealant desired

size of containers desired
packaging,-if required (5.1.7).

meeting the requirements of this specification have
deral” Supply Classification (FSC) 8040.

ACCEPTANCE

r in all

ction.

eit

Ures are primary; dimensionsgand properties in Sl units and the

of the primary

Id specify not

been classified

This specification is under the jurisdiction of AMS Committee "G-9".
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