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1. SCOPE:

1.1

or putty knife.

1.2

Application:

Form This specification covers a two-component air-curing resin-baue
material in the form of a paste or putty, suitable for application by spatula

Primarily to fill aircraft skin depression to a maximum depth

of 0.250 in. (6.25 mm) and be capable of being painted with subsequent

specifiT-d—caang.&—'Lhese—maLeua-Ls_amnaam—tu—ﬁumg_smau—
crevicels, and gaps or for smoothing areas requiring thin layers

to produce the required smoothness on aerodynamic surfaq
Suitable for maintaining adhesion to surfaces subject to service
from -§5° to +130°C (-65° to +270°F).

materia

2. APPLICABLE Documents:

The following publications form‘'Ca part of

specifittation to the extent specified herein.
Specifications (AMS) shall apply.
documents shall be as specified in AMS 2350.

Materia

2.1

SAE Hublications:

The latest issue o
The ~applicable issue

Available from SAE, 400:*Commonwealth Drive,

PA 15Q96.

211

Aergspace Material

Specificationss

AMS)| 2350

AMS)| 2471 -

AMS (2478
AMS (2825
3020
AMS |3021
3821

AMS
AMS

AMS
AMS

AMS (4377
AMS (4911

3024
4045

Standards and Test Methods
Anodic Treatment of’Aluminum Alloys, Sulfuric Acid

Undyed Coating
Anodic Treatment of Magnesium Alloys, Acid Type,
Material Safety Data Sheets
Oil, Reference, for "L" Stock Rubber Testing
Reference' Fluid for Testing Di-Ester (Polyol) Res
Cloth,\Dype "E" Glass, "B" Stage Epoxy-Resin-Impre
Stylé Fabric, Self-Extinguishing
Cleth, Type "E" Glass, Finished for Resin Laminate
Aluminum Alloy Sheet and Plate, 5.6Zn - 2.5Mg - 1.
(7075; -T6 Sheet, -T651 Plate)
Magnesium Alloy Sheet and Plate, 3.0A1 - 1.0Zn (AZ

holes,

of flexible
es.
temperatures

this
Aerospace
of other

Warrendale,

Process,

Full Coat
istant Material
gnated 181

S
6Cu - 0.26Cr

31B-H24)

Titanium Alloy Sheet, Strip, and Plate, 6A1 - 4V,

Annealed

AMS 5520 -

Steel Sheet, Strip,
17Cr - 7.1Ni - 1.1Al

and Plate, Corrosion Resistant
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2.2

23

2.3.1

2.3.2

ASTM Publications: Available from American Society for Testing and
Materials, 1916 Race Street, Philadelphia, PA 19103.

ASTM D412 - Rubber Properties in Tension
ASTM D471 - Rubber Property - Effect of Liquids
ASTM D1210 - Fineness of Dispersions of Pigment-Vehicle Systems

ASTM D1824 - Apparent Viscosity of Plastisols and Organosols at Low
Shear Rates by Brookfield Viscometer
ASTM [2240——Rubber—Property =—Durometer—Hardress
ASTM D3182 - Rubber - Materials, Equipment, and Proceduresdfor Mixing
Standard Compounds and Preparing Standard)Vu|canized Sheets
Measuring Adhesion by Tape Test
Gardner/Sward Paint Testing Manual

ASTM [)3359
ASTM $TP 500

U.S. Government Publications: Available from Commanding Offider, Naval
Publications and Forms Center, 5801 Tabor Avenue,“-Philadelphia,| PA 19120.

Fedgral Specifications:

QQ-A-250/12

Aluminum Alloy 7075, Plate~and Sheet

QQ-M-44 - Magnesium Alloy Plate and” Sheet (AZ31B)

TT-1§735 - Isopropyl Alcohol

TT-M-261 - Methyl Ethyl Ketoneg;  Technical

TT-PH1757 - Primer Coating, Zinc Chromate Low Moisture Sensitivity
TT-R-248 - Remover, Paintxand Lacquer, Solvent Type

TT-T+266 - Thinner, Dope-and Lacquer (Cellulose Nitrate)

CCC{C-440 - Cheese Cloth
PPP{P-1892 - Paint, Varnish, Lacquer, and Related Materials| Packaging,
Packihg, and Marking of

Fedg¢ral Standards:

Fedgral Test-Method Standard No. 141 - Paint, Varnish, Lacquer,| and Related
Materials, Methods of| Inspection,
Sampling , and Testing
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2.3.3 Military Specifications:

MIL-Y-1140 - Yarn, Cord, Sleeving, Cloth, and Tape - Glass

MIL-H-5606 - Hydraulic Fluid, Petroleum Base; Aircraft, Missile, and
Ordnance

MIL-L-7808 - Lubricating Oil, Aircraft Turbine Engine, Synthetic Base

MIL-P-7962 - Primer Coating, Cellulose-Nitrate Modified Alkyd Type,

3. TECHNIC

Corrosion-Inhibiting, Fast-Drying (For Spray Application

1

[0

[}

N

O
1

Anodic Coatings, for Aluminum and Aluminum Alloys
-9046 - Titanium and Titanium Alloy, Sheet, Strip and\PI
-9300 - Resin, Epoxy, Low-Pressure Laminating

-23377 - Primer Coating, Epoxy Polyamide, Chemical-and Sg
Resistant

-25043 - Steel Plate, Sheet, and Strip, 17-7PH,“Corrosion
Precipitation Hardening

1-45202 - Magnesium Alloy, Anodic Treatment<of

R-81294 - Remover, Paint, Epoxy and Polydrethane Systems

Aircraft

AL REQUIREMENTS:

3.1 Mater
requirg

3.1.1 Bas¢
poly

prod
in a
pigm

3.1.2 Curi

ial: The compound shall be formulated to comply with the
ments of the area in which, it is to be used.

b Resin: Shall be a chemically cured elastomeric polysulfig
irethane, or epoxy c¢ompound suitably modified and filled to
ict which meets the requirements specified herein when mixe
ccordance with manufacturer's instructions. The base resin
ented with aluminum powder.

ng Solutien: Shall be an adducted isocyanate amine or othe

capdble of reacting with the base resin to form a chemically cy

elast
sep4d

pmeric \eompound as specified in 3.1.1 and shall be supplie
rate{ container.

3.1.3 Appe¢arance: The compound shall be free of skins, lumps. qgrit.

hte
Ivent

Resistant,

1-83282 - Hydraulic Fluid, Fire Resistaht,” Synthetic Hydrocarbon Base,

air pollution

ea

produce a
1 and cured
may be

compound
red
d in a

and foreign

contaminants and shall be easily mixed to a smooth, homogenous condition
as-received, after mixing with curing solution, during pot life
one year of storage unmixed. The compound shall be free of skins, lumps,

and

grit after application.

, and after
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3.1.4

Odor and Toxicity: Neither the odor of the base material, the curing
solution, nor the mixed fairing compound shall cause discomfort to the
operator during mixing, applying, or curing of the compound. When used for

AMS 3694A

the i
healt

ntended purpose, the compound shall have no adverse effect
h of personnel during mixing, use, or curing (See 4.6.1).

Storage Life: The compound shall meet the requirements of this

on the

specification when tested at any time up to 12 months after date of
shipment from the manufacturer provided it has been stored at a maximum

temp

Base

erature of 32°C (90°F) In the original, Tull, closed conta

Compound lIdentification: The infrared spectrophotometer ¢

base

typical of the resin compound from which manufactured,

3.2 Nonvolg

~

g

compound shall be determined on the preproduction sample

tile Content of Unmixed Compound Components: .~ The nonvolg

of the
That o

establi
4.5.2.

low md
be detd

3.3 Properti

1:]
the samme manner unless it contains a volatile“reactive compound,

base compound and curing solution shall be’,determined sep
the base compound shall not vary from the“preproduction \
ed as in 4.4.1 by more than 2%, determined in accordand
The nonvolatile content of the curing.solution shall be d

q

J

lecular weight amine, in which case”the curing solution ¢

es of Mixed but Uncured Comipound: The base compound shs

with th
recomnm
followi
test m

3.3.1 Finern

endation. The mixed butjuncured compound shall conform to
g requirements; tests.'shall be performed in accordance v
pthods, insofar as practicable:

ess of Grind: ,The compound shall have a minimum grind val

the H
methq

3.3.2 Colo
and

apprd

d.

The ccolor of the mixed compound shall be typical of the
materials “used, and shall be essentially equivalent to the
ved“{preproduction material.

3.3.3 Visc

cuhl Thn muvarl r\nmnnunrl eha!!

0
brmined by a test procedure agreed™“upon by purchaser and vurndor.

ner.

urve of the

nd shall be

tile content
arately.

alue

e with
etermined in
uch as a
tent shall

I be mixed

e supplied curing solutionCin accordance with manufacturef's

the
ith specified

e of 4 on

SPT Scale, determined in accordance with ASTM D1210, Gardmper/Sward

pigments
color of the

¥ having

viscosity of 6,000 - 18, 000 poises (60

LA PootToS—oT

00 Pa s),

ha 1
A=

:],. }

accordance with 4.5.3.

3.3.4

Weight Per Unit Volume:

determlned in

Shall be not more than 15 Ib per gal (1.8 kg/L)

and shall not vary from the preproduction value by more than +0.5 Ib per

gal (

+0.06 kg/L),

Gardner/Sward Monk Cup.

3.3.5 Pot

Life: There shall be no skinning or gelling after the mixed

determined in accordance with ASTM STP 500, using a

compound

has been allowed to stand for not less than 20 min. at not higher than 32°C

(90°F),

determined in accordance with 4.5.4.
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3.3.6 Cure Time:

3.3.6.1 The mixed and applied compound shall cure within the following maximum
time periods, determined in accordance with 4.5.5; low humidity will
extend cure time:

3.3.6.1.1 Cure Time to Sand or Tack-Free: 24 - 48 hr at 25°C + 1 (77°F % 2).

3.3.6.1.2 Cure Time to Resist Fluids: 72 - 168 hr at 25°C + 1 (77°F % 2).

3.3.6.1.3 Complete Cure: 168 hr at 25°C + 1 (77°F = 2).

3.4 Propertfies of Cured Compound: The cured compound shall conform fo the
followihg requirements; tests shall be performed in accofdance with specified
test methods on panels prepared as specified in 4.5.1:

3.4.1 Hardness: The applied compound, cured as specified in 3.3.6.1.3, shall
havg a Durometer A hardness of 25 - 50, determined in accordance with 4.5.6.

3.4.2 Adhgsion: The applied and cured compound:shall have a peel bpnd strength
of njot less than 25 Ib per in. (4375 N/m)” of width, determined| in
accqrdance with 4.5.7. The adhesion.shall not depend on primefrs or
adhgsion promoters.

3.4.3 Impact Resistance: The applied .and cured compound shall not|crack, split,
spall, or lose adhesion when ubjected to direct impact of 80| in.-Ib
(9.0 N°-m), determined in acgordance with 4.5.8.

3.4.4 Tensgile Strength: Mixed._and cured compound shall have averagg tensile
strength not lower than 150 psi (1.05 MPa).

3.4.5 Elongation: Mixed rahd cured compound shall have average elongation not
lowef than 150%:

3.4.6 Heaf Resistance: The applied and cured compound shall exhibit |no
blisterings—~cracking, powdering, or loss of adhesion when exposed to
1309C £%6°(270°F = 9), determined in accordance with 4.5.11.

347 LOW Tamparotura Daouo{‘c\nr\a Tha annliad _and ciirad camnaorind st c\” ShOW no

xooTotTaT TP PTC T oo ouTr T O oo oo

loss of adhesion and no cracklng after exposure at -55°C = 1 (65 F £ 2),
determined in accordance with 4.5.12.

3.4.8 Fluid Resistance: The applied and cured compound shall withstand
immersions in one fluid from each of the following at all temperatures from
25° to 85°C (77° to 185°F), except water, without softening or loss of
adhesion, determined in accordance with 4.5.11. The water immersion shall
be at 25°C £ 1 (77°F £ 2). Loss of adhesion which is obviously caused by
contamination of the test panel surface, such as the presence of oil,
grease, or other contaminant, shall not be cause for rejection.



https://saenorm.com/api/?name=a21159ab87c04c84563f694f47819c29

AMS 3694A

SAE

AMS 3694A

4.2 Classification of Tests:

4.2.1

Acceptance Tests: Tests to determine conformance to the following

requirements are classified as acceptance tests and shall be performed on

each

Requi

Appearance

lot:

rement Paragraph Reference

Odor

Nonv}zlatile Content
ed Compound Properties

Uncu
Hardn
Adheq
Impaqd
Heat
Fluid

Fluid
Paint
Quali

4.2.2 Prep

o

and Toxicity

ess
ion

't Resistance
Resistance
Resistance (Water)

Using Class A and
Using Class Atand
Using Class ‘A" and
Using Class*A and
Using .Class A, D, and
Panels
Using Class A and D Ag
Using Class A and C Aq

D
D
D
B

Resistance (Except Water)
Stripper Resistance

ty

oduction Tests: Tests to determine conformance to all teq

WWW WWWWWwww
orrx RiRARrpwbLL
OO ODWN =

requi
and ¢
purch
reapp
requi

4221
req
cog
off

4.3 Samplin

For

rements of this specification.@re classified as preproduct
hall be performed prior to or*on the initial shipment of con

roval as in 4.4.2, andwhen purchaser deems confirmatory
fed.

direct U.S. Military procurementsubstantiating test data
uested, preproduction test material shall be submitted to
nizant agency as directed by the procuring activity, the d
cer, or the\“request for procurement.

j: Shall be as follows:

4.3.1 For A

cceptance Tests: Sufficient compound, but not less than ty

nels
hesion Panels
nels
nels

= Adhesion

hesion Panels
hesion Panels

hnical
ion tests
hpound to a

aser, when a change in material or processing, or both, relquires

esting to be

and, when
he
ontracting

vo 1-pt
berforming

(0.5-1
all

required tests.

)~kits, shall be taken at random from each lot to permit

'he number of determinations for each requ

irement

shall be as specified in the applicable test procedure or, if not specified

there

4.3.1-1

in, not less than three.

A lot of compound shall be all fairing-resin-base-compound produced in a

single production run from the same batches of raw materials under the

same fixed conditions and submitted for vendor’s inspection at one time.
A lot shall not exceed 1000 gal (3800 L) and may be packaged in smaller
quantities under the basic lot approval provided the lot identification.

is

maintained.
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4.3.1.2 A lot of curing solution shall be all curing solution manufactured in a
single production run. One curing solution lot may be used with multiple
compound lots and does not require separate testing unless failure of a
compound lot is traceable to faulty curing solution.
43.1.3 When a statistical sampling plan and acceptance quality level (AQL) for

4.3.2

4.4 Approvpl:

4.4.1

4411

442

4.5

the product have been agreed upon by purchaser and vendor, sampling shall

be in accordance with such plan in lieu of sampling as in 4.3

repart of 4 6 1 shall state that such plan was used

For Rreproduction Tests:

As agreed upon by purchaser and ~vend

.1 and the

or.

Sample compound shall be approved by purchaser before material for

uction use is supplied, unless such approval be' waived by
Its of tests on production compound shall<be essentially ¢
on the approved sample.

prod
Rest
thoss

Prpvisional approval may be granted pending completion of

purchaser.
bquivalent to

storage life

tests provided the compound has passed all other preproduction tests.

Vengd
inspgction on production compound.@vhich are essentially the sam
used| on the approved sample compound. If necessary to make an
ingrédients, in type of equipment for processing, or in manufa
proce¢dures, vendor shall submit for reapproval a statement of t

or shall use ingredients, manufacturing procedures, and mgthods of

e as those
change in
cturing

he proposed

changes in material or processing, or both, and, when requested, sample

comppund. Production compound made to the revised procedures
shipped prior to receipt” of reapproval.

ethods: All tests shall be conducted under standard test
25°C 1 (77°F £32) and relative humidity of 30 - 80%, unless ot}
specified. Tesisshall be conducted on four specimens of each
designpted for_each test, the classes of panels being as define
Unless| otherwise specified, test panels shall be nominally 0.032
(0.85 mm)thick and 4 in. (100 mm) square. All test panels shall

Test

shall not be

conditions of
erwise

class of panel
d in 4.5.1.1.
in.

be prepared
s shall have

as in A511.2 through 4.5.1.6, except that adhesion test specimer

the compound applied as In 4.5.T.5.
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451 Preparation of Test Specimens:

4511 Test Panel Materials:

Class A - Bare 7075-T6 aluminum alloy sheet (AMS 4045 or QQ-A-250/12),

anodized in accordance with AMS 2471 or MIL-A-8625, Type II.

Class B - AZ31B-H24 magnesium alloy sheet (AMS 4377 or QQ-M-44), anodized
in accordance with AMS 2478 or MIL-M-45202, Type Il, and primed

with—primrer—as—specifired—by purchaser:

Class C - 17-7PH corrosion resistant steel sheet (AMS 5528 of
MIL-S-25043), precipitation hardened to Condition TiH 1050.

Class D - Ti-6A1-4V titanium alloy sheet (AMS 4911 _or MIL-T-9046,
Type lll, Comp. C), solution heat treatéd“and aged

Clgss E - Epoxy-fiberglass laminate of AMS 3821%or of AMS 3824 or
MIL-Y-1140, Style 7781 Fabric an@ MIL-R-9300 resin.

4512 Telst Panel Cleaning: Immediately prior-to application of the fairing
compound, each test panel shall be cléaned as specified below. Cleaned
papels shall be handled only with c¢lean, white cotton gloves] Panels may
be| stacked clean-side-to-clean-side or individually wrapped |n clean,
chemically-neutral paper or equivalent clean film, and shall bhe used
within 8 hr after cleaning. [Ranels not used within 8 hr sha]l be
re¢leaned before use.

451.2.1 Apply clean TT-T-266,°"lacquer thinner directly to the pan¢l to wet the
entire surface. While the surface is wet, scrub thoroughly with clean
CCC-C-440 cheesecloth saturated with clean lacquer thinner{ Wipe dry
vith clean cheeéeseéecloth before the solvent evaporates. Pangls which
ppear to be ‘of questionable quality for any reason shall be
iscarded..5:Depending on surface contaminants and purchaser
equirements, inhibited alkaline cleaners or other solvents [may be
pecified-“to remove forming lubricants or other soils.

451.2.2 and-'an area approximately 2 x 4 in.(50 x 100 mm) with gilicon carbide
luminum _oxi rasive sh having No. 1 m t or No. 170
(90 p m) grit. Remove the sanding residue by wiping with clean

cheesecloth dampened with lacquer thinner and reclean as in 4.5.1.2.1.

=

451.2.3 Clean the metal screen used in adhesion specimens as specified in
4.51.2.1.

4513 Mixing of Compound: Prepare the compound for use by mixing the base
material and curing solution in the proportions specified by manufacturer.

4.5.1.4 Application _of Compound to Test Specimens Except for Adhesion Tests:
Apply the compound directly to the entire sanded area of each test
specimen in a continuous film 0.060 in. = 0.005 (1.50 mm * 0.10) thick.
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451.5 Application of Compound to Adhesion Test Specimens:

4.5.1.5.1

4.5.1.5.2

100 Ib per in.

Apply the compound directly to the entire sanded area of each test

specimen in a continuous film approximately 0.065 in. (1.60

mm) thick.

Prepare a strip of metal screen having a tensile strength of at least

(17.5 kN/m) approximately 3 x 12 in.

(75 x 300 mm) of

width by cleanlng thoroughly and |mpregnat|ng W|th compound so that

4.5.1.5.3

4516 T¢g

the screen.
0.065 in. (1.60 mm) thick over the impregnated screen.

Add an additional layer of compoéund approxim

st Specimens for Tensile Properties: :Shall be cut from

sl

4517 C

I

bs, 0.075 x 6 x 6 in. (2 x 150 x 150:mm) as defined in AS

ring the Compound:Unless otherwise specified, cure the compound on

al
te

452 Non

volatile Content: The nonvolatile content of the base compd

test panels for 168 hr + 4 under standard test condition
st.

the
Feds
size
solu
cont
purc
453 Visc
dian
comp
25°C
shal

tion contains a_{aw molecular weight reactive volatile com
ent shall be determined by recognized test procedures agree
naser and vendor.

curing solution shall be,determined separately in accordan
ral Test Method Standard No. 141, Method 4041.1, except th
of the base compound shall be 0.75 - 1.25 grams. If the

psity: A-~standard 1/2-pt (235-mL) can (approximately 3 in.

eter)_shall be filled to within 0.5 in. (12.5 mm) of the t
ound,, ~The can shall be covered and stored for not less tha
£\ (77°F £ 2). The specified amount of the curing solu

s prior to

und and of
ce with

at the sample
curing
ponent, its

d upon by

(75 mm) in
bp with base
n 8 hr at
tion (3.1.2)

then be added and mixed thoroughly for 3 min. + 025 b

slow stirring

and

the can reclosed and allowed to stand for 10 min. + 1.

The viscosity,

in poises, shall be determined in accordance with ASTM-D1824 using a

suita
revo

ble model of the Brookfield viscometer, with a No. 7 spin

lutions per minute.

for 60 sec + 5 before taking the first reading.

dle at 2

The viscometer shall be run in the mixed compound

-10 -



https://saenorm.com/api/?name=a21159ab87c04c84563f694f47819c29

AMS 3694A

SAE

AMS 3694A

454

4.5.5

4.5.6

4.5.7

4.5.7.1

4.5.7.2

4.5.7.3

4.5.7.4

4.5.7.5

Rot Life:A volume of base compound and curing solution not exceeding
1/2 pt (235 mL) shall be mixed in the ratio specified by the manufacturer
in a suitable container, recording the time the mixing begins.

intervals,
surface,
compound for evidence of gelation when spreading.

using a spatula, squeegee, or putty-knife.

the time for gelation to appear.

Curin

At 2-min.

spread a portion of the mixed compound on any clean, suitable
Examine the spread
Record as the pot life

Time: Class A panels shall have the surface of the compound sanded

At
le

panel,

SC

Cl
re
in
an

ermined as follows on all classes of test panels except as 1

not less than 50 strokes using No. 180 (80 um) grit or No.
silicon carbide or aluminum oxide abrasive sheet. Cloggin

sive or rolling of the compound are indications of aniunc

Hiness: Shall be determined in accordance with ASTMD2240 on
st panels, or plied tensile slabs (4.5.1.6).

esion: Adhesion of the compound to the substrate materials
for acceptance testing, using the adhesion specimens sho
the end of the curing time, cut two, strips, each 1.0 in. (2
ngthwise of each panel, through thé-fairing compound and s
continuing completely along\the unimpregnated portion
reen.

amp the loose end of thexStrip of screen in one jaw of a
cording tensile testing miaehine and the corresponding end ¢

gle at the separation’ point.

Sq
c

Dgtermine the>numerical average of the peak loads recorded ag

sttength of the compound.
ndt separate from the panel surface or if the screen fails at

in

greater than 25 Ib per in. (4400 N/m) of width.

parate the jaws—at a rate of 2 in. (60 mm) per min., recorc
ntinuously over,"the length of the test specimen separation

If the compound separates cohesive

(4400 N/m) of width or over, the peel strength shall be

170 (90 pm)
of the
red material.

Class A and

shall be

nodified by
vn in Fig. 1:

b mm) wide,
creen to the
of the

uitable
f the panel

the other jaw, in such--a manner that the screen will make & 180 deg

ing the load

b the peel

y and does
25 |b per
eported as

Separation of the fairing compound from the panel at less than 25 Ib per

in.

(4400 N/m) of width constitutes failure.

-11 -
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4538

4.5.9

4.5.10

4.5.11

4512

4.5.13

4.5.13.1

Impact Resistance: Class A and D panels shall be placed coated side up in

a horizontal position on the Gardner impact tester illustrated in Fig. 2,

or equivalent,

as defined in ASTM STP 500 (See 8.1.3). The impact rod

shall be raised to the 50 in.-lb (5.6 Nem) mark on the scale and

released.

Visually examine the compound for cracks.

Apply pressure

sensitive adhesive tape (See 8.1.4) with aggressive tack over the impact
area, pressing down with heavy thumb pressure in accordance with

ASTM D3359. Remove the tape in one abrupt motion. There shall be no
transfer of compound or particles of the compound to the tape.

Tenpile Strength: Shall be determined using dumbbell specimeny and
proc¢dures in accordance with ASTM D412, Die C.

Elgngation: Shall be determined using dumbbell specimens and| procedures
in accordance with ASTM D412, Die C.

Heat Resistance: Class A, B, C, and D panels¢shall be placed|in a
circulating-air oven and maintained at 130°C_&)5 (270°F = 9) f[for

96 hr £ 2. The panels shall be removed, cooled undisturbed tg¢ standard
test conditions, and flexed rapidly, with<the coated side oufside (in
tension), over a mandrel with a 4.00 in.~% 0.01 (100 mm % 0.2) diameter
whi¢ch has been conditioned at the same~”temperature. Panel eyaluation

afte
cra

Low

r flexing shall include adhesion, ‘powdering, and resistand
cking as evaluated in 4.5.8,

-Temperature Resistance:.Class A, B, C, and D panels shal

in

Imn
con
4.0
mai
sha
in

Flu

hir to -55°C £ 1 (-65°F '+.2) and held for not less than 5

nediately after removal:from the cold box, each panel shall
pound coated side oufside (in tension), over a mandrel with
D in. £ 0.01 (100 vmm % 0.2) diameter which has been conditi
tained at the soaking temperature. Panel evaluation afte

[l include adhesion, powdering, and resistance to cracking
1.5.8.
id Resistance: Adhesion test panels of the classes listed

be
Met
Dug

tested<in accordance with Federal Test Method Standard No.
hod. 6011, using fluids noted below and exposure times of 16

e

licate sets of panels shaII be tested at 25°C £ 1 (77 F t 2

e to

be cooled
hours.

be flexed,

a

bned and

r flexing

as evaluated

below shall
141,

8 hr %
) and

1.

I (A4Q L0

85°€

25°C + 1 (77°F +

i U} CAUCPL IUI LIIC VVal.UI CAPUOUTT, VVIIIL:II DII

2). Immediately after exposure,

o001

Il be at

the panels shall be

dried suff|C|entIy to perform further testing, examined for softening or
any evidence of deterioration, and tested for adhesion strength in
accordance with 4.5.7.

F

ML-H-83282, MIL-H-5606, AMS 3020,

luid

Aand D
or ASTM Oil No. 3

Class of Panel
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AMS 3694A

SAE

AMS 3694A

4.513.2 MIL-L-7808, AMS 3021, or SAE

45133 Tri

4513.4 Distilled Water

4514 Pa

Ester Test Fluid No. 2 (See 8.1.1) Aand D

-n-butyl Phosphate Aand D
A, D, and E

int Stripper Resistance: Class A and B adhesion panels sha

immersed

for 16 hr + 2 under standard test conditions in each

str
re

TT-
chg
con
2
grit
ren
in

ppers specified in 3.4.9. At the conclusion of the immer
ove the panels, wash all stripper residue from the surface
M-261 methyl ethyl ketone (MEK) or equivalent and dry~with
esecloth. Allow the test specimens to dry under standard
ditions for 2 hr + 0.5 and abrade the surface of thé“tompou
asses in one direction with No. 180 (80 pm) grit ®or No. 170
silicon carbide or aluminum oxide abrasive paper. Measur
aining compound thickness and hardness andi/test the panel
accordance with 4.5.7.

4.5.15

Finish System Primer Compatibility:

4.5.1561

type of finish system primer listed~in 3.4.10 to a uniformly
dull condition with No. 180 (80¢um) grit or No. 170 (90 pm)

upon by purchaser and vendor.

t
t

4.5.15.2

4.5.13.3

c

4.6

Apply a single wet'coat of each primner to a dry film thich

and the surface of the compound on“one set of Class A pa

brasive paper. Wipe the sanding dust away with clean chee
ith solvent (MEK or TT-1-735 isopropyl alcohol) or other clg
Wipe dry with a clean, dry c
e solvent can evaporate. Allow the surface to air dry forn
nan 1 hr, protected from contamination, pefore applying the

60 - 0.90 mil” (15 - 22 um) on separate panels and allow t
ire for 168 thr + 4 under standard test conditions, protecte
bntamination, prior to further evaluation.

xamine-the cured primer surface for evidence of noncomp
s wrinkling, blistering, or flaking. Test the primer for 3

g

e_compound substrate in accordance with ASTM D3359, Method

Il be
of the paint

sion period,

with
clean

test
nd by making

(90 pm)

e the
for adhesion

hels for each

smooth,
grit

secloth wet
baner agreed

oth before
not less

primer.

ness of
ne primer to
d from

atibility such
dhesion to
A. Loss of
rface

1l H ol () H 1L ) !
UTITSIUTT do TVIUTTILTU DUy pPintich  TTiuvdal 1O e CUINMTpuuUriu o

onstitutes failure.

Reports: The vendor of compound 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 compound conforms to

the other technical requirements of this specification.

This report shall

include the purchase order number, AMS 3694, vendor's material designation,
lot numbers of base compound and curing solution, date of manufacture, and
quantity.
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AMS 3694A

SAE

AMS 3694A

4.6.1

4.7

4.8

5.

A material safety data sheet conforming to AMS 2825 or equivalent shall be
supplied to each purchaser prior to, or concurrent with, the report of

preproduction test results or,
purchaser,
use. Each request for modification of compound or curing solu

if preproduction testing be waived by
concurrent with the first shipment of compound for production

tion

formulation shall be accompanied by a revised data sheet for the proposed

formulation.

Reinspection: All unused compound from a lot shall be reinspected in

accordpnce wi .Z. 1T after one year ifrom date of shipment from
manufacturer. Compound passing the reinspection may have the /s
extended for an additional 6 months. A lot of compound may‘be s
twice.| Any compound failing reinspection tests or exceeding,-two

date manufacture shall be discarded.

Resampling and Retesting: If any specimen used in _the above tg

PREPARA

meet fhe specified requirements, disposition of the .compound may
the repults of testing three additional specimens,‘for each origi
nonconforming specimen. Failure of any retest <specimen to meet
requirements shall be cause for rejection of the. compound represe
additignal testing shall be permitted. Results of all tests sha
reported.

TION FOR DELIVERY:

5.1
5.1.1

5.1.2.

Packdging and ldentification:

Packaqing: The smoothing .cempound shall be supplied in kit forn

-base formulation plus' a separate container of curing sol
of kit shall be as ordered, but not larger than 5 gal (20
be based on the‘'quantity of base compound with sufficien
ion to activate -the entire quantity of base compound, the
ion being supplied in a separate container attached to the
ound container.

purpose ~intended.

resir
size
shall
soluﬂ
solu

comy
the

EacH
such

container shall be identified by an attached label using

The containers shall be metal of a type g

size as to be legible and which will not be obliterated by

the

forage life

o reinspected
years from

sts fails to
be based on

al
Ithe specified

ted and no
| be

h as the
ution. The
L), and

| curing
curing
base
uitable for

characters of
normal

Each label shall show not less than the fnllnwing i

han

[ITaYal
~J

hformation:

1 Base Compound:

AERODYNAMIC SMOOTHING COMPOUND, FLEXIBLE, BASE COMPOUND, -55° to +130°C

-65° to +270°F)
AMS 3694
MANUFACTURER'S MATERIAL DESIGNATION

DATE OF MANUFACTURE

COMPOUND LOT NUMBER

NET CONTENT

RECOMMENDED MIXING INSTRUCTIONS
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