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1. SCOPE:

1.1 Form: This specification covers a two-component air-curing,
aluminum-powder-filled, epoxy-resin-base material in the form of a paste or
putty, suitable for application by spatula or putty-knife.

1.2 Application:

Primarily for filling small holes, crevices, and gaps or for
smoothing areas requiring thin layers of material to produce the required
smoothness on aerodynamic surfaces subject to service temperatures from -55°

to +83°C (-65° to +185°F).

2. APPLICABLE DOCUMENTS: The following publications form a @art of

specifi¢ation to the extent specified herein. The latest isSue of
Materidls Specifications (AMS) shall apply. The applicable issug
documehts shall be as specified in AMS 2350.

this
Aerospace
of other

2.1 SAE Rublications: Available from SAE, 400 Commodnwealth Drive, Warrendale, PA

15096.

2.1.1 Aerdspace Material Specifications:

AMS] 2350
AMS) 2471

AMS) 2478
AMS| 2825
AMS| 3020
AMS| 3021
AMY 3821

AMS 3824
AMY 4045

AMS| 4377 -
AMS 4911 -

AMSY 5528

Standards and Test Methods

Anodic Treatment of Aluminum Alloys, Sulfuric Acid
Undyed Coating

Process,

Anodic Treatment of~-Magnesium Alloys, Acid Type, Full Coat

Material Safety Data Sheets
Oil, Reference, for "L" Stock Rubber Testing

Reference Fluid for Testing Di-Ester (Polyol) Resiptant Material
Cloth, Typg ‘"E" Glass, "B" Stage Epoxy-Resin-Impregnated, 181

Style Fabric, Self Extinguishing
Cloth, /Type "E" Glass, Finished for Resin Laminate$

Aluminem Alloy Sheet and Plate, 5.6Zn - 2.5Mg - 1.4Cu - 0.26Cr

(7075; -T6 Sheet, -T651 Plate)

Mdgnesium Alloy Sheet and Plate, 3.0Al - 1.0Zn (AZ3[B-H24)

T1tanium Alloy Sheet, Strip, and Plate, 6Al - 4V, A
Steel Sheet, Strip, and Plate, Corrosion Resistant
17Cr - 7.1Ni - 1.1Al

nnealed
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2.2

2.3

23.1

232

ASTM Publications: Available from American Society for Testing

Materials, 1916 Race Street, Philadelphia, PA 19103.

and

ASTM D471 - Rubber Property - Effect of Liquids

ASTM DI210 - Fineness of Dispersion of Pigment-Vehicle Systems

ASTM D1824 - Apparent Viscosity of Plastisols and Organosols at Low Shear
Rates by Brookfield Viscometer

ASTM D2583 - Indentation Hardness of Rigid Plastics by Means of a Barcol
Impressor

ASTM [D3359 - Measuring Adhesion by Tape Test

ASTM $TP 500 - Gardner/Sward Paint Testing Manual

U.S. Jovernment Publications: Available from Commanding’ Office

Publications and Forms Center, 5801 Tabor Avenue, Phibadelphia,

Feddral Specifications:

QQ-A-250/12
QQ-NI-44
TT-1-735
TT-NI-261
TT-B-1757
TT-R-248
TT-T-266
CCChC-440
PPP{P-1892

Feddral Standards:

Aluminum Alloy 7075, Plate and Sheet

Magnesium Alloy Plate and Sheet (AZ31B)

Isopropyl Alcohol

Methyl Ethyl Ketone (MEK)

Primer Coating, Zinc<Chromate Low-Moisture Seq

Remover, Paint and.@acquer, Solvent Type

Thinner, Dope and*Lacquer (Cellulose Nitrate)

Cheese Cloth

Paint, Varnighs- Lacquer, and Related Materials,
Packing,~and Marking of

Fedgral Test Methed Standard No. 141 - Paint, Varnish, Lacque

Materials; Methods o
Sampling, and Testin

r, Naval
PA 19120.

sitivity

Packaging,

r, and Related
f Inspection,
D
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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,
Corrosion-Inhibiting, Fast-Drying (For Spray Application
over Pre-treatment Coating)

MIL-A-8625 - Anodic Coatings, for Aluminum and Aluminum Adleys

MIL{T-9046 - Titanium and Titanium Alloy, Sheet, Strip cand Plate

MIL-R-9300 - Resin, Epoxy, Low Pressure Laminating

MIL-P-23377 - Primer Coating, Epoxy-Polyamide, Chemijical and Sjplvent
Resistant

MIL-B-25043 - Steel Plate, Sheet, and Strip, 1707PH, Corrosion-Resistant,
Precipitation Hardening

MIL-M-45202 - Magnesium Alloys, Anodic Treatiment of

MIL-R-81294 - Remover, Paint, Epoxy and Polyurethane Systems

MIL-H-83282 - Hydraulic Fluid, Fire Resistant, Synthetic Hydrojcarbon Base,
Aircraft

3. TECHNICAL REQUIREMENTS:

3.1 Material: Shall be formulated to comply with the air pollution [requirements

@ of the| areca in which it is to be-used.

3.1.1 Basg Resin: Shall be ans¢poxy compound suitably modified and filled with
aluminum powder to meet~the requirements specified herein when| mixed and
cure[d with an amine.curing agent in accordance with manufactyrer's
recojpmendation.

3.1.2  Curing Solution.\“ Shall be an amine curing agent supplied in hp separate
contlainer.

3.1.3  Appgaradgee: The compound shall be free of skins, lumps, grit} and foreign
conthmimants and shall be easily mixed to a smooth, homogeneous condition
as-rgcelived, after mixing with curing solution, during pot life, and after
one year of storage unmixed. The compound shall be free of skins, lumps,
and grit after application.

3.14 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
the intended purpose, the compound shall have no adverse effect on the

heal

th of personnel during mixing, use, or curing (See 4.6.1).
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Storage Life: The compound shall meet the requirements of this
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
temperature of 32°C (90°F) in the original, full, closed container.

Base Compound Identification: The infrared spectrophotometer curve of the
base compound shall be typical of an epoxy or modified epoxy compound.

3.2 Nonvolatile Content of Unmixed Compound Components The nonvolatlle

3.3

3.3.1

3.3.2

3.33

3.3.4

3.3.5

3.3.6

conten .
separa ely and each shall not Vary from the preproductmn values
as in 4.4.1 by more than £2%, determined in accordance withy4.
curing [solution contains a volatile reactive compound, such¥{as a
molecular weight amine, its content shall be determined . by recog
proceduiires agreed upon by purchaser and vendor.

Properties of Mixed but Uncured Compound: The base“compound sh4
with the supplied curing solution in accordanceswith manufactur
recomniendation. The mixed but uncured compound“shall conform to
followIng requirements; tests shall be performred in accordance V
test mlethods, insofar as practicable:

ess of Grind:
SPT Scale, determined in accordance with ASTM D1210, Gard
d.

Finern
the |
meth

Colof: The mixed compound\shall be aluminum in color,
pigment used.

typical

Visca
viscd
acco

sity: The mixed «compound shall be a uniform paste or put
sity of 2000 --3000 poises (200 - 300 Pa-s), determined i
Fdance with 47573.

Weight Per UnitvVolume: Shall be not more than 17 1b per gal
and phall ngdt)vary from the preproduction value by more than =+
gal (0.06%kg/L), determined in accordance with ASTM STP 500,
Gardper/Swdard Monk Cup.

mined

established
.2. If the
low

nized test

11 be mixed
Pr's

the

bith specified

The compound shallvhave a minimum grind vallue of 4 on

ner/Sward

of the

ty with a
1

2.0 kg/L)
0.5 1b per
using a

Pot Eifer—There shatt—be mo SKIMmimg or getiing after tie mixed
has been allowed to stand for at least 20 min. at not higher th
(90°F), determined in accordance with 4.5.4.

Cure Time: The mixed and applied compound shall cure to sand
following maximum time periods, determined in accordance with

Cure Time, hr Temperature

18°C

24°C
30°C

1 (65°F =+
1 (75°F +

4
2
1 1 (86°F +

+
+
+

compound
an 32°C

within the
4.5.5
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3.4 Properties of Cured Compound: The cured compound shall conform

to the

following requirements; tests shall be performed in accordance with specified
test methods on panels prepared as specified in 4.5.1:

SIS ST

3.4.6.1

3.4.6.2

3.4.6.3

3.4.6.4

3.4.7

3.4.8

Hardness:
have a Barcol hardness of 55 %

Adhesion: The applied and cured compound shall have a peel b
of not less than 50 1b per in. (8755 N/m) of width, determined in

1 45 7 Tl 11 M

The applied compound, cured as specified in 4.5.1.6, shall
5, determined in accordance with 4.5.6.

ond strength

accgq
adhg

Imp

d e 1 11 R | d .
Iraairvve witil =.J. 7. L ITC aAaUuIlrvosIvull ollall 19Ul u\.«l)\.«llu UlIl Plllll

sion promoters.

hct Resistance: The applied and cured compound shalD not

spal
(5.6

Hea

I, or lose adhesion when subjected to direct impa&t of 5(
Nem), determined in accordance with 4.5.8.

Resistance: The applied and cured compound’shall exhibi

blis
85°(

Low

fering, cracking, powdering, or loss of adhesion when exp
= 5 (185°F %= 9), determined in accordance with 4.5.9.

loss
detg

Flui

of adhesion and no cracking after .eXposure at -55°C = 1 (4
rmined in accordance with 4.5.10.

d Resistance: The applied and cured compound shall withst

In g
to §
acc
of a
surf
not

Pg
AS

Dj
N

ach of the following fluids, except water, at all temperat
5°C (77° to 185°F) without softening or loss of adhesion,
rdance with 4.5.11. The water immersion shall be at 25°C
dhesion which is obwiously caused by contamination of the
ace, such as thepresence of oil, grease, or other contam
be cause for rejeetion.

troleum Base\ Hydraulic Fluid, MIL-H-83282, MIL-H-5606, AM
T™™ Oil Nox3 (See ASTM DA471).

ester, Base Engine Oil, MIL-L-7808, AMS 3021, or SAE Ester
h. 2. (See 8.2.1).

Crs oOr

crack, split,
in.-1b

[ no
bsed to

-Temperature Resistance: The applied®and cured compound shall show no

65°F + 2),

and immersion
ires from 25°
determined in
(77°F). Loss
test panel
inant, shall

5 3020, or

Test Fluid

Tr

m-butyt—Phospiate:

Distilled Water.

Resistance to Paint Strippers: The applied and cured compoun
withstand attack by TT-R-248 and MIL-R-81294 paint strippers without
softening, loss of adhesion, or reduction in film thickness of more than

one

Fini

mil (0.02 mm), determined in accordance with 4.5.12.

sh System Compatibility: The primers for finish systems b

d shall

ased on the

following resins and vehicles shall show no separation, peeling, or flaking
of the primer from the compound, determined in accordance with 4.5.13:
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3.4.8.1 Epoxy-polyamide primer, such as MIL-P-23377.
348.2 Amine cured epoxy primer (See §.2.2).

3483 Alkyd primer, such as TT-P-1757.

3.4.8.4 Alkyd modified cellulose nitrate primer, such as MIL-P-7962.

3.5 Qualityg—Fhe—Tompound;—as Teceived by purchaser;, shatt—be oty
and c¢ndition, clean, as free from foreign material as commetci
cable,|and free from imperfections detrimental to usage of thg ca

4. QUALITY ASSURANCE PROVISIONS:

4.1 Respopsibility for Inspection: The vendor of compound shall su
@ samples for vendor's tests and shall be responsible“for perform
requirjed tests. Results of such tests shall be (reported to the
requirgd by 4.6. Purchaser reserves the right ‘o “sample and to

rm in quality
ally practi-
mpound.

pply all
ng all

purchaser as
pberform any

confirpatory testing deemed necessary to ensute that the compound conforms to

the rejquirements of this specification.

4.2 Classilfication of Tests:

4.2.1 Accdptance Tests: Tests to determine conformance to the follo
requirements are classified as(@cceptance tests and shall be p

each lot:
@
Reqyirement Paragraph Reference
Appgarance 3
Odofr and Toxicity, 4

Nonpolatile Content
Uncyred Compound Properties
Hardness

Adhg¢sion

W N = =

.4.1 Using Class A and
.4.2 Using Class A and L

Panels
.4.3 Using Class A and I

W W LW W W W

W

ImpaétHResistance

wing
erformed on

D Panels
Adhesion

D Panels

(oY

Heat Resistance
Fluid Resistance (Water) 3.4.6 Using Class A, D, a
Adhesion Panels

-4 4 Using Class A and B Panels

nd E

Fluid Resistance (Except Water) 3.4.6 Using Class A and D Adhesion
Panels

Paint Stripper Resistance 3.4.7 Using Class A and C Adhesion
Panels

Quality 3.5
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422 Preproduction Tests: Tests to determine conformance to all technical
@ requirements of this specification are classified as preproduction tests
and shall be performed prior to or on the initial shipment of compound 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.

422.1 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

offficer, or the request for procurement.

4.3 Samgling: Shall be as follows:

4.3.1 For [Acceptance Tests: Sufficient compound, but not,léss than |two 1-pt
@ (0.5FL) kits, shall be taken at random from each Jot to permitl performing
all fequired tests. The number of determinatiofis for each requirement
shalll be as specified in the applicable test {procedure or, if |not specified
therein, not less than three.

43.1.1 Allot of compound shall be all fairing-résin-base-compound pgroduced in a
@ siatr(lgle production run from the samegCbatches of raw materialg under the
sajme fixed conditions and submitted for vendor's inspection|at one time.

Allot shall not exceed 1000 gal (3800 L) and may be packaged in smaller
gyantities under the basic lotlapproval provided the lot identification
is[ maintained.

4.3.1.2 Allot of curing solutionvshall be all solution manufactured|in a single
@ production run. One curing solution lot may be used with multiple

cqmpound lots and %does not require separate testing unless [failure of a

cqmpound lot isctraceable to faulty curing solution.

4.3.1.3 Wihen a statistical sampling plan and acceptance quality level (AQL) for
@ thie product/have been agreed upon by purchaser and vendor, |sampling shall

bg in accordance with such plan in lieu of sampling as in 4)3.1 and the
refportyof " 4.6.1 shall state that such plan was used.

432 For RAreproduction Tests: As agreed upon by purchaser and venflor.

%)

4.4 Approval:

4.4.1 Sample material shall be approved by purchaser before material for
@ production use is supplied, unless such approval be waived by purchaser.
Results of tests on production material shall be essentially equivalent to
those on the approved sample.

4.4.1.1 Provisional approval may be granted pending completion of storage life
@ tests provided the compound has passed all other preproduction tests.
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4.4.2 Vendor shall use ingredients, manufacturing procedures, and methods of
inspection on production compound which are essentially the same as those
used on the approved sample compound. 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 compound or processing, or both, and, when requested, sample
compound. Production compound made by the revised procedures shall not be
shipped prior to receipt of reapproval.

4.5 Test Methods: All tests shall be conducted under standard test|conditions of
25°C 1 (77°F £ 2) and relative humidity of 30 - 80%, unless’ otherwise
speciflied. Tests shall be conducted on four specimens ofnga@ch dlass of panel
desigmated for each test, the classes of panels being ascdefined in 4.5.1.1.
Unles$ otherwise specified, test panels shall be nominally 0.032 in.

(0.85 [mm) thick and 4 in. (100 mm) square. All test panels shall be prepared
as in|4.5.1.2 through 4.5.1.6, except that adhesion‘-test specimens shall have
the cqmpound applied as in 4.5.1.5.

451 Prepdration of Test Specimens:

45.1.1 Tdst Panel Materials:

@
Class A - Bare 7075-T6 aluminumsalloy sheet (AMS 4045 or QQ-A-250/12),
anodized in accordanece with AMS 2471 or MIL-A-8625, Type II.
Class B - AZ31B-H24 magnesium alloy sheet (AMS 4377 or QQ-M-44),

anodized in<actordance with AMS 2478 or MIL-M-45202, Type II,
and primed)with primer as specified by purchaset.

Class C - 17-7PH_corrosion resistant steel sheet (AMS 5528 dr
MIE-S-25043), precipitation hardened to Conditionl TH 1050.

Class D - /Fi-6Al-4V titanium alloy sheet (AMS 4911 or MIL-T{9046,
Type III, Comp. C), solution heat treated and aged.
Class_E/- Epoxy-fiberglass laminate of AMS 3821 or of AMS 3§24 or

MIL-Y-1140, Style 7781 Fabric and MIL-R-9300 refin.

4.5.1.2 Test Panel Cleaning: Immediately prior to application of the fairing
compound, each test panel shall be cleaned as specified below. Cleaned
panels shall be handled only with clean, white cotton gloves. Panels may
be stacked clean-side-to-clean-side or individually wrapped in clean,
chemically-neutral paper or equivalent clean film, and shall be used
within 8 hr after cleaning. Panels not used within 8 hr shall be
recleaned before use.



https://saenorm.com/api/?name=7b606189a8d8c6f10ecf9ee8eda95c58

AMS 3696B

SAE

AMS 3696B

45.12.1
@

4.5.1.2.2

45123

45.1.3

45.14

4515

45.1.5.1

45152

45153

4.5.1.6
]

Mikxing of Compound:
mgterial and curing solution in the proportions specified by

Apply clean TT-T-266 lacquer thinner directly to the panel

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
with clean cheesecloth before the solvent evaporates. Panels which

appear to be of questionable quality for any reason shall

be

discarded. Depending on surface contaminants and purchaser

requirements, inhibited alkaline cleaners or other solvents
specified to remove forming lubricants or other soils.

may be

Sand an area approximately 2 x 4 in. (50 x 100 mm) with\s

90 um) grit. Remove the sanding residue by wipingOwith c
theesecloth dampened with lacquer thinner and reclean as

Clean the metal screen used in adhesion specimiens as spec
1.5.1.2.1.

Prepare the compound\{for use by mixing

br aluminum oxide abrasive sheet having No. 180 (80 p) grjit or No.

ilicon carbide
170
lean

n 4.5.1.2.1.

fied in

the base
manufacturer.

Aqgplication of Compound to Test Specimens Except for Adhesign Tests:

Anplication of Compound to Adhesion Test Specimens:

ecimen in a continuous film 0.060' in. = 0.005 (1.50 mm =+

Curing the Compound:

kpecimen in a continwous film approximately 0.065 in. (1.60

Prepare a strip~of metal screen having a tensile strength
100 1b per in( (;I'7.5 kN/m) approximately 3 x 12 in. (75 x 3

hpproximately 4 in. (100 mm) on one end is completely cove
S cre e

Place the impregnated end of the screen on the panel leavi

Apply the compound directly to the ‘entire sanded area of eadh test

0.12) thick.

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

mm) thick.

of at least
0 mm) of

width by cléaning thoroughly and impregnating with compourld so that

red with

compound) on both sides by working the compound into and thirough the

hg a loose

unimpregnated end approximately 8 in. (200 mm) long. Smooth the screen

down on the layer of fairing compound to contact the subs

trate, taking

care not to trap air under the screen. Add an additional layer of

compound approximately 0.065 in. (1.60 mm) thick over the
screen.

all test panels for 72 hr *
test.

4 under standard test conditions

impregnated

Unless otherwise specified, cure the compound on

prior to

-10 -
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452

453

454

455

4.5.6

4.5.7

4.5.7.1

4.5.7.2

Nonvolatile Content:

The nonvolatile content of the compound

base and of

the curing solution shall be determined separately in accordance with
Federal Test Method Standard No. 141, Method 4041.1, except that the sample

size of the base shall be 0.75 - 1.25 grams.

If the curing solution

contains a low molecular weight reactive volatile compound, its content
shall be determined by recognized test procedures agreed upon by purchaser

and

vendor.

Visg
dian
com
25°

shal
and
in
suit
revd
for

Pot.
1/2
in 4
inte
surf]
com
the

Curing Time:

with
grit
abra

Hardness:

Dt

Adhesion:

dete
4.2.

OSTty A Stamdard—H2=pt—235=mb)—camr (approxmmratety —3—1m
heter) shall be filled to within 0.5 in. (12.5 mm) of thelf
pound. The can shall be covered and stored for not l&sSs~th
C £ (77°F £ 2). The specified amount of the curing-solu
| then be added and mixed thoroughly for 3 min. £50.25 by
the can reclosed and allowed to stand for 10 mun"+ 1. T
oises, shall be determined in accordance with ASTM D1824

lutions per minute. The viscometer shall 48 run in the mix
60 sec =+ 5 before taking the first reading.

Life: A volume of base compound and”curing solution not ¢
-suitable container, recording the“time the mixing begins.
rvals, spread a portion of the gnixed compound on any cleq
ace, using a spatula, squeegge, or putty-knife.
[pound for evidence of gelation when spreading.
time for gelation to appear.

Record as

Class A panels shall have the surface of the com
not less than 50 sstrokes using No. 180 (80 pm) grit or No.
silicon carbide~or aluminum oxide abrasive sheet. Cloggi

bst pangls.

Adhesion of the compound to the substrate material

(75 mm) in
p with base
an 8 hr at
ion (3.1.2)
slow stirring
he viscosity,
ising a

nble model of the Brookfield viscometer, with~a No. 7 spindle at 2

ed compound

xceeding

pt (235 mL) shall be mixed in the-ratio specified by the npanufacturer

At 2-min.

n, suitable

Examine the spread

the pot life

pbound sanded
170 (90 um)
ng of the

sive or rolling,of the compound are indications of an uncyired material.

Shalls be determined in accordance with ASTM D2583 on Class A and

s shall be

rimined as follows on all classes of test panels except as

modified by

I 10T acceptance testing, using the¢ adhesion specimens sho

wn in Fig. 1:

At the end of the curing time, cut two strips, each 1.0 in. (25 mm) wide,
lengthwise of each panel, through the fairing compound and screen to the
panel, continuing completely along the unimpregnated portion of the

screen.

Clamp the loose end of the strip of screen in one jaw of a suitable
recording tensile testing machine and the corresponding end of the panel
in the other jaw, in such a manner that the screen will make a 180 deg
angle at the separation point.

-11 -
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4.5.7.3 Separate the jaws at a rate of 2 in. (50 mm) per min., recording the load
continuously over the length of the test specimen separation,

45.7.4 Determine the numerical average of the peak loads recorded as the peel
g strength of the compound. If the compound separates cohesively and does
not separate from the panel surface or if the screen fails at 45 1b per

in. (7880 N/m) of width or over, the peel strength shall be reported as
greater than 25 1b per in. (4400 N/m) of width

4.5.7.5 S¢paration of the fairing compound from the panel at lessCthlan 50 Ib per
in. (8750 N/m) of width constitutes failure.

4.5.8 Imppct Resistance: Class A and D panels shall be placed, coated side up,
in g horizontal position on the Gardner impact tester illustrgted in
Fig.| 2, or equivalent, as defined in ASTM STP 500)°(See 8.2.3).] The impact
rod |shall be raised to the 50 in.-Ib (5.6 Nem).miark on the scdle and
relepsed. Visually examine the compound fon“eracks. Apply plressure
senglitive adhesive tape (See 8.2.4) with aggressive tack over [the impact
area| pressing down with heavy thumb pressure in accordance with ASTM D3359.
Renfjove the tape in one abrupt motion.,There shall be no trangfer of
compound or particles of the compound ‘to the tape.

459 Heaft Resistance: Class A, B, C,~and D panels shall be placed|in a

circplating-air oven and maintained at 85°C = 5 (185°F = 9) for 96 hr = 2.
The| panels shall be removed, ‘¢cooled undisturbed to standard tpst
condlitions, and flexed rapidly, with the coated side outside [(in tension),
overl a mandrel with a 4.00vin. =+ 0.01 (100 mm =+ 0.2) diameter [which has
beeny conditioned at the, same temperature. Panel evaluation 4fter flexing
shalfl include adhesieon; powdering, and resistance to cracking |as evaluated
in 4.5.8.

4.5.10 Low-Temperatute Resistance: Class A, B, C, and D panels shdll be cooled
in |air to -53° £ 1 (-65°F = 2) and held for not less than 5 hours.
Immediately” after removal from the cold box, each panel shall be flexed,

npound coated side outside (in tension), over a mandrel with a

~An. "+ 0.01 (100-mm £ 0.2) diameter which has been condifioned and

i i i r flexing

shall include adhesion, powdering, and resistance to cracking as evaluated

in 4.5.8.
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4.5.11

4.5.11.1
2

4.5.11.2
%]

4.5.11.3

4.5.11.4

4.5.12

4.5.13

4.5.13.1
2

4.5.13.2

Fluid Resistance: Adhesion test panels of the classes listed below shall
be tested in accordance with Federal Test Method Standard No. 141, Method
6011, using fluids noted below and exposure times of 168 hr = 1.
Duplicate sets of panels shall be tested at 25°C £ 1 (77°F + 2) and

85°C £ 5 (185°F = 9) except for the water exposure. The water immersion
shall be at 25°C + 1 (77°F + 2). Immediately after exposure, the panels
shall be dried sufficiently to perform further testing, examined for

softening or any evidence of deterioration, and tested for adhesion
Strangﬂ'\ in—accordance with 4 5 7

Fluid Class of Panef
MIL-H-83282, MIL-H-5606, A and D
AMS 3020, or ASTM Oil No. 3
M[[L-L-7808, AMS 3021, or SAE A andD
Egter Test Fluid No. 2 (See 8.2.1)
Tdi-n-butyl Phosphate A and D
Distilled Water A, D, and E

Paint Stripper Resistance: Class Atand B adhesion panels shgll be
immersed for 16 hr + 2 under stdndard test conditions in eacl of the paint
strippers specified-in 3.4.7. ~At the conclusion of the immerdsion period,
renmpove the panels, wash all stripper residue from the surface| with
TTiM-261 methyl ethyl ketome (MEK) or equivalent and dry with clean
chgesecloth. Allow thé ftest specimens to dry under standard| test
conditions for 2 hr £ 0.5 and abrade the surface of the compoujnd by making
2 fdasses in one diréction with No. 180 (80 pum) grit or No. 170/ (90 um)

grif silicon carbide/or aluminum oxide abrasive paper. Measyre the
remalnmg compound thickness and hardness and test the panel [for adhesion
in |accordanceswith 4.5.7.

Finfsh System Primer Compatibility:

Sand( the surface of the compound on one set of Class A pangls for each
ttse oFf 'pv\1n11 axratana o o lnfnpl }n ’148 to—a ‘unifvrml] SmOOth, dull

P OT—TTIIrST Sy OTCTTT TIITCT TOTOT

condition with No. 180 (80 um) grit or No. 170 (90 um) grit abrasive
paper. Wipe the sanding dust away with clean CCC-C-440 cheesecloth wet
with solvent (MEK or TT-I-735 isopropyl alcohol or other cleaner agreed
upon by purchaser and vendor). Wipe dry with a clean, dry cloth before
the solvent can evaporate. Allow the surface to air dry for not less
than 1 hr, protected from contamination, before applying the primer.

Apply a single wet coat of each primer to a dry film thickness of
0.60 - 0.90 mil (15 - 22.5 um) on separate panels and allow the primer
to cure for 168 hr £ 4 under standard test conditions, protected from

contamination, prior to further evaluation.
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4.5.13.3 Examine the cured primer surface for evidence of noncompatibility such
2} as wrinkling, blistering, or flaking. Test the primer for adhesion to
the compound substrate in accordance with ASTM D3359, Method A. Loss of
adhesion as evidenced by primer removal from the compound surface
constitutes failure.
4.6 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 ac

the of

includ
lot nu

quanti

4.6.1

purc
use.

form
formi

4.7

extend
twice.
date o

48 Resam

A m

supj
prep

Reinsy
accord
manufd

her technical requirements of this specification. This.\re
e the purchase order number, AMS 3696A, vendor's matetial

nbers of base compound and curing solution, date of - nanufg
ty.

aterial safety data sheet conforming to AMS 2825“or equiva
lied to each purchaser prior to, or concurrent with, the r
roduction test results or, if preproductiomtesting be waiy
haser, concurrent with the first shipment of compound for
Each request for modification of compound or curing solu
ulation shall be accompanied by a revised data sheet for th
ulation.

ection: All unused compound ffom a lot shall be reinspect
ance with 4.2.1 after one yeatvfrom date of shipment from
cturer. Compound passingcthe reinspection may have the s
bd for an additional 6 months. A lot of compound may be 5
Any compound failinglreinspection tests or exceeding two
f manufacture shall bediscarded.

pling and Retesting: If any specimen used in the above te

meet t
the re

noncorn
require
additig
report¢

5.  PREPAR!/

he specified requwirements, disposition of the compound may

forming specimen. Failure of any retest specimen to meet
ments ghall be cause for rejection of the compound represe
nal testing shall be permitted. Results of all tests sha
d.

eptance test reaguirements and statino that the comnound co
p qu g Y nforms to

port shall
designation,
cture, and

ent shall be
eport of

ed by
broduction
tion

e proposed

ed in

the

orage life

o reinspected
years from

sts fails to
be based on

bults-of testing three additional specimens for each original

the specified
nted and no
1 be

TION_EOR _DEIL N ERY.

TIOUIN T OUIC DTV Iv

5.1

Packaging and Identification:

5.1.1

Packaging:

resin-base formulation plus a separate container of curing solution.

The fairing compound shall be supplied in kit form

as the
The

size of kit shall be as ordered, but not larger than 5 gal (20 L), and
shall be based on the quantity of base compound with sufficient curing
solution to activate the entire quantity of base compound, the curing
solution being supplied in a separate container attached to the base

compound container.

The containers shall be metal of a type s

the purpose intended.

uitable for
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5.1.2  Each container shall be identified by an attached label using characters of
such size as to be legible and which will not be obliterated by normal
handling. Each label shall show not less than the following information:

5.1.2.1 Base Compound:

AERODYNAMIC FAIRING COMPOUND, BASE COMPOUND, -55° to +85°C
(-65° to +185°F)

AMS 3696A

ANUFACTURER'S MATERTAL DESIGNATION

ATE OF MANUFACTURE

DMPOUND LOT NUMBER

ET CONTENT

ECOMMENDED MIXING INSTRUCTIONS

Tzog <=z

5.1.2.2 Curing Solution:

RODYNAMIC FAIRING COMPOUND, CURING SOLUTION, -55° to +85°C
(165° to +185°F)
S 3696A
ANUFACTURER'S MATERIAL DESIGNATION
TE OF MANUFACTURE
CURING SOLUTION LOT NUMBER
T CONTENT
NDLING PRECAUTIONS

5.1.3 Thg kits of compound in containers smaller than 5 gal (20 L) |[shall be
g paclkked in an exterior shipping container capable of protecting the
indjividual kit containers” adequately during shipment and storage.

5.1.4 Marking of ExterionPackage: Each exterior shipping containgr shall be
legjbly marked with not less than the following information in such a
mamner that the markings will not smear or be obliterated during normal
hanldling or_4rse:

AERODYNAMIC FAIRING COMPOUND, -55° to +85°C (-65° to +185°F)
AM$ 3696X

MANUEACTURER'S MATERIAL DESIGNATION

PURCHASE ORDER NUMBER

DATE OF MANUFACTURE

COMPOUND LOT NUMBER

KIT SIZE AND QUANTITY

5.1.5 Containers shall be prepared for shipment in accordance with commercial
I’} practice and in compliance with applicable rules and regulations
pertaining to the handling, packaging, and transportation of the compound
to ensure carrier acceptance and safe delivery. Packaging shall conform
to carrier rules and regulations applicable to the mode of transportation.
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