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MIL.STD7B08A(USAF )

FOREUORD

The purpose of this standard is to establish accept.able retirements
for materials selection, materials processing, cleanin9 processes.
finishing materials and finishing processes and techniques for
effective protection against corrosion for support equipment exclu-
ding munitions and electronic equipment. This standard covers both
organic and inorganic finishes. A finish code system is provided
for identifying the selected finish on engineering drawings.
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MIL-STD-B08A(USAF)

MILITARY STANDARO

FINISHES , NATERIALS AND PROCESSES FOR .
CORROSION PREVENT 10N ANO CONTROL IN

SUPPORT EQUIPMENT

1, SCOPE

1.1 *. This stan”dardestablishes minimum requirements for finish
systems for Air Force support equipment and also establishes a code
system ‘to ?@ci fy those “flnfsh systems ‘in a sttil 1fied manner w drau-
ings by Air Force engineering activities and i.ncontractor 9enerated
drawings as required by procurement officers.

1.2 Exclusions. Electronic equi pnent and munitions are excluded from
the requirements of this standard.

1.3 Classification For application of finishes to support equipment,
surfaces are classified as follows:

.... .. . .... . .;.

Type 1 -(exposed) Type I surfaces .~re areas etther exposed
1:-:::c:- di~ctlytD the”envirormmt+dten ”mu+p-

atent‘is““inosmwating or ‘travell?ng con-
,.-’:...... figuration,. or areas not- iWKKEE directly

to the envircwanent“but ?.ubject to combined
diract action of..envirxmentil el.enm?nts.
Envirunasental elem?nts include temperature
extremes, huSnldltY extrfmesi rain. hail.
snow, sleet. salt laden air, industrial
atmospheres, direct solar radiation, dust,
and the abrasive action of wind-blown sand

Type 11 (sheltered) Type 11 surfaces are areas ,not“exposed
. die ta..* anuircwaaanL during equip-

ment operation and traveling configuration
and are not subjected to direct action of
rain, hail, snow, sleet, direct solar rad-
iation, and wind-blown sand.

1.4 Applicability. This standard is applicable for use by ajl Air
Force procuring activities and their respective contractors involved in
the design and procurement of supoort equipment. The detailed drawings
and detailed finish specification applies to all elements of suDport
~i.~t, inc~ &i* .5vw+E.

1
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M!L.5TCI-f?OEIA(USAF)

2.1 Government documents.

2.1.1 Specifications and standards. Unless otherwise specified,
the following specifications and standards of the issue listed in
that issue of the Department of Oefense Index of Specifications
and Standards (DoDISS) specified in the solicitation, form a part
of this specification to the extent specified herein.

SPEC1F1CATIONS

FEDERAL

L-P-41O

L-S-300
O-A-51
O-T-620

P-D-69C
QC)-C-320
QQ-N-290
c@-P-35

,,...... .-,.,,,.,..,. .
Q()-P-1116’””
*Z-375
n..c-49o

+.- n-M-261
TT-N-%
T?-P-636
TT-V-121

I MILITARY

MIL-!4-3171
,.. WL-G-54M

MK-.C- 5541.

MIL-S-8512

MIL-A-8625
t411-S-8784

14;L-S-6802

?llL-c-8e37
MIL-H-9850
DOD-R-1OOO
t4:l-[-lf157f+

Plastlc, Polyamlde (ffylan).Rigid,” Rods, Tubas.
Flats, Molded and Cast Parts
Sheeting and Tape, Reflective. Nonexposed Lense”
Acetone, Technical
Trichloroethane 1,1,1, Technical , Inhibited
(Methyl Chloroform)
bry Cleening Solvent
Chrcmdum PIatlng (Elecxmdeposited)
Nickel Plating (Electrodeposlted) .... .

Passivation Treatments for Corrosio,n-Resisting
stee.l+?;i.’.;: :,<.- ,:_.::.:.<:: 2:’.::”
Plattng,: Cadmlaam (Oectrodeposited) ,.---,~inc ,bting, ~~=trode~sited. Requirements for. ‘.. :

Clcaning Method and Pretreatment of Ferrous
Surfaces for Organic Coatings
Methyl U.lWl. Ketooe, Tecfmlcal
Naptha, Aliphatlc
Pr}mer coat~ng, Alkyd, Mood and Ferrous Metal
Varnish, Spar, kbter Resisting

.-. ,

Magnesi urnAl1oy, Processes for Pretreatment
Claaaii+ ~. Aluminum Surface, Nor,-Flame-
Sustaining
.Lb@al. CQnver:ion !oatings on Alumin~m and
Aluminum AlIoys and Prevention of Corrosion on
Support Equipment, Aeronautical . Special , General
Specifications for the Oesign of
Anodic Claatings, for Aluminum and Aluminyrn Alloys
Sealin,gCompound, Aluminum Integral Fuel Tanks and
~uel Cell [avities , LOW Adhesion. Accelerator R?quiref
Seal ing Compound, Temperature Resistant, Integral
Fwl T4.5 and FU 1 M .1..&u.it i.es.,.,:i.gh.Adhesinn
Cooting, Cadmium (vacuum Deoosited)
Hinge,”5urI. Continuous, Fihno [’SW I )
Wawings, Fnoineerfng and As~OClattW lists
Corrosion Removing and he:al Conoition$nq Compound



F!IL-STC)-S08A[USM)

-!IIL-C-11796

t!lL-U-1351@

HILTS-13165
MIL-P-13924
MIL-C-16173

DOD-P-16232

P41L-C-17711

MIL-C-23217
MIL-C-23236

Corrosion Prevent ive Compound, Petrolatum, Hot
Aptilication
Uood Preservative, Tetrachlorophenol and Penta-
chloropnenol, Surface Seal lng Compound
Shot Peeni ng of Ferrous Metal Parts
Cmtlng, Oxide, Black for Ferrous Metals
Corrosion Preventf ve Compound, Sol vent Cut Back,
Cold Applications
Phosphate Coatings, Heavy, !ksinganeseor Zinc Base
(for ferrous metals)
Coatings, Chromate, for Z$nk Alloy Castings and
Iiot-dip Galvanized Surfaces
Coating, Aluminum, Vacuum Oeposited
‘Paint Coating Systems, ..Steel Ship Tank, Fuel and
salt Meter”Ballast
priWr coating, Epoxy Po}yamide, CbiCal ,a~
Solvent Resistant
CIeaning C~sand, Airtre+t Surface, Wkol he khterbese
Coating, Electroless Nickel , Requirements for
Primer Coating, Zinc Oust Pigmented, For Steel Surfaces
Plating, Soft Ftlckel (Electrodeposl ted. $ulfimate Bath)
Seelirq Cismpnond, Fireuall
Corrosion kkausving Compound, Prepaint, for Aircreft
Aluminum Surfaces :

MIL-P-23377

MlL-C-25769
MIL-C-26074
MIL-P-26915
MIL-P-274111
HIL-S-38249
NIL-C-38334

...1..

4414--38236... ?*..PAmer +6&$ng;.:Awwjan$c+. -Zinc Oust .W~nted, Salf
Curing, for Steel $aarti :

ML-M-43248 .*t. .&in foKinQ %10SS F4MW ..
HIL-&436k6 ,...,,-,Ctiiwij %osapmW ;++rereft ~ ...-.., .........

+IIL-W-’452O2;’ Maanasium Al lov~ Anodic ““lreckmesrtmf ‘; ‘. ,
MIL-R-46@38
MIL-T-81533
HIL-C-81562
IUL-C-81706

..... .. .
MIL-S-81733
MIL-c-i31740

WL-C-81751
NIL-S-83286

I!]L-C-8Y188’
NIL-C-83982

R&in, Polyest-w, Bisphenol - A Type ; .
1 ,1,1 Trichloroethane [Methyl’’’Chloroform)3tebiT ized
Coating. Cedmfssm and 2fM (Mecheni<ally Oeposited)
Chemical ‘Conversion *terials for Coating Aluminum
and Aluminum Alloys .“. ~~ . ~~
Sealing and Coating Compound, Corrosion Inhibitive
Coatings. Aluminum and Aluminum Alloys (Hetallit
Coatpoamd composition)
Cget,ing~ !&a 11ic Ceramic.. .
tooting, Urethane, Al{#hetic !socyanate, for Aerospace
Applications
SE%TTiiij-_C&?iP5-ikiitfT-YTTt%~‘Fu@?TiffiKS-siIwfioFl Cel1
Cevitias, Intermittent Use to 360 Oegrees F
coating, Aluml ntnr;.?OiS‘Vapor Deposited
Compound, Sealing, Fluid Resistant

Pa?nt, !%rni M, Lacquer em! -R Ye:m Y+ayerigis ,
Methods of inscwcti on, Sampling and Testing
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FfD-ST@-595

tllLITARY

Ml1-STD-101

MIL-STO-490
MIL-STD-?53

MJL-STO-889
MIL-STO-1504
MlL-STD-l568

X@ AW?lENT Of TH[

AFR 400-44
Am B8-15

A:R

&!;L-57& Wf3A[lJ5AFj
,. .-

Colors

Color Codes for Pipelines and for Compressed
Gas CYlinders
Specification Practices
Corrosion Resistant Steel Parts, Sampling
Inspection and Testing for Surface Preparation
Dissimilar Metals
Abrasive Blasting
Materials and Processes for Corrosion Pre-
vention and Control in Aerospace Ueapon systems

FORCE

Corrosion Prevention and Control Program
Air Force Desion Manual - Criteria and Standards
of Air Force Construction

AFOSli STO 161-2 Indistrtal Ventilation
AFSC Design Handbook 2-6 Groumd Equi-nt $acil ities
7.0. 42A-l-1 Se fety, Fire Precmst ion and Health Pron&ion

Aspects of .Pafnting, Ooplng.and Paint Removal
T.O:..i-j-& ....L....,.:Appi+tian of .lh~~c.batlngs, !Aerospa.ce:-

Eqsst~sst ::s:: -:= .s.’- -
,-(,-‘:......... ....-,.,,C.”i,.,:: j::. :L:i i-:’::.:!

(Copi●s of s@ci fktiens iWiAa*t,-d*ivs. .X :wbl tiitt~”: -:’:
requi red by IQnufacturers in connection with specific acqilf$ition ‘-w
functions should be obtaind -from tbe procuring activity OE-S directed
by the contracting officer.]’”” ,“’ “-: ,,-,:., ,,.,.

. . . . ,-: ..,.
2.1.2 Other documents and publications. The following other tivernment
documents form a part of this stands rd to the extent specified herein...,-..,.- -.
AMERICAN SOCIETY FOR TESTING ANEIMATERIALS (ASTM)

ASTM A 123 Zinc (Hot.~lvanized) Coatings on Products
Fabricated from Ro11ed, Pressed; Wfd Fofgrd
Steel Shn~s, Plates, Bars, and Strip .-

ASTFl A S25 t%wral _Reqoimnents Wor5teeJ S+met i-Z*
Coated (galvanized) by the Hot-Oip Process

ASTM F 519 Mectmni cal Hydrogen Embri ttlement of Testing
of Plating Processes and Aircraft Maintenance
Chemicals

(Application for copies should be addressed to the American SOClety for
Testi~g end Materiels. 1916 Race Strept. Philadelphia, PA 19103. )

.2
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MILASTD-B08A(USAF)

STEEL STRUCTURES PAINT] NG COUNCIL

‘SSPC-SP6-63, Edition 6 Steel Structures Painting Manual,
Volumes 1 and 2

(Appl icatlons for copies should be addressed to the Steel Structures
Painting Council , 44OO Fifth Avenue, Plttsbu~, PA 15123).

(Industry association specifications and standards are generally
available for reference from libraries. They are also distributed
among technical groups and using Federal Agencies).

2.1.3 ‘Order of precedence. ]n “the event ‘ofa confljct between-the
text of this standard and the references cited herein, the telt of
this standard shall take precedence..

3. OEFINITIONS

3.1 Abrasive blasted metal surfaces.
,. ,.

3.1.1 Hhite metal surface finish. A white metal surface finish is
defined as abrasive cleaning that ~~ell.mill..sc~le~.:rust scale,
rust, ‘odherlwg mil 1 scale. casting canal, slag, uald ‘spatter and other
foreirin”titter: -The surfa”ce pmtumd, wfll+mma w.unifonn g“keyish
me@Mt tiite Color with’-fa,roughness srof~e .con’fga~irg~c ~tsrtize
of abrasives ‘used. “Thls “surface 1s .mqul red wkn amganic and i’nwganic
zinc rich-primers and galvanizing is applied to steal. See also
HIL-5T&MU4 cer.obmai ve tshstisag. :: :.”..’“.’”””. . .

3.1.2 ‘Coibnerclal blast metal surface “flnlsh. A csxmnercial blast
metal surface finish 1s defined as abrasfve cleanlng which will leave
the surface clean ad free of all adhertng’ mill scale; corrosion Pro-
ducts, dirt. casting send, slag and ‘other foreign substances and Pro-
vide a dull grey sli htly streaked surface.

?
This surfece finish is

suitable for the app fcation of organic coatings. 5ce also PiIL-STO-
M9&mtttbrem+ve b%sti~t -

4. ~ l@WEMENTS

4.1 Ftnishing processes. The cleaning proceduriss, sea~ent materials,
coating systems and other preservative materials covered by this
standard will provide protection against corrosion and other effects
of the environment and service conditions providing the finishing
systems are properly planned, selected and applied during the design
and n@nufacture of the support eouipment. t!ighperformance finish

5
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systems are extremely critical of the surfac& to which they are
applied. NO finish system wil 1 adhere to corroded metals and
alloys or improperly cleaned materials. Consequent y, proper
attention must be given to cleaning prior to application of any
finish. Also of paramount importance is the selection of compatible
finishing systems in order to insure film adhesion and eliminate
lifting, blistering and wrinkling. Good vtwrkuasnshipand strict
qual ity control of the mixing, application and curing of the finish
system is mandatory in order to obtain acceptable protective coating
sys terns.

4.2 kisterials.
Wouir’ements of
accordance with

Al1 materials and processes shal1 conform tn the
the applicable specifications and shall be used in
the governing docunents.

4.3 Selection. The responsibility for selection and approval of
all materials and processes 1ies with the engineering activity having
engineering responsibility for the system or item. The engineeri:g
responsibil ity shall also include selection and apprs,vvalof Materials,
processes and flnlshes wtvlch are consistent with approved corrosion
control pract$ces and Air Force inventory standardization as defined

..j,n,,AFR 400-44. and supplsnents thereto ‘and HIL-STD-1568i:” ‘.” ~..
~-$ --..**-.=..+-. ..,- --, .-,.... -----.,- , ..- ,;..- .-.,:.,9:.. ..

4.4. .Exc tiosu. ~k”rlals’, “p&esses and ftnishes”’&..l is-&d ~{n~
--------

W$-%+%be utilized where uniwe-functional: requimti
:existvr when =terials, prvcesses end f,inishes +4wi”&d,. by,this
standard are not applicable. SonE?titerials, “processes and finishes
referenced in this standard are not covered by:either 6qvewvment
or Industry specifications. lnfonnatlon on the appl fcabfl fty and
avai~db~e ssvwmes for such matertals, processes avvdfinishes can
be obtained from the engineering activity responsible for the system
“or item. Casp}ete infonvwtion on materials, ~esses ~ and finishes
in “the above cases shall be included on the applIcab]e detailed
drawings and in the finish specification.

4.5 Parts fabrication. Parts fabricated, by meiyvzof lock %e?w.!
lap joints, tack welting, spot welding or other permanent fastenl’ng

._-,.-.

techniques shall be primer coated, plated or chemically treated or
a combtncitlon of me treatments prior to the assembly bpertitlen, or
the design shal 1 be such that plating and .otber chemical solutions
will drain from the part.

4.6 Holes and recesses. Uhen it is not possible to meet thickness
requirements for organfc paint flnlshes or metallfc finishes, sealant
materials conhining corrosion inhibitors shall be used. (See 5,11)

‘“””’
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4,7 Maskin
+’

Plated Or Lmse metal parts containing areas 5pecfff -
cally ntended for electrical contact or beat transm{ssion%hall
have such areas masked or otherdse protected during subsequent
finishing processes. ,

4.7.1 Items such as fabrics, plastics, rubber, working Parts of
machinery, and other surfaces not normally painted in good com-
mercial practice, shall not be Dainted unless specified in the
equipment specification. These lt&snsshall be masked or OthWWiSe
protected during subsequent finishing processes.

5. DETAIL REWIREME~S
..-...L...,,, .. .. ...-.,..-.:,.,,.,,.. ,. ...,:.,

5.1 Materials and finish process considerations in design.

5.1.1 Desiqn”cons iderations. The primary consideration in the
desian and construction of sutnsort eauioment is the ability of the
desi~n to comply with structu~e7 6nd”op&ational requireme~ts. in
addition, the support ●quipmmt is expected to perform reliably
afid reqdfre siiltilmunmaintenance over a-spectfled !tfetimss,which
includes minimlzfmg the ?ateof deteritmtion. Then fore, in *
selectton of suitable materials. and aorwmriate cirocessin9 mthod$

~ (.\, ) tion msst also & gi.ven.%o tiwse nqtsy.ia~i pretes+ngnethods ted=
protectl ve trdalsmrifs’”ids-i’~~ service fei1-* due to deter-
1oration’ of parts and ‘assemtilles “37r”’service.””Deterioration males
which “&nttibute” to sewi~ +eilures +rclwde but afm not 1imited
to Pitting corrosion;” gal vaMc ,coreoslon, exfol I$tion””cormslen,
stress- corrtttton.—c~ %t+gue;+ie?ad *-l%&hewat,: fmtti~
fatigue, oxidation, hydnsgen emsbrittluent, weathering and fungus
growth . In the entire design @use, attention shall be gi van b
precautionary measures to minimize deterioration of individual
parts and asseabl ies as wall as the enti~ system. Precautionary
measuws include proper selection of mterials, limitations of
design WeratinE strtsses, relief of residual st~ss l@els, shot
peenlng, heat treatments which reduce corms tom susceptfi?l ity and
protective coatings and,finishes. . . . .

5.1.2 General design quidel ines for corrosion prevention.

5.1 .2.1 Exclusion of water. The design of the system shall be
such as to prevent water leaking into, or being driven into, any
part of the system interior when either in an operating or travel-
1ing configuration, All windows, doors, panels, covers, etc. , shall
he .Dmvlded .with ,,sea.1ln&ar,ca,-en.ts ,.s.uch,thzt.t~,e.ent~y,of wo,ter
is minimized when these items are correctly closed. Particular
careshal 1 me’% ken ‘topreventwc~ng wf cqui~t, me *t -m!
sound Oroofing ‘materials. Sharp corners and recesses should be

I
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I
avoided so that.moisture and solid matter cannot accumulate to
initiate local i:ed attack. Sealed floors with suitnble drainage
shal 1 be provided for storage compartments. ●n9ine com~rt~ntss
and other areas in the desi9n that could collect and retain water.

5.1 .2.2 Ventilation. Ventilation shall be sufficient to prevent
moisture retention and buildup.

5.1 .2.3 Drainaqe. Drain holes shall be provided :0 Prevent collection
or entrapment of water or other unwanted fluid in areas where ex-
clusion is impractical All designs shall include considerations
for the prevention of water or fluid entrapment and insure that
drain holes are located to effect maximum drainage of accumulated
flulds. The number and location of drain holes shall be sufficient
to pemit drainage of all fluids when the unit is in a 10 degree
incline in any pldne. The minimum size of the drain holes shall be
0.25 inch (6.35 millimeters (mm).

S.l .2.4 Olssimilar metals. Use of dissimilar metals as defined
by fiIL-STD-889, in contdct shell be limited to applications where
simiIar metals cannot be used due to pecul tar design requirements.
When it is necessary to use dissimilar metals in contact, tbe mtals
Shdll be rmotected a9ainst galvanic corrosion. Galvanic corrosion
can be minimized by interposition of a material which will reduce
tne overt l.1-electmchmical. pet+ial .st.the.joint or by inter-.,
posltton. of an. insul~.@ ’or;arfisfon .~nhibit?n9 mdte~ial such as .-
sealants end organic+c-tt~s.!-,~ ~..y- .:

. ...<..
.,..,,.

,..-,,,:..:...e>.-. ..*7 . .-.,,,:.- .

$.1.2.5- Insulating aeteria+s.-..Wsen thermal or acoustical insulating
matwials are required, they shell. hev~-either a pes=anent baked
on water repel lant binder system .or suitably protected with sealant
to prevent ●ny mtstsare a.bmrbd by the mswrial fr@n contacting
the metal structure. The me~l to which the insulation material

I is attached shall have ● caplete finish syatea of priaeer and top-
coat prior to application. After inst.alletion, all edges shall be
sealed with sealant mterial conftming to HIL-S-81733.

S.1 .2.6 Iiin es. All ‘hinges used on su&rt equipment shall conform
to MlL-H-and Suoolement 1 thereto. The assorooriate mtlttarY

I standard drawing shsl~ be selected fmm Suppl~ent” 1 to ftlL-tI-98i0
with the W? ’lowfng excep’rtuns:

I
a. Aluminum alloy hinges, lenves and pins. shall be used for

attactmnent to magnesium or aluminum alloys only (Material A), See
also MIL-STD-889 on dtssimflar metils..

b. Hinges that are attached to low carbon steel shall be either
corrosion resist$ng steel,, leaves and pins, and shall be mechanically

I fastened Orily (Material C) or 10; ca;bon steel leaves, [PSteriiil“D),
plctcd or geiveni red in gccwdence wi th Table i ad Table IV .b.vLh6
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htnge mdnuf.hcturer after.fermi’ng and other manufacturing opera-
tions have been completed. The h’tnge pins shall be wear resistant
nylon conforming to L-P-41 IJ. The nylon pins shell be secured in
the hinge nodes with button head 5000 series aluminum fasteners or
button head nylon fasteners.

The design of the selected hinge shall have sufficient
:lear~;ce from the outer face of the knuckle to the cutout of tne
opposite leaf to preven: the remov~l of paint finishes when the
hinge is rotated through the entire range of its pivotal movement.

5.1 .2.7 Storaqe compartments . S:orage compartsnentS Of support

equipment for hoses, ducts, tools, electrical cables, etc. shall
be orotec.ted:from abrasion with a pressure .senslttve transparent
adhesive &z&ed pol-yurethama tape. The-tape shall .be qapl ied over
surfaces that have cne fins; protective coating system applied.

5.1 .2.8 Battery areas. Battery compartments not constructed of
leakproof and corrosion resistant materials consisting of MIL-R-
A60~ polyester t-esfn and NIL-M-43248 glass fibers or equivalent,
shall have the battery compartment and adjacent areas which are
subject to vapors and spills coated with a suitable polyurethane
casting resin.

5,1 .2,9 Exhaustsystems. Ai I compo&ts of ex~ust systems Inclu-
,,.-. ding aff~ar$. +Wr,k. arrestors, resonators, pipes. climps, weather

1 :StQPS,::$o%,c ~tsssi~fastgrsers-end :spetial~y .designed mm$onents not
ctistrtict&?l-Dfa sulteble “5tainless steel .eJlleyshall require the
application of w finishing systm. Al 1 exhaust systems and components
construct~. of.:low carbon steel shall be ceatett on both sides with
a consciercialgrade aluminum coating or equivalent coating material
that is suitable for hiqh tempa~ature ap~lication.

5,1.2.10 Nonstandard ferrous hardvmre. All ferrous (oJher than
stainless steels) hardware such as U-bolts, fasteners, ate. , not
conforming to MS, AN, NAS or ANA Standards shall be cadmium plated
or zinc plated in accordance with Table 1 or Table IV.

5.1.2.11 Closed hollow members. All closed hollow structural mem-
bers, except those that transport fluids or gasses, shall have weter
dia irid~ePFOV isirzrisat”””tiii‘lowest ~oint of the iiietibei.“For horizontal
member;, &ain holes will be provided on the lower side. Vertical
members shall have drafn holes In the bottom end cap If the design
penni ts. Otherwise, the drain holes shall be located on-the side
of the member at the lowest possible point. The drain holes shall
be a minimum of 6.35nsn !0.25 inch) in diameter. Dral”n holes in ver-
lica I hollow mem@ers shd]l be :icsed with removable Uell nut plugs
OT e,guivalen: devices.. P11 dr~ i~ hole: i,,r,ho~j.z.pnttl,,.hc,l1oh,v~.be~:
s?d?l be left open. Th~ interi~r surfaces of vertical and horizontal
‘no?low mmtiers sna !1 ap pro:rJ:tEe a~lns: cormston- iv accorclzrice
witn Table ]].

L--L--i.-.
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5.2 Oocunsentetfon. Wsen requf red by the contract or purchese order,
the following documents shal1 be furnished by the manufacturer to the
procuring agency for review and approval by the ●ngineer”;ng activity
having rescmnsiblity for a system or item.

5.2.1 Finish process specification. The contractor shall prepare a
finish process specification in compliance with MIL-STO-490 which
identi fies the specific cleaning processes and finishes to be used on
the various substrates of all parts , components and complete assemblies
to protect them agafnst corrosion in the environments to which they
will be exposed. After the document has been approved by the respon-
sible Air Force engineering activity, the requirements contaf ned therein
shall be ‘intlsstfedin nll epplitable production drawings. The finish
process specification shall also include the fcllowing data.

a. Desf gnatfon of a perSon or persons in the”design, ●ngfneerf ng,
and manufacturing departments as focal points for corrosion control .

b. ~ta justifying the contractor’s assterials selectton and
finish processes and wterials selectlon crlterla shall ‘be present=l
and any specfal testing requirements shall be identified to insure
acceptable levels of protection against corrosion.

-+.... ..... ,..,4...,... . ..........., .’-......... .......... ..
~T.CU~Y c~ny ~terfals end .finfsh.pr&e$s “specl fi~~~~o~s “$hall

be ccmss-referenced to any app!lcatile Federal-or 14flftary specf fications... ... . .- ... .. ........:. ... ... .. .
.‘““d.!.Any special considerations concerning SySteSIOr item peCSIliaritY.

nuclear effects, cfsemlcal warfare agent effects end environmental
concerns shall be stated and defined. ‘

e. SDecial finfshes for special areas such as ●ngine compartments,

[nvirormntal seal ing.

Sealing for containment of fuel .

io ●ngtne exhaust gases,

areas: ..
..

equipment and tool storage compnrtawnts. battew comar%nents, surfaces
exposed to high temperatures, surfaces ●xposed
laminates and exterior mark{ngs.

f. Surfaces not to be treated or coated.

9. Seal ing requfrements, fn the followlng

1.

2.

3.

4.

5.

6.

7.

Sealing for containment of elettrtilytes.

ri.reual1 ,se.a1ing.

Neat resistant seallng.

Fay surface sealing.

Pprn3npnt fastenpr spaling.

‘)



I

I
I
I

I

I

I
I

. . . . ,,0

,. . .. t41L-ST()-8013A(US~F)

0-. Dreinage provisions.

9. L\st of sealing mmtertals and process specifications to
be used.

5.2.2 Detailed” drawings. The contractor shal 1 furnish detai 1ed
engineering drawings of parts, components and ass.emblies that clearly
identifies the specific types of finishes to be used on the equipment.
The finish system shall be identified on the drawings by the finish
codes presented in this standard. Al1 engineering drawings shal ] be
prepared to Level 3 (Production) in compliance with ODD-D-I DOO.

5.2.2.1 ,Supplementary notes. Uhen a .spectfication offers options.
supplementary notes on the drawing %hal 1 tre requi rvd to COMP1ete the
identification of a finish.

5.2.2.2 Manufacturers options. ]f the finish of a part is to be
optional with the manufacturer, the basic code for a specification may
be spec$ fied. The anmsnt of freedom a designer or manufacturer has to
select tysses, classes, etc.,however, is still governed by the finish
specification or the ~rticular material speci~ication.

5.2,.2.3 Multi Ie finish; A drawing which must reflect mofe than one
f$nlsh wr~ii.,shsll .contstin.sodts and notes toidentffy :

,,~ the fi nlshes WIth the approprl isteareas .or zones, ,..
,, : ..-.. .,...

. .
...’“... . . .. .. .. .,..=

..-. ,, .,.-
5.3 Cleaning -;equiwments .

.“.
S.3.1 +recleanins. Prior to subjecting materials to cleaning processes
involving mechanical or chemical r+?mual of metal , all surfaces shall &
cleaned free from preservative of?s, cutting oils, g-ses. ~ldi~
f’luxes. soldering fluxes, and other soils.

5.3. I.1 Or~anic contamination remval . Organic soils shell be removed
by emulsion cleantng, alkaline cleaning, vapor decreasing or solvent
cleantng, whichever 1s more applftable to the nature of the soil to be
Wslroved. w-~@3- ~S ASed shall be completely chartcteri zed
and control led to insure no corrosion effects . Vapor degreaif ng $hall be
done w~+h ?.1 .1 trtchlnraethane confonainu to MIL-T-Bl533,or D-T-620. The
condensate of ‘each
the PH. If an acid
discontinued until
parts examined for

vapor degreesing uni”t‘~hal1 be sarnple”dsie~ly ‘to detenn?ne
reaction is found,
the acid condition
corrxssia effects.

the use of the Installation shall be
is corrected and also eveilable treated
If corrosion effects are” noted, all parts

,., .:
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processed during interval of cleaning shall be 100 percent inspected,
Materials used for hand cleaning shall leave no contaminating residues
or react with cleaning solvents. Solvents for hand cleaning shall be
1,1,1 .trichloroethane con fomning to HIL-T-81533 or 0-1-620, aliphatic
petroleums such as naptha co~.forming to TT-N-95, acetone conforming
to O-A-51 , methyl -ethyl -ketone conform~ng to TT-H-?61 , etc. Solvents
shall be wiped from the part and shall not be allowed to dry on the
part .

5.3.1.2 Flux removal. Soldering, welding, and brazing fluxes shall
be completely removed. Hot water, alcohol, or dry cleaning solvents
conforming to P-D-680, Type J], shall be used, as may be appropriate for
the flux or by a method which will not attack xtals it contacts. Methyl
or wood alcohol (methanol ) shall not be used for magnesium and Its alloys.
Acid or alkallne materials shall not be used.

5.3.2 Cleaning of surfaces.

5.3.2.1 Aluminsm and its alloys. Aluminum and its alloys shall be either
chemically or mechanically cleaned. The use of uninhibited alkaline
materials such as sodium hydroxide solutions, and of abrasives containing
iron and its oxides, steel wool and wire, and copper alloy based wire,
which WY’ b=- mbedded and accelerate corrosion vf alumintm alloys
shall mot “tw!“usa&Yor:claantng: :.14aterfa.l.sconf~fn~.=to .~LzC-54~&r-:’
MIL-C-43616, or MIL-C-25?69 shall be US4 +or dmaical cleaning. - Other ....
materials or methods mav be awxroved for use.

.,,::.: ?,,2L, ,. -,,::. , .,. . ‘.
5.3.2.2 Low-strength steels. Steels of Rockwell hardness less than ‘C40
slxal.1be Cleaned in accordance ulth TT-C-490 or by o,thar,su{~le processes.

,.

5.3.2.2.1” Abrasive b)astlnq: Machined parts and sheet metal thinner
than 0.06?5 inch 16 gage U.S. standard) shall not be blasted. Blasting
will not be required on camponent parts of equipment ($uch as track chain
assemblies, track roller assemblies, interiors of welded type box sections,”
blades, bowls, and buckets for do~ers and crame shovels, interior of drums
of cement mixers, and ‘Interiors of aggregate driers) which are painted for
protection dur.~. 1.ti,itd.,s-..ar. .fcsmmhich S& .@nL~i 11 be-morn off
almost Irtnediately when the equipnent fs placed in use. However, the sur-
face to be painted shrill be dry and free frop
dirt and rust.

5.3.2 .2.2 Zinc surfaces. Electroplated zinc
dipped galvanized zinc coated steel surfaces,
coated surfaces and solid zinc surfaces shall
solvent washed. alka! ine detergent cleaned or
de??rgent and solvent :lEaning. Wheo aqueous
are .G5Ed for
thoroughly r

LIeanin; .iinc surfaces.
nsed with clean water.

l~ose,rnjll,scqle,,oil, ,grease,

coated steel surfaces, hot-
❑echanically applied zinc
be solvent vapor cleaned,
a co’rbination of alkaline
alkaline detergent solutions

,-
!.
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5 .3.2.3 High s?rencjth steels. Steels, includfng corrosion and
heat resistant steels, hardened by thermal treatment or by CO1d
wurklng to full or surface hardness level of Rockwell C40 and higher,
shall be mechanically blasted for rust or scale resmval.

5.3.2.4 Corrosion and heat resistinq steels. Except as indicated
in 5.3.2.3, corrosion and heat reststing nsetals and alloys shall
be cleaned by suitable chemical or mechanical processes, or combin-
ations thereof. However, materials which are susceptible to damage
by hydrogen shall be mechanically cleaned. For metals and alloys
which are sensitive to contamination by gaseous constituents s~h
as hydrogen, oxygen, and nitrogen, and are exposed to atmxosoheres
containing such materials “during ‘tiat treatJW& “etc., Sufficiat
metal shall be removed during manufacture to el imlnate the contam-
inated ~terial . Verification of elimination shall be done. Pro-
cedures for and verification of complete rermval.of con~minated
material shall be acccanplished. Uhare ch@oical cleaning methods
are used, the materials shall not result in any attack of the sur-
face, either pitting or intergranular. Gaily determination for
this behavior shall be made using a microscopic method with examination
at a magnification which will clearly establish the condition. Haw-
ever, when intemnittent cleaning operations exist, the frequency
of etamtnatton shall be reduced accordingly but shiil1‘nOt be-less ‘--------.... . - ,.. .....
than ~lj iAerva+s:- -Parts ~+i t&ed surfaces mr siiiir%g.$nter- -:
granular ‘“attackshall “be ?+sectM.. ~~:;~-~

...... .....= .... . ., :’.

5.3.2143-”””Passfvat{oh t+eiMment.:W2 ftrnl:opemtion for 200, ‘
300, 400 series and preci pita tton-hardened corrosion resistant
steels shall be ● msssiwtion treatit in<~ uith QQJM5.
Carburlzed or nitrided surfaces shall not be passivated. The veri-
fication of the surface passivation shall be in accordance with MIL-
STD-753 for all parts.

5.3.2.5 Pagnesium and its.alloys. Magnesfum and its alloys shall
be cleaned In accordance with MIL-M-3171.

5.3.2.6 ,Rti~ Whewe4 ther “4ewt W-atWaWse*teAati-*. ~~
employed, the c caned ssarts shal 1 be aiven a thorauah rinse with
ti”ti~..of-te $wiky M .rgamm .;li AC id.or .alkaji..prior .&
further treawnt and not lea~ any residual contamination.

5.4 Surface treatments for metals.
,..

5.4.1 Aluminum and aluminum alloys. All aluminum and aluminum
alloys includirm clad aluminum all@y surfaces used in load bearing
5tructur.sl appl ~cations shall be anodi zeci to produce coatings con-
form+ng te type 1!-o+IH k 4+!625:- A-lF+430flseries -84mm%xn 3 %IY3
{seal jn .,ccya,p:I+r,?ti?n,she 1,,1he ?ncdi.,??dto pmdut..e.coa”:iw. C.@n-
fonning to tyoe 11 nf YIL-A-8625. All 2000 series aluminum al10.V5

13
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used in any application shall be a~odi:ed to
forming to type 1 or type 11 of MIL-A-862S.

produce coat{ngs con-
A11 5000 and 6000 ,

series-aluminum alloys may M anodized in accordance with type 1
of HIL-A~8625 or may be chemical conversion coated in accordance
with class IA of MIL-C-81706. Parts subject to wear, abrasion,
erosion and severe corrosion conditions shal 1 be anodized. Chenical.
conversion coated parts sha 1? not be used where subsequent orgrmic
finishing is not specified.

5.4.1.1 Electrical parts. Chemical films conforming to Class 3
treatment of MIL-C-81706 shall be used on electrical parts where
low electrical resistance is reauired. .Table iII 9ives electrical
conductivity properties of other conversion coatings and surface
passive.tion processes.

5.4. 1.2 Touch-w. Unless otherwise specified, al1 surfaces which “
have the anod ic or chemfcal conversion coatings, “removed Or -~d
shall be touched up only where requ+md with MIL-C-81706 materials
approved for Class IA treatnxent by Method B application (brush or
swab). t5ee S.7.3.7).

<’)

5.4.2 Maqnesium alloys. Ali magnesium al )oys shall be surface
treated or.recefve an anodic coating in accchnce with f41L-W3171 .
or MIL-M-452SW - hdic :wtW&+a# W. WKcmhtce with WL~- :...~
45202 shal1 be used for parts subject to.~a?, •~si~, or.abra~$n~l’;

5..4.2.1 Touch- up All surfaces which have Wie anodic or chemical ‘..
film rwved or &aged shall be touched UP; using either the TY~ ~
or Type V1 prWna+f. niL*31zl.~ :.?-.n,...... ..... : ., .,.,,..

5.S lnorqanfc coatin9s. ~
,.

5.5.1 ?tetdllic coatincssatxplication. Pletallic coating:, shall be
aPPl ied by electrodepositlon, vacuum deposition, ~chanlcal deposi-
tion, metallic compound deposition, or conventional spraying methods
in conformance to applica!xle specifications. Where therms1 ●ppli-
cati~ ~s~..~-z, -ia..-.ushallall. Zhe..lemPeWtr.? .Pf.}!!
part be raised to adversely affect the mechanical, or corrosion and
stweas cs+rr.oaim..wfles. of..t!segW_!nd if the vrt IS sh~-’
peened prior to cofiting, sha] I not impair fie “effectlvene$s Of thS

--.-.—..

shot- peening operation,

5.5.1.1 Limitation on use of protective metallic coatings. Soft
surfacts caati.ngssuch as, ca@nium, .ni,cke~-cadmium,and aluminwn Sbll
net be used for sliding or wear .app~icattons. Cadmium plated sur-
fates shall not be used in appl ications where surface temperature
exww 450°+ -{-i+.2°t.}, .7*. .+s4-4: ckuni.um .Dlatinu..f9.rc9.rrO~-@?.,

. .,, ,,,,,,,,,,,,

),
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steel wear surfaces in interior environments
applications involving exposura. to the exterior

environment, chromium plating shall be considered an acceptable
corrosion protection of alloy steel wear surfaces only when the
chrome Plating Is periodically lubricated (fluid or grease types
only) or a o,04nsn (0.0015 inch) minimum layer of nickel Platfn9 is
appl ied under the chrome. Al1 chrome plated steel parts used in
fatigue applications shall be shot peened prior to plating. Chrome

temperatures exceed 7004 (370 C).
plated surfaces shall n t be u~ed in applications where service

5.5.1.2 Coatings for corrosion control . Non-corrosion resistant
steels shall be coated as follows:

Mith
C-883;:

b. With
C-23217.

c. With

cadmium by uacuun deposition in .acc&iance with MiL-

aluminum by vacuum deposition in accordance with P!IL-

cadmiun or zinc by muhanicel deposition in accordance
with HIL-C-81S62.

-------
Hith ●hactr&epOcit& “zi-*-&nf o=niw’ ~: &Z-37.5. or.ekc.tro-

dipos~~d cadmiuu confotiing’ to”0Q-P-416.”””’--““’-’---“-–--””’ - “- -
.,.,-. .

: .. - i T iiih ;’iidii h ●UIIXi&IFO ●nOYC ~~by.dISAi~&&POUSW .,. ....-
deposition in”accordance with MIL-CW740. -,. ,. ,,

...... . ..... .

‘f. “tiithion’v@ ‘deposlted aluml num in’iiccofiance”w{th MIL-
C-B3466. “ -

,.
. ..... .

9’. Uith,metall it-ceramic coating conforming to MIL,-C-61751.

Steels heat treated to an ultimate tensile strength of 1230”megapa-
scals (w) (~~,W Pci) or abow shall not be coated with zinc.
E1.~ttmc.epos,itgd cadnim-ma f-~.”?~ on !Jgh stmgth steel. 1230
mpa (i60”,060 PSi)“’”Ull%Ote ens71 e Stien@h (UIS), &ovlZTW!lthe rro-
cess can be demonstrated by satisfactory behavior of specimens pre-
psred ziind“tested “1n ‘accordance wtth AtWWW”””using ‘We”-?A ncmiteo
round bars, stressed in tension, under constant load. Unless other-
wise specified, to assure continuous control of the process to pre-
vent detrimental hydrogen embrittlemst during production, the
satisfactory behavior of specimens, prepared and tested fn accordance
W1 tllASI’M F519, shall be made for each production lot of COfItd steel

parts. If evidence of hydroqen embrittlement cf soecimens is shown,
theu,se of the p-recess s~al l-be discontinued until’ the process con-
5i:ions are corrected.

15I
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5 .5,1.3 Cadmium platina and coating. Cadndum plating shall be
in accordance with Q@ P-416 Cadmium coattn s shall

? . Unless othenvtsebe in accordance with MIL-C&37 or MIL-C-81 62
specified, cadsdwn coating or plating shall be Class 2 thfck~ss
O.00~ (0.0003 Inch). Cadmium plating and coating shall not be
used in the followlng application.

Parts which may be in contact with hydraulic fluids, fue15.
lubri~ating oil and other petroleum base products.

b. Parts in frictional
be a detrimental factor.

c. in confined spaces,
which give off corrosive and

d. Parts which will be

contact where gouging or binding may

in the presmce of orgmic materials
siamaging vapors.

subsequently soldered.

5.5.1 .3.1 Parts which cannot be processed to ctnnpletely rennve
pre-plate and plating fluids shall be vacuum coated in accordance
with MIL-C-8837 or mecisanica71y cba’ted In accordance “with flIL-C-81562.

5.5.1.3.2. Cedmiwn plated or coated parts shall ,-b,supplementarY
chroma_t.@-trWU In”accordance “.fl~ FtL’C’T?.~j&~~;:,$:~i:;y ‘+;”:, ,:, .

.. :.,.

nQ and cQatl ... Zt.nc plating .shell* in acco~-
ap@Wd zinc~:shal~ be

in accordance with ilIL-C-81562. Hot dlpped galvasslzed coatings for
low carbon..s.tWt&ral. steel such as b=, .,@.Wefli$z..??ctS!al1 be
in accordance” with ASTH A123.” Hot dipped ga~van{zed coatfngs for
low carbon steel sheet shall be in accordance wlfi ASTM A525. zinc
plating and.mechanically applied zinc coatings shall be a mlnirmsm
thickness of 0.025mn (0.001 Inch). Hot dip 9alVanfZed CoatffW for
low carbon steel structural members shall “be a minimum thickness
of 0.086nm (0.0034 inch). Hot dip galvanized coating for low carbon
steel She?t sha14 be a ‘mlninsfmof GW in accordance with ASTM A525.
Zinc .coatiog and platiw, sbdl not be USed in .thE..JlOl10WIN1.Supplications.

Where the temperature of coated parts or surfaces they are..— —.-—-- -------- .... ..
in co%h-ct- with -exce~d ~~~ l.?%~~l”~

b. Parts in contact with structural fabric surfaces.

c. Parts in contact where corrosion products rnight interfere
with normal functioning-.” “ “’

d. .Groundinq .ccmta.ctswhere the increi!sed.e].ectri,ca?resfStznce
of zinc-plated surfaces would .be objectionable.

e. Parts and assemblies constructed of steel heat treeted to
an ultimate tensile strength of 1230 mpa and above (180,000 psi).

“1
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5.5.1 .4.1 Inor anic zinc rich rimer. Inorganic zinc rich Primer
shall be in acc~rdance~j36 .r t41L-P-~3~~6 Type 1, ‘]aSS
3. The primer shall be applied only to low strength steel , 150 ~],
uTS or below, that has been abrasively blasted to a ~ite metal
condition. Inorganic zinc rich primer shall be applteal to a mini-
mum dry film thickness of 0.09CWM (0.0035 inch). The same limitations
apply to the use of inorganic zinc rich primer as specified for zinc
plating. mechanically applied zinc coating, and hot dip galvanized
coating in paragraph 5.5.1.4.

5.5.1 .4.2 Zinc plated surfaces, mechanically zinc coated surfacesm
hot dip galvanize coated surfaces and inorganic zinc rich primer
coated surfaces shall be chrurate treated in accordance with MIL-
C-17711 prior to application of ●ny organic coatings.

5.5.2 Coatinqs for functional purposes. Coatings for functional
purposes sha11 be as specified in 5.5.2.1 through 5.5.2.3. unless
othe~i se specified, where the selected coating does not provide
protection against corrosion for the bsis metal and the coated
surface or portion thereof is exposed to corrosive environment, an
undercoat of 0,025mn m O.SWaswI (0.00~ to OJOO~ f~h) of ni~ka~ on
steel and zinc ptis or an undercoat of O.DZOem to 0.025sm (0.0008
to 0.001 inch) glckel on copper alloy parts in accordance with OQ-
N-290 .shall be weed. Tke same reatr.ictiosas“Mt.-am! ZOPI icable ti ....
$teeibrts, coated by chsaoic;l or .ekctrochefaica1 dep& +tion and > “‘-:

/.’ .! haviq a tensile stqth of 1230 v,(180. KIO psi) and over. .ss,,.. stated in 5.5.1.2 sMJ1l be applicabh, te<oitimgsfaar functiornl
use {except for chromiwn (see’5.5.2.1”).

..’.
5.5.2.’1‘-Ch~f6. bl&ttW~~-C*fmf& ’@~~W shall %e”’nsed for all
surfec+s subject to user .or ●bras ion, ●xcopt tire other surfece
hardening processes are used such as nltriding, carQurizing or
where other wear and abrasion resistant coatings are specified.
Chromium ~latina shal1 be in accordance wfth 00-C-320. Class 2
(engineering) with a minimum of 0.050mn (0.002 ‘i~h). ” Uhen cksrcxn-
ikm platiiq is specified, it shall be used on only one of two con-
tacting surfaces. .,. ..,.... . .. ..... .....,.,,

5.5.2.2 Nickel latin . Nickel,,platingCshal lcbe.used for the fol-
lowlng-~~~m ------- ------ ----‘- --

(a) ~ere temperatures do not ●xceed looo~ (530~) and other

I
coatings would not be suitable.

I
(b) TO ‘mlrdmlze the effects of cwvice ccrrosiun WIth unplated

corrosion-resisting steel or stainless steel in contact with other
stainless steel..,’ .,. . ,,..,.,., ... ... ..,..,

-(C) As M vndercwt fv other fuwtiene! ctmtings.

’17
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I

I

(d I lIJrestore dimensions by b~ilding up worn surfaces.

(e) For resistance to sand erosion. “

Uherq nickel plating of parts or surfaces is specified, it ‘shall be
such as to produce coatings in accordance with 00-N-290. Nickel
plating, except where used as an underplaying, shall be Class 2
{engineering) with a minimum thickness of 0.0761MI (0.003 inch).

5.5.2.2.1 Uhere applications require low residual tensile stress
in the plated nickel, plating shall be in accordance with MIL-P-
.274J8.

5 C ? 2.2 Electrcless nickel coatinq....-. Where S&-ci{{cd i electrcless
nickel coat~ng sha]] be in accordance with HIL-C-26074.

5.5.2.3 Aluninun cmting’. Aluninum and aluminun alloy coatings
shall be used where the properties of these materials present dis- .
tinct protective advantages in comparison with o

Y
r coatings and

platings at temperatures in escess of 4S0% (232 ) surface treat-
ment of aluminun and alaaninm alloy coatings, when rquired, shall
be as-specified herein (see 5.3). Aluminum arv.aluainm alloy coat-
ings .ahall. &.in .amxdaoce uith.t41L;C~81Z49..MWC:?321.7 .or NIL-C-
03488..:?. .~c:-~:,~. :.:’ -:”::- -:’? -- ;::,::*,,6.:;~,<“pO?.5cl.~ !

...... .-., .. .“.. ,.;’ ..,..,-,..-.;,....
5.5.2 &r4an

‘...~.q.sv:: 2 ,
ic nome-dllic coatin~ - ‘ .u. . ,- “,.... ,..”:h A ‘,.*:;

. . .,, , ..,.,:. - .-.
5.5.3.1 Phosphate treatments. Vhosphate treatments may be used on
steel -surfoces where it is impractical .W-apply-ntal Iic -coating.
Phosp~te twtaments. that conform .taOo&P-l,62~,or”.11-t-490. shsll
be used.

5.5.3.2 Hard anodic toetings for aluminum and its alloxs. Hard
anodic coatings shall conform to Type 111 of MIL-A-8625. They shall
be used on parts where the functional purpose is to provide a wear

I resistint surface. Hard anodic coatings shall not be used on parts
where subject to rwrk and to overhauling.

I
I

I

5.6 5tret PWAW and ether resitktsel~~ AW-&w-@iaaciq .
treatnvents. hot peenlng, in accordance WI th FIIL-S-13165. and other
compresci ve stress-inducing treatments may M used to obtain improved
fatique behavior and stress corrosion cracking resistance, using

I control led procedures. T&e maximm temperatures for use of any part
shall net exceed 50 F (10 C) less than $&a r!ery &oapacature of
the stressed surface of the material involved. Procedure details
shall be prepared and 1isted on the appl icable drawings or applicable
reference aocments for ‘parts. Sp’ecific at~ion ‘st?a3?‘&paid to

use of recognized grocedurx,. equipment,. fndter.lal$,.,M Ccv.?ro!Tethods.

18
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5:6.1 Processing. Steel parts Plated with hard c0atin9S, such as
nickel and chromium and combinations thereof, shal 1 be Processed
as follows:

5.6.1.1 Plated parts below Rockwell C40 hardness and subject to
static loads or designed for Iimited life under dynnmic loads. or
combinations thereof, need not be shot peened prior to Plating or
baked after plating.

5.6.1.2 Plated parts below Rockwell C40 hardness which are designed
for unltmited. life under dynamic loads shall be shot peened in ac-
cordance with MIL-S-13165 prior to plating. Unless otherwise SPeCi -
fied, the shot peening. shall be accomplished on all surfaces “for
which the coatirq is required and on all immediately adjacent sur-
faces when they contain notches, fi1lets, or other abrupt C~n9es of
section sfze where stresses will be concentrated.

5.6.1.3 Plated parts which have a hardness of Rockwell C40, or
above, and are subject to stitic loads or designed for limited 1ife
under dynamic loads, or combinations thereof, shall be baked at
3750 + 250F (1910C $ 4oC ) for not less than 3 hours, within 4 hours
or as soon as practicable after plating.

5.6.1.4 Plated parts which have a hardness of Rockwell C40, or ‘“
above, and are designed for unl imlted 1ife under d~smic 10sds,
shall ‘be shot peened in accordance with M$L-S-13165” prior’:to plating.
unless otherwise specified. -Ltae.shot,peenina””sha~l’be accof!wlish~
on all surfaces for which :.thecoati~” is required and ok all inane-
diately adjacent surfaces when they contiin notches, fillets, or
other ab~upt changes ..of.sation size where st-ses wi 11 .& colKeM-
trat.sd:..The plated .fxwts shall be.baked at 375° + 25°F (191? + 4°C)
for a “minimun of 3 houfi within 4 hours or as soo~ as praCti~~le
after plating.

5.6.2 Plating finish selection. Plating” finisms for application
to Wiwt or parts thereof shall be in accordance with Table 1.
Specific finishes shall be selected with due regard to surface class-
ification (ty@ 1 Ot 1“1)and”~ taasemata”l to W ~. Plttt%g
finishes are designated by the letter “P’$followed by a number. Thus
P-IW +3 a m~. w~-~..~.~..gege ,”WerdWa&4U.ey.
parts to be subjected to type 1 exposure.. As sc)ecifted in Table 1
finish P-1532 ca&ists of O:OKanm ..(O..00D4ir@) ~minimum) nickel over
O .019mn (O.0007S mil mlnhnn) copper undercoat over the base metal .
Other ISIetallIc coatings shall be selected in accordawe with Teble IV.

5.? Grgani c coatings.

5.7.1 Selection. The selection Of organl’c coatings’’shall be in
.

,,
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accordance with this standard and as otherwise directed by the
contract or purchase order.

5.7.2 Facilities and equi~ nt for organic coatinqs application.

5.7.2.] Facilities. The facilities in which organic coatings are
aPPl ied to support equi went, including complete assamsblies, subassemblies
and parts, shall meet the ventilation requirements of AFOSH Standard
161-2, the fire protection standards of the National Fire Pro-
tection Association (NFPA) and AFM 88-15 and the general safety
precautions of 1.0. 42A-1-1 . The engineering activity is responsible
for approval of organic coatings application facilitles.

5.7.2:2 Enviromnental controls. All organic coating mwterials shall
be applied at environmental conditions (temperature and humidity) in
accordance with 1.0. l-l-8, Application of Organic coatings.

5.7.2.3 Application equicment. Application equi~nt shall be either
convent ioml air atomization, airless spray or airless electrostitlcs
spray equipment, The spray equipnent, the air supply and the spray
booths shall be maintained in accordance with T.O. 1-1-8, Application of
Organic, Coatings.,.., -.,,. .,..,,,

. - 4.-:,.:: ... ../
.,, -. . ..,, - :.....:-.. :,,;.,-...

‘ - ‘.-’5.7;3Ri ‘ ‘k-tti+ial;“ ‘Mrd’essotherwl se specif fed; e1“1matirf’aliwad in
the flnism coating “of support equi~ent and parts shall .confonn
to the.requiremmts of $he applicable specificatierts, and as specified
hei%n~” The isddif{oii”tothe painti’of any materials oth+r Wn ‘“’”
thinners Is prohibited. Cea!tractors sha 11 condttct such check Wsts
as necessary to ●nsure suitability of the materials.

5.7.3.2 Mixln~. Finishing materials shall be prepared for application
under clean conditions with clean equipusent. Cnating materials shal1
be alloiied to equalize to standard conditions before mixing. The materials.
shall be thorou hly,stirr@ Or shaken prior to,thinpin or mixi

~x_ing ihil be control~ed by %ight, vo!ti, or”W and
,..,. . .

‘applIcat{oRU”’”‘“
viscosity to ensure complete uniformity of all material prepared for
usrz-ThvmxnTg m ~s--af WC S..-iijj-q.zt wc~omtjiuim-~i f~d -
by different manufacturers 1s prohlbl ted to avoid probl ens of
f-atfbiltty In the Ilwld and drying phases”. Every effort should
be made to assure that B Drimer of a single manufacturer is enployed
on the ftem to b+ fin’fshed‘and similarly, “the topcoat Should”’be
restricted to a product of a single manufacturer.

5.?.3.3 Selection of thinners. The thinner required in t,h?,.applicable
process specifications snail be used. Adjust the amount of thinner,
eS Wce5SWy, to Vbtnin ttre prescribed thickness of meting, but avoid
excessive thinning which could produce runs and sags. Temperature and
hmidity conditions should be determined and thinnino adiusted as

manufacturer for his particular
wcu ired by ?fieapplicable soefifi:dtion. {$,.s“~~ ~tm~spherir Cr’ld;:ir,rS.
Other thinners as reconnnended by the paint
product may he ujed.

,,, ~
(
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5,’7.3.4 ,<Storage of .paint”materials. Su’pport equipment finishing
materials shall be stored In a coof, dry place, indoors if possible,
and should not be st red at a tssnperature lower than 50~ (10%) or

t
higher than 80% (27 ) for long periods and may approach, but $hould
not exceed, 100% (38 ) for shorter periods not exceeding 4 months.
Where high temperatures are unavoidable, the quantity n hand shrJl1
be held to a mi.ntmum, since temperatures exceeding 100$ (38%) will
produce marked degradation of certain of these material S.

5.7.3.5 Cleaninq, qeneral, The meticulous cleaning and. surface
treatment of support equi~ent prior to all painting operations
cannot be overemphasiszeal, since this factor is of prime importance
in obtaining.a satisfactory mint finish. ReclaimeC Paint thtnner
or other reclaimed thinners shal 1 not be used for cleaning purposes,
since tbesa matirials SMY Leave soils whjch. till.,.causepoor adhesipn
of the next coat. Al1 abrasive or foreign particles must be removed
after sanding or cutting operations before application of paint-tyPe
materials. Clcaning shall be accmpl ished with solvents, de~r9ents t
and processes which have fw deleterious effect on the surface and filch
produce surfaces satisfactory for receiving subsequent finishes.
Cleacirq materials which may be effective against one type of Contam-
inant may be ineffective against others. Therefore, multiple cleaning
procedures may be required to provide the required water-break-free
surface. Acid cleaners or surface treatments shall not be allowed to
contict,,aterials susceptible to hydrngess.aeubri&tht. (See.5.3).... . ....... . ..... ..

5.7 ~9;6: Tests: for surface ~o%iti’on”. ~~ke fol’~lzsg ~ests shall.be
conducted on the support equi fwneni befcire..s+rfaceretreatment and paintlng.

5.7.3.6.1 Reaction of surface. The surface shal 1 have a neutral or
““slfghtlya”t?d reactl on.’”Red 1itmus psrpermr&ers@ wfth distilled water
when appliefj to the surface shall nol tirn blue.. otherwise a O.ZO ~
0.25 percent chranic acid solution shal 1 be ●pplied and shall be penni tted
to remain on the surface for 2 to 5 minutes follouecl by a water rinse,
and the surface then wiped dry with clean, 1int-free cioths. The
surface shall then be retested with red litmus paper.

I

5.7.3 .6.2 Mater-break test. Representative areas of the surface to be
‘t?%?atedSTsal1 TO-f abll tty tcI‘“su~portan u~roten flImof
dlst{lled water. A mtst of distilled water shall be atomized on the
sor+ace-vnder-test; representat+vP &.* ~~ ~med ,
employing any convenient smal 1 atomizing device. If the water gathers
into discrete droplets within 25 seconds, in otl+er uswds, if the surface
shows a ‘water-break” within that time, then the surface shall be
considered as having fa11etlthe test. If the water “forms a continuous
fik -by fl~hing out suddenly over a lam m; them -ti?isstm?i be con-
sidered indicative of the presence of an impurity on the surface,
such as free alkali , residual deteroect, etc. , and the surface shall
w-c’cinsiawa -’KCxT30’”iiw-iKg‘Ttil’er”~~’””’f@~f.,,~...tw ,&.ver..dF@”,.et5

.CGakce in@ -a ccmt iWMW& ..fi.lm.&.ti.tir .*i,t@t + ~. f.]a~~t ~~
form a lens, then. the surface shall be considered as having satisfac-
torily passed lhe water-break test.

I
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5.7.3,7 Manually applied surface treatment and touc~. For support
equipment already assmbled, manually applied surface retreatment is
required on al1 surfaces &fore painting. For alumirumi surfaces,
HIL-C-81706 ‘manually applied surface “retreatment Is required. For
magnes.iun surfaces retrea~ent is requtred. For Magnes{m surfaces,
MIL-M-3171 , Type V], Or other approved equivalent manually applied
surface treatment is required. For other metals, the contractor shal1
determine the necessary treatment .toassure adequate paint adhesion.
Manually appl ied surface retreatment shall be applied after final cleaning
and draining of the surface preferably within 8 hours but not more than
72 hours prior to application of the finish. Special precaution shall
be taken where treated magnesium surfaces are scratched. Such scratched
areas inadequately surface treated shall be carefully touched UP with
MIL-M-31 ?1 manual ly applied chemical trea~nt, or approved eauiva~ent,
prltm to ctshtlng app!icatlofb otherwise bubbling ‘wwuld be encountered
when coatings are,applied tc these surfaces. (fee 5.4.1.2 and 5.4.2.1 .)

5.7.3”:8 Alumfnum and ~gnes’ium surfaces shall ‘M examined to determine
that the optimum thickness of surface treatment has been applied.
Paint d! 1 Mt tind to treated aluminum surfaces which are too dark, nor
will it adhere to the brown podery surface of excessively treated
magneslism or bluinfn@.

.

5.?.3.9 Ffnal preparation for oaintin~. Afte~ application, and
drying;’wf tne-strrface-retreatsmst the S’0rf3Ce’sfr5it!be flushed wfth
cl-ear-~te,r.ad ,tested in accordance with 5.7.3.6. If.additional
c~esushg Is”ncssssary. It shall be do!sein-sucii’msnnerithat.the surface
tmam-Wll T Tmt be’dasnaged.’”- “ . ... ..-.,-... ..

5.7.3.iO 5~iBl Lrecautlons., Pasn.tlng.,:houl~,,t%fl$niiIsoe41ate&1;~:r
cleaniisq--toensure appl icatfon to a water-break free surface.
cleani~ M the.X&e is a requirement If the~”ls a break fn the
painting sequence on the support equipment of overnight, or longer.
Additional cleaning consisting of at least an addltioul wash with
solvent followed by a afash.tith detergent solutfon in hot water or
steam Will usually be required. A final hand wipedown shall be per-
fotued i~iately before painting the support qulpmst to ●nsure
scr ulous cl●stnliness and a ,,p.ropg,~.g~j.w,~~u, ..AL1,w,@s

?“- - “ ‘“-””-”””““ “-”shal be thoroughly dry trefon receiving paint-~pe aasterials,,taking
special precautions to assure dryness of crevices fayinl surfaces ~ and

“ Ul_fTf_t_U~yaccess f~areas.
—.—. ..— .. ——. -,F, .....-—_..-..-..-— .,.

5:7.3 .10.1 General reaulrernents. Surfaces shal1 be.conditioned to
standard temperature before painting., Upless otherwise specified
herein or in the detail process specifications, paint-t pe protective

““’f”coatings may b-e’aDD?lFd by ‘Spr”ayi’ngproc-ei~ei or any o~ er approved
method which will ensure the application of u smooth. continuous film
that js frye o(, iqp-erfe.ct.ion:.._S:JCh,,3.5.d7.i.Ed.,,D:’,MS~rW-,XU&7 ...+&
bl’lsters,or orange peel .

.,, . ,,,., . ...,,
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5,7.3.11 Pro&ction spray test panel~. Prior to the sPraying operation,
the suitabil ity of materials for the entire system shall be detetmlned
experimentally on test panels. The panels shall be coated under
preva i]ing conditions with the finish system that is to be rspplied
to the support equipment. 1f the finish system appl fed to the
experimental panel is satisfactory, then full scale operation my be9in.
Defects found in the experimental application, such as blushing, Poor
adhesion, excessive orange peel , sagging, etc. , shall be corrected
prior to large scale application.

5.7.3.12 Final dry of the finish. The support eqUiPment, after
painting, shall be pennltted to dry in a dust-free atmosphere for a
sufficient ti& prior to moving the equipnmt, to insure that the paint
is adequately dry and to avoid: damage C&the finish. Paintea!support
equioment. or parts shall also be protszte’d+m condensing moisture
and rain during the first 22 hours after painting. This time mSy vary
somewhat depending on the temperature and type of paint used. The
engines of the painted support equipment shal1 not be operated for
at ]east 48 hours after painting.

5.7.3.13 ADPI ication of subsequent coats to previously painted surfaces.
Assembl Ies and subessembl ies that have been DWV1OUS1Y painted shall be.
cleaned prior w further appl ication of paint. A cleaning agent that
.uill not 6dversely affect the existing patnt and pm~ide a surface that
will be satisfactory for furttntr appl$athn of paint shall be used.

,f-”,
‘, Upon evaporation of the cleaning agent, all .solls shall have been

remved. Care .stsallbe-.exe~-ise@ ~ renmve .al1 clem ~ng agent from
crevices and recesses. ., “

5.7.3. ]4 Finif,h ~de s~~~tion. Paint finishes for appliution to
ectuioment or parts shall be in accordance with tables 11, V, VI and VII.
Table 11 specifies basic paint fisishes by F numbers. A basic paint
finish is a system involving steps 1 through 3 of table II and lacks
only the final fiIm, step 4 of table II, for a c~lete finish desl9-
nation. Table 1I also specffies finishes by FF numbers, these an com-
plete finishing systems . Tables V, “Vl and Vll provide the final film
color requirements by letter designation.

‘bus a ‘w%~sF%%, orsystem for ferrous al tuys +s spee+f+ed,* ~si--L
F. I03ES In this czse F-1OO, F-101, F-102, and F-103 are the basic green
P3ht %nf$h ntsmbePs& ~S iS ~..~. 2q052
conforming to FEO-STD-595) . Either the basic ‘designation or
the final film designation may be specified Independently. For
example, detail drawings may specify a F-IOD paint finish, in which case.
the aSSmb]y drawing would call for t final film, such as film AG. Two
mats of final paint are required for type 1 or I] exposure unless
noted in table j:.

-;;:~ :~,~~ -~.jni ;h. \#; @c I,,ofi , Lornpietr f7n+s* .OPP?+&to eqw ipaanl
5%1.1 be .= .Lp8cif.i.edin i.d~le l.,I;, .or V!,!! ln$,ofnres possible,
selection of finishes for any particular .application may be made in
accordance with table IX.

I

1 5.7.4 COIISrs. Unless otherwise specified alltcolocs shal I ,oe In
accordance wit~ FffJ-S7@-595.

I

-.
. ..1



I

141L- SYI-80S&(usA~)

5.7.4. ! ‘Color codin The following color
eq”ip~nt-ili,d.

coding of suPPort

a: Red - Fire protection equiwnt such as fire
extinguishers, barricades, danger and
stop signs.

b. Yellow - Physical hazard that might cause triPPin9
stumbling, etc. , obstacles, caution signs,
etc.

c. Green - Safety and first aid equipment. first-a~d
boxes (a green cross on tiite background)
s?nll’tctsFrs, etc.

d. Orange - High voltage areas. interior of switches
and fuse boxes.

e. Blue - Covered “electrical outlets, fuse ho~ exteriors
or as otherwise specified.

f. Black, - Paint large stationary machinery a mediiar
.. white dark gray. use.black and white. for directicn

:.?-; . .aad:. ““-. : ;Signs.;Ww:.,.:.;.j.,.,. ...-..,,-,... ~. ......
,,.... gray ’., .,.: .:-=!.,.:-.,<.: .-. . .,:. .,.

,,.~
g. Yellow - Fuel cel1 r&ai ;%sipment. “

..

With

black .. . .....> .
side
bands

5.7.4.2 Pipelines and compressed gas CY1 inders. Pipe.7ines and com-
pressed gas cylinders shall be color coded in accordance with
MIL-STD-101 (see table 11/FF-90d).

.5..7.4.3 AutirizfA ubzm. ... ..... . . .

5.7..4..3.1.,$xterior Surf?ces. Unless otherwise specified by the
procuring activity, support eiitii-tinieite~ior ‘si7F_fates-5T-alllie‘“””
finished in the following colors:

FED-STD-595

u Color Number Type of Equipment

Lim~ Green 13670 Crash rescue and fire-
. ,,~jg~!~,pg,ye,pic!~,s,in-,., .

eluding fire marshall
.vehlcles; .asst~neclfer
fire Protection.



.
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I Yellow

~

Aircraft Gray

Insignia Red

I
Strata Blue

I Insignia white

I Black (Lusterless)
? .,,.

I ......
( .r.~..,..-.,. ....

Green

‘MIL~STD-80BA(fiSAF) “

FED-STO-595
Number Equipment

13538 Cargo handling vehicles
such as fork 1ifts, trucks,
tugs-, tractors, and trailers
operated exclusively in
warehouse docks.

16473

. 11136

15045

17875

37038

Hanger equipment

Safety and protective equipment
(attached to aircraft on ground).

Vehicles (personnel carriers.
multi stop vans. etc) .

Garbage and refuse collection
trucks.

Sung)are protection. Uhen
soecified. hoods ofivehicles
ti be usesi in ereas -here snow
or sand terrafn Is prevalent

.. may be pai,!ted‘Ni?}i”Jus Ler;es>
-black. .: ->,:? :,;;. ~ -

equipnent. ‘Flight-line

5.7.4 .3.2 Interior surfaces. Unless otherwise specified by the
procuring activity, support equipment interior surfaces shall be
finished n the following colors:

“FED-STD-595
Color -$-.

equipment

I

.h. Closed type ‘vehicles

(1) Equipwent van and
trailer interiors

Gray 36440 (a) .Floor.s

Green 34670 (b) Halls

I
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. ..t

klor

Uhite

Green

Gray

Green

Gray

Green

FED-STD- 595
Number Equipment

378a6 (c) Ceilings

(2) Storage cabinets
243DC [a) Exterior

26622 (b) Interior

(3) Equipment racks
24300 (a) Exterior

26622 (b) Interior

(~) Consoles
24300 (a) Exterior

Gray 26622

Gray 36492

Black 37038
. .. . . ....

.... ...... -, ~...,t+,:c ~
5.8 Markt!sq.: “:” :“”

b) Interior

c) Console panels

d) Panel letterfng
●nd marking

,..-.,
(,

. ..-. -., .

5.8.1 Reflectorized adhesive sheeting. Unless otherwise specified,
flight line equipment s~ll be Wrked with reflectorized adhesive
shetiing ‘tmf orwilng-”-toL-”S-30C.

.,

5.6.2 Stenciling. kinen stenciling is required for marking of equip-
ment, paint con fomlng to MIL-C-83286 shall be utilized. as follows:

a. Lusterless biack, color 37038, on yellow, white, all mobility
coded vehicular equipnent and flight line equipment.

b. Ye?loti, color 33538, on strata blue or gray.
. .. . ....

.-.
c. !nsWyria -E, rolor 37375, on’red, dark or ollve- drab

surfaces.

5.9. Other finishes.

5.9,1 Electrical components, Electrical compoflent~ of equioment not
c:herwise gorerned by appiicab~e spccific~tion~ ~hall he treated and
minted as specified b:{ t?w con! ract or purchase order.
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5.9.2 Open hollow members. The interior surfaces of all hollow
and tubular steel , aluminwn alloy, and magnesium alloy parts or
tiers having open ends shal1 be coated in accordance with Table 11.

5.9.3 Closed hollow members. The interior surfaces of all hollow
steel , aluminum alloy, and magnesium alloy parts or members having
closed ends shal 1 be protected by the application of a corrosion-
preventive compound (see procedure listed for each metal in Table 1i).
However, steel parts or members that are subsequently plated shal1 not
be treated. (See 5.1.2.11)

5.9.4 Mod surfaces to be .Painted. Mood surfaces to be Painted
shall be snooth, dry, and thoro~hly cleaned of ‘all dirt, grease,
and other foreign substances.

5.9.5 Norsnetallic surfaces. Al1 nonmetal 1ic surfaces to be painted
shall be smrmth, dry, and thoroughly cleaned of all dirt, grease and
other foreign substances.

5.3.6 Surfaces not requiring paint. Fabrics, plastics, rubber,
working parts of machinery, and other surfaces shal 1 not be painted
unless so specified in the equipment specification. Such items shal 1
.be maskeo ~r ,pro$ecsed ..duringt~m~nt,pnd>atnti.ng to prevent damage .,,.....

..... ..... . . .
5.’1O.,Environmental skaiing. ~ ~,1~..”~‘la.’,”’~.,.... ..

- >,, . . . .. ..

5.10.’1 &ner?.1 r,equjremen~5”. ‘ - >-. . .Enviroranental sealing is utilized to
proviqe.,prptgctlon from corrcs ion by...gxcutMtMng,moi,;tu.reand other
corrodants from joints. 1t is important that the areas tc”be coated
with sealant be adequately cleaned before sealant is applied.

5.10.2 Detai 1 reouirments. All joints and seams located in exterior
or interior corrosi ve envi ronments, including equipment compartments,
storage cc@partments, engine compartments, mting surfaces joined by
spot, projection, tack, or skip welding shall be faying surface
sea1ed ,Mi.ths~lant. conf.o.ming to.,ML-S.4-I73L M.LLnG:839.&?.MIL:5-
8802 or MIL-S-83430. The MIL-S-81733 specification covers a sealant
which contains a SOIuble chrcnnate content of 3 to 6 percent for cor-
rosion lllilbltlon. Fo-i_-sij”aliiig-liigii-L3iijeiii’tiie”areas, MlL3-’38249,

, ~-y------- ,..

fir-all sealant, shall be used. The use of sealants not covered by
a Military Specification must be approved by the procuring activity.
Renmvabl e panels and access doors shal 1 be sealed, either by mechanical
seals or separable fay surface sealant MI L-S-8784. High adhesion
sealant Sucti as M1l-S-8RO? may also be used for access door seal ing
providing a suitable porting agent is used on one surface. Mating
surfaces which are jcined by mechani Cal fasteners..shal! be ,assembled
wet with MJL-S-E1733 sealant.

1’

I
L

.,,
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S.11 fastener lnstalldtion.

5.11.1 ktail requirements. All permanently instilled fasteners

~~~) ;;s~;s.~o~on;O%1{2;%) shall be wet Installed with either
ved for regular access or servicing)

a corrosion inhibiting sealant confomning to HIL-S-81733 or an epoxy

~~5~7~n~~~?,’~I!:~l]~$~~7~POXy primer, or a sealant whi.h is
1n hi9h temperature e~as. ●xc=d-

suitable for the thermal environment s.hal1 be used.

5.11.2 Removable fasteners. Quick release fasteners and removable
fasteners penetrating exterior surfaces shall be designed ●nd in-
stalled so 6s to pmvid@ a seal to prevent ‘aolstuie or ‘flulds’”ti
entering. Holes for these fasteners shal 1 be primed with MIL-P-23377
epoxy primer and allowed to dry prior to installing the fastener.

5.11.3 Monel and stainless steel fasteners. Monel fasteners or
stainless steel fasteners shal1 be coated with catiim or aluninwn
when used In contact uith a1wnlnum components.,., ,., . .

6, INSPKTION
.

-..:. :, . ....-

.....
.,. .

.,- .. . ,., .

6 .“l-::%%~%il~ tty ‘fO? iis~ction:-~=s:b~~e:i~tf I&i ti” ““=’
the contract or purchase order, tfie SUPPI fer is,~ponsibl ● for the
perfomnce of al 1 inspection requirements as “soec$ff.ed:he.rein:“Exc~t
as otherwise speclf!ed in the contract or order~. ~-%ippl ier my use,
his own or any other facilities suitable for thi’performance ‘of the
inspecti~ii requi~ts s~c”ified herein, unless disamrpved. bY.the
Goverrxwent. The Government reserves the right to perform any of the” ‘
inspections %et Torn- in the’ s~c?flcatienwhw soch-tns~tions are
deemed necessary to assure supplies and services conform m prescribed
requiracaents. .“

6.2 General inspection requimments. All equipment being processed
shal 1 be Inspected at the various stages of cleanjng, surface &eating,
Paimiq. alnctrxsphtiq. and qpl ication of other. ty~fs.,~f fin.?shes~.
Coatlrvgs and Sealants to ascertain that each process is done in strict
accortin.c.ewith this sw.ndard and individwl., swcif!ca?!g!~:,...!h? _,._.._..
inspections and tests covered in this””section shall not be cons~dered
restrictive. Any condition not in full accord with the applicable
drawings ●nd specifications shal~ be regarded as defective.

6.2.1 Tests. Materials, prior to their use, shall be inspected,
samp~ed~tested in accordance with the agpl ;cable specification
and standard to determine coinpliance with the requirements of the
&arli.cular.s.p4uifica.zion.

(7=.
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6.: ,? Test specimens. Uhen available, test specimens shall be
actual production items, or”parts of the items. Uhen approved by
the contracting officer, coating systems may be tested on an approved
number of test panels of the $eme metal and coated identically and
concurrent y with the manufactured parts they represent.

(.-:)

6.3 Condition of surface prior to paint in~. All surfaces shall be
examined just prior to painting to assure that the previously cleaned
and pretreated surface is dry and free from soil or contamination
of any kind. Poor adhesion of paint shall be construed as evidence
of improper cleaning. Uhen poor adhesion is indicated, paint on the
entire part shall be removed and the part repainted.

6.4 Continuity and uniformity of coatings. All coatings, ‘inorganic,
and organic shall be visually examined for continuity end uniformity.

6.5 Thickness of coatinqs. All coatings, inorganic and orgenic, shall
be checked for dry film thickness as required by this standard, the
applicable specification or drawing. The correct dry film thickness
of coatings is very importent. Small steel panels prepared with films,
too thick, too thin, tnd correct, may serve as visual COIOr guides ‘fOr.
primers and top coats’. Film thickness gages shall be used for other coatings.

‘6.6 Painl “iipp‘“~~cntioh.- ~-7kf#%mperature ●nd humidity cotiditIdns ‘@sal.l’
~e checked during app~icatlon of .peint for conformance to this’.ss%mderd.
!See 5.7.2.2)

6.7 Paint adhesion. The painted items, or specimen panels shall be
eaamined for adhesion in accordance with TT-C-490 or the coating speci fi-
cation, after the coated items or specimen panels have dried for a
minimum of 24 hours for quick-drying systems, and for a minimum of ?2
hours for al1 other systems.

6.8 Color. The color of painted surfaces shall be checked against the
standard color chip representing the specified color in FED-STD-595 or
other standard as furnished by the procuring activity. Color comparisons
shall be made using tbe e@icatJe Sect Mthod of FU-STO-141 .

6.9 tlid.inqMsMfl., 4 loss. And Ssonnthness .nf.-paSnt. The painted surfaces
(when dry) shall be checked visually for hiding power, gloss, and smooth-
ness against samples (when available) f,urnlshed or approved by the
procuring actiyity.

6.10 Data requirements . Uhen this standard is used in an acquisition
which incorporat~a OD Fonn 1423, Contract Data Retirements List (CORL)
the data requirements identified below shall be developed as specified
by cm cppreveo LLata Item Oeseriotioe (W. %+m 1664 ) *A .&i i+er-ed in

i .,,
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accordance w~th the approved CDRL incorporated into the contract.
Uhen the provisions of DAR 7-104.9 (n) (2) are invoked and the OD
Fomm 1423 is not used, the data speci fied below shall be delivered
by the contractor In accordance with the contract or purchase order
requirements . Deliverable data requi red by this standard are as
follows:

Paragraph no. Data requtrements Applicable DID no.

(a) 5.2.1 Finish Process Speci fication 01-E-3130

(b) 5.2.2 Engineering Drawing 01-E-7031

(Copies of 010’s required in connection with specific acquisition
functions should be obtained from the Naval Publications and Forms
Center or as directed by the contracting officer. )

Custodian: Preperlng activity:
Air Force - 20 Atr Force - 20

Review activities: . ,,.,(Project No. ,MFFP-F234)
Air Force - 79, 99, 14

...
.,. : .:

,.,.,,.:,r,...,,:;:,,, ,,.., ?~.,..>

.:
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TABLE 1. Plating finishes (P~.

inish Type Plate Plinimum Plating APP1 icable
umber ExPo- Descript{on Thickness in millimeters ‘Specifications

sure Intermediate Final
PIates Plates

FOR USE ON IRON OR IRON-BASE ALLOYS

1-100 I Heavy nickel 0.025 COWW 0.025 nickel f)Q-N-290, Class 1,
Grade C (heavy
bright finish)
OQ-N-290, class 1,

)-102 I Nickel o.019 copper 0.010 nickel Grade F (bright
flnlsh)

QQ-tk-i?90,Class 1,
)-103 1 Dull nickel 0.019 copper 0.010 nfckel Grade F (mstte

finish)
Engineering

P-104 I nickel None 0.076 nickel QQ-U.290, class 2

0.015 nickel 0.025 QQ.N.2900 class 1,
P,:.1~ .,.1,.. Bright chrsm@ .ov~r..D.Ol? chromium .. Grade E plus QQ-C-

eoopar 32(LwPe 1* class 1,

.“0.Q1Onfqktl 0.0?5 “(jQ-N.?Wl, Class 1,
P-107 I Satin chrome over 0.01? chromi m Grade F, UQ-C-320,

copper ‘Type l] , Class 1

Inglneering ~~ ‘“”““”””
P-I(8E I throne None 0.050 chrome QQ-C-3?0, class 2

Chromate treat - 0.013 ~-P-416, Type II,
P-114 i ed cildmfwa None chromium Class 1

(must be paint -
ed )

P-115 I Olive-drab 0.013 QCpP-416, type 11;
chromate trtit-‘ ftone Cedwl+nwl Class 1
ed cadmium. .. . .,..__,.-_ ,.. ..... .
Chrome te treat - ;;:;3:5, Type 11,

P-115 I .edzinc (MUSt None 0.025 zinc
be pa1nted )

01ive-drab OQ-”Z-325, Type II,
P-117 I chromate treat - None 0,025 zinc Class 1

ed z{nc .

f3Q-N-290, Class 1,
P-IS; II Nickel K019 covoer 0.010 nickel Gratie“? (bright

+ j.?~.~h] >

... ,

. .. ..
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Fin{sh Type
Number ixpo-

sure

P-153 11

P-155 11

P-161 11

S?4ALL.1

P-17(I 11

P.in 11

P-102 I

P-103 1

.P-106 I

P-152 11

TABLi I. Plating finishes (P). - Continued

Plate Minlti Plating
Description Thickness in millimeters Specifications

Plates
\

FOR USE ON IRON OR IP.ON-BASEALLOYS I I
Dull nickel

I
O.019 cooper

Chromate treat

1

None
ed cadmium
(must be paint
●d ) I

tROUS PARTS -...80LTS

z , ,-.:-.-+4.,-..!.....’--,. .

Zinc [ None

QO-N-290, Class 1,
0.010 nickel Grade F [matte

fin{sh)

0.025 oQ-N-290, Class 1,
chromi urn Grade F plus QQ-N-

302, Type J or 11,
Class 1

O.ooa OQ-D-415, Type 11,

cadmium class 2

I

s, UA5kaERS, ETC. , EXCEPT

0.008 (JQ-P-416, Type II,
Cndlnlxfla class 2

Q&Z-325, “Type II,
0.005 zinc

FUN USE ON ALLMJXiiM ALLOYS

Nickel See P-102 for details and Note ‘l

Oul1 ntekri See ?-IU3 for detafl$ and Rote “

Brig4t chruae See %106 for details end+tw& ~

Nickel Sea P-1S2 for details and Note ‘l

1’ Prior to plating, a11 aluminum alloys require treatment to renove oxide films.
All surfaces shall be qiven a suitable treatment to insure good adhesion of
Flutes.

i

I
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FOR USE ON

..— — .——

~Pirou< a 1loys other
than .sI.sinless steel
(Tank f.leanlng and
Prfitrpatment is
practical)

-.

TflfiLEII. Paint flnfsh)$ (F and FF).
.— .—

m-mT-
CODE

NUMBER

F-1OO

F-101

F-102

TYPE
EXPOSURE

lor 1[

1 or 11

.—
1 or II

.—

; FINISH PR~CtSSES

—— --

1. After cleaning, conditioning not required.
2. Pretreat wfth a phosphate film per TT-C-490 !

type I .
3. prime with one coat of ffIL-P-23377 0.015twn to 0.023&

(0.6 -0-9 mtl) dry film thickness.
.,.

4. Finish - Paint with conipatihle final film from “.
table V, V), or Vll of thfs standard.

-—

1. After cleaning, condft~on by abrasive blasting ‘“
fn accordance with cotierctal practice per Steel
Structure Palntfng Cou cil Vol. 2, Sec. 2. No. 6

f(S$PC-SP6-63) and fill- TD-1504.
2. Pretreatment not requi;eil.
3. Prfm@ with one coat of NIL-P-26915 to 0.0761M to

0.08%sn (3.0 to 3.5 roil) dry fflrn thfckness.
i. Ftni$h - Paint with coinpatible fln!sh film .;

from table V, V] or VI] of this standard.
.—
:,
1.

2.
3.
.:

4.

5,

-—

After cleaning, conditfon by abrasive blasting
in accordance wfth consnerclal practice per Steel
Str!tcture Pa Inting CoIIncil Vol . 2. Sec. 2. No. 6
(YPC-SP6-63) and ffIL-STO-1504.
pret.rea~ent not requ I red.
Prthe with one coat of NIL-P-38336 or Bfl L-P-23236
typr 1. class 3 to O. OEKinsn to 0.114KoI (3.5 to 4.5
nil! dry film thickness. .)

Chromate conversion coat the appi ted pr Imer with
matorfal conforming to NIL-C-17711.
Ftnish - Paint wfth compatible ffnish fflm from ,
table V, VI or Vll of thfs standard. (

.— -——.
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FOR USE ON

.—

All ferrous alloys
(Tank cleaning and
~reireatment is not
practfcal)

~

L ...._..—————

TABLE [i.

FINISH
CODE

NUMBER

F-103

——

F-lol

F-104

F-105

p

Pa{nt finisht$ (F ~nd FF) . - Contfnued——

TYPE
EXPOSURE

—

I or il

[ or II

I or 11

—--

:,
,,, .——. —.

\ Flft[Sfk PROCESSES. .

-.
. .

1.’ After cleaning, conditfon physically by abrasive
(! blasting or with phosphoric-acid etch per MI L-C-
:J 10S?R.

2.! Prima with one coat of H[L-P-23377 to O. Ol%sn to
0.022nm (0.6 to 0.9 nil) dry film thfckness.

3.,! Ftnl~6 - Paint wtth compatible ffnal ff.lm from
tablt Y, Vl, or VII of this standard.

—,
For ffriish procedure see F-101 .

?. After clean{ng, condition physically by abrasfve
blasting in accordance with commercial practice per
Stael Structure Paintfn Counc!i , Vol . 2, Sec. 2, No

!6 (SSPC-SP-6-63) and f4 L-S TD-1504.
2, Prime wfth one coat of ?IL-P-39336 or MI L-P-23236

type 1, class 3 to 0.08% to 0.l14nsn (4.0 to 4.5mil
dry f{lm thickness.

j. Chrom te conversion coat the app? ied prfmer wfth
material conforming to mI1-C-17711 .

4. Fln{sh - Paint with compatible final film from table
V, VI, or VII of this standard.

1. After cleaning, condltldn physically by abrasive
blasting {n accordance wtth consnerctal practice per
Steel Structure Pa fntfng Council Vol 2, Sec . 2,
No. 10 (SSPC-SP-6-63) and MI L-STil-15011.

2. Pretreatment not required.
3. Prtme wfth one coat of NIL-P-26915 to 0.076nsn to

0.08%s [3.0 to 3.5mtl] drv fflm thickness.. . . . .
4. Fintsh - Pafnt with c&pat~ble ffnfsh film from

table V, VI or VII of thfs standard.
I— —- —
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interior surfaces of
open hol low members
(ferrous 81Ivys)

lnleriol Surfaces of
closed hol low memberi
( Ferrobi al luys )

I
I

. . ..— - . . . .

TABLE 11. --Paint finishes (~ and f;). - Contfnued
i- ;

----- . . .

FINISII
CODE

fiUMKR
,.. ...._ —-

F- 106

.,
-. —.-— ~

i,———— ~-—.— ..-. .—. . . ,..——

TYPE : ~lNISH PROr CSS
‘/

EXPOSURE I
—-. ..-— _“__ ..-— .-—. —. .--—

lorll 1. After cleaning, treat Interior surfaces wfth
MI L-C-10578, Type Ii] pfiosphoric acid etch or
TT-C-490 Type i zinc phosphate.

2. Apply WL-C-11796, Class I corrosion preventive ‘
co@und to interior surfaces. : ,. ,

____ -.-....—— !,— ——. - L.. .
F-107 ~Iorli

,,,
1., llftti cleanfng and prior to closure, treat

; filterior surfaces wf th MI L-C-10578, Type i Ii 1 ;~
uhostvhorfc acid etch or TT-C-490. Type i zinc

, .;
-.

uhoskha te. ! 3:,

.. . . .

2. hftek closure, exCept th05e hollow members that i ;“+
,:y

trahsport gasses or flulds, apply HIL-C-i 1796. ; ~
g

I

I

I
I

i
—.—-

class [ or MiL-C-16173. grade 1 corrosion pre -
J ventive compound to inlerfor surfaces . Appl icatlon
I of the compound to the interior surfacc$ of vertical’-

‘ and horizontal closed hollow members. except those
hollow members whfch transport gasses or fluids,

~ mdy he done through per@nent drai n hol es or holes
. that have been drtlled spec{flcally for application

of the corros Ion preventive compound. The holes
shall be spaced to per-dt complete coverage of the
fnterhal surfaces and consequent drainage of the
exc=$ coatfng material . All holes that were
drilled expressly for application of the corrosion
preventive compound shall be closed with sel f-tapping
steel screws . Solder s~all not be used to close
these holes. Drain holes In vertical hollow members
shall be closed wfth r~v~ble wel I nut piugs or other
equivalent devices. A114drafn holes in horizontal
hollow members shall be left open.

— — ——-. . .---—
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FOR USF ON

— —

Exterior surfaces of
open cnd closed hollow
members (Ferrous
alloys)

.—

Ferrobs iIloy surfaces
coated with the
followln~ metallic
coat iias,

a.
b.
c.

d.

e.

f,

~.

h.

~ltctroplated zinc
Hot dlp galvanize
Neehanically de-
,po~fted zinc
Electroplated
cadmfum
Vaauum depostted
Cadmtw-1
Neehanlcel!y aP-
plied cadmium
Vacuum deposited
aluminum
[on vanor detxosi-
ted a Iinninum”

—.

TABLE 1[. Pa{nt ftnfshrs (f and fF~_. - c~ntfnuad

-mmFr
C(XJE

lWfflER

f- 101

F-102

f-103

f- 104

F-lo5

F-lo8

TYPE
[XPOSURE

I or 11

[ or lr

I or rr
—.

f or 11

[ or rl

I or r]
—.
I or 11

FINISH PROCESSES

—

For flri!sh procedure see F-1OO

For fffifsh procedure sea F-101

For ffn~sh procedure see F-102

For ‘ffq~sh procedure see F-1CJ3

For ffrifsh procedure see F-104..

Fnr ftriish procedure see F-105

{; ii

w cleaning, conditioning not required.
;reat with chromate conversion coating con-
IInq to f41L-C-17711 If not previously chro-
! conversion coated in accordance wfth the
mctfve coating specfflcatfon.
le wfth one coat of mI1-P-23377 to 0.015nrn tf
!.?nsn (0.6 to O.%fl) dry film thfckness.
sh - Pafnt wfth COM atlble ffnal film from

te V, V[ or VII of t fs standard.

.-..

‘_)
.-

\,
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TABLE 1 I . Pafnt fin fshes jF arid FF) . - Contfmfl

,- USE ON FINISH
COOE

TYPE FINISH PROCESSES

NUMBER EXPOSURE

—.—

Ferrohs bl 10Y surfaces F-109 1 or Ii After.cleanfn
?’

no condltfohtnq, pretreatment,
coatvd with or bthdr coat ng requfred.
elect.ro~lated chrordum ...’

—.
Interior surfaces of F-110 I or 11 1. Af,ter cleanfng, condltlohtng not requrled.
ferrous alloy open ?: C@mate conversion coat the appl fed metal -
hollow rwnsber$ coated : Ifc coatings wfthmate?fal conforming to
with the followlng NIL-C-17711 {f not pretitously chromate non-
metallic coat{ rigs. versfon coated fn accordance with the re-

d. Electroplated spectfve asetalllccoat{ng spacfflcation.
zinc 3. Apply corrosfon preventtvb, compound con for-

b. W. dip minq to grade 1 of NIL-C-16173 to fnter.ior
galvanize surfaces. ,“

c. M&hanfcally de-
pdsfted zinc.

d. Electroplated
capmiwn

e Vacuum deposi ted
..

cailmImm . .
f. Mtsanlcally iIp- 1~llfedc~fit~ ,
q. Vacuum deoosited I

.,

alinvlnum.
h. IoirI vapor de- ]

posited alumlnum ;
—.... — -—

[nterior surfaces of
i !F-111 I or 11 1. After cleanfng, cnndltionfng not requfred.

ferrovs iilloy closed ,! 7. Chrom~te conversion coat the applied metal lit
hollow timbers coated coattnqs with mat?rlal conforming to t4lL-C-
with the followlng 17711 tf not previously chromate conversion
metallic coat fngs: coated tn accordance with the respective me-

a. ~l&troplatecl zlnct ta,lllc coatfngs specfflcistton.
b. Hot dip qalvanlzb

,, ,.



: ..

TABLE II. Paint ffn{shes (Farnf~F]. - Continued

. . . .. ----— .. ---- . . . . .

FOR USE ON

Interior surfaces of
ferrous alloy (Cont. )
c. Mechanically de-

~sit.ed zinc
d. Electroplated

cadmium
c. Vacui!m rteposited

cattmtium
f. If@chnnic.ally ap-

pl fed cactaium

‘J Vacuum deposl ted
a I umi nun)

11, ion vapor de-
[ws ited aluminum

. . .. . . . . . . . . ..— —

Ixt?ritir surfaces of
ferrous alkloy open and
, Iosed hollow members

------ .

FINISH
Cotx
NUMBER

F-III

.. ....— ...-

F-112

u,et~ll ic coatings:
a. Electroplated zinc ~
b. Ilot dip galvanlze
c, tiechanir.al 1y depo-

sited zinc
–— .-–..-–— –—— -.-.-l_ ---- -–.

-.— ~-. f....,”: , . . . -----

TYPE
,1 FINISH PROCESSES

.; ’,.
EXPOSURE ~

,. . . . . . . . -, .,.,..

Iorll ‘. 3. After closure. except those hol low members

I that transport gasses or flufds, apply MIL-

,, c-11796, class 1 or NIL-C-16173, grade 1
corrosion preventive compound to interior
surfaces. AppI lcatlon of the compound to
the fntertor surfaces of vertical and horl -

i zontal closed hollow members, except those

I hollow members which transport gasses or

I flufds, may be done through permanent drain
holes or holes that have been drilled specifi-
cally for application of the corros{on pre-
ventive compound. The holes shall be spaced

~ to penal t complete coverage of the internal
surfaces and consequent drainage of the excess

~ ,~,coatlng. asaterial . All holes that were drflled
.,,expressly for application of the corrosion

I
preventive compound shal 1 be closed WI th sel f-

,tapplng steel screws. Solder shall not be used
;’ to close these holes. Drain holes in vertical
!: ‘~]low ~bers $tsall ,be closed wtth remvable
?, ‘.’lwallwt plugs or other ●quivalent devfces. Al 1

i
hldra~n holes fn h~r{z~ntal hollow members shall

be left open.
. . . . .. . ~. ... .. K..... . -

~lorll 1 ,For’f{n{sh procedure see F-108.

I

I

i “‘;
I——- — .--— ........-.,---------. . .

, ....,

,
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TAIU.C I 1. Paint finish;s (F and FF) , - Continued

‘-”-=R-U”=W
—..——— —————4—’

Exterior stlrfaces of
feCrOUS 8I1oY (Cont. )

~, E!er.troplated
Cedmium

g, vac~jum deposited
tacknfllm

f. t4echanicall Y ap-
pl led cadmium

q. Vaquum depos~ted
nl(jmlnlnn

h. IOR vanor de- ~
poj { twt
aluminum

—.. — —
A,lstenitic 300
spries corrosion
resistant stalnles~
ste~ls

_____ .. .. .-—
Martens! ttc 400
SeriCS “corrosfm r-
~lstant stain~ess
Stc.qls used in aPPlf -
~atlons where tenPer -
~tures do not exceed
5a9°C(l Z000F) (sUch as
?Xhrnust system for
gasol Ine and diesel
engtnes used for
sdp~ort cqulunentl

.—

F-112

I

i

TYPE
EXPOSURE

1 or II

&
i

w

‘F-201 I or If

~
—.

.—
flNISH PROCESSES

..:
:,. —-----i

—--—
For, f{nlsh procedure see F-1 OR.

,
I
I

,,!.

.,

l“.
.:
)

:!. j.

.! .,!
:,,,:!.

,Li ——

A’f\er cleaning, condltlonfng not requf red.
!: ““Pass ivate with types 1, II, 111 or IV

pgsfvntion treatments Of 00-P-35.

1. No finish requfred.

1. After cleaning, condlt{onln!l not required.
?. .Passlvate wtth appropriate pass fvatlon

“~reetment of OQ-p-35.
I.. tto finish required.

. ,

,

,
?

:.

‘x
7
b.

+
W
a
w
P
c
V!
D
-1
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\ TA6LE 11. Paint finishes (f and FF) . - Continued

.- 1

FOR USf ~ I

.. —-— — ----- . .- . .

flart,efx~ftic 400 serfes
corros!on resl:tant
stain ltss:steel.s used in
aPPl iC~tl@n5 where tamp-
eraturts do not exceed
649°C( 12CZ~0f ) (APPl 1-
cation~ other than
exhaust systems)
.—. -——-—

%rtentl tic 400 series
corroslonreslstant
stalnlkss, steels used In
aPiIl fcqtlons where temp.
era turts do not exceed
371°C [?ofi°F)

.-—_— ..—-

!tarten$ftlc 400 series
corrosloni resistant stafn-
less steels usfjd in ap-
pl icatlons whefe temper-
atures” do, not exceed
159°C ( 300°F)

.. —__ . .. -—- —.——- .

,~5H

COOE
UMBER
-.,-——
‘-202

‘-203

~-204

+ -- -.

1

TYPE
XPOSURE

.-— —.

or II

-. -----
or II

_-. -.— .-

or 11

-.—.

. ..— . . . . ..- ------- .. —-. — .— ----— —.

FINISH PROCESSES

——— —.—

1. After cleanfng, condltlon by abrasive blastirrq
in accordance with Steel Structures Painting

Council, Vol . 2, Sec. 2, !io. 6 (SSPC-SP6-61).
2. Passivate with appropriate passivation treat-

men~ .of QQ-P-35.
3: ; Final fintsh with alumin~ coating conforming

to,,~ither WL-C-23217, MI L-C-81740, NIL-C-81751
; or HIL-C-8.WM.

-—---:,+”=—--
1 ., ~f~cr cleaning, condition by abrasfve blasting

{n ‘d~cordsnce with Steel Structures Pa fntirrq
: Cowritil, Vol .2, SeC.2, No. 6 (SSPC-Sp6-53).

2. Pas$lvate withappropriate pass fvation treat-
! ment of Q@ P-35.

3. Final ffnish with 0.08’MI to 0.l14mM (3.5 to 4.
roll) dry film thickness of inorganic zinc rtch
primer conforra{ng to HIL-C-3R336 or MIL-P-
23236 type 1, class 3.

1

..
:.

1. After cleaning. corid{tionfng not required.
2. Passfvate with appropriate passtvation treat-

mwt of 90-P-35.
3. Prime with 0.015nxn”to 0,023MTI (0.6 to O.%il)

dry film thickness of epoxy primer conforming
[ to MI L-P-23377, type 1.

4. Finish - Coat with compatible fintsh material
from table V, VI or VII of this standard.

-.
.....

,.

<’--1

.4’

;.: ,

;.
,,,.
..

.



;-. \

p

—--.—— -—

F(M IKE ON

————- -———

High strknql.h steels
with fI hnrdness level
OF RockWll C40 and
hlgh~ ‘1230 qPA (180,0Q0
KSI) Ult!lmtt.e tensile
siiersgth

__——

H{gh”st+ength steels *
wfthf a hardness level uf
Rockifel~ C40a I’al hfgher
1230 Hph (la~t~o KS1)
UI tiiat~ tensile strength,,——. ---

Rlumin& a~loy~. (All
bare or clad alumfnum
al 10Y surfaces used In
strlictural load bearin!l
appi{c~tfnns and all 2000
and ~70dflsmfes aluminhrn
alloys ~,lsedfor structur-
A1 load hearing or non
load b~arinq applications

,+-. ——-

TABLf I I . paint ffnistl?s (F and FF) . - Contfnljed

_.~1
~.

1.’ FINISlf PROCESSES
i :’

iNISN
COW
UMBER

-300

—-

F- 301

f-to(

-—

TYPE
(POSIIRE

—.-
or 11

_.. —

I or 1!

I or 11

.—

~cleaning, condl ti.bnfnq not required..

?: Cadlnlum plate In tccorbme with WO-P-416,
t* 11, class 2 or calm{um coat In accordance
“i~ either niL-WK13t,orr WL-C-815fi2.
A *in@ toatfnqs II a otdance ‘ith ‘ithW
“}

~

N L-C-23217 or qlL-C-8 4R8 are acceptable subst!
~tites for cadmfm.

3. PrhnS with 0.01% to 0:OZ311SM (0.6 to 0.%11)
dry fths thfckncss of epoxy primer confo~in9
to “MI L-P-23377 * type I !

, froni table V, Vi or VII OF this standard.
0. Ffhish - Coat wtth corn atible finish material

.~

1. A~~er cleaning, condftfonfng not required.
2, Chkdmium pl~te in accordance With 00-c-320

Clilss 2.
:“,

__—
1, Af,tcr cleanfng, condittorifng not requlr~d.
2. Ft%i.rest with an .anodtc coating confomlng to

type [[ of MIL-A-fJ~25i;: ;.
3. Wlme with 0.015 to 0.023w (0.6to 0.%11)

dtiy ftlm thlckn~s ofaxy prtmer crmfoming

1
t MIL-P-2337~, tyP@’!? ~~

i. F nfsh J Coat with c~t~ble finish material f
tibie V, VI or Vll of this standard.
,,,

_. —
——



TABLE 11. ~nt finishes [F and FF1. - Continued

Al,,mlnum ,,11oYs. (Rll
bare o-r clad 5000 and ,
6000 Series alumlnum
alloy? used for non- ,
strtictilriil . nonload
bcaritig anplicattons) :

Inter ior, surfaces of
open ~nd~closed hollow
members (al 1 bare and
clad ,2000, 5000, 6000.
and 7GOOser{es alum!-
num alloys)

.._. —-— —

--nmiFr-
COOE
UMBER

;-401

[

!

,

-

1-402

_–

ExPOSURE

or Ii

or II

——--71Fm?—mJm~
.---. —— —— ..——

1. After clean lng, condltfon with deoKldizer con-
forming to ttl L-C-38336.

2. Pretreat with chemical conversion coating con-
forming to class la of MI L-C-81706 applied in ~
accordance w{th ML-C-5541 .

3. WIme with 0.015to 0.023MoI (0.6 to 0.%11) dry ;
;Ilrn-thickness of ●poxy prfmer conforming to ~~

4. %;:;2337” ‘Y* J ,

‘j
Coat with compatible finish material ... }

ftom table V, VI , or Vll of this standard. .-~,
.:: -,

1. After cleanlng, “conditioning not required. 1
Z. lfollow members previously pretreated in accor- ::

dince with flntsh codes F-400 and F-401 do not .
:.t@tre further pretreatment. Other procedures ““

require approval of the procuring act fvlty.
‘3. After closure, except tbse hollow members that

transport gasses or flufds, apply NIL-C-16173.
qiade 1 corrosion pre$ent{ve compound to interior
surfaces. Appl Ication of the compound to the

.:lnterfor surfaces of yerttcal and Isorlzontal
P ~closed hol low members, except those hol low members

,khich transport gasses or flulds, may be done
: I( hrough permanent dra$n holes or holes that havr$

L;: en drilled speclftcally for application of thp

‘“ : wros’”n ‘revent’ve Cmwund” ‘he ‘“’es ‘ha” :spaced to permit complete coverage of the.,,,, !isternal surfaces and: consequent drainage of the.
excess coattng material . All holes that were

drflled expressly for application of the corros ion.,
:; preventive compound shall be closed with self

tapping aluminum screws. Solder shall not be used
to close these holes. Oraln holes in vertical
tmllow members shall be closed with remvfable

,wellnut plugs or other equivalent devices. All drafl
holes In horizontal hollow members shal I be left ope!

---
-——.=l---

-,



, -.,,

. ..”

.

,:

rnR IISF OR

.. —-— —.

f~terl+ sbrfaces of Open

and clo%edi hollow m@cb@rs
(hll bake And clad 2000, ‘
7000, mm and 7000
+.er!esaluminum alloys)

!4aqti@si”um .J1 Ioys

.—. -—z ._. _—_

%ffnesilim allnys

—_

Interier surfaces of open
and C1OSW hnl low
mmberk (hl1 mignes{um
alloys’)

—.-— ..—

TkUILE 1 I . ~

Tm7i
CflfIE

NtMER

F-400

-KaTil-

-—
F-500

F-501

F-50z

TYPE
EXDI)SIIR[

1 or 11

TWii_

.—— .—.

1 or 11

—-.. —
1 or 11

I or II

FINISH PROCESSES

For ffntsh procedure see F-400

For ftn”fsh procedure see ~-401
—.

!.. ,
.;

—.

1.. Clean wfth alkalfne cleaner conforming to ~fL-
C-25769 or In accordance with MIL-!4-3171 to re-
move all sotls.

2: Pretreat wl th dfchromate. conversion coating csm-
formfng to type 111 of ,WIL-M-3171.

3. Prfrne wfth 0.025 to 0.03Lfnim, (l. O to l.!imll) dry
ffhi thfckness of enoxti ok{mer conformln~ to
MI L-P-23377, type 1: - ‘

.

4. Ftrtlsh - Cnat wfth comlatlble finfsh materfal
fron tabte V, VI nr VI1 of this standard.

—

1: Clean with alkal Ine cleaner conforming to MIL-
C-25769 or In accordance w{th 141L-M-45?W to re-
move all sofls.

?. Pretreat wf th anodfc chatlnrj conforming to type
1[, Class A, grade 3 or class f7 of fllL-M-4520?.

3, Pr?me with 0.025 to t).f)lf%mn(1 .0 to ! .%!1)
dry, film thickness of eooxy prtmer conforming
to ‘41L-p.23377, type [,

4. Ffnlsh - Coat with compatible f!nlsh material
from table V, VI or VfI of this standard.

—- ——. —-— —-—

1. After cleaning, cotiftionfnq not requ{rcd.
2. ttol ltna members prev.lodsl y pretreated in accor-

dance with f{nfsh codes, F-500 or F-502 do not
requfre further pretrsiabnent. Other procedures
require approval of the procuring activity.

.

.

;.



TABLE 1 I . Paint finishes ~F and Ffl. Continued— —. —.— ——
.,

–---X-’:,Z;-F–---”---””””””-’--’’-““”‘f_OR USF ON FINISH PROCESSES

.—.-—-— ------i- -.: —-------..-——. -..-—- -

Interior zurfaces of open
and closed hollow member~
(All miagnesium alloys]
contirwled.

F-502 ~ I or 11 3. After closure, except those hollow member ~.ha~~
~,transport gasses or fluids, apply tfIL-C-l17q6,

., grade Ill or MIL-C-16173, grade 2 corrosion:,
,, presentlve compound to interior surfaces.

:,, ., Applfcatlon of the compound to the fnterior “’
:1 surfaces of vertical and horizontal closed :

I
i. .:.: :hollow members. exce Dt those hollow members

I
I ,: ,.,. which transpor~ gasses or flulds, may be done ~

: through permanent drain holes or holes that ‘ i ‘~ ““
:,:” have been drilled sDecffically for application I T

I

1

i’
I

.
t. I

1

i

\

I

$lond S(trfaces

t

1

-.

.!

.,.

-, .
~

,.

.-—. — --J-----
fxteritir ;urfaces of open I F-500
and, closed hollow members
(All ri,igfieslumal!oys) F-501

I-.—.-———— -——

F- 600

of the corrosion pr&entive compound. The holes ~i~~ -
1 J{ shall be spaced to perml t complete coverage of

J, ,,i:. : the internal surfaces and consequent drainage
;~~i of the excess coating meter{ai .

~!~g ,

-, All holes that i!~~
,, were drilled expressly for application of the ,!?=

\; .,i; . corrmion preventive com~und shal 1 be closed l~!: 1.::
,,, ?. with seif-tappfng magnes{um screws . So?der “;!jz,
.L shall not be used to close these holes. Orain ;’.

, ::’ holes in vertical hollow members shail be ‘ ‘-’
,,

!,1
closed with removable wel 1 nut plugs or other l’! ::,.

, ! ,. equivalent devices. All drain holes in horizon- ;(.
tai hollow members shall be left open.

—— -- —-——— . ..— _ ..-. .— . . . .

I or [“1 ‘1
i :..

For finish procedure see F-500.
-—-..—.—— --— ----- ---- —----- - .- I

I or II For finish procedure see F-501 “!, ‘:,
—.— -—. —----- . ..- ——--- . . . . . . . .

I or II . 1. Thoroughly sand surfaces {n accordance with best
consnerciai practice.

~ 2. After any necessary bonding or masking of areas ,’
to be bonded. seal with ciear Mlt.-U-1351 R with
on extra coat applied to end grains.

i i, Finish - Pafnt with compatible final film from

—._-l__
table V, VI or Vii of thfs standard.

—--- ..—— —.. . .. —.._ .-. .— . . . -.
,,, .,. . .,

1’ ‘1
-’
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TABLE II. paint finlshdi (F and FF),. - Cnnifnu~d

...\
—

—

FOR USE ON

—. ..——— - .—-— —.

wood Sllcfaces

————.—.——

Fng!nes, automotive.
Packpttgi it cetera

----- .- .. _.. - -—

C,rankca:, e \palcr

(cast iron housfnqs of
cll!tch’,ti-anzmfsslon,
dffferenhl , final drive
and brake)

———. —————

Genera! In$ plant components
sub.jec t ,tb el eva ted tmaper -
atures:of! 205°C to S30°C
( 40CFF tO: 10nn°F) (other

thari it.a,fnlcss steel exhaust
SYS terns)

— . —.—

Pipel ines and compressed
qas cyl infkers

—- —— . . .

“INISM
COCK
mrLwJ
—.

‘-601

‘F-700

——

“F-701

——

F-702

‘F-7ff3

-

TYPE
EKPOSURE

1 or II

I or 11

.——

11

I or 11

1 or rr

J FINISH PROCESSES

- —. ——

1. Conciftfon by thorough sandfnq in accordance’ wfth
tfie best rxzmaercfal prict!ce.

2.: A$ply not less than three coats of TT-V-121
varnish. ,-:

—

1.’ Cleaning 1
2. pretre~tment } in accordance? WI th best
3. Prfmfng 1 commercial practfce, except all units
4. F{rifsh } exposed to view shall be pa{rvted

color number ?6052 of FED-ST~-595
.-—. — .—

i. Aftnr cleaninq. condi tfoninq {S not required.
?. Pretreatment Is not required.
3. primer - Pafnt fnterfor surface, thjs ffnes aot

apply to metal-to-metal or metal-to-metal 1infnn
$utfaces, wfth one coat of TT-P-636 to 0.025
to O. OMIIUI (1 .0 to 1 .%sit) dry film thickness.
A crintaercfal crankcase sealer may be used in lfms
Of the above materials.

4. Ffnfsh - Nnt required.
.—

1, kleanfng procedure will he dependent on steel el 10Y
?. ~retrestment wfll he dependent on steel alloy.
3. Prime wfth one coat of NIL-P-38336 or Ffil-P-23Z36,

;tyoe 1, class 3 to 0.@t9 to o.l14mM (3.5 to 4.5mfl)
~diy film thickness.

4. :Topcoat with a hfgh temperature resfstant sfl ffonej
zfnc pefnt as aoproved by the wocur~ng acttvity.

. .

i. CIPanfnq, condftfon.fnq. pretreatment and oafntfnd.
shall be as aooroved by the ~rocurfnq act fvftv.

j. Narkinq and color codfno shbll be {. accordance
wfth PIL-STO-1O1 .

_.— —



TABLE III. [Iectricol conducttvlty of passivated fin fshe:-.

—.—.—.

Mater {al

Ferrous
Alloy

—. —_. _
Ferrouk
Alloys

—- —— ..-

Ferrous
Alloys

. .

Alwssinum:
Al Ioys

.—

Al umi rium
Alloys

——..

—-- —..

Tyw
Fxposure

I

11
—--——

1

1[
...-. —- ----

r

11

+

— —-.

11

——. -.
11

— —

.—

Ffn~sh
Number

.—

P-115

P-162
.—

P-117

P-163

0-101

I-z-loi!

F0-350

D-351

——

—-— —---

Finish
Oescriptlon

------ .— —.

Chromate-treated
cadmtum

——————

Phosphate-treat-
ed zinc

Pftosphate- treat-
rsent

J_—-—-—

L
Anodt zed

,.
—— —

Chemical film

— .—.-

,., ,

-———

G?nductin~
!; Power

Frequency
-———

no

No.,

— ——
MO,,

,,

—.
No

L.

——
No.!

.,

_ _——

;onduc t
RF

~requen
.—

Yes

.——

Yes

—--
No

No

—.-—

Yes

——

Remarks

Electrical contact may
require use of toothed
type lockwashers. l_/

.——.
El ●ctrfcal contact may
requfre use of toothed
type I ockwashers. ~/
—...—- -----.--—
These finishes are
porous,, their use In
contact with other
metals must be restrfc’
ed to those form!ng
couples compatible w!tl
ferrous a 1 loys (except
stainless steel).—. —— - A— . .

%sy be used fn contact
with any dlssfmtlar
netals --, ---- .— —-- .-

Electrfcal contact may
requfre use of toothed
WI ockwashers.______ . . . . . .

f_/ Chromate flTms, depcndf~ on thfckness , have’ a relatively low electrical resistance from
(t.~1 to O.OCtZ ohms W* e contact urea of 1 square Inch with contact pressure of 100 pSl

.-

.:
,!

.:

.-:
,-

. ..
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TABLE I’f. Metallic coatings other than electroplated coatings (H).

,: :
.,

Finish Type Metallic Coating . Minimum Coating Applicable

Number Exposure D@scr$ptlon Thickness in Specification
Millimeters

m-l 00 r 07 11 Vacuum deposi ted 0. !309 MI L-C-B837, Type ]1,
cadmium Class 2

%101 T or ‘T1 Mechanically : 0.008 ML-c-81562, Type 11,
deoos i ted cadmium Class 2

PI-102 I or 11 Vacuum deposited 0.025 MI L-C-23217, ClaSS 1
aluminum

n-l 03 I or 11 Ion vapor depo- 0.025 ?!IL-C-82488, Type I [ .
sited aluminum Class 1

KIM 1 or II Mechanically 0.025 ~IL-C-81 562, Type 1I,
:. de~$lted ZfftC Class 1

- !4-1.05.. . . 1 or TT, Mot dfp zfnc- 0.036 ASm A525, Reguler’T
. . . coattng.(galvaniz- (H&0th TYPe. 0=.1 Wt! on G9fJ

. ... . .,, ,. .ed) .(,S.ee5.5.1.4)

H-l06 1 or 11 !iot-dfp zinc- (J.tlla ASTH A123
coating (galvaniz-
ed) (See 5.5.1.4)

,67
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Ffnal p~fnt film - 910SS.TABLE V . .

“=I=E=
CG I lnternistfonal Ot-isnge

EG

FG
—

GG
—.

HG

IG
—.

JC
—..——

KG
—. .—

LG
..-.—

NG
,-_—

NG
—.-

OG

Lfght Yellow
-. —-—

Olive Orab
..— — —— .

Light Green
-—

Ins fgnia Blue

Sea Blue

I.fght Blue

Engfne Gray

Aircraft Gray I

Afrcraft Cream ‘

Insignia White
—.. -—

Jet Black

——

FED-STD-595
,; Color No.
r

—

10049
.— .— ---

‘11136

12197

13538
_ .——

13655
.-.——

14r!R7

141fi7
-—.——

15044

15042
-——

1S102
-—..

16EW

,16473
-’

13594

: 17B75
--—.—.—.

1703B
-. —_. .—

1703B

15045
-.--—

13670

Applicable
Primer

——

MI L- P-?3235
MI L-P-73377

!IIL-P-26915

HIL-P-18336

Applicable
Paint

Speclffcation

NIL-C-83286

,.-1

. .

r:
. .

.,.

1.
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>.

Film
oesfiJ-
nat.!on

— .—. —
A5

_~<-–.-_.

—- —.—
c1

— ,..-.-— —
IX

.—.
Es

___. —_ .

—-. —---

-.

COIOr Nb’ke

--- ———-l————mimr—

Sea Blue

instrument Black -

: -—
Green

.- —- _—
Gray

Green
...-~

------

595
Color
No.

.——
25042

-—
27038

-2aJo o—
——.-.——

25622
—- —

24052
__. —.- . —

__-— .-—

---..—— .- —--- . .

Applicable
Primers

——. .--. —.. .- —..., -. . . .

MIL-P-23236
MI L- P-?3377

; PIIL-PA26915
,, MIL-P-38336

—.. — —.. .

Appl Icable
Pa{nt

S~eclflcation

MI L-c-832R6

.! i.

.
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TAtlLE V 11. Final paint jfilm - Lusterless.

P!:.:[::EE:z:PiF-
!1L

-----1-.A
Dark Earth 3011s

—.—.-.——— ...____ __ .
!IL Sand 30?79

——- ._. —-—
cL 13ull Red 3olf19

.—. — .—-. —----- _____
OL insignia Red 31135

. . ..— .—-.. . . .. ______ ______ ._ ._ _____ _

‘1 Yel low 33538
—

.r L Middle Stone 30266 ‘- -
——. . . . . . . —. .— - ——. —

r;L !!edium Green, 34079
— —--- —-— -- ———. ——

!{L Olive Drab 34087
-. . . . . . .—— _________ .

I 1. interlor Green 3415i
.—. — .— ._ —-—

. .

. .

.

.lL

---1 ~~~

Sky
-.—--- ....-— ..— ——— --.

,. ~ Insignia Blue
—--——- .— —._ ..— — __ ___

1.L Non-Specular” Sea Lllue
—--- .—. — -. -—

14L intermediate: Blue
—. .- —._ .__, __ -

IJL Tea Gray
-.—

!)1. Azure Blue
. .._ ._. _ ___ ——

~L Ok Gull Gray

34424

35a44
—.—

35042

35164

35231
.—-—— -

36231

}

(JL I Liqht Gray I 36440
P1. Lt. Gull Gray I

HIL-P-23236
MIL-P-23377
MIL-P-26915
NIL-P-38336

—. . ..—

Appl icable
Paint

Speci fication

tfIL-C-B3286

-..
,.



...

_ .—— —.—
‘

film
De5igna -
Ilnn

—-. ..__-—

7L

—— ... ...—
!IL

— .—— .—.

UL

TAOLE V1l. ~ !!M!I!-”!. .
jcontinued~.

‘cOlOr”aTTTT-i=’=-

“+ 1,
Dlack ‘~- ‘“ 37n38 ‘– ; ;
. ._ —.— ---—- .: ,

Green 34670
.i.
. .

— ‘ .--- —---- ““:-”--— ,:1
Ilhi te 37886 ,~

——— --- _. —__—.

Gray 36492

I I .:, .—. .— ——

‘i
.~
,:

,

XL
—. .— .—-— .

YI

——. — .—-—.-..

,,

.,, !
,, !

1

.. ..

t.
.:
“,.

.+
,.

---——- .- —- . --

Applicable
Pa Int

Specification

__— — -. .—.

_______ . . . . . .. .——

.

..
!.
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TABLE VIII. ffnfsbes or process other than . .
Paintinq or PIat{nq (D),

I For Use On I

Plated ferrous al 10Y5
(other than stain-
less steels) having a
Rockwel1 hardness
greater than C-40

Ferrous al10YS other
than stainless steel
(wearing parts lubri-
cated in service)

Ferrous a 110YS other
than stainless steel
(non-wearing parts
not lubrlr.ated In
service)

14acnlned or welded
stainl.ess..steel
parts

Corrosion-resistant
steels (dull finish)

Aluminum alloys.
(see 5.4.1)

Aluminum alloys
(see 5.4.1)

t

Type Ffnish
.x osure Number

or 11 0-100

I

*

11 0-101

11 D-102”

; or 11 0-200

Finish Process

1. Preclean in accordance with
5.3.1. I. . .

7. . Clean and condition by abra-
sfve blasting. (See.5.3.2.3)

3. Apply applicable metallic
coating in accordance with
Table I or Table IV.—-.

1. After cleanfng, conditioning
not requi red.

2. pretreat with phosphate film
per Ml L-P-l 6232, type M,
class 2.

T. After cleaning, conditioning “
not requi red.

2. Pretreat with phosphate film
per WL-P-162320 type Z,
class 2.

i. After Clearllbg, conditicifiifig
not rcqui red.---- -.

2. Passivate with applicable
passivatlon treatment in ac-
cordance with QQ-P-35.

3. All ferritic and martensitfc
steels shall be chroaate
treated after passivirtion
in accordance with QQ-P-35.

1. Cleaning and conditioning
~ (-see5.3.2 .4.)
. Pretreatment with black oxfde

per I’IIL-C-1,3924, c~.?s.s 4.
1. Conditioning not required.
2. Pretreat with anodic film

per MIL-.A-8625, type 11.

====71. Conditioning not required.
2, Pretreat wi+h cheririca~film

I
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FIIL-ST.D.S08A(USAF)

TABLE VIJ1. Ftnishes or process other than - ~~
painting or PI sting (D). - Continued

Aluminum alloys I or .11

Finish Finish Process
Number

n-352 1. Conditioning, not required.
2. Pretreat with chemical film

per MIL-C- R17D6, class 3.

D-353 1. Condi.tioning not required.
7-. Pretreat with anodic film

per MIL-A-86Z5, type ”lll.

1/ h.nodic films are satisfactory for type I or ]“1surfaces only on small
unthreaded parts .

. ..-— .-— .— -.. . . .—,.. . . . . ... -—_. —. ...--..—. ...— .-—.
. ---- -., . . . ., .,., ..’ . .. . . . . .,< ,,...... ...-. . .. .

!,
.
., ..- ..- ..-

... . . . . . . .
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TABLE TX, Finish selections.

. -r P
Class of part Condit1ons Affecting E{P;- Aoollcable Finish

Flrsish Select {on sure

FABRICATED FRCM FERROUS ALLOYS OTHER THAN STAINLESS STEEL

!assfve structural Tank cleaning and pre- 1 F-1OO, F-101 , Or F-102
parts and assemblies, treatment is practica 1.
such as the bodies of
trucks, trailers,
caeni-trailers, and
vans.,special wwsse
vehicles of all tyoes.
large breckets, gus-
sets, and assenbly
hardware.

Large bolts, nuts, Parts will reouire I P-114, P-115, P-116,
washers, and similar painting after assembly. P-117 , !4-100, I6-102
type.hardware for or M-103
assembly of massive
structures.

Lesser structura 1 Tank pretreatment 1s I F-101 , F-103, F-102
parts ●nd assesnblles practical . ,. .,- ,.

such as racks, cases,
castings, housings, Tank. pretreatment i s“ not I F-101 , F-103, F-104
panels’, brackets, practical. or F-105

etc.

Insida of open and I F-106. F-107
CIOSed hol low
members.

Smel1 hardware Parts will be exposed I F-1OO, F-101, F-102,
(except t?sreaded to environment - F.103, F-104, f-105,
parts) such as assembled in equipment. P-114, ~-lls, P-170,
hfrwjes, festwrers , P-171. M-105. or
catches handles, M-106
truck corners, Parts will not be expos- 1 F-1OO. F-1OI, F-102
washers, special-
ty parts, etc.

ed to environment when F-103, F-104, or any

(See 5.i.2 .6.)
assembled in equipment. plate of metallic coat

ing for tyPe 1 exPo-
su~e per table 1 or
,table JY.

Parts will be .@inted 1 P-114. P-115, P-116,
after assembly. 0.117, w-loo, M-101,

+4-102, M-1G3, ~-lf15 or
M.106

.— ,..

Darts will he exposed 1 P-10? or P.107
to :he envi ronmen:
when assembl ed and
cannot be painted.

(-’)
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TABLE VIII . Finishes or process other than .- ~~ ~~
painting or PIsting (D1. - Continued

B=I==
Aluminum alloys 1 or 11
(See 5.4.1.1)

m
Finish Finish Process
Number

IS-352 1. Conditioning, not required.
2. Pretreat with chemical fi~m

per f41L-C-R1706, class 3.

D-353 1. Cond i.tioning not reaui red.
9-. Pretreat with anodic film

per MIL-A-8625, type”]!!.

~/ Anodic films are satisfactory for type I or 1’1surfaces only on small
unthreaded parts.

. . —.—-. .— .- .. ..- .... ... . . . . . . .. . .... . -—------- ----------- -—-- ---- ——
. ,.. ... ...,. ~;. .. . . .. .. . . . . .,. , ,,. ....-. . . . .

., . ..- . . . . . .

.:

.,

.,.. ... . . . ,. .,

.,
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TABLE IX. Fln!sh selections.

. . -., ., T P
Class of part Condt tions .Affect!ng Efp~- Aoollcable Finish

Finish Selection sure

FABP,lCATED F

Massive structural
parts and assemblies,
such as the bodies of
trucks, trailers,
smi-trailers, ●nd
VWS g $x~bl pL4rPOSe

vehicles of all types
large breckets, gus-
sets, and assembly
hardware.

Large bolts, nuts,
washers, and similar
type ksarduere for
assembly of massive
structures.

Lesser s tructurz 1
parts and assmablies
such as racks, cases,
castings, housings. ”
panels, brackets,
●tc.

Inside of open and
CIOSd hollw
members.

Small hardware
(except threaded
parts) such as
hlnyes, tmitwers,
catches handl ●s,
truek corners,
washers , special-
ty parts, etc.
(See 5.1 .2.6.)

! FERROLSS ALLOYS OTHER TI

Tank cleaning and pre-
treatment is practical.

Parts will require
painting after assembly.

Tank pretreatment fs
oract$cal .

Tank pretreatment is”.not
practical .

Parts will be exposed
to environment when
Bss&nbled in equipment.

Parts will not be expos-
ed to environment when
assembled fn equipment.

Parts will be painted
after assembly.

——

oarts wil 1 he exposed
1.0:he ,environmen:
when assembl ed and
cannot be ~intd.

M STAINLESS STEEL
I

1 I F-1OO, F-101, or F-102

1 P-114, P-115, P-116,
P.117, M-1OO, M-102
or M-103

F,

I I F-106, F-107

I
I I F-100, F-101, F-102,

3, F-104. F-105,
4, P-118, P-170,
1, II-105, orL

1 F-1OO, F-101 , F-102
F-103. F-104. or any
plate of metalllc coat.
ing for type I expo-
sure per table 1 or
tahle IV. —

1 P-11A, P-115, P-116.
P-117, Y-1OG, M-l!J1,
H-lo?. rn-103,M-105 or
H-106.......

, I P-10* or P-107

. .

q “)

I !:?

I
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TABLE Ix. Finish selections {cont.).

class of Part

smal 1 hardware
(continued)

scwws, bolts, nuts
and threaded parts

.. . . .: -.:.:, .-
.,< .-’

. .. .. . ..

L’earing parts iubri-
c;:~d in :,ervicp

Type
:onditfons Affecting EXPO
Finish Selection sure

Parts were plated
by manufacturer
#ith any plate,
except cadmium or
zinc, and requires
painting after
sssmbly. I
Parts were D\ated by I 1
manufacturer with -
:admium or zinc and
requires painting
rnfterassembly.

Parts will not be
exposed to environ-
ment after ●ssembly
In eqtilfmient;-”

I
or
11

Parts wfll be
painted after
assembly.

After assembly in
equipment (except
parts which cannot
he painted. )

I
or
11

I
or
11

Parts will he au.b-

jected to tempera-
1’

or

\
wrEs-&acess..M .. Il.
450°F.

Parts w+11 not be i 11

c
F-108

F-108

Zz_l
P-162, P-170, N-100,
M-102, or M-103

F-1OO, F-101, F-102,
or F-108.

Any pbte 04- metal 1ic
coating for type 1 expo-
w.ce ..fmm table I or N
except cadmillm or zinc, 1

Any plate or mecailic
subjecte$ to tmoer- ~ coating for type 7! ex-
atures In excess of posure from tab~e 1 or
450QF . Iv.

Parts will be perio6- ~ 1; p-lo]
icallv luhica! pd.

I

parts wi?l be splash ~ ~i D-101
or force-feed lubri- ! I

1
ca ted ir operation. ~ ~

‘1 /
:,
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TABLE. IX. finish selections (continued).
1

Class of Part

Sliding wearing
surfaces such as guide
rails, et cetera, re-
quiring electrical
conductivity

Gears, cam, S1ides,
et’cetera.

Any type of part

Hardened steel parts
such as cn:l springs,
washers, etc. , sub-
ject to hydrogen
embr{.ttlement.

. . . . .

Type
Applicable FinishConditions Affecting

Finish Selection Expo-
sure

Parts cannot be lubri - rl Iu-]13e
cated ●nd wi11 be
subjected to high
bearing pressure

An electrical conduct- 11 Any plate for type 11
ive dissimilar metal exposure per table 1
contact is required 8 HIL-sTD-ee9.

Plating is reouirad 1 Any plata or metallic
for pr~;ectici due
‘to es@i&&rit”&sign

.ll=:-..$..’ r i.. + : .- , ‘“
coating for type 11 expo-

sure from table I or IV ~
iexcept zinc plus D-1OO. I

FABRICATE “iROM STAINLESS STEEL ALLOYS
I

Large parts Perts will be expos- 1 F-ZOO, F-201 , T-202,
ed to environment in F-203, F-204
assembled equlpment

Ports will not be ex- 1 No finish required.. .
posed ‘~o””eri~irbiu%rit !
in assembl ad esluipment

Small perts Parts will be exposed I F-200, F-201 , F-252,
to environment 1n,as- F-203 , F-204.
senbled ●quipment J
Parts w1ll not be ex- 1 NO finish required
posed to environment
in assembled equipment

~.-.,
,).,
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TABLE lK. Finish selections (continued ~.

C1.5SSof Part Conditions Affecting Type Appl icab~e Finish
Finish Selection Expo-

sure

~
FABRICATED FROM ALUN1!4UM-BASE ALLOYS

Massive structural Tank pretreatment I F-400, F-~01 , 0-350,
parts and assemblies “ practical or O-353.
brackets, gussets , ~;nk pretreatment is I F-400, F-401 , D-350,
and hardware not practical or D-353
assembl ies

Any type parts Parts will be subjec?- 1 D-353
eslto high degree of or,.. , ,.. ,
abrasion when 11
functioning

Lesser structural Tank pretreatment I F-400, F-401 , F-402,
parts and assemblies is practical D-35C, D-353
Su.:h..t.:~?ck! , C?sf!$

1ant pretreatment 1
castings, housings,:

F-4131

panels, brackets.
is not practical

e::. ,, r-~,.,.,

Smal1 hardware such Pavts will be exposed 1 F-400, F-401 or F-402. ~~
as hinges , fasteners to the enviroranent
catches, handles, when assembled in the .
screws, nuts , bolts, equipm ent
washers, etc. Parts will be exposed ! 0-350, D-351 , 0-353

to the environment
when assembled
in ●quipment and can-

Parts will not be ex- 1 Any plate for ‘typs’TT
posed to the environ- exposure per table 1 0r
mtint when asjembl ed , ‘3-350.
In the .equipent

Internal structural None I 11 D-359. D-351. D-353
parts such as chassis d non-conducting lJ 0-359, F-306, or
for electrical equip- surface is reaulred @-353.
ment. brackets, in-

1
Plating is rpqui red I 11 Any elates for type 1

side D’ mnel~. ,, for conlart wi~h dis- ; { exoosure Der table !
clamps, clips, hinges, ~im~lar metal: 1

i i and HIL-ST5-S63.
etc.

,.
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TABLE IX. Finish selections (continuecj,

I
Class of Part ~ Conditions Affecting Type Applicable Finish

Finish Selection Expo-
sure

Parts made from A power electrical 11 D-352
5000 and 6000 al lo-vs ~ conducting surface

is required

Open hol1ow members I F-402
(Inter {or surfaces ) or

11

Closed hollow rntibers 1. F-402
(Interior surfaces) or

11

PARTS FABRICATED FROM !4AGNESILWBASE ALLOYS

All oarts F-500 I
1; F-501

Open hol1ow members ““.’. 1 F-502
(Interior surfaces) or,...,,.< .._,+$J ii

Closed hollow members 1 F-502
(!nterior surfaces) or

11

FABRI CATEO FROM HDOO

All wood surfaces 1 F-600 or F-601
unless otherwise or
specified 11- -.

Varnished surfaces 1 F-601
or
11

OTHEI? APPLICATIONS

Engines. automotive, I FF-700
packette, etc.. or

ii

Crcnkces? sealer-cayt 11 FF-701
iron nousings of
clutch, transmissions
differentials, final
orlves. and orak.es

-— I——..

r“.->

‘):,

I
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‘MIL-STD-B08A(USAF)

TABLE 1X. Finish selections (continued).

Type
Class of Part Conditions Affecting Expo- Agplicable Finish

Finish Selection sure

OTHER APPLICATIONS

Generating plant I FF-702
components subject to
high tern~eratures
(~!IWF to 1 ,9@F]

Pipel ines and coo!- 1 FF-703
pressed gas or
cyl iriders 11

. .
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