&ZZ22 Engineering Material Specification

Material Name Specification Number

CORROSION PROTECTIVE COATING, ZINC ESE-M21P16-A
COATED STEEL, CHROMATE, ORGANIC
168 h SALT SPRAY -  BAKED FINISH

1. SCOPE

This specification defines the performance of a chromate and baked
organic coating on pre-coated surfaces.

2.  APPLICATION
This specification was originally released for hose clamps. On parts

where hydrogen embrittlement is of concern, nonelectrolytic plating shall
be specified on the engineering drawing.

3.  REQUIREMENTS
3.1 QUALITY CERTIFICATION REQUIREMENTS
3.2  SUBSTRATE
Precoated or zinc plated steel.
3.3 FINISH Baked organic coating
3.4  APPEARANCE
3.4.1 Color Black
3.4.2 Gloss Medium
3.5 FILM PROPERTIES
3.5.1 Initial Hardness

Shall be sufficiently cured at time of Packing to withstand
normal handling and shipping without marring.

3.5.2 Color Retention

The color must remain black after normal assembly handliné

(e.g., after tightening the screw of a hose clamp
assembly).
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3.6 SALT SPRAY RESISTANCE
(ASTM B 117)

Parts shall exhibit no white corrosion or red rust after 168 h salt
spray exposure.

3.7 VISUAL EXAMINATION

Plated parts are subject to surface inspection for such
imperfections as excessively rough plate, lack of consolidation,
incompletely covered areas, etc.

3.8 ADHESION No loss of adhesion

Parts heated to 190 C for 30 minutes shall not exhibit blistering,
peeling, flaking or plating which can be removed by a filament type
tape, such as 3M No. 898-2. The testing of plate quality by salt
spray and/or determination of coating thickness will be done on
parts passing the adhesion test.

3.9 PROCESS METHOD

It is not intended to limit the formulae or procedure of plating or
surface finish treatment except as indicated below. Any process
resulting in a satisfactory adherent plate or surface treatment
finish, meeting the requirements outlined herein will be approved.
The chemical activator (surface conditioner) used in the
nonelectrolytic process shall be of such nature as to not cause
hydrogem embrittlement of hardened steel parts.

3.9.1 Case hardened parts must be stress relieved for 1 h at
135 C minimum before cleaning.

3.9.2 Cleaning Requirements

Case hardened parts with case depths in excess of 0.30 mm,
cold worked parts such as hard drawn spring wire parts,
steel bolts having a Rockwell hardness of 27 C and over,
and all other parts having a hardness of Rockwell 32 C and
over are considered susceptible to hydrogen embrittlement
and shall be mechanically plated. Any standard cleaning
method is acceptable providing the following restrictions
are observed:

3.9.2.1 Hardened steel parts that are cleaned in an acid
solution shall be heated after plating to a
temperature of 95 C for 1 h or stored for 48 h at
room temperature prior to shipment.
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