Engineering Material Specification

Material Name

PAOSPHATE AND LUBRICANT FINISH - S2
-- SCOPE

Specification Number

ESS-M3P20-A

This specification defines engineering requirements for a phosphate and lubricant type finish
for iron and steel, identified as S2 when applied to Standard and Utility Parts.

2.  APPLICATION

This specification was relessed originally for a finish intended for general use, to provide
corrosion protection, combined with uniform lubrieation to facilitate assembly. Certain

limitations on manufacturing processes have been incorporated, because experience has
shown that present performance tests are not capable of assuring that all parts produced
meet all functional, assembly, and serviee requirements,

3.  REQUIREMENTS

3.1 COLOR
Parts shall be uniform black or dark gray color.

3.2 SALT SPRAY RESISTANCE
(ASTM B 117)
Must withstand 72 h salt spray without showing rust on significant surfaces. Traces
of rust on non-significant surfaces (threads, sharp edges and holes) does not
constitute failure, )

3.3 LUBRICANT FINISH
Parts shall be evenly coated with lubricant and shall not be oily or tacky to the
touch. The eoating shall not be excessive in thickness to the point of interfering
with assembly or automatic feeding devices.

3.4  PHOSPHATE, min - 1000 mg/ft? (10.8 g/m?)
Shall ordinarily be of the zine phosphate type, but manganese phosphate type may be
employed provided all requirements of this specification are met. The phosphate
coating shall be fine or medium grain size. Phosphate coating of extreme coarse
grain size or of excessive weight that interferes with assembly is not acceptable.

3.5 TORQUE-TENSION
Parts supplied shall be reasonably uniform in lubrieity.
Requirements for specific torque-tension relationships will be added to this
specification as suitable data and experience become available.
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PROCESSING

The specific phosphate process used is optional with the supplier, but it is
recommended that all special cleaning and post-phosphate solutions used be obtained
from the same source as for the phosphate bath. This does not necessarily apply to
the lubricant used. :

FACILITIES

Facilities shall have appropriate controls to assure uniformity of the process eyecle
employed in terms of time, temperature, solution concentrations and other process
elements.

CLEANING

Use of strong acids or alkalies for cleaning should be minimized. If the condition of
parts prior to treatment requires such cleaning, a suitable neutralizing rinse
(provided by the phosphate bath source) should be used to avoid a phosphate coating
of excessive grain size or coating weight.

BRITTLENESS

Parts supplied shall be free from the detrimental effects of hydrogen embrittlement
or other factors which result in part brittleness. If the part material grade or
condition, or the cleaning practice used, indicate sus%eptibility to hydrogen
embrittlement, corrective treatment (such as baking at 205°C for 4 h at heat) shall
be applied as required.

Note: A physical test for part brittleness will be added to this specification when
available.

1978 11 21 Page 2 of _2
E R
J::egg 39¢8'b
K n-3e-18 B 9009160 00LLO&L 984 M
- . .Documents

Copyright by the Ford Motor Company

Fri Aug 26 17:19:44 2016
Full document details: FORD ESS-M3P20-A 1979


http://www.avadocuments.com/doc/ford-ess-m3p20-a-1979
http://www.avadocuments.com/doc/ford-ess-m3p20-a-1979

