ENGINEERING MATERTAL SPECIFICATION

Material Name: : ] SPecxﬁcatnon Number

CORROSION PROTECTIVE COATINGS, ALUMINUM B EST-M21P9-A1 thru A14
BASECOAT, ORGANIC OR INORGANIC TOPCOAT

1. SCOPE

This specification covers the basic requirements for a proprietary
corrosion resistant protective coating which is produced by the
application of an inorganic aluminum filled basecoat followed by an
organic or inorganic topcoat. The basecoat is a water dilutable aluminum
filled chromate/phosphate compound which requires an oven baking cycle to
produce cure. The topcoat is ome of two types, either a fluorocarbon
"modified silicone type when service temperatures are not expected to
exceed 230 C or an inorganic chromate/phosphate topcoat for applicatioms
vhere temperatures exceed 230 C and may approach 645 C. The topcoats are
applied only over the basecoat and are not intended to be applied
directly to bare substrate.

2. APPLTCATION

This specification was released originally describing a coating process
for bolts, nuts, clips, springs, and other ferrous parts where normal,
above normal, or extreme levels of corrosion protection are required.
The coatings of this specification do not induce hydrogen embrittlement.
This coating is suitable for ambient as well as elevated temperature

appllcatlons The basecoat is applied to properly abrasive blasted-
-parts. ‘ S

3. REQUIR.EMENTS
3.1 APPEARANCE AND CURE

The coatz.ng shall have a unlform appearance and shall be free :Erom‘
tears and shall be thoroughly cured. The final coating shall not
be oily or tacky to the touch. .

3.1.1, The basecoat shall be matte gray color in appearance as

applied and shall have a metallic luster when supplied in a
burnished condition.

3.1.2 The organic topcoats are available standard in black,i haze
gray, or silver colors; other colors can be produced.
Topcoat to be black unless otherw:Lse spec:Lf:Led on detall
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3.1.3 The inorganic topcoat is available in olive drab/brown or
black color.

3.1.4 Cure temperatures for the basecoats and topcoats range from
175 € to 340 C, Coatings should not be used on parts which
cannot tolerate these curing temperatures.

3.2 THICKNESS

Thicknesses of the total coating system shall range from 17
micrometre to 25 micrometre; however, for non-threaded parts
greater thicknesses can be specified on the detail drawing. The
coating system is highly resistant to removal/damage resulting from
interference fit during assembly and the topcoat systems have very
favorable torque/tension characteristics due to a low coefficient
of friction. These characteristics combined with the sacrificial
capability of the coating allow greater thicknesses without
detrimental effect. Most critical to the performance of the
coating are the layers of coating rather than the thickness. The
maximum performance is derived from a 2 basecoat/2 topcoat system.
The ideal combination for both fit and performance is a 2
basecoat/l topcoat system, which is generally specified for
threaded fasteners. The minimum combination for both thickness and
performance is the 1 basecoat/l topcoat system.

3.2.1 Coating in threads and recessed areas; such as nuts, screw
heads, or elongated tubing shall have no adverse effect on
normal installation.

3.3 CORROSION RESISTANCE
3.3.1 Salt Spray Evaluation (Test per para 3.7.1 & 3.7.2)

If rust spots 1.6 mm in diameter or larger appear on the
significant surface of the part tested, then the part shall
be considered failed.

If rust spots larger than a pinpoint but not larger than
1.6 mm in diameter appear on significant surfaces of more
than 10 % of the parts tested, then the entire lot shall be
considered failed. Pinpoint rust spots shall be .
disregarded.

3.3.2 Significant surfaces on threaded fasteners shall be defined
as the exposed surfaces when the fastener is installed in a
normal manner (bolt head, nut 0.D., and faces, etc.).

3.3.3 Neutral salt spray performance indicated in Table 1, Table

2, and Table 3 represents the minimum allowable
performance.
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