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FOREWORD

This document outlines the requirements to be used in the evaluation of materials and processes for
stripping organic finishes from commercial aircraft. It contains technical requirements only, and is valid
for thermal, mechanical, and chemical stripping processes. However, the fundamental purpose of this
document is to establish economically, environmentally, and occupationally feasible processes for the
removal of coatings from aircraft. The OEMs were directly involved in the development of the

requirements and test methods. The OEMs will reflect the intent of this document in their maintenance
documentation.
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1. SCOPE:

a. This document details the technical requirements to be used in the evaluation of materials and
processes developed for use in stripping organic finishes from fixed wing commercial aircraft.

b. The requirements herein are intended to ensure that the materials and processes used are not
detrimental to the commercial aircraft when used as specified. These requirements are not
intended to judge performance of the stripping method.

¢. These requirements are intended to cover the use of both single and duplex processes involving
mechanical, chemical, or thermal means, which include the following:

(1) High pressure water blasting (with/without use of chemical paint softeners)

(2) Dry media blasting (e.g., wheat starch, plastic media blast (PFMB), etc.)

(3) Wet media blasting (e.g., sodium bicarbonate)

(4) lce-pellet blasting (e.g., CO, or water, with/without use of chemical paint softeners)

(5) Chemical paint stripping (e.g., with/without a dedicated or strippable layer in the paint
system)

(6) Thermal paint stripping (e.g., with/without the use of ice pellet stripping)

(7) Other processes, may require different or additional requirements as determined necessary
by the user and OEM

d. The requirements are based on the materials and finishes present on the aircraft at the time of
delivery. If the materials, finishes or the processing are changed subsequent to delivery, the
individual user may require that additional or different tests be included in any evaluation.

e. The means of compliance with the requirements of this document will have to be negotiated
between the user and the relevant regulatory authorities.

f. The test methods defined in this document constitute a recommended means of compliance.

g. The final responsibility for safety, health, environmental consequences, the selection of a process
for stripping and the number of stripping cycles rests with the user.

h. Itis the responsibility of the user to verify that all testing has been accomplished to the
requirements of this specification. This includes verification of laboratory capabilities.

i. Aformalinstruction and training program for material and equipment operators, to include operator
cettification, shall be established and maintained by the user.
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1. (Continued):

i-  These requirements are not intended to cover repair materials. The individual user shall
incorporate process control procedures and inspection to ensure damage to repair materials has
not occurred. Repair material guidelines are located in Annex K.

k. Evaluation of strip processes may be performed on metallic and/or composite substrates for use on
representative structure as defined by the user. Process limitations shall be well documented by

the end user.

2. NORMATIVE REFERENCES:

The following publications form a part of this document to the extent specified herein. The applicable
issue of all publications shall be the issue in effect on the date of the purchase order. In the event of

conflict between the text of this document and references cited herein, the text of this document takes
precedence. Nothing in this document, however, supersedes applicable laws and regulations unless a
specific exemption has been obtained. See Annex M for addresses to obtain documents listed below.

2.1 ASTM Publications:

ASTM A 109
ASTM D 792
ASTM D 1193
ASTM D 1781
ASTME 4
ASTM E 466
ASTM E 647
ASTM E 1150
ASTM F 483
ASTM F 519

ASTM F 1110
ASTM F 1111
ASTM STP 588

Steel, Carbon, Cold Rolled Strip

Specific Gravity (Relative Density and Density of Plastics by Displacement)
Reagent Water

Climbing Drum Peel Test for Adhesives

Load Verification of Testing Machines

Conducting Constant Amplitude Axial Fatigue Tests of Metallic Materials, 1988
Measurement of Fatigue Crack Growth Rates

Standard Definition of Terms Relating to Fatigue

Total Immersion Corrosion Test for Aircraft Maintenance Chemicals
Mechanical Hydrogen Embrittlement Testing Of Plating Processes And Aircraft
Maintenance Chemicals

Sandwich Corrosion Test

Corrosion of Low Embrittling Cadmium Plate by Aircraft Maintenance Chemicals
Manual on Statistical Planning and Analysis for Fatigue Experiments, 1975

2.2 Commercial Aircraft Manufacturer Publications:

2.2.1 AIRBUS Publications:

AIMS 03-04-011

TN A007.10028

Full document details: SAE MA4872A

Material Specification, Aluminum Alloy (2024), Solution Treated and Naturally
Aged (T3) Clad Sheet and Strip, 0.2<a<6.0 mm, Special Surface Quality
External Paint System With Intermediate Coat
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2.2.2 Boeing Publications:

BAC 5317 Fiber Reinforced Composite Parts

BAC 5317-1 Carbon and Aramid Fiber Reinforced Composite Parts, 350F (177C) Cure

BAC 5317-2 Manufacture of Low Temperature Autoclave Cured Epoxy Structural Parts

BAC 5317-3 Manufacture of High Temperature Resistant Epoxy Structural Parts

BAC 5317-4 Advanced Composite Laminate and Honeycomb Sandwich Structural Parts -
350F (177C) Cure

BAC 5317-5 Manufacture of Advanced Composite Structural Parts, 250F Cure

BAC 5335 Application of Expanded Metal Foil Lightning Strike Protection in Composite

BAC 5578 Manufacture of Advanced Carbon Fiber Reinforced Advanced Composite
Structure with Toughened Epoxy Systems, 350F Cure

BMS 5-154 Adhesive for Composite Bonding (350F Cure)

BMS 8-79 Glass Fabric Preimpregnated Epoxy Resin Low Temperature Curing

BMS 8-139 Glass Fabric Preimpregnated High-Tempertaure-Resistant Epoxy Resin

BMS 8-168 Epoxy Preimpregnated Graphite Tapes and Woven Fabrics - 250F (121C)
Cure

BMS 8-212 Epoxy Preimpregnated Graphite Tapes and Woven Fabrics - 350F (177C)
Cure

BMS 8-218 Aramid Fabrics Preimpregnated with Epoxy Resin (350F Curing)

BMS 8-219 Aramid Fabrics Preimpregnated with Epoxy Resin (250F Curing)

BMS 8-256 Controlled Flow Epoxy Preimpregnated Graphite Tapes and Woven Fabrics -
350F

BMS 8-276 Advanced Composites - 350F Cure Toughened Epoxy Preimpregnated
Carbon

BMS 8-336 Expanded Metal Foil for Lightning Strike Protection of Composite Parts

2.2.3 Fokker Publications:
TH 33.0155 Intermediate Coat for Use in Selectively Paint Systems
2.2.4 McDonnell Douglas Publications:

DMS 1926 Epoxy Resin “B” Stage, Cloth Reinforced

DMS 2202 Epoxy Resin “B” Stage, Fabric Reinforced-Heat Resistant

DMS 2224 Carbon Epoxy Prepreg, Impact Resistant

DMS 2288 Fiber Reinforced Epoxy, Prepreg. 250F Cure

DMS 2302 Shielding, Expanded Fail

DMS 2387 Fiber Reinforced Toughened Epoxy Prepreg. 350F Cure

2.3 European Standards:

EN 2334 Aerospace Series
Acid Chromate Pickling of Aluminum Alloys
EN 2101 Aerospace Series - Chromic Acid Anodizing of Aluminum and Aluminum Alloys
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2.4 180 Publications:
1ISO 2409 Paints and Varnishes - Cross Cut Test, 1992
ISO 4783/1  Industrial Wire Screen and Woven Wire Cloth - Guide of Choice of Aperture Size and
Wire Diameter Combinations - Part 1. Generalities
2.5 SAE Publications:
AMS 2470 Anodic Treatment of Aluminum Alloys, Chromic Acid Process
AMS 2475 Protective Treatments Magnesium Alloys
AMS 4037 Aluminum Alloy, Sheet and Plate 4.4Cu 1.5Mg 0.6Mn Solution Heat Treated
AMS 4041 Aluminum Alloy, Sheet Plate, Alclad 4.4Cu 1.5Mg 0.60Mn Alclad 2024 and 1-1/2%
Alclad 2024, -T3 Flat Sheet; 1-1/2% Alclad 2024-T351 Plate
AMS 4049 Aluminum Alloy, Sheet and Plate, Alclad, 5.6Zn 2.5Mg 1.6Cu 0.23Cr Solution and
Precipitation Heat Treated
AMS 4202 Aluminum Alloy, Plate, 5.7Zn 2.2Mg 1.6Cu 0.22Cr, Solution Heat Treated, Stress
Relieved by Stretching, and Precipitation Heat Treated
AMS 4375 Sheet and Plate, Magnhesium Alloy 3.0Al 1.0Zn 0.20Mn, Annealed and Recrystallized
AMS 4376 Plate, Magnesium Alloy 3.0Al 1.0Zn 0.20Mn, Cold Rolled and Partially Annealed
AMS 4911 Titanium Alloy, Sheet, Strip, and Plate, 6Al 4V, Annealed
AMS 6350 Steel Sheet, Strip, and Plate, 0.95Cr 0.20Mo (0.28-0.33C)
AMS 6454 Steel Sheet, Strip, and Plate 1.8Ni 0.80Cr 0.25Mo (0.38-0.43C) Consumabale
Electrode Melted
2.6 U.S. Government Publications:
MIL-A-8625 Anodic Coatings, for Aluminum and Aluminum Alloys
MIL-C-5541 Chemical Conversion Coatings on Aluminum Alloys
MIL-C-85285 Coatings: Polyurethane, Aliphatic, Weather Resistant, Low Infra Red (IR)
MIL-H-6875 Heat Treatment of Steel, Process For
MIL-P-23377 Primer Coatings - Epoxy, Polyamide, Chemical and Solvent Resistant
MIL-R-81294 Remover, Paint, Epoxy, Polysulfide and Polyurethane Systems
MIL-5-13185 Shot Peening of Metal Parts
MIL-STD-401 Sandwich Constructions and Core Materials; General Test Methods
QQ-P-416 Plating, Cadmium (Electrodeposited)
NAS 1097 Rivet, Scolid 100 Deg, Flush Shear Head, Aluminum Alloy, Titanium Columbium Alloy
MS 24693-10 Screw, Machine, Flat Countersunk Head, 100 Deg, Cross Recessed, UNC-2A and
UNF-2A (in/mm)
AN 315-3R  Nut, Plain, Airframe
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3. DEFINITIONS:
For the purpose of this international standard, the following definitions apply:
3.1 CHEMICAL PAINT STRIPPER:
A chemical capable of removing the paint by chemical attack.
3.2 DRY MEDIA:
Abrasive media which does not include liquid e.g. plastic media, wheat starch media.
3.3 DUPLEX PROCESS:

A two stage or combination of stripping processes, e.g. paint softening plus wet or dry media
blasting.

3.4 LONGITUDINAL MODULUS:

The slope of the straight line in the tensile stress/strain diagram through the points corresponding
with tensile strains at 500 microstrain and 2500 microstrain.

3.5 MASKING MATERIAL:
Any tape, foil or part required to protect the surface.
3.6 MECHANICAL STRIPPING PROCESS:
Any process that uses mechanical means to remove paint (e.q., abrasion, erosion, grinding, etc.).
3.7 PAINT SOFTENER:
A chemical used to loosen or soften paint prior to removal.
3.8 SHEAR STRENGTH:

The shear strength is the shear stress at failure.
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3.9 SLURRY:

A solid media-liquid mixture used to remove paint, e.g., sodium bicarbonate and water, plastic media
and water, etc.

3.10 STRIPPING:
Any process (mechanical, chemical, duplex, etc.) used to remove organic or inorganic layers.

3.11 TENSILE STRAIN:
The tensile strain is the variation in the longitudinal distance between gauge marks on the test
specimen gauge length, produced by a tensile load and expressed with respect to the initial distance
between the gauge marks.

3.12 THERMAL STRIP PROCESS:

Any process that uses a heat or light source or increases or decreases the temperature of the
coating and/or the substrate during a stripping operation.

3.13 USER:

Maintenance repair station, approved by the relevant airworthiness authority.
3.14 WET MEDIA:

A slurry or other liquid media such as water.
4. TECHNICAL REQUIREMENTS:

a. Each process shall be evaluated in accordance with the test methods outlined in Section 5 as
required by Table 1.

b. A detailed test report and process specification as specified in Annex E and F shall be prepared,
controlled, and maintained by each user.

c. For the evaluation of the process, the complete process, including worst case parameters within
the proposed process specification, shall be applied on test specimens to be stripped. Worst case
parameters shall consider combinations of process parameters which are not prohibited by
process limitations and restrictions, as well as reasonable or likely operator induced deviations
from optimum process parameters.

d. For duplex processes, the requirements of each process shall apply. When testing in accordance

with 5.12, £45 Laminate Tensile Test, the chemical component of the duplex process shall be
tested alone.
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TABLE 1 - Required Tests

Chemical Mechanical Thermal
Test Substrates'  Strip Process Strip Process Strip Process

Paint Adhesion (5.1) M, C X X X
Clad Penetration (5.2) M X X
Residual Stress (5.3) M X X
Fatigue Life (5.4) M X X
Sandwich Corrosion (5.5.1) M X x5

Immersion Corrosion (5.5.2) M, W X X3

Dissimilar Metals Corrosion (5.5.3) M X x5

Hydrogen Embrittlement of High M X X3 X6

Strength Steels (5.5.4)

Crack Detectability (5.6) M X X
Crack Propagation (5.7) M X3 X X
Anodic Layer Cracking (5.8) M X X
Surface Roughness (5.9) M X X
Substrate Temperature (5.10) M, C X
AL Honeycomb Bondline (5.11) M X X
145 Laminate Tensile (5.12) C X

Visual Inspection (5.13) cC,w X X X
Mesh Peel Test (5.14) W X X2

Long Beam Flexure Test (5.15) C X X
Flatwise Tensile (5.16) C X

Wet Media Penetration Test (5.17) C x4 X2:4 x4

M= metals; C = composites; W = wire mesh

2 For wet strip processes only.

3 For strip processes which fail sandwich corrosion and/or immersion corrosion tests.
4 For strip processes using pressure rinsing.

5 For wet strip or water soluble media processes only.

B Required only for processes which generate hydrogen gas during decomposition.
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4. (Continued):

e.

The qualified number of stripping cycles shall be equal to the humber of stripping cycles applied
during testing, the minimum of which shall be five.

During evaluation testing, separate test panels shall be prepared in accordance with 5.1, Paint
Adhesion Test, to check paint adhesion before each stripping cycle and after reapplication of paint.

Mechanical testing machines shall be verified in accordance with ASTM E 4 to an accuracy of £1%
within the test loading range. The testing machine shall be equipped with a means for making
autographic recordings of load versus deflection.

4.1 Requirements for Metals:

The requirements are applicable to all metals and heat treatments. The metal alloys for the OEM’s
aircraft being stripped shall meet the following requirements for chemical, mechanical, and thermal
strip processes.

a.

Stripped parts shall exhibit ho penetration through the clad layer of aluminum alloys when tested
in accordance with 5.2, Clad Penetration Test.

Residual stress specimens shall not result in an arc height greater than 150 um (0.006 in) when
tested in accordance with 3.3, Residual Stress Test. Materials of 3.2 mm (0.125 in) thickness
and greater do not require this test.

The maximum surface roughness reading taken from any clad aluminum specimen shall not
exceed 3.2 uym (125 pin) Ra for any strip cycle when tested in accordance with 5.9, Surface
Roughness Test.

Stripped parts shall be analyzed to determine if removal or cracking of an anodic layer has
occurred when tested in accordance with 5.8, Anodic Layer Cracking Test.

The stripping process shall not produce pitting, etching, or corrosion products when:

(1) Tested for sandwich corrosion in accordance with 5.5.1, Sandwich Corrosion Test.

(2) Tested for immersion corrosion in accordance with 5.5.2, Immersion Corrosion Test.

(3) Tested for dissimilar metals corrosion in accordance with 5.5.3, Dissimilar Metals Corrosion
Test.

NOTE: Masking shall be incorporated to protect areas if the requirements of (e) are not met.

The stripping process shall not introduce hydrogen embrittlement in high strength steel when
tested in accordance with 5.5.4, Hydrogen Embrittlement of High Strength Steels Test.

NOTE: Masking shall be incorporated to protect areas if the requirements of (f) are not met.
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4.1 (Continued):

g.

No reduction in crack detectability is allowed when tested in accordance with 5.6, Crack
Detectability Test.

The fatigue life of parts/components to be stripped shall reveal no reduction in fatigue life for
Type |l specimens when tested in accordance with 5.4, Fatigue Life Test.

No increase in crack propagation is allowed when tested in accordance with 5.7, Crack
Propagation Test.

No reduction in the peel strength of thin skinned aluminum honeycomb bondlines is allowed
when tested in accordance with 5.11, Aluminum Honeycomb Bondline Test.

Substrate temperature shall not exceed +80 °C (180 °F) or be less than -55 °C (-65 °F) when
tested in accordance with 5.10, Substrate Temperature Test.

Paint adhesion shall not rate greater than "zero" for dry adhesion and "1" for wet adhesion when
tested in accordance with 5.1, Paint Adhesion Test.

4.2 Requirements for Composites:

The requirements are applicable to all solid laminate and sandwich composites (e.g., glass/aramid/
carbon fiber reinforced resin systems). The composite materials in Annex B, for the OEM's aircraft
being stripped, shall meet the following requirements for chemical, mechanical, and thermal strip
processes.

a.

Paint adhesion shall not rate greater than "zero" for dry adhesion and "1" for wet adhesion when
tested in accordance with 5.1, Paint Adhesion Test.

Substrate temperature shall not exceed +80 °C (180 °F) or be less than -55 °C (-65 °F) when
tested in accordance with 5.10, Substrate Temperature Test.

The average longitudinal modulus shall not be reduced by more than 5% with respect to the
control values when tested in accordance with 5.12, £45 Laminate Tensile Test.

There shall be no evidence of swelling, fiber damage, microcracking, or pitting on bare composite
surfaces when inspected visually at 10X magnification in accordance with 5.13, Visual Inspection
Test.

The average ultimate load at failure and the P/Y shall not be reduced by more than 5% with
respect to the control average when tested in accordance with 5.15, Long Beam Flexure Test.
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4.2 (Continued):

f. The average flatwise tensile strength shall not be reduced by more than 5% with respect to the
control average when tested in accordance with 5.16, Flatwise Tensile Test.

g. There shall be no evidence of liquid ingress when tested in accordance with 5.17, Wet Media
Penetration.

4.3 Requirements for Lightning Protection Materials on Composites:

The requirements are applicable to all mesh lightning protection systems on composite substrates.
The configurations defined in 5.13 and 5.14 and Annex C, for the OEM’s aircraft being stripped, shall
meet the following requirements for chemical, mechanical, and thermal strip processes.

a. There shall be no degradation of the mesh when visually inspected at 10X magnification when
tested in accordance with 5.13, Visual Inspection Test.

b. When testing materials from Annex C, there shall be no exposed mesh from embedded mesh
configurations when tested in accordance with 5.13, Visual Inspection Test.

¢. The average peak load in peel shall not be reduced by more than 25% from the control average
and no single test value shall be less than 50% of the control average when tested in accordance
with 5.14, Mesh Peel Test.

5. TEST METHODS:

5.1 Paint Adhesion Test:
1. Principle
a. To check for proper paint adhesion.
2. Apparatus
a. See ISO 2409.
3. Test Panels and Preparation

a. Metallic test panels shall be 100 mm x 150 mm x 1.0 mm (4 in x 6 in x 0.040 in) 2024-T3 clad
aluminum.

b. Composite test panels shall be 100 mm x 150 mm x 1.25 mm (4 in x 6 in x 0.050 in) laminates
using five plies of composite material specified in Annex B and C for the OEM'’s aircraft being
stripped.

c. Prepare, paint and age specimens in accordance with Annex A.
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5.1 (Continued):

4. Method
a. Dry Adhesion Test
(1) Conduct test in accordance with SO 2409.
b. Wet Adhesion Test

(1) Immerse the test specimen in 23 °C £ 2 °C (75 °F £ 5 °F) ASTM D 1193 Type IV water
for 14 days.

(2) Atthe end of the 14 days, remove the specimen from the water and wipe the surface
dry with clean cheesecloth or equivalent, and conduct test in accordance with 1SO
2409.

NOTE: Each specimen shall be tested immediately after drying.
5. Expression of Results
a. Express results in accordance with 1ISO 2409.
6. Test Report

a. Report results in accordance with Annex E.

5.2 Clad Penetration Test:
1. Principle
a. To determine if damage penetrates through the cladding layer and into the base material.

2. Apparatus
Not Applicable

3. Test Panels and Preparation

a. Metallic test panels shall be 100 mm x 150 mm x 1.0 mm (4 in x 6 in x 0.040 in) 2024-T3 clad
aluminum.

b. Prepare, paint and age specimens in accordance with Annex A.
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5.2 (Continued):

4. Method

a. Solvent clean the area to be tested.
b. Mask off damage to prevent staining of adjacent areas by test solution.

¢. The solution used for determining penetration through the cladding and into the base material
shall consist of the following propottions:

(1) Potassium nitrate (KNO3): 200 g
(2) Sodium hydroxide (NaOH): 100 g
(3) Woater to make 1 liter of solution

d. Apply one drop of cladding penetration test solution with a sharp point of a toothpick to the
deepest point of the damage. Use the minimum amount of test solution necessary to
penetrate to the bottom of the damage. Do not allow this caustic solution to contact any other
area than that to be tested.

e. When the bottom of the damage reveals a distinct black indication, the damage has
penetrated the cladding to the base material. Immediately water rinse the test area
thoroughly after observing the black indication.

f. If no black indication occurs after 3 min, then the damage has not penetrated through the
cladding to the base material. Imnmediately water rinse the test area thoroughly.

5. Expression of Results

a. A black indication shall be reported as a “fail”.

b. No black indication shall be reported as a “pass”.
6. Test Report

a. Report results in accordance with Annex E.

5.3 Residual Stresses Test:
1. Principle
a. To determine the amount of residual stress imparted due to paint stripping process.
2. Apparatus
a. Test specimen holding fixture shall conform to MIL-S-13165.

b. Measurement gauge shall conform to MIL-S-13165.
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5.3 (Continued):

3. Test Panels and Preparation

a. Flat within 0.04 mm (0.0015 in).

b. Made of material 2024-T3 and the thickness of the specimen shallbe 1.2 mm £ 0.1 mm
(0.051 in £ 0.001 in).

c. Size of the Almen strip shall be 20 mm x 80 mm (0.75 in x 3.0 in). The material grain
direction shall be in the longitudinal direction of the strip.

d. The Almen test strip shall be finished with the chemical conversion coating and paint system
as used on the commercial airplane. Pretreat, paint, and cure the test specimens in
accordance with Annex A.

4. Method

a. Hold in position with the holding fixture.
b. Strip specimens. Refinish and cure test specimens as above. Repeat procedure four times.

c. After stripping the specimens five times, measure the arc height.
5. Expression of Results

a. Results shall be expressed in mm.
6. Test Report

a. Report results in accordance with Annex E.

5.4 Fatigue Life:
1. Principle
a. This test method shall be conducted to determine impact of stripping method on fatigue life.
2. Apparatus
a. Not Applicable
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5.4 (Continued):

3. Test Panels and Preparation

a. The specimen designs are shown in Figure 1. Actual specimen dimensions will depend on
test machine constraints.

100 mm (4.0 in) |

-

‘ 50 mm (2.0 in) -; 25m

m

!

50 mm (2.0 in) i }
]

| |

) ;
|

/(; mm (6.01n) ' 150 mm (6.25 in) .

! l
| l

.

J 300 mm (12.50 in)

MINIMUM THICKNESS OF
MATERIAL TO BE STRIPPED

FIGURE 1 - Fatigue Life Test Specimen
b. Alloys shall be selected in accordance with Annex D.

c. Ten control specimens and 10 test specimens shall be tested for each alloy. Use a
confidence interval analysis at 90% confidence level to analyze the data. See
ASTM STP 588.

d. Fabricate and finish 320 mm x 600 mm (12 in x 24 in) minimum size test panels; a minimum
of one for evaluating the stripping method and a minimum of one for baseline control
specimens. Both panels, test, and control shall be from the same sheet of material.

e. Paint age and strip the specimens a minimum of five times before fatigue cycling in
accordance with Annex A. Prime the back (nontest) side of the test and control specimens
before tests and prime the stripped side after the final strip to minimize mechanical damage
during testing and machining. After the panels are stripped a minimum of five times, cut the
fatigue specimens from the panels and finish machine in accordance with Figure 1. Use care
to prevent overheating and distorting the specimens when cutting and machining to final
dimension. Hand finish the specimen edges to a 0.8 um Ra (32 pin Ra) or better surface
finish. Do not scratch the specimens perpendicular to their longitudinal axis.
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5.4 (Continued):

4. Test Method

a. Testing is to be conducted under constant amplitude loading at a test frequency of 10 Hz.
Loading is to be set to give a stress ratio (R) of 0.1 with maximum stress levels in the range
200 to 350 MPa with the aim of producing failures of the control coupons at lives between 104
and 5 x 10° cycles. Testing is to be carried out at a minimum of three different maximum
stress levels. A material S-N curve for notched specimens can be used for initial guidance
(terminology in accordance with ASTM E 1150).

b. The testis invalid and shall be repeated if panels that have been stripped and repainted five
times experience crack propagation times significantly lower than what was observed for the
unstripped control specimens.

c. No reduction in fatigue life is allowed.
5. Expression of Results

a. Results shall be expressed in percentage of difference from control specimens.
6. Test Report

a. Report results in accordance with Annex E.

\<CONTR0L
E

STRIPPED
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N (LOG. SCALE)

FIGURE 2 - Fatigue Life Factor “f’
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55 Corrosion Tests:
5.5.1 Sandwich Corrosion Test:;

1. Principle

a. To determine the corrosion potential of the paint stripping process when entrapped in a
faying surface.

2. Apparatus
a. Referto ASTMF 1110.
3. Test Panels and Preparation
a. Referto ASTMF 1110.
4. Test Method
a. Use ASTM D 1193 Type IV water.

b. Run test in accordance with ASTM F 1110.

¢. Rate panels in accordance with ASTM F 1110.
5. Expression of Results

a. Specimens showing a rating worse than one, and/or worse than ASTM D 1193 Type |V
water, shall be reported as a “fail”.

6. Test Report

a. Report results in accordance with Annex E.
5.5.2 Immersion Corrosion Tests:

1. Principle

a. To determine the corrosion potential of the paint stripping process on different alloys.
2. Apparatus

a. Referto ASTM F 483.
3. Test Panels and Preparation

a. Substrates are identified in Table 2.

b. Prepare specimens in accordance with ASTM F 483.
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TABLE 2

Weight Change
Test Panel (mg/cm2) 24 h
AMS 4037 Aluminum Alloy anodized per AMS 2470 02
AMS 4041 Aluminum Alloy 0.3
AMS 4049 Aluminum Alloy 0.3
AMS 4376 Magnesium Alloy, dichromate treated per AMS 2475 02
AMS 4911 Titanium Alloy 0.1
ASTM A 109 Carbon Steel, Temper #5 08
AMS 6350 Steel, Cadmium plated in accordance with ASTMF 111 03
ISO 4783/1 Bronze Mesh' (Product Reference 230/40) 1.2% from initial weight?
DMS 2302 Copper Alloy® 0.3

! Required when chemically stripping lightning strike wire mesh on Airbus aircraft only.
2 |nitial weight. approximately 10 g.
2 Required when chemically stripping lightning strike wire mesh on McDonnell Douglas aircraft only.

5.5.2 (Continued):
4. Test Method
a. Run testin accordance with ASTM F 483.

b. Clean mesh following immersion to ensure all traces of oxide film and stripping medium are
fully removed.

5. Expression of Results

a. The action of the fluid shall neither cause corrosion nor a weight change of any test panel
greater than the values specified in Table 2.

6. Test Report

a. Report results in accordance with Annex E.

Documents

Document Sharing Hub

Full document details: SAE MA4872A


http://www.avadocuments.com/doc/sae-ma4872a
http://www.avadocuments.com/doc/sae-ma4872a

SAE

MA4872A Page 21 of 72

55.3 Corrosion Test for Dissimilar Metals:

1. Principle

a. To determine the corrosion potential of the paint stripping process on dissimilar metal
assemblies.

2. Apparatus

a. Desiccator.

b. Oven capable of being maintained at 40 °C £ 2 °C (104 °F £ 5 °F).

3. Test Panels and Preparation

a. Test panels are 75 mm x 100 mm (3 in x 4 in) and of any convenient thickness unless
specified otherwise in Table 3.

TABLE 3

Quantity Composition of Panel

Three each Aluminum alloy 7075, T-6 condition, AMS 4049 (3.2 mm [0.125 in] thick)
Two each  Magnesium alloy, AMS 4376 (AZ318-H-26), cold rolled and partially

annealed

Two each  Steel, MIL-S-7952, cadmium plated (0.013 mm [0.0005 in] hominal) in

accordance with QQ-P-416

Three each Titanium alloy, AMS 4911 (6Al-4V) (1.6 mm [0.063 in] thick hominal)

b. Three aluminum panels and two titanium panels shall have holes drilled in accordance with
Figure 3. Two magnesium, two steel and one titanium panel shall have holes drilled
according to note 3 of Figure 3. The panels shall be cleaned and assembled in accordance
with Figure 4 and as indicated below:

(1)

)
3)
4
®)

7075-T6 aluminum alloy to magnesium alloy fastened with MS524694-10 screws
(100° countersunk structure) heat treated in accordance with MIL-H-6875; nuts
(AN315-3R); and washers (AN980-10). The screws, nuts, and washers shall be steel
and each shall be cadmium plated in accordance with QQ-P-4186.

7075-T6 aluminum alloy to cadmium plated steel fastened same as (1).

7075-T6 aluminum alloy to 6Al-4V titanium alloy fastened same as (1).

BAl-4V titanium alloy to cadmium plated steel fastened same as (1).

BAl-4V titanium to magnesium fastened same as (1).
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