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Change the acceptance test requirements to reflect industry practice.
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Primer: A primer resin coat of 0.0002 to 0.0007 inch (5 to 18 um) dry film thickness shall be applied to the

Finish: The finish resin coating material shall be applied to the primed surfaces as required to yield the specified

total dry film thickness. Thickness of each coat shall be 0.002 to 0.003 inch (51 to 76 ym) for the first few coats but
should gradually be decreased to approximately 0.001 inch (25 um) as total coating thickness increases toward
0.040 inch (1.02 mm). Each coat shall be fused as in 3.4 before application of the succeeding coat.
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3.4 Fusing

The resin coating shall be air-dried to a dry, non-glossy appearance or forced-heat dried at 149 to 203 °F (65 to 95 °C) for
5 to 10 minutes. Each intermediate coat shall be fused at 572 to 626 °F (300 to 330 °C). The final dried coating shall be
fused at 698 to 752 °F (370 to 400 °C) until fusing is complete. Fusing is complete when the milk-white (for unpigmented
material), air-dried film changes to a clear, fused film. Fusing time will vary depending on the mass of metal being coated.
Unless otherwise permitted by purchaser, the fused coating shall be quenched in cold water, after the final fusing cycle, to
provide maximum coating toughness. Adequate ventilation shall be provided in furnace areas to prevent inhalation of toxic

fumes.
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coated side down, across the top of a 400-mL beaker maintained approximately half-full of gently boiling water
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3.7  Quality

Coating on parts, as received by purchaser, shall be smooth, uniform, and free from craters, pin holes, sags, runs,
bubbles, heavy edges, foreign materials, and other imperfections detrimental to performance of the coating.
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3.7.1 When multiple coatings are applied, each coat shall be free from cracks after fusing, determined by examination

under 40X magnification.
4. QUALITY ASSURANCE PROVISIONS
4.1 Responsibility for Inspection

The vendor of coated parts shall supply all samples for vendor's tests and shall be responsible for performing all required
tests. Purchaser reserves the right to sample and to perform any confirmatory testing deemed necessary to ensure that

the coated parts conform to the requirements of this specification.
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4.4  Approval

4.4.1

For Preproduction Tests: As agreed upon by purchaser and vendor.

Sample coated parts shall be approved by purchaser before coated parts for production use are supplied, unless

such approval be waived by purchaser. Results of tests on production coated parts shall be essentially equivalent

to those on the

approved samples.
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