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2. APPLICABLE DOCUMENTS:

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

2.1 ASTM Publications:
Available from ASTM, 1916 Race Street, Philadelphia, PA 19103-1187.
ASTM B 137 Measurement of Weight of Coating on Anodically Coated Aluminum

ASTM B 244 Measurement of Thickness of Anodic Coatings on Aluminum and of
Other Nonconductive Coatings on Nonmagnetic Basis Metals with

Eddy-Current Instruments

2.2 U.S. Government Publications:

Available from Standardization Documents Order Desk, Building 4D, 700 Robbins
Avenue, Philadelphia, PA 19111-5094.

MIL-STD-2073-1 DOD Materiel, Procedures for Development and Application of
Packaging Requirements
MIL-A-8625 Anodic Coatings, for Aluminumiand Aluminum Alloys

3. TECHNICAL REQUIREMENTS:

3.1 Preparation:

3.1.1 A1l heat treatment, machining, forming, brazing, welding, perfdrating, and
(R) shot peening or other surface compressive stressing processes ghall be
completed before parts are.hard coated.

3.1.2 Parts, [prior to being-coated, shall have clean surfaces, free firom water-
break, |prepared with minimum abrasion, erosion, or pitting.

3.1.3 When parts are to-be selectively coated, electrical contact shquld be made
on a surface not required to be coated. When parts are not to |be masked,
the areas in“which electrical contact is permissible shall be indicated on
the drawing.

3.1.4 Aluminum parts containing inserts of other metals shall have the inserts
masked off before the parts are coated.

3.2 Procedure:
Shall consist of the formation of aluminum oxide on surfaces of parts made
the anode in a suitable electrolyte. After coating, parts shall be
thoroughly rinsed in cold, clean water and dried.

3.2.1 Coated surfaces shall be honed or lapped as necessary to meet specified
surface finish requirements.
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3.2.2 Sealing of parts for improved corrosion resistance may be accomplished at
the sacrifice of wear resistance when permitted by purchaser.

3.3 Properties:
Coating on parts shall conform to the following requirements:

3.3.1 Thickness: AMS 2468 designates finished coating thickness of 0.002 inch
+ 0.0005 (0.05 mm + 0.013). Other coating thicknesses may be specified by
this spec1f1cat10n number and a suffix number designating the nominal
thickness in _thousandths of an inch (25 ym). A tolerance of + 0.0005 inch
(£0.01
designates a f1n1shed coating thickness of 0.003 inch +
(0.08

3.3.1.1 Thickness of coating shall be determined on representative parts or

(R) specfimens by microscopic method, micrometer measurement, ASTM B 244, or
other method acceptable to purchaser. When micrometer measyrement is
used, specimens for thickness determination shall be of the [same alloy as
the parts they represent and shall be processed with the pants.
Micrpmeter measurements shall be calibrated dgainst microscgpic
measprements on specimens of the same alloy processed to theg same nominal
coatfing thickness. Coating thickness requirements shall not apply to
blind holes or recesses with depth gredater than twice the difameter or in

open| holes with depth greater than.seven times the diameter |unless a
‘ speciific coating thickness is specified in those areas.

3.3.2 Coating Weight: Shall be not ]ess than 0.030 grams per
square| inch/0.001 inch (0.118 g/cm /mm) of coating thickness, [determined in
accordance with ASTM B 137 on unsealed coatings.

3.3.3 Color:| Shall be substantially uniform on pieces of the same 3lloy
processed to the samenominal coating thickness. Coated surfaces shall not
have a[ sooty appearance or the presence of a moire pattern.

3.3.4 Abrasipn Resistance: Shall be acceptable to purchaser, determined
(R) in accprdance .with MIL-A-8625 or other procedure acceptable to purchaser.

3.4 Quality:

Coating, as received by purchaser, shall be substantially uniform in
thickness except in small holes unless a specific coating thickness is
specified, and in fillets, radii, and deep recesses, and shall be free from
scratches, chips, and burned areas. Small irregularities at points of
electrical contact are permitted.

3.5 Tolerances:

When a Timited area to be hard coated is specified, a tolerance of -0,

4+0.063 inch (+1.60 mm) will be permitted on the extent of the hard coated

’ area except when such area ends at a corner; in such case, the area shall not
extend beyond the corner by more than the projected thickness of the coating.
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4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibility for Inspection:
The coating vendor 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 processing conforms to the requirements of this specification.

4.2 Classification of Tests:

4.2.1 Accept 73T i t (3.3.2),
color (3.3.3), and quality (3.4) are acceptance tests and shall be
performed on each lot.

4.2.2 Periodjc Tests: Tests for coating weight (3.3.2) unless>determined in lieu

(R) of thi¢ckness for acceptance and for abrasion resistance (3.3.4) are
period{c tests and shall be performed at a frequency selected by the vendor
unless [frequency of testing is specified by purchaser.

4.2.3 Preprodquction Tests: Tests for all technical<requirements are
preproduction tests and shall be performed.prior to or on the initial
shipment of coated parts to a purchaser, when a change in matenial and/or
procesging requires reapproval as in 4.4.2, and when purchaser |deems
confirmatory testing to be required.

4.2.3.1 For direct U.S. Military procurement, substantiating test datia and, when
requésted, preproduction test<material shall be submitted to |the
cognizant agency as directed by the procuring activity, contnacting
offiger, or request for procurement.

4.3 Sampling|and Testing:
Shall be [as follows; a’lot shall be all coated parts made from the same
alloy, pnocessed to.-the same coating thickness, and presented for] vendor’s
inspectign at one Xtime:

4.3.1 For Acgeptance Tests:

4.3.1.1 Thickness: Three parts from each lot.
4.3.1.2 Color and Quality: All parts.

4.3.2 For Periodic Tests and Preproduction Tests: As agreed upon by purchaser
and vendor.
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4.3.2.1 Samples for determination of coating weight shall be actual coated parts

when size and shape permit accurate determination of surface
parts are of such size and shape that surface area cannot be
readily, coating weight determinations shall be made on test

area. If
determined
panels

0.025 to 0.063 inch (0.64 to 1.60 mm) in nominal thickness and not less

than 3 inches (76 mm) square and, except as specified in 4.3

.2.1.1, made

of the same alloy as the parts and processed with the parts they

represent.
4.3.2.1.1 Test panels of an alloy different from that of the parts they represent
(R) may be used if acceptable to purchaser. In such case, panels shall be
pr iti i i i i11 produce

4.4 Approval

thg same coating thickness’as that on the parts théy reprégent.

4.4.1 The prdcess and control procedures, a preproduction sample coated part, or

(R) both, whichever is specified, shall be approved by -the cognizant

enginegring organization before production coated parts are supplied.

4.4.2 The prgcessor shall make no significant changes in materials, ﬁrocesses, or
th

(R) controls from those on which the approval was based, unless
approv

change is

d by the cognizant engineering organization. A signifi¢ant change

is one|which, in the judgement of the cognizant engineering organization,

could affect the properties or performance of the coated parts

4.5 Reports:

The vendor of coated parts shall-furnish with each shipment a report stating

that the|parts have been processed and tested in accordance with
technical requirements and-that the parts conform to the accepta
requireménts. This report shall include the purchase order numb
number, AMS 2468E, part_number, and quantity.

4.6 Resampli

g and Retesting:

If any specimen.used in the above tests fails to meet the specif

the
ce test
r, lot

ed

requirem¢nts; disposition of the parts may be based on the results of testing

three additional specimens for each original nonconforming speci
as speci i i

en. Except
specified

requirements shall be cause for rejection of the parts represented. Results

of all tests shall be reported.

4.6.1 If any part fails to meet the specified requirements, either on the

(R) original sampling as in 4.3 or upon resampling as in 4.6, the parts in that
1ot may be stripped, provided finished dimensional tolerances can be
maintained, by a method approved by purchaser which does not roughen, pit,

or embrittle the basis metal, recoated, and retested.
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