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6.2 Color: Coating may vary in color from amber to black but shall be substantially 
uniform on pieces of the same alloy processed to the same nominal coating thick- 
ness. Coated surfaces shall not have a sooty appearance or the presence of a 
moire pattern. 

6.3 Abrasion and Wear Resistance: Coating shall be reduced in thicl~ess not more than 
0:001 in. per 50,000 cycles when tested with a Taber Abraser, using CS-17,wheels 
with a 1,000 g load~ operated in accordance with the instructions of the equipment 
maxiufacturer. The wheels shall be dressed prior to each test rizn (50,000 cycles) 
and the test specimens shall be kept free of excessive abrasive particles by 
periodic brushing or the use of a continuous air blast or suction. The test speci- 
mens sha11 consist of ~+ in. diameter or ~+ in. sq panels of the alloy being pro- 
cessed~ not less than 0.063 in. thick with a 0.25 in. diameter hole in the center. 
The final determination of wear resistance sha11 be made by averaging the amount 
of wear found on 3 test panels. Other means of abrasion testing may be used as 
agreed upon by purchaser and vendor. 

6.~+ Adhesion; Coatings shall show no evidence of delamination, peeling, or flaking on 
the tension side when submitted to the following bend test. Specimens 0.063 in. 
thick x 10 in. long x 1 in. wide~ with the long dimension transverse to the 
direction of rolling, sha11 be coated and then bent y0 deg around a 0.5 in. 
diameter. Dela.mi.nation or spalling on the compression side and cra.zing on the 
tension side shall not be cause for rejection. 

6.5 Corrosion Resista.nce: Coating sha11 show no evidence of corrosion after exposure 
to salt spray for a period of 2 1+0 hr when tested in accordance with ASTM B 117-~+9T 
with the test panel inclined approximately 6 deg from the vertical. 

7. QUALITY: Coating sha11 be substantially uniform in thickness except in small holes, 
f311ets~ radii~ and deep recesses, and shall be free from scratches~ chips, and 
burned areas. Small irregularities at points of electrical contact will be per- 
mitted. 

8. PRECAUTIONS• 

8.1 Wire, hooks, racks, and clamps used to suepend parts in the electrolyte should~ if 
they also are in contact with the electrolyte~ be made of aluminum, aluminum 
alloys~ or titanium. 

8.2 When parts are to be selectively coated, electrical contact should 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 should be indicated on the drawing. 

8.3 Aluminum parts containing inserts of other metal should have the inserts stopped 
off before the parts are coa.ted. 

8.1+ In general, growth of parts will be approximatel,y  half the coating thicl~ess~ but 
this relationship will vary with material and coa,ting thiclmess. 

8.5 Difficulty may be encountered when treating some clad materials when the cladding 
thicl~ess is 50~ or less of the final coating thickness. 

8.6 Only parts made of the satr~e alloy should be processed in a single batch. 
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