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AERONAUTICI~L MATERIAL SPECIFICATiON 
Society of Automotive En~ineers, Inc. 

29 West 39th Street 
' 	 New York City 

B~rig  0~~ ~~A~~ 

l. ACKI~7WTSDGI~I~s A v~endor shall ~eention this speeification nwet~er snd its 
ie s on e r in al~ quotationa and When ackno~iledging purchase orders. 

2. APPT~ICATIONs To increase anti-chafe and ami-friction propertiee of carboa 
~~oy steel parts~ particularly sliding or bearing surfaces~ lo~ pro- 
viding a finiah coating ~hich irill retain an oil lila. 

3. PR~r 

3.I Parts should be coa~plete]y finiahed and accepted by ths parta manufacturer 
before treating. 

3.2 T he pat~ts to be txeated ahall have chamically clean surfsees prepared vith 
a~dr~3muie abrasion~ erosion, or pitting. 

3.3 The properly c2eaned parts~ xhile still iret~ shall be ~,nmersed in a boiling 
aqueous alkali oxidising bath for snch tixe and at aeich tsmperature as xi7.1 
produce coatings meetiag the requirements of Seetion !~. 

Note. T hs inten~ity of black color depends upoa the time of i~aersion and 
the bath temperature. Ia~ersion for 15-3Q min. in a bath at appro~d.mate],y 
300 F ia co~mon practice ~rith single bath treatments• 

3.1~ T he treated parts shall be xashed thoroughly in cold running xater to remove 
all traces ot processing solntion and deposited salts. Parts ahall xrot be 
allewed to dry during the entire sequence of operations until the campletion 
Of th~ 8 Y'3.t18e • 

3.5 Parts sha7.1 be thorough~y dried unlesa a xater diaplacing oil ia used Sor oii- 
~S ing sa in 3.6; in this case~ dtqing msqr be o~.tted. 

3.6 ~arts shall then be dipped fa a atiitable corrosion-preventive oil. 

!t. Ql~ALITYt 

lt.l Th~e coating on polished surfaces ahall be a lust~t~one black color~ aoatinuova~ 
sad unifora ia color and luster. Coating on other surfaces shall ba contia- 
uona and o! black or dark gra,y color~ nnif'or~ oa areaa of eqnivalent surface 
roughneaa. Coating sha11 be snbstantially t'ree !i~ red oaide as ahcrWa by red 
apots or sa overall ~~i.sh-bra~ color. Coat3ng ahall be s~ooth~ denae, and 
adherent~ and shall not chip~ peel~ craak, or rnb off under a~r conditions 
incident to ~rual handling or Storage. 

lt.2 Cunplete~y proceaasd parts~ or panels precessed ~ith parts~ shall xithstand 
exposure to an at~oapbere oi appro~d.mate],y 100~ relativ~s htm~idity at 120 F+ 
5 t'or not leas tl~an 120 hr iaithc~ut ahowiag aigna o! corrosion. 	- 
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