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I NCH POUND

M L- PRF- 4556F

15 Decenber 1998
SUPERSEDI NG

M L- C- 4556E

14 Sept enmber 1990

PERFORMANCE SPECI FI CATI ON
COATI NG KI'T, EPOXY, FOR | NTERI OR OF STEEL FUEL TANKS

This specification is approved for use by all Departnents and Agenci es of
t he Departnent of Defense.

1. SCCPE

1.1 Scope. This specification covers a two-conponent epoxy coating system for
protecting interior surfaces of steel tanks used for the transportation and
storage of fuels. The coating, furnished as a kit, is lead and chromate free and
has a maxi num vol atil e organi c conpound (VOC) content of 340 grans/liter

2. APPL| CABLE DOCUMENTS

2.1 General. The docunents listed in this section are specified in sections 3
and 4 of this specification. This section does not include docunents in other
sections of this specification or recommended for additional information or as
exanples. VWhile every effort has been nmade to ensure the conpl eteness of this
list, docunent users are cautioned that they must neet all specified requirenents
docunents cited in sections 3 and 4 of this specification, whether or not they are
listed.

2.2 Covernnent docunents.

2.2.1 Specifications, standards, and handbooks. The follow ng specifications,
st andards, and handbooks forma part of this docunent to the extent specified
herein. Unless otherw se specified, the issues of these docunents are those
listed in the issue of the Departnent of Defense Index of Specifications and
St andards (DoDI SS) and suppl ement thereto, cited in the solicitation (see 6.2).

SPECI FI CATI ONS
DEPARTMENT OF DEFENSE

M L- T- 83133 Tur bi ne Fuel s, Aviation, Kerosene Types, NATO F-34 (JP-8)
and NATO F- 35

Beneficial coments (recomendations, additions, deletions) and any pertinent data
whi ch may be of use in inproving this docunent should be addressed to: Director

U S. Arny Research Laboratory, Wapons and Materials Research Directorate,

ATTN: AVBRL-WW# M Aberdeen Proving Ground, MD 21005-5069 by using the Standardization
Docurent | nprovenent Proposal (DD Form 1426) appearing at the end of this docunent or
by letter.

AVEC N A FSC 8010
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STANDARDS
FEDERAL

FED- STD- 141 Pai nt, Varni sh, Lacquer and Rel ated Materials: Methods of
I nspection, Sampling and Testing

FED- STD- 313 Material Safety Data, Transportation Data And Di sposal
Dat a For Hazardous Materials Furni shed To Gover nment
Activities

FED- STD- 595 Col ors Used I n Governnent Procurement

(Unl ess ot herw se indicated, copies of the above specifications, standards, and
handbooks are available fromthe Defense Automated Printing Service (DAPS),
Bui | di ng 4D, 700 Robbi ns Avenue, Phil adel phia, PA 19111-5094.)

2.2.2 Qher Governnment docunents, draw ngs, and publications. The follow ng

ot her Governnent docunents, draw ngs, and publications forma part of this
docunent to the extent specified herein. Unless otherw se specified, the issues
are those cited in the solicitation.

CCODE OF FEDERAL REGULATI ONS ( CFR)

29 CFR Part 1910.1200 Preparati on and Subm ssion of Material Safety Data
Sheet

(Application for copies should be addressed to the Superintendent of Docunents,
ATTN: New Order, P.O Box 371954, Pittsburgh, PA 15250-7954.)

2.3 Non-Governnent publications. The follow ng docunents forma part of this
docunent to the extent specified herein. Unless otherw se specified, the issues of

t he docunents which are DoD adopted are those listed in the issue of the DoDISS cited
in the solicitation. Unless otherwi se specified, the issues of docunents not |isted
in the DoDI SS are the issues of the docunents cited in the solicitation (see 6.2).

AMERI CAN SOCI ETY FOR TESTI NG AND MATERI ALS (ASTM
ASTM D562 Consi stency of Paints using the Stormer Visconeter (DoD adopted)

ASTM D1640 Drying, Curing, or Film Formation of Organic Coatings at Room
Tenperature (DoD adopt ed)

ASTM D1729 Vi sual Appraisal of Colors and Col or Differences of
Diffusely-I111lum nated Opaque Materials (DoD adopted)

ASTM D2371 Pignment Content of Sol vent-Reduci ble Paints (DoD adopted)

ASTM D2794 Resistance of Organic Coatings to the Effects of Rapid
Def ormati on (I npact) (DoD adopted)

ASTM D3278 Fl ash Point of Liquids by Small Scal e C osed- Cup Appar at us
(DoD adopt ed)

ASTM D3335 Low Concentrations of Lead, Cadm um and Cobalt in Paint by
At onmi ¢ Absorption Spectroscopy (DoD adopted)

ASTM D3359 Measuring Adhesi on by Tape Test (DoD adopted)

ASTM D3960 Determning Volatile Organic Conmpound (VOC) Content of Paints
and Rel ated Coatings (DoD adopted)
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(Application for copies should be addressed to the American Society for Testing
and Materials, 100 Barr Harbor Drive, Wst Conshohocken, PA 19428-2959.)

STEEL STRUCTURES PAI NTI NG COUNCI L ( SSPC)

SSPC- SP5 Surface Preparation Specification No. 5 White Metal Bl ast
d eani ng

(Application for copies should be addressed to the Steel Structures Painting
Council, 4400 Fifth Avenue, Pittsburg, PA 15213.)

2.4 Oder of precedence. In the event of a conflict between the text of this
docunment and the references cited herein, the text of this docunent takes
precedence. Nothing in this docunent, however, supersedes applicable | anws and
regul ati ons unl ess a specific exenption has been obtai ned.

3.  REQUI REMENTS

3.1 Qualification. The coatings furnished under this specification shall be
products which are authorized by the qualifying activity for listing on the
applicable Qualified Products List at the time set for opening of bids. Any
change in the fornulation of a qualified product will necessitate its
requalification. The material supplied under the contract shall be identical
wi thi n manufacturing tol erance, to the product receiving qualification.

3.2 Materials. Mterials used to manufacture these coatings are not limted;
however, the resulting coatings shall conformto the requirenents of this
speci fication.

3.2.1 Toxic products and formul ations. The material shall have no adverse effect
on the health of the personnel when used for its intended purpose. Questions
pertinent to this effect shall be referred by the contracting activity to the
appropriate departnmental nedical service which will act as an advisor to the
contracting agency.

3.2.2 Material safety data sheet. A material safety data sheet (MSDS) shall be
prepared and submtted in acoordance with FED STD-313 and shall neet the requirenents
of 29 CFR Part 1910.1200. Wen FED-STD-313 is at variance with the CFR, 29 CFR Part
1910. 1200 shall take precedence, nodify and suppl ement FED STD-313. The MSDS shal 1
be included with each shi pnment of the material covered by this specification and
submtted to pertinent Governnent agencies as stated in FED STD- 313, appendix B

3.2.3 Prohibited material. The |ead content shall not exceed 0.06 percent of the
nonvol atile content. Chrom um (hexaval ent) conpounds shall not be used.

3.3 Color. Wien tested as specified in 4.3.4, the primer shall be an approxi mate
match to col or nunber 23594 and the topcoat shall not be darker than col or nunber
27780 of FED- STD-595.

3.4 Conposition. The coating kit shall consist of a yellow priner and a white
topcoat. Each shall be furnished in two parts: Conpound A, containing pignented
epoxy resins, and conponent B, containing the clear curing agent. Mxing four parts
by vol une of conponent A with one part by vol une of conponent B shall produce
products neeting the applicable requirenents of this specification (see 6.2).

3.4.1 Pignments. The pignent portion of the priner, conponent A shall consist of
titani um di oxi de, iron oxide yellow, and extenders. The pignment portion of the
topcoat, conponent A, shall consist of titanium di oxide and extenders.
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3.4.1.1 Lead and chromate (hexaval ent) content. When tested as specified, the
| ead content shall not exceed 0.06 percent by weight of the total non-volatile
content and the test for hexaval ent chrom um shall be negative.

3.4.2 Vehicle.

3.4.2.1 Conmponent A. Conponent A shall consist of epoxy resins, pignents,
extenders, additives and solvents in any ratio necessary to neet the requirenents
of this specification.

3.4.2.2 Conponent B. Conponent B shall consist of polyani des, polyam doam nes,
pol yam nes, and pol yam ne adducts in any ratio necessary to neet the requirenents
of this specification.

3.4.3 Solvents. The coating shall not contain any benzene, chlorinated conpounds
or ethylene based glycol ethers and their acetates. Solvents used shall neet the
requi renents of 3.2.3.

3.4.4 Volatile organic content (VOC). When tested according to 4.3.2, the
vol atil e organic content of the m xed coating shall not exceed 340 grans/liter.

3.5 Qualitative Requirenents.

3.5.1 Mxed coating. The mxed prinmer and topcoat shall individually conformto
the quantitative requirenents of table | when tested as specified in section 4.
TABLE I. Quantitative requirenents.
Requi renent s

Characteristics M ni mum Maxi mum
Total pignment, percent of nonvolatile 60
Vi scosity, KU 90
Fl ash point, °F 95
Dry tine

Set-to-touch 5

Dry hard, hours 18

3.6 Qualitative requirenents.

3.6.1 Condition in container.

3.6.1.1 Conmponent A. Wen tested as specified in 4.3.10.1, conponent A shall be
free fromgrit, seeds, skins, abnormal thickening, livering or other defects in a
freshly opened contai ner and shall show no nore pignment settling or caking than
can be easily and conpletely reincorporated into a snmooth, uniform honobgeneous
state.

3.6.1.2 Conmponent B. Wen tested as specified in 4.3.10.2, conponent B shall be

clear and free from sedi ment and suspended matter. It shall show no livering,
curdling, gelling or skinning in a freshly opened containter.

3.6.2 Storage Stability.
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3.6.2.1 Conmponent A. Wen tested as specified in 4.3.11.1, conponent A shal

show no skinning, livering, curdling, hard dry caking or tough gumy sedinment. It
shall remx readily to a snmooth honbgeneous state and shall neet all other

requi renents of this specification

3.6.2.2 Conmponent B. Wen tested as specified in 4.3.11.2, a can of conponent B
shall be clear and free from sedi ment and suspended matter. It shall show no
livering, curdling, gelling or skinning in a freshly opened cont ai ner

3.6.3 Mxing properties. When tested as specified in 4.3.12, snooth honbgeneous
m xtures shall result, and shall be free fromgrit, seeds, skins or |unps.

3.6.4 Spraying properties. Wien tested as specified in 4.3.13, the coatings
shal |l spray satisfactorily in all respects and shall show no running, sagging or
streaking. The dried films shall show no dusting, nmottling or color seperation
and shall present a snooth finish free from any defects.

3.6.5 Brushing properties. Wen tested as specified in 4.3.14, the coatings
shall brush easily. They shall dry to snooth, uniformfilns free from sags, runs
and streaks.

3.6.6 Knife test. Wen tested as specified in 4.3.15, the coating shall adhere
tightly to and not flake or crack fromthe netal surface. The cut shall show
bevel ed edges and there shall be no del am nati on between the priner and the

t opcoat .

3.6.7 Pot life. Wen tested as specified in 4.3.16, the viscosity of each
sanmple, 4 hours after mxing its two conponents, shall be 100 krebs units (KU)
maxi mum and it shall nmeet all of the requirenents of 3.6.4.

3.6.8 Fuel and water resistance. Wen tested as specified in 4.3.17, the panels,
upon renoval, shall show no softening or |oss of adhesion. A noderate darkening
of the area imersed in JP-8 fuel is acceptable. There shall be no blistering to
a greater extent than three small randomblisters. Blister formation within 1/4

i nch of the panel edge shall be ignored.

3.6.9 Adhesion. Wen tested as specified in 4.3.18, both areas of each pane
shall have a rating of 3B or higher. There shall be no evidence of film
separati on between priner and topcoat.

3.6.10 Inpact resistance. Wen tested as specified in 4.3.19, the area show ng
cracking and a slight |oss of adhesion shall be no greater than 15mm di aneter.

3.6.11 ldentification marking. 1In addition to the markings specified, al
contai ners shall be legibly marked or | abeled with the follow ng (see 6.2):

CAUTI ON:  The Surgeon Ceneral requires airline respirators to be used unless air
sanpl i ng shows exposure to be bel ow standards, then either chemical cartridge
respirators or airline respirators are required. Avoid contact with skin and
eyes. Use with adequate ventilation. Keep containers tightly closed. For other
safety reconmendations refer to the material safety data sheet.

4. VERI FI CATI ON

4.1 Verification alternatives. Alternative test nethods, techniques, or

equi prent, including the application of statistical process control, tool control
or cost effective sanpling procedures nmay be proposed by the contractor
Acceptabl e alternative verification approaches shall be identified in the
contract.
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4.2 Conformance inspection. Conformance inspection for acceptance of materi al
shal | be conducted on a recurring basis and include the exanm nations and tests
i sted bel ow

4.2.1 Responsibility for conpliance. Al itenms shall nmeet all requirenents of
section 3 and 5. The inspection set forth in this specification shall becone a
part of the contractor’s overall inspection systemor quality program The
absence of any inspection requirenents in the specification shall not relieve the
contractor of the responsibility of assuring that all products or supplies
submtted to the Governnment for acceptance conply with all requirenents of the
contract. Sanpling in quality conformance does not authorize subm ssion of known
defective material, either indicated or actual, nor does it conmt the Governnent
to acceptance of defective materi al

4.2.2 Material Safety Data Sheet. A material safety data sheet not prepared in
accordance with the FED STD-313 and 29 CFR Part 1910. 1200 shall be cause for
rejection. The contractor shall pack a copy of the MSDS with each shi pnment of
mat eri al

4.2.3 Sanpling, inspection, and testing. Unless otherw se specified, sanpling
i nspection and testing shall be perforned in accordance with FED STD 141, section 1000.

4.2.4 C(Cassification of tests. Testing under this specification shall be for the
fol | owi ng:

a. Qualification (see 4.2.4.1 and 6. 4)
b. Acceptance (see 4.2.4.2)
c. Quality conformance (see 4.2.4.3)

4.2.4.1 Qualification testing. Qualification testing shall be conducted by the
qualifying activity (see 6.4). Qualification inspection shall consist of tests
for all requirements specified in section 3. The results of each test shall be
conpared with the applicable requirements in section 3. Failure to conformto any
requi renent shall be counted as a defect, and the paint represented by the sanple
tested shall not be approved for inclusion in the Qualified Products List (QPL)
under this specification

4.2.4.2 Acceptance testing. Acceptance testing of individual |lots shall consist
of viscosity, fineness of grind, VOC, drying tinme, condition in container, mXxing
properties, spraying properties, percent total pigment and flash points as
specified in section 3.

4.2.4.3 Qality conformance testing. When approved by the cognizant activity,
acceptance of lots for use as a conponent of an end item shall be based on
conformance with specified requirenments for the followi ng characteristics:
condition in container, color, drying tine, pot life, adhesion, and fuel and water
resi stance as specified in section 3.

4.3 Test nethods.

4.3.1 Test conditions. The testing conditions shall be in accordance with

FED- STD- 141, section 9 or in accordance with the appropriate ASTM net hod except as
ot herw se specified herein. For referee testing, all test specinens shall be
prepared and tested at a tenperature of 20 to 32°C (68 to 90°F) and a relative

hum dity of 45-65 percent. Failure of any test result to fall within the ranges
specified in section 3 as applicable, shall constitute failure of the applicable
test.

4.3.2 Test procedures. The following tests (see table I1) shall be conducted in
accordance with FED STD-141, ASTM or as specified herein. The right is reserved
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to make additional tests deemed necessary to determne that the coating neets the
requirments of this specification.

TABLE 11. | ndex.

Test Requi r enent FED- STD- 141
Test Par agr aph Par agr aph ASTM Met hod Met hod
Col or 4.3. 4 3.3 D1729 -
Pi gment cont ent - 3.5.1 D2371 -
Pi gment anal ysi s - 3.4.1 D2371 -
Lead content 4.3.5 3.4.1.1 D3335 -
Chrom um cont ent 4.3.6 3.4.1.1 - -
Vol atil e organic - 3.4. 4 D3960 -
cont ent
Vi scosity 4.3.7 3.5.1 D562 -
Fl ash poi nt 4.3.8 3.5.1 D3278 -
Drying tinme 4.3.9 3.5.1 D1640 -
Condition in 4.3.10 3.6.1 - -
cont ai ner
St or age 4.3.11 3.6.2 - 3011, 4261
stability
M xi ng 4.3.12 3.6.3 - 3011, 4261
properties
Spr ayi ng 4.3.13 3.6.4 - 4331
properties
Br ushi ng 4.3.14 3.6.5 - 4321
properties
Knife test 4.3.15 3.6.6 - 6304
Pot life 4.3.16 3.6.7 - -
Fuel and water 4.3.17 3.6.8 - -
resi stance
Adhesi on 4.3.18 3.6.9 - -
I mpact resistance 4.3.19 3.6.10 D2794 -
Sol vent s 4.3.20 3.4.3 - -

4.3.3 Test panels. Except as otherw se specified, test panels shall be cold
roll ed steel, SAE 1010 | ow carbon, 3 by 6 inches, 0.032 inch thick.' They shall
be abrasive blasted with fresh sand to a snmooth uni form appearance in conpliance
wi th SSPC-SP5. Sand bl ast only the side that has been abrasive ground by the
manuf acturer. Sand blast prior to testing only and store in a desiccator.

4.3.4 Color. Mx the components of the prinmer and the topcoat as specified in 4.3.7
and determ ne the color in accordance with ASTM D1729 by applying the coatings on

bl ack and white hiding charts? to full hiding. Alowto air dry for 24 hours and
eval uate for conpliance with 3. 3.

4.3.5 Lead content. Deternmne the percent of lead in the prinmer and the topcoat
by any of the follow ng nmethods. Mx as specified in 4.3.7 and eval uate for
conpliance with 3.4.1.1.

4.3.5.1 Deternmination of |lead by atom c absorption spectroscopy. Determ ne
percent of |ead on the m xed sanples in accordance with ASTM D3335.

! Q Panel Conpany, O eveland, OH S-36 or equivalent.
2 Leneta Conpany, Ho-Ho-Kus, NJ, Form 2A or equival ent.

7
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4.3.5.2 Determnation of lead by X-ray em ssion spectroscopy anal ysis
(alternate mnethod).

4.3.5.2.1 Test panel preparation. Using 100 grans of a known | ead free priner
and topcoat, prepare standard aliquots containing 0.00, 0.03, 0.06, and 0.09
percent |ead netal, based on total nonvolatile paint, by adding cal cul ated anounts
of | ead naphthenate of a known | ead content. Thoroughly mx the aliquots to

i ncorporate the | ead and draw down the standards and coatings to be tested on
duplicate black and white charts? using a 0.0020 inch (0.004 inch gap cl earance)
filmapplicator. Air dry for 48 hours under dust free conditions. Cut the
drawdowns into a suitable size and shape to fit the sanple hol der of the X-ray

fl uorescence spectroneter.

4.3.5.2.2 X-ray analytical procedure. Lead content shall be determ ned using an
X-ray fluorescence spectroneter capable of determining |l ead content at a m ni num

| evel of 0.03 percent by weight of the total nonvolatile paint. The paraneters of
angl e, crystal, pulse height selection, counting tine, collimtor, X-ray tube,
vol t age and anperage, shall be established for a wave | ength dispersive
fluorescence spectrometer according to conventional X-ray anal ytical procedures.
The analytical line Pb L-Al pha or Pb L-Beta shall be used. To calibrate, place the
known standards in the X-ray unit and neasure the count rates of lead, |ead
background and the Conpton scattered background fromthe X-ray tube. The ratio R
of the net lead intensity and Conpton scattered background is cal cul ated as
fol | ows:

o - (I pp_background I + 1y, background I1)
R = )

Iconpton line

VWere | = gross intensity, and the background is taken on each side of the Pb
line. Establish a lead calibration curve using these results. Determne the |ead
content of the test coatings using the above procedure and calibration curve.

VWhen using an energy di spersive fluorescence spectroneter, it shall be set up in
accordance wi th the manufacturer’s manual

4.3.6 Chrom um (hexaval ent) content.

a. Reagents:
(1) 25 percent aqueous KOCH.

b. Procedure:
(1) Add 5 M of 25 percent aqueous KOHto 1/2 gm of the extracted
pi gment contained in a 15 m centrifuge tube.
(2) Agitate by shaking the tube for a few m nutes then centrifuge.
(3) The supernatant |iquid should be colorless. A yellow color
i ndi cates the presence of chromate.

4.3.7 Viscosity. Mx four parts, by volune, of conponent A with one part, by

vol umre, of the appropriate conponent B for both prinmer and topcoat. Allow each
m xture to stand for thirty mnutes in sealed containers and nmeasure viscosity

according to ASTM D562. Evaluate for conpliance with table I. Mke sure that

conponents of the primer are not mixed with those of the topcoat.

4.3.8 Flash point. Mx sanples as specified in 4.3.7 and determ ne flash points
according to ASTM D3278. Check for conpliance with table |

4.3.9 Drying tine. Mx sanples as specified in 4.3.7 and prepare drawdowns usi ng
0.004 inch (0.008 inch gap clearance) filmapplicator on a glass panel and air dry
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for the specified time. Check the drying time in accordance with ASTM D1640 and
eval uate for conpliance with table I

4.3.10 Condition in container

4.3.10.1 Component A. For the priner and the topcoat, determnm ne package
condition of conponent A in accordance with FED STD- 141, nethod 3011 and observe
for conpliance with 3.6.1.1. Deternine pignment settled by proceeding as specified
in FED- STD- 141, nmethod 3011, but do not stir. Reseal and then agitate the cans
for 3 minutes on a paint shaker®. On reexanination of the contents, the

di scl osure of any gel bodies or undi spersed pignment indicates unsatisfactory
settling properties.

4.3.10.2 Conmponent B. For the priner and the topcoat, determnm ne package
condition of conponent B in accordance with FED STD- 141, nethod 4261 and observe
for conpliance with 3.6.1.2.

4.3.11 Storage stability.

4.3.11.1 Conmponent A. Allow full quart cans of conponent A, prinmer and topcoat,
to stand undisturbed for 12 nonths at 21 to 32°C (70 to 90°F) and then exanine the
contents. Evaluate the pignent settling as specified in 4.3.10.1 except agitate

the can for 5 mnutes on the paint shaker prior to reexam nation. Deternine

vi scosity and ot her applicable tests for conpliance with 3.6.2. 1.

4.3.11.2 Conmponent B. Allow full quart cans of conponent B, prinmer and topcoat,
to stand undisturbed for 12 nonths at 21 to 32°C (70 to 90°F). At the end of this
peri od, exam ne the contents in accordance with FED STD- 141, nethod 4261 for
conpliance with 3.6.2. 2.

4.3.12 Mxing properties. Thoroughly mx 4 parts, by volume, of each conponent A
with one part, by volume, of the appropriate conponent B. Place 150 ml of each

m xed material in separate glass jars. Do not agitate or disturb for 4 hours. At
the end of this period, examine with a spatula for conpliance with 3.6. 3.

4.3.13 Spraying properties. Mx the conponents of the primer and the topcoat as
specified in 4.3.7 and spray each separately on steel panels to dry filmthickness
of 0.003 to 0.004 inches according to FED STD- 141, nethod 4331. Allowto air dry
for 24 hours and observe for conpliance with 3.6. 4.

4.3.14 Brushing properties. Mx the conponents of the primer and the topcoat as
specified in 4.3.7 and brush each separately on netal panels according to FED STD 141,
met hod 4321. Alowto air dry for 24 hours and observe for conpliance with 3.6.5.

4.3.15 Knife test. Panels used for this test shall be solvent cleaned and sand

bl asted with fresh sand to a snooth uni form appearance in accordance with SSPC- SP5.
Spray the primer, mxed as specified in 4.3.7, on tw 3 by 6 inch steel panels (sand
bl asted side), to a dry filmthickness of 0.003 to 0.004 inches. Air dry the panels
for 24 hours and spray themwith the topcoat, mxed as specified in 4.3.7 to a dry
filmthickness of 0.003 to 0.004 inches. Total filmthickness of the panels should
be 0.006 to 0.008 inches. Air dry the panels for 7 days and performthe knife test
according to FED STD- 141, nmet hod 6304 and observe for conpliance with 3.6.6.

4.3.16 Pot life. Mx the conponents of the priner and topcoat as specified in 4.3.7
and all ow each to stand undi sturbed for 4 hours. Measure viscosity according to
ASTM D562 and eval uate for conpliance with 3.6.7.

% An apparatus of this type, powered by a 1/4 HP notor, operates at a rate of 1350
shakes per mnute and is manufactured by Red Devil Tools, Irvington, NJ.

9
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4.3.17 Fuel and water resistance. Panels used for this test shall be sol vent

cl eaned and sand blasted with fresh sand to a snooth uni form appearance in
accordance with SSPC-SP5. Spray the priner, mxed as specified in 4.3.7, on three
3 by 6 inch steel panels (sand blasted side), to a dry filmthickness of 0.003 to
0.004 inches. Air dry the panels for 24 hours and spray themw th the topcoat,

m xed as specified in 4.3.7, to a dry filmthickness of 0.003 to 0.004 inches.
Total filmthickness of the panels should be 0.006 to 0.008 inches. Coat the
backs and edges of these panels in a sinmlar manner. Air dry the panels for 7
days and imrerse themin wi de nouth glass jars, liter size, each containing 350 ni
of JP-8 fuel conforming to ML-T-83133 (Jet A-1 may be used in place of JP-8), and
350 M of distilled water. Seal the jars and place in a water bath maintai ned at
51 to 53°C (124 to 127°F) for 21 days. At the end of the test period, renove and
exam ne the panels for conpliance with 3.6. 8.

4.3.18 Adhesion. Use the panels that have been subjected to the fuel and water
resi stance test specified in 4.3.17. Alowto air dry for 24 hours and eval uate for
adhesi on according to ASTM D3359, nmethod B. Test areas of each panel that were
exposed to JP-8 fuel and to distilled water. Cbserve for conpliance with 3.6.9.

4.3.19 Inpact resistance. Prepare panels as specified in 4.3.15 and test
according to ASTM D2794 using the 0.625 inch hem spherical head steel punch
Panel s shall be subjected to a reverse inpact of 10 inch-pounds, with the coating
under test facing away fromthe punch. Cbserve for conpliance with 3.6.10.

4.3.20 Solvents. The manufacturer shall certify that the coatings contain no
benzene, chlorinated conpounds or ethylene based glycol ethers and their acetates.
Nonconformance to 3.4.3 constitutes failure of this requirenent.

4.4 ldentification marking. Verify the presence of the required nmarkings and
caution notice.

5. PACKAGQ NG

5.1 Packagi ng. For acquisition purposes, the packagi ng requirenents shall be as
specified in the contract or order (see 6.2). When actual packaging of materiel is
to be performed by DoD personnel, these personnel need to contact the responsible
packagi ng activity to ascertain requisite packaging requirenents. Packaging

requi renents are maintained by the Inventory Control Point’s packaging activity
within the Mlitary Departnent or Defense Agency, or within the Mlitary
Departnment’s System Command. Packaging data retrieval is available fromthe
managing Mlitary Departnment’s or Defense Agency’ s automated packaging files, CD ROM
products, or by contacting the responsi bl e packaging activity.

6. NOTES

(This section contains information of a general or explanatory nature that nmay be
hel pful, but is not nandatory.)

6.1 Intended use. The two conponent epoxy systemis nmilitary unique to the soldier
in conbat (in the field) for refurbishing of conbat stored fuels and lubricants. It
is intended for use on sand blasted interior surfaces of nobile and stationary mld
steel cargo tanks and auxiliary handling equi prent used for the storage and
transportaion of mlitary fuels and oils wi thout contributing to contami nation of the
cargo. It consists of a two-conmponent yellow prinmer and a two-conmponent white
topcoat, each having a maxi nrun VOC of not nore than 2.8 pounds per gallon (340
grans/liter) at application
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6.2 Acquisition requirenments. Acquisition docunents should specify the follow ng:

a. Title, nunber, and date of the specification

b. Issue of DoDISS to be cited in the solicitation, and if required, the
specific issue of individual documents referenced (see 2.2.1 and 2.3).

c. Kit size (or sizes) required (see 3.4 and 6. 3).

d. Specify identification markings and caution notice (see 3.6.11).

e. Packaging requirenments (see 5.1).

6.3 Basis of purchase. The coating covered by this specification should be
purchased by volunme, the unit being a kit conprised of a priner and a topcoat,
each consisting of one quart of 57.75 cubic inches (conponent B) and one gall on of
2331 cubic inches (component A).

6.4 Qualification. Wth respect to products requiring qualification, awards w ||
be made only for such products which are, at the time set for opening of bids,
qualified for inclusion in the applicable Qualified Products List whether or not
such products have actually been so listed by that date. The attention of
contractor is called to this requirenment and manufacturers are urged to arrange to
have the products that they propose to offer to the Government be tested for
qualification in order to be eligible for contracts or product orders covered by
this specification. The activity responsible for Qualified Products List is the
U S. Arny Research Laboratory, Wapons and Materials Research Directorate, ATTN
AVBRL- WV M Aberdeen Proving Gound, MD 21005-5069.

6.5 Coating application. To insure adequate cure, the tenperature of the

substrate being coated shoul d be above 10°C (50°F). The pot life of a m xed sanple
wi || be reduced by higher tenperatures and increased by | ower tenperatures. To
avoi d solvent entrapnent and a subsequent |oss of resistance properties, there
shoul d be a m ninum of 18 hours drying time between the primer and the topcoat. A
total filmthickness should be 0.006 to 0.008 inches.

6.6 Subject term (key word) listing.

Chronat e
Lead

Pri nmer
Topcoat
\v/0 &

CONCLUDI NG MATERI AL

Cust odi ans: Preparing activity:
Arny - MR Arny - MR
Navy - YD2
(Project 8010-0929)

Revi ew activities:
Arny - M
Navy - AS, CG SH
GSA/ FSS - 10FTE
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