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MILITARY SPECIFICATION

COATING, POWDERED FLUOROPOLYMER
FOR USE ON HIGH PRESSURE GAS FLASK INTERIORS

This specification iz approved for use by all Departments and Agencies

of the Department of Defenses.

1 SCOPE .

1.1 Scope. This specification covers a powdsrsd flucropolymer coating of
high pressure air flask interiors. Only one classification of coating is covered
by this specification.

2.1.1 Specifications. standards. and handbooks. The following specifi-
cations, standards, and handbooks form a part of this document to the extent
specified herein. Unless otherwise specified, the issues of these documents are
those listed in the 1issue of the Department of Defense Index of Specifications and
Standards (DODISS) and supplement thereto, cited im the solicitatiom (sss §.2).

-~

SPECIFICATIONS
FEDERAL
BB-N-411 - Nitrogen, Technical.
MILY -..PV
- MIL-H-5606 - Hydraulic Fluid, Petroleum Base, Aircraft, Missile and

Ordnance.

Baneficial commentg (recommendations, additions, deletions) and any pertinent
data which may be of use in inproving this document should be addressed to:
Commander, Naval Sea Systems Command, SEA 03Q42, Department of the Navy,
Washington, DC 20362-5101 by using the self-addressed Standardization
Document Improvement Proposal (DD Form 1426) appearing at the end of this
document or by letter.

AMSC N/A FSC 8010
DISTRIBUTION STATEMENT A. Approved for public release; distribution is unlimited.
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Flask, Compressed Gas and End Plugs for Air, Oxygen

and Nitrogen.

Lubricating 0{1, Steam Turbine and Gear, Moderate
Service.

Material Safsty Data, Transportation Data and Dispeos-
al Data for Hazardous Materials Furnished to Govern-

(Unless otherwise indicated, copies of federal and military specifications,

standards, and handbooks are available from the Standardization Documents Order
Desk, BLDG. 4D, 700 Robbins Avenue, Philadelphia, PA 19111-5094.)
2.2 Noun-Covermment publicaticns. The feolle ing document(s) form a part of

this document to the extent specified herein, Un lcss otherwise specified, the

Lalas OSSO

igssues of the documents which are DOD adopted are those listed in the issue of the

DODISS cited in the solicitation.

Unless otherwise specified, the issues of

documents not listed in the DODISS are the issues of the documents cited in the

solicitation (see 6.2).

A 336 - Standard Specification for Steel Forgings, Alloy, for
Pressure and High-Temperature Parts. (DoD adopted)

B 117 - Standard Test Method for Salt Spray (Fog) Testing.
{DoD adopted)

D 522 - Standard Test Methods for Mandrel Bend Test of Attached
Organic Coatings. (DoD adODCed)

- D 570 - Standard Test Method for Water A bsorption of Plastics.

(DoD adopted)

D 785 - Standard Test Method for Rockwell Hardness of Plastics and
Electrical Insulating Materials. (DoD adopted)

D 1729 - Standard Practice for Visual Evaluation of Celor
Differences of Opaque Materials. (DoD adopted)

D 2794 - Standard Test Method for Resistance of Organic Coatings to
the Effects of Rapid Deformation (Impact). (DoD adopted)

D 3652 - Standard Test Method for Thickness of Pressure-Sensitive

and Gummed Tapes.
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(DoD adopted)

Standard Practice for Determining Volatile Organic (VOC)
Content of Paints and Related Coatings.

(Application for copies should be addressed to the American Society for

Testing and Materials,

1916 Race Street,

Philadelphia, PA 19103.)
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STEEL STRUCTURES PAINTING COUNCIL (SSPC)
SP 10 - Near-White Blast Cleaning. (DoD adopted)

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

(Non-Government standards and other publications are normally available from
the organizations that prepare or distribute the documents. These documents also
may be available in or through libraries or other informational services.)

2.3 QOrder of precedspce. In the event of a conflict between the text of
this document and the references cited herein, the text of this document takes

precedence. Nothing in this document, however, supersedes applicable laws and
regulations unless a specific exemption has been obtained.

3. REQUIREMENTS

3.1 First article. When specified (see 6.2), a sample shall be subjected to
first article inspection (see 6.3) in accordance with 4.3.

3.2 Material. The raw material shall be a pigmented fluoropolymer resin
neeting the requirements of this specification (see 4.4.3.1). The resin shall be
capable of being applied and removed in a manner that would not be injurious to

the flask (see 6.2.1).

3.2.1 Prohibjted materjals. The formulations of the fluoropolymer shall
contain no lead compounds, chromate or cadmium pigments, or any carcinogenic or

suspected carcinogenic compounds under any conditions experienced during applica-
tion or removal.

3.2.1.1 Mercury. Mercury-bearing instruments or equipment which may cause
contamination shall not be used in the manufacture or application of the fluore-
polymer resin nor shall such instruments be utilized in the testing of the final
coatring. In the event of suspected mercury contamination or lack of mercury free
material certifications, testing may be conducted to determine if excessive
contamination is present. Surface contamination of the final coating shall not

exceed 0.01 milligrams per cubic meter.

3.2.2 Material safety data sheet (MSDS). The contracting activity shall be

provided a material safety data sheet at the time of contract award. The MSDS
shall be provided in accordance with the requirements of FED-STD-313. The MSDS
shall be included with each shipment of the material covered by this specification

(see 6.4).

3.2.3 Disposal requirement. Waste resin and removed coating shall be
capable of being disposed of in ordinary landfill. 1If dusting is a landfill
problem, disposal shall be in accordance with both the state and federally imposed

Envirormental Protection Agency (EPA) regulations.

3.2.4 Toxjc products. The material shall have no adverse effect on the
health of personnel when used for its intended purpose. Questions pertinent to
this effect shall be referred by the contracting activity to the appropriate
departmental medical service who will act as an advisor to the contracting agency.
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3.2.5 _glg_ilg_g;ggnig_ggmnggnﬂ; The volatile organic compound portion of
the coating shall conform to the following:

(a) Volatile organic compounds (VOC) shall not exceed 200 grams per
liter (1.7 pounds per gallon). VOC shall be determined as speci-
fied in 4.6.18.

(b) The solvent shall not contain any chlorinated hydrocarbons.

3.3 Coating characteristics. The material shall be a finely ground powder
of a one-component compounded material consisting of a resin, colorants, and flow
control agents. When applied to a substrate and subjected to a heating cycle, as
required by the contractor, the material shall melt, fuse, and subsequently cure
to form a coating which shall meet or exceed all the requirements of this specifi-
cation. The contractor shall specify the application procedure, and health and
safety information necessary to ensure optimum performance. .

3.3.1 Application conditions. The powder fluoropolymer shall be applied to
air flask interiors and cured under the conditions recommended by the manufac-
turer. At no time shall the curing temperature exceed 329 degrees Celsius (°C)
(625 degrees Fahrenheit (°F)).

2 7 92 Flask nreparation Prior to the applicatio the fluoronolvmer

Fed.h AADBON RANKBLIAN XA < Lo T n o LR g A
coating, the flask interior shall be cleaned and free of mill scale, rust,
manufacturing oils and other dirt or debris that would interfere with the
application of a protective coating. Cleaning shall be in accordance with
MIL-F-22606 and as required by the coating applicator to achieve a satisfactory

coating. At no time during the cleaning process shall the flask be heated in
excess of 121°C (250°F).

3.3.2.1 Flask. The flasks to be coated under this specification shall be in
accordance with MIL-F-22606.

3.4 Film properties. The powder fluoropolymer coating shall be applied by
established commercial methods applicable to fluoropolymer powder over abrasive
blasted alloy steel. The finished coating shall have a total dry film thickness
sufficient to pass all required tests of this specification. The coating shall be
carbon, blister and pinhole free as determined by the spark test. Coating
thickness shall be tested with a nondestructive gauge in predetermined strategic
locations.

rker than FED-STD-595 color chip 26493 through white approximating color

3.5 legx The cured film of applied powder coating shall be a semigloss
no
chip 27875, as specified (see 4.6.4 and 6.2).

3.6 Flexibility. The cured film of applied powder coating shall show no
cracking or loss of adhesion in the bend area (see 4.6.5).

3.7 Adhesjion. The cured film of applied powder coating shall show no
lifting, flaking, or other signs of loss of adhesion (see 4.6.6).

3.8 Thermal shock resistance. The cured film of applied powder coating
shall withstand 10 cycles between 74 t 2°C (165 # 4°F) and minus 54 1 2°C (minus

65 t 4°F) without cracking, checking, or disbonding (see 4.6.7).
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3.9 Impact regsistance. The cured film of applied powder coating shall
provide a coating that will have a2 direct and reverse impact resistance of not
less than 18 and 2.8 newton meters (165 and 25 inch pounds), respectively, without

forming a holiday when inspected visually with an eight-power magnifying glass
A Y
)

[

1 not
test

3.10 Salt spray resistance. The cured film of the applied powder shal
blister, wrinkle, or show loss of adhesion when subjected to the salt spray
(see 4.6.9).

3.11 Fluid resistance. The cured fiim shall not biister, wrinkie, or show
loss of adheszicn when immerszesd in the following fluilds (ses 4.5.10).
(a) VWater.
(b) Lube oil.
(c¢) Hydraulic oil.
3.12 Hater gbsorption. The coating shall have a water absorption of less
than 0.01 percent when tested as specified in 4.6.11.

3.13 Flammability. The coating shall not support combustion when tested as
specified in 4.6.12.

3.14 Rockwsell hardnesg. The coating shall have a Rockwell hardness value of
65 minimum to 100 maximum on the R-scale when measured as specified in 4.6.13.

3.15 Breathipng asir certifjcation. Sample gas removed from a flask after a

period of storage at the working pressure of the flask shall certify the flask as
suitable for breathing purposes when tested as specified in 4.6.14.
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3.16 Rapid decompression. The coa ating shall not ¢ p, flake. or

ra ct
otherwise come off the interior surface of an air flask when tes
in 4.6.15.

3.17 Coating continuity. Flasks shall have the fluoropolymer coating tested
for contimuity using the spark test (see 4.6.17). There shall be no flaws in the
coating detected by this test.

3 18 Iperting. After completion of the coating continuity test of 3.17, the

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibilicy for inspection. Unless otherwise specified in the

contract or purchas the contractor is responsible for the performance of
1 tio {(examinations es - ed herein. Except
e t as n e
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his own or anv ocher facilities suitable for the performance of the inspecti
requirements specified herein, unless disapproved by the Government. The Govern-
ment reserves the right to perform any of the inspections set forth in this
specification where such inspections are deemed necessary to ensure supplies and
services conform to prescribed requirements.
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4.1.1 Responsibility for compliance. All items shall meet all requirements

of sections 3 and 5. The inspection set forth in this specification shall become
Ta ' tiom

e eV D e e e

a part of the contractor’s overall inspection system or quality program. The
ahsanca of any {ncmetie reqnir-n-ptg in the -Pecif.{_catif\h zhall nor raliave the

contractor of the responsibility of ensuring that all products or supplies
submitted to the Government for acceptance comply with all requirements of the
contract. Sampling inspection, as part of the manufacturing operations, is an
acceptable practice to ascertain conformance to requirements, however, this does

PR U TRy S PP, Wy Ry Sy B PR . P R SRy S ad oo 4
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nor does it comsit thea Covarmment to accept dafective material

4.2 Classification of inspections. The inspection requirements specified
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onformance inspection (see 4.4).

4.3 First article inspection. First article inspection shall consist of the

exaninations and tests as specified in table I. Eight test panels prepared in

accordance with 4.5, one coated fiask, and two liters of powdered resin shall
constitute the first article.

TABLE I. First article and quality conformance.

: First Quality
Require- Test article conformance
Test ment method sample sample
Fluoropolymer resin 3.2 4.6.16 Resin Resin
Solvent (VOC) 3.2.5 4.6.18 Resin Resin
Film properties 3.4 4.6.2 One panel Flask
and flagk
Thickness 3.4 4.6.3 One panel Flask
and flask
Color (ASTM D 1729) 3.5 4.6.4 One panel Flask
Flexibility (ASTM D 522) 3.6 4.6.5 One panel --
Adhesion {(ASTM D 3652) 3.7 4.6.6 One panel One panel
Thermal sheock 3.8 4.6.7 Flask --
Impact resistance (ASTM D 2794) 3.9 4.6.8 One panel --
Salt spray (ASTM B 117) 3.10 4.6.9 One panel --
Fluid resistance 3.11 4.6.10 One panel --
Water absorption (ASTM D 570) 3.12 4.6.11 One panel --
Flammability 3.13 4.6.12 One panel One panel
Rockwell hardnees (ASTM D 785) 3.14 4.6.13 One panel --
Breathing air certification 3.15 4.6.14 Flask --
Rapid decompression 3.16 4.6.15 Flask --
Spark test 3.17 4.6.17 One panel One panel
and flask and flask

4.4 Ouality conformance inspection. Quality conformance inspection shall

consist of the examination and tests as specified in table I.

— - - - - R - - I @ i a h comeen & s ool %A AAPY 'l
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4.4.1 lot. For the purpose of quality conformance inspection, a lot shall
be as defined in 4.4.1.1 and 4.4.1.2.
4.4.1.1 pPowdered fluoropelymer. A lot shall consist of all powdared
material of the same formula dasignntion from a single, uniform batch manufactured
and offered for delivery at one time. The addition of any substance to a batch

oehall cnmet-drita a naw lar
Sfniaia TONECL w a20C.

4.4.1.2 Coated flasks. A lot shall consist of all fluoropolymer coated
flasks offered for delivery at one time.

- - s ~ P . LYY P

o.4. .2 Ng. As a minimum, the contracter

Quality conlormance lnspectlon SARPLINE
shall randomly select samples from each lot and inspect them as specified in table
I (see 6.5). For thickness testing, sample sizes shall be as listed in table II.

For npark tcstin;, inspection sampling shall not be used; all flasks in the lot
shall be tested.

TABLE II. Quality conformance inspection samples
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4. 4.3 Oualitv conformance tests.

4.4.3.1 Powdered fluoropolymer. Quality conformance tests on samples of

powdered fluoropolymer for individual lots shall consist of the examination as
specified-in 4.6.16.

lasks. Coated flasks shall be 100 percent inspected for
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4.5 Test papels. The test panel material, surface preparation, and test
panel coating application shall be as specified in 4.5.1 through 4.5.3.

4.5.1 Test panel material. Unless otherwigse specified (see 6.2), test
panels shall be prepared from sheet steel in accordance with AS
rolled. Unless otherwise specified (see €.2), panels shall be not less than 100
by 150 by 3 mm (4 by 6 by 0.125 inches). Panels for the flexibility test shall be
25 by 150 by 0.75 mm (1 by 6 by 0.03 inches).
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4.5.2 Test panel and flask surface preparatiopn. Unless otherwise specified
herein, the panels and flasks shall be cleaned in solvent (xylene and isopropanol,
-l

[ W T - - =1
oneé to one ratio oy Voiumse), Tius i Ca
F

shall be abrasive blasted using any suita
material. The abrasive materials shall e free from oil, grease, dirt, water, or
other contaminants that would impair the coatability of the test panel surface.
The test panels shall be blasted clean to a near-white metal in accordance with
SSPC SP 10. After blasting, the panels shall be cleaned Dy using clean, dry,
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compressed air, & vacuum, or solvemt {ROTE: Minimus pansl thicknsss which can
ba blasted affactively without daformation is 16-gauge.) Anchor pattarn for steal
surfaces shall be 0.050 to 0.075 mm (2.0 to 3.0 mils) re:pectively

4.5.3 Application methods. After surface preparation as specified in 4.5.2,
the panels shall be kept free from fingerprints and rust. Application of the
puvuﬁf CGEL&u& shall bs -Cuv-p;i-h-d not greatsr than 2 hours aftar “1==uin5, or
the cleaned panels may be stored in clean toluene or a desiccator for not greater
than 72 hours before coating. Unless otherwise specified (see 6.2), the coating
shall be applied in accordance with the coating contractor’s instructions (see
6.2.1). A dry film thickness shall be sufficient to pass all tests specified in

section 4.

4.6 Tests. The coating test methods shall be as specified in 4.6.1 through
4.6.18.

4.6.1 Coating.
4 6.1.1 Tegt panals. The test panelg shall be prepared and coated as

4.6.1.2 Test flask. The test flask interior shall be prepared and coated as
specified in 4.5.2 and 4.5.3. The thread areas of the necks (flask openings)
o 1 h

ehall ha ~na e rest of the flack interior

o
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4.6.2 Film properties. The coated test panels and flasks shall meet the
requirements as specified in 3.4 when visually examined. No magnification is
required for this examination but the inspector shall wear corrective vision
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4.6.3 Thickness. Coating thickness shall be measured with a non-destructive
gauge. Coating thickness on the test panels shall be measured on the longest
centerline of the panel at two locations approximately 25 mm (1 inch) from the
shortest panei centerline and at four locations approximately 15 mm (0.6 inch)

L s "y P — P VN
from the edge of the panel. Coatimg thickness on finished flasks shall be

meangured eavary 300 mm (12 inches) along the flask beginning with the tangent of

the henispherical end and flask sidewall Four measurements shall be nade at each
300 me location: top, bottom, and each side. Top and bottom are relative to

flask position in the curing oven.
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4.5 and 4.6. The color shall meet the requirements as specified in 3.5. Color
shall be a general color match when tested in accordance with ASTM D 1729

TIMII =T b9 oJ 1418~ T10 § I 1L 9Ll o
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4.6.5 Flexibility. Three panels, prepared and coated as specified in
4.6.1.1 and cured as applicable, shall be bent 180 degrees over & 12.5-mm (1/2-
inch) mandrel in accordance with ASTM D 522. The panels shall bs visually
examined immediately to determine conformance to the requirements as specified

in 3.6.

4.6.6 Adhesion. Panels shall be prepared and coated as specified in
4.6.1.1. Two parallel scratches shall be made through the coating to each
subsatrate 25 mm (1 inch) apart, and not less than 50 mm (2 inches) long, using a
stylus. A 25 mm (1 inch) wide strip of masking tape, in accordance with
ASTM D 3652, shall be placed perpendicular to the scratches, adhesive side down.
The tape shall be pressed down using two passes of a rubber-covered roller
weighing 2.5 kilograms (5 pounds). The tape shall be removed immediately in one
abrupt motion, exerting the pull at approximately 90 degrees to each pansl. The
coating shall be examined for conformance to the requirements as specified in 3.7.

4.6.7 Thermsl shock. Panels shall be prepared and coated as specified in
4.6.1.1. Test panels shall be placed in an oven maintained at 74 * 2°C (165 =
4°P) for 30 £ 0.5 minutes, then removed and quenched in cold tap water 5 to 27°C
(40 to B80°F), The gamples zhall then be wiped drv and immediataly plunged inte a
suitable low temperature environment held at minus 54 t 2°C (minus 65 + 4°F) for
10 £ 0.5 minutes. After each cycle, the panels shall be inspected for conformance
to the requirements as specified in 3.8. Cycling shall be continued until the
panel fails or until 10 cycles have passed.

4.6.8 Impact resistance. Panels 150 by 300 by 3 mm (6 by 12 by 0.125
inches) shall be prepared and coated as specified in 4.6.1.1. Test panels shall
be impact tested in accordance with ASTM D 2794 using a 1.8-kilogram (4-pound)
weight. The impact cup shall terminate in a hemispherical, 15.875-mm (5/8-inch)
diameter nose. Backing plates shall not be used. The impact resistance shall
be determined for conformance to the requirements as specified in 3.9.

4.6.9 Salt spray resistance. Panels shall be prepared, cleaned, and coated
as specified in 4.6.1.1. Test panels shall be exposed in accordance with
ASTM B 117. Exposure time shall be not less than 3000 hours for steel substrates.
The panels shall then be examined for conformance to the requirements as specified

in 3.10.

46,10 Fluid reciastance propesyties, The fluid recistance propertiss ghall
be as gpecified 3.11 when tested as follows.
4.6.10.1 Vater immersiop test. Panels shall be prepared and coated as

specified in 4.6.1.1. Half of each panel shall be immersed in water for 48 hours.
After removal from the water, each panel shall be examined immediately to verify
conformance to the requirements as specified in 3.11.

4.6.10.2 PBydrocarbon immersion test. Panels shall be prepared and coated as
specified in 4.6.1.1. Half of the panels shall be immersed in lube oil in
accordance with MIL-L-17331. The panels shall be examined after 3, 10, and 30
days for conformance to the requirements as specified in 3.11.
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4.6.10.3 Hydrauljc fluid immersion tegt. Pamels shall be prepared and
coated as specified in 4.6.1.1. Half of the panels shall be immersed in hydraulic
fluid in accordance with MIL-H-5606. The panels shall be examined after 3, 10,

Yy X1 -

and 30 anl for conformance to the requ1renencn as speclrled in 3.11.

4.6.11 VWater absorption. Two panels, 150 by 300 by 3 mm (6 by 12 by 0.125
inches) shall be prepared and coated as specified in 4.6.1.1. Panels shall be
conditioned and immersed for 24 hours in accordance with ASTM D 570. Water

absorption shall meet the requirements as specified in 3.12.

L £ 12 ) asennb 4 13 ¢ Dema namal 180 he AINN her 2 mm € her 12 her N 128 dcnnbha=)
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shall be prepared and coated as specified in 4.6.1.1 and shall be mounted with the
300-om dimension vertical. A torch shall be applied to an area in the lower 1/3
of the panel. The torch shall be removed after 5 seconds of ignition are
observed. The coated panel shall be non-igniting or self-extinguishing to comply
with 3.13.

300 by 3 mn (6 by 12 bv 0.125

g T T N P4 = = e

L. 6.13 Rockwall hardneas. One panel 150 b
785 for compliance with 3.14.

...... e P

inches) shall be tested in accordance with ASTM

4.6 14 Toxicity. Manufacturers of powdered fluoropolymer resins for use as
rnal coatings shall disclose the formulation of their product(s) to
£
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tion, which shall be held in confidence by the Naval Medical

Command, shall 1nc ude; the name, formula, and approximate percentage by weight
and volume of each ingredient in the product; the results of any toxicological
testing of the product‘ identification of pyrolysis products, and any such other

information as may be needed to pemlt an accurate apprau.saj. OI any ‘COXlClty
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4.6.15 Rapid decompression. After the gas sample has been removed for the
off-gassing analysis (see 4.6.14), and the flask is still at its rated working

pressure, the valve on the end of the flask shall be opened to its fullest
1
-~

rha nrascurisad coe to hlaad doun a2e ranidlv ae naceibhlae
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At decomp on, the coating on the flask interior shall be examined to
determine compliance with 3.16. During the blowdown, the flask shall be firmly

4.6.16 Fluoropolyme in e ination. Each lot of fluoropolymer resin
shall be examined for uniformity of resin size and color (see 3.2 and 3.5).

4.6.17 Continuity spark test. The interior surface of all flasks shall be
100 percent tested with a 5000 volt direct current (dc) spark tester. The test is
5000 volt dc pulsed at 35 hertz (Hz). The test unit shall contain a power limiter

which shall be activated immediately upon fliaw (pinhole) detection. The power
ey oo = . ok

limiter limits current flow to a few microamps so as not to harm the substrate or
coating o] fiance with 31,17 1is no flaws detected. (Ihg Elcometer Holitector

4.6.18 Volatile organic compounds. The VOC in the coating shall be deter-

mined in accordance with ASTM D 3960. The VOC content of the coating shall be as
specified in 3.2.5 and table I
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S. PACKAGING

(The packaging requirements specified herein apply only for direct Government
acquisition.)

5.1 Packing. Packing shall be levels A, B, or C as specified (see 6.2).

5.1.1 Levels A and B. Flasks of like types may be strapped to pallets in
such a manner as to permit the use of lifting devices and material handling
equipment. MIL-STD-147 provides guidance for palletized load but is not manda-
tory. Large curved and straight flasks may be shipped without pallets but must be
blocked and braced in such a way as to prevent shifting during transit.

5.1.2 Level C. Packing shall be accomplished in a manner which will ensure
acceptance by common carrier and shall afford protection against physical and
mechanical damage from handling during direct shipment from the supply source
to the using activity. The method of packing shall conform to carrier regulations
as applicable to the mode of tramsportation.

5.2 Marking. In addition to any special marking required (see 6.2), marking
of flasks and palletized loads shall be composed of the following information:

(a) 1tem description.

(b) Quantity of flasks.

(¢) Gross weight and cube.

(d) Contract number or purchase order number.

(e) Name and address (including zip code) of the contractor. When the
supplies are shipped from a subcontractor, only the name and
address of the prime contractor shall be used.

(£f) Ship-to address. This may be made by stenciling, silk-screening,
labels, or tags. Military Label DD Form 1387 is preferred.

6. NOTES

(This section contains information of a general or explanatory nature that
may be heipful, but is not mandatory.)

6.1 Intended use. This specification is intended to provide high pressure

air flasks having a high grade durable interior coating of powdered fluoropolymer
resins.

6.2 Acquisition requirements. Acquisition documents must specify the
following:

(a) Title, number, and date of this specification.

{b) 1Issue of DoDISS to be cited in the sslicitation, and if required,
the specific issue of individual documents referenced (see 2.1.1

and 2.2).
(¢) Number of flasks to be coated internally:

1. By size in cubic feet.
2. By design, straight or curved.
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(d) When first article inspection is required (see 3.1).

(e) Federal color chip number (see 3.5).

(f) Dimensions and material of test panels, if other than as specified
(see 4.5.1).

(g) Coating procedure, if other than contractor’s instructions
(see 4.5.3).

(h) Level of packing required (see 5.1).

(1) Special marking required (see 5.2).

2. The following suppliers have expressed an interest in coating flask

MARVCO PROCESS, for information contact:

Applicoat, Inc.

Two Sandown Circle

Richmond, VA 23229
(804) 741-2431

(804) 446-6900
BLUE ARMORE, for information contact:

ISPA CO.

2915 Wilmarco Avenue

Baltimore, MD 21223
(410) 664-4500

6.3 First article. When first article inspection is required, the contract-
ing officer should provide specific guidance to offerors whether the item(s)
should be a preproduction sample, a first article sample, a first production item,
a sample selected from the first ____ production items, a standard production item
from the contractor’s current inventory (see 3.1), and the number of items to be
tested as specified in 4.3. The contracting officer should also include specific
instructions in acquisition documents regarding arrangements for examinations,
approval of first article test results, and disposition of first articles.

Invitatioms for bids should provide that the Government reserves the right to

waive the requirement for samples for first article inspection to those bidders
offering a product which has been previously acquired or tested by the Government,
and that bidders offering such products, who wish to rely on such production or
test, must furnish evidence with the bid that prior Government approval is
presently appropriate for the pending contract. Bidders should not submit
alternate bids unless specifically requested to do so in the solicitation.

6.3.1 First article waiver. Contracting officer may waive first article
inspection if product has been satisfactorily manufactured for the last 5 years.

6.4 -Materials Safety Date Sheets. Contracting officers will identify those

activities requiring copies of completed Material Safety Data Sheets prepared in
accordance with FED-STD-313. The pertinent Government mailing addresses for
gsubmigeion of data are listed in FED-STD-313.

6.5 lot acceptance and rejection criteria. Detection of any nonconforming

characteristic in any sample shall result in rejection of the entire lot. The
contractor has the option of correcting the discrepancy, retesting, and resub-
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The preparing activity must provide a reply within 30 days from receipt of the form.
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3. REASON FOR RECOMMENDATION

{

1 Commander Defense Quality and Standardization Office

] Naval Sea Systems Command 5203 Leesburg Pike, Suite 1403, Falls Church, VA 22041-3466
1 2531 Jefferson-Davis Hyway Telephone (703) 756-2340 AUTOVON 289-2340

DD ForfF }AaetOeT ” 22242-5100 Previous editions sre obsolete.




