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This specification is approved for use by the U.S. Army Missile
Command, Department of the Army, and is available for use by all
Departments and Agencies of the Department of Deifense.

1. SCOPE

1.1 Scope. This specification establishes the reguirements for the
application of ablative coating primer and ablative coating.
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2.1 Government documents.

2.1.1 Specifications, standards, and handbooks. The following
specifications, standards, and handbooks form a part of this document to the
extent cnoﬁ1€1oﬂ aroin IMnlace Nnthaoarwico cnon1f mﬂ +ha reeivoe nf +hooeo
extent specified herein. Unless cotherwise specified, the issues cof

CacoT

documents are those listed in the issue of the Department ot Defense 1ndex of
Specifications and Standards (DODISS) and supplement thereto,

cited in the
solicitation (see 6.2).

icial comments (recommendations, additions, deletions) and any
pertinent data which may be of use in improving this document should be
addressed to: Commander, U.S. Army Missile Command, ATTN: AMSMI-RD-SE-TD-
ST, Redstone Arsenal, AL 35898-5270 by using the Standardization Document

Improvement Proposal (DD Form 1426) appearing at the end of this document
or by letter.

AMSC N/A

FSC 8030
DISTRIBUTION STATEMENT A.

Approved for public release; distribution is

unlimited.
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SPECIFICATIONS
MILITARY
MIL-P-47215 - Primer, Ablative Resistant Coating
MIL-C-47244 - Coating, Ablative Resistant

(Unless otherwise indicated, copies of the federal and military
specifications, standards, and handbooks are available from the Naval
Publications and Forms Center, Standardization Documents Order Desk, Bldg. 4D,
700 Robbins Ave., Philadelphia, PA 19111-5094.)
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of this document to the extent specified herein. Unless otherwise specified

the issues 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).

AMERICAN SOCIETY FOR TESTING AND MATERIALS

ASTM D 740 - Standard Specification for Methyl Ethyl
Ketone

ASTM D 224¢C - Standard Test Method for Rubber Propertv-
Durometer Hardness

(Application for copies should be addressed to the American Society for
Testing and Materials, 1916 Race Street, Philadelphia, PA 19103.)

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

2.3 Order of precedence. 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 regulaticns unless a specific mption has been obtained.

3. REQUIREMENTS

3.1 Eguipment.

3.1.1 Fabrication facility. The fabrication facility for application
of the ablative coating shall provide the following

a. Protection of the cleaned surfaces and the coating materials from

dust, dirt and water.




Downloaded from http://www.everyspec.com

Ty ~ ATID AL n 68T N
MIL~-U—47£490A(M1)

b. Normal ambient conditions consisting of an atmospheric pressure
vetweern 28 and 3Z inches of mercury, a temperature between +15° and +3°%°
Celsius (C), and a relative humidity not greater than 95 percent.

oA -~ [ o P T Ml h e Y mmmmr ab a1l bm mmcmalil m A€ emo d b ool d e e s e
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within I percent over its entire range The balance shall be calibratec and
certifiec to the prescribed accuracy not less than once every 890 cays

3.1.3 Heat source. Any 3uitable heat source such as a heat gun, oven,

hot plate, or application tooling containing heating elements may be used to
heat the material.

3.1.4 Miscellaneous equipment. Miscellaneocus equipment used in the
mixing, stirring, application, or other handling of the coating materials
shall be made from materials having no detrimental effect on the coating and
visibly free of dust or other contamination. Use of metal spatulas,
containers, and mixing equipment shall be suitable, but use of porous and
absorbent materials such as paper and wood shall be avoided.

3.1.5 Tooling. The tooling, such as edge and grid strips, metal masks,
and form templates, shall be capable of producing finished parts conforming to
the requirements of this specification and related engineering drawings. The
form templates shall be inspected for correct dimensions not less than once
every 90 days.

3.2.1 Direct.

3.2.1.1 BAblative coating. &abl

the engineering drawing and shall con

3.2.1.2 Ablative coating primer. Primer used with the ablative coating
shall be as specified on the engineering drawing and shall conform to MIL-P~-
47215,

3.2.2 1Indirect.

er
garnet, or aluminum oxide, 80

3.2.2.2 Wire brushes. Wire brushes shall have bristles made from
corrosion-resistant steel.

3.2.2.13 o
- e e . e . N\

3.2.2.4 Masking tape. Masking tape shall be pressure-sensitive.

3.2.2.5 Mold release. The mold release shall be a nonblocking material
for free release of fixtures. Silicone or other transferable materials shall
not be used.

3.2.2.6 Cleaning

ketone conforming to A

3o
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3.3 Procedure.

3.3.1 Solvent-cleaning. The area to be coated (as specified on the
engineering drawing) shall be solvent-cleaned as follows:

a. Remove grease, o0il, or other contamination by wiping with
cheesecloth (see 3.2.2.3) saturated with cleaning solvent (see
(3.2.2.86)

b. Wipe dry with clean, dry cheesecloth.

c Allow to air-dry for not less than 15 minutes. Repeat 3.3.la and
3.3.1b until all visible evidence of grease, 0il, or other
contamination is removed.

Warning: All safety regulations regarding the handling of flammable

and toxic materials shall be observed.

3.3.2 Application of mold release. A thin, uniform coat of mold
release (see 3.2.2.5) shall be applied over those areas of the tooling
fixtures which will be in contact with the ablative coating.

3.3.3 . Masking. Areas to remain uncoated shall be masked with metal or
plastic masks or tape (see 3.2.2.4) as required.

3.3.4 Abrasion. All surfaces to be coated shall be abraded with
abrasive paper (see 3.2.2.1), wire brush (see 3.2.2.2), or non-ferrous
abrasive blasting until clean, bare metal is exposed and recleaned in

accordance with 3.3.1.

3.3.5 Application of coating primer. Coating primer (see 3.2.1.2)
shall be applied in a single coat by brushing, spraying, or wiping. The
coating primer shall be allowed to dry for not less than 30 minutes prior to
anolv‘atlon of the ablative r'oat'lno

3.3.6 Application of ablative coating. The ablative coating (see
3.2.1.1) shall be applied as follows:
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denth using double-bhacked adhesive tanpe or clamns

aeptn, using Goubie-DackeQ agdhesive tape amps .

b. The two-component coating material (see MIL-C-47244) shall be

nmixed in accordance with the manufacturer's instructions.

NOTE: The application life of the mixed coating is as

specified by the manufacturer. If the temperature is lowered, the
application life will be lengthened.

c. Apply the coating over the primed areas, as specified on the

applicable engineering drawing, by troweling. Work the coating into
small areas, exercising care to prevent voids and air pockets and to
maintain the coating thickness compatible with the depth control strips
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coating material or tooling (see 3.1.3) to facilitate material flow ana
improve finish smoothness but care shall be taken t¢ avoid excessive
reducrion of material application life (see €.1). Open any existing air
pockets and fill voids with additional coating material.

o}

a. At temperatures ranging from +16° to +38°C, expose Lhe ccating fo:
not less than B hours of curing.
e. Upon completion of the curing cycle, remove all edge and grid

strips and miscellaneous tooling. The uncoated areas exposed by the
removal of the grid strips shall then be processed in accordance with
3.3.1 through 3.3.5, 3.3.6c, and 3.3.6d.

3.3.7 Rework. Defective areas may be reworked by cleaning the area and
applying additional primer and coating as required. Eroded areas may be
reworked as follows:

a. Remove any ch d ablative coating with abrasive paper or wire

| SR Wy A e Vtermemd Yl mamem mn smemmamd EiAad s 2 21
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b. Apply additional coating (see 3.2.1.1) as reguired.

c. Cure as specified in 3.3.64d.

Note: Use coating primer (see 3.2.1.2) whenever the ercsion extends to
heoa maral e ructure

i ne e a s -~ de ML .

3.3.8 Coating hardness. The hardness of the coating after curing as

specified in 3.3.6d, shall be not less than 45 Shore D.

3.4 Workmanship. The coating shall conform to the reguirements of the
engineering drawing. The coating shall be continuous, uniform, free from
foreign material, and frei of excessive pits or blisters. Due to coating

material viscosity, the entrapment of small air bubbles during application
cannot be avoided, but pits or bubbles with a dimension in excess of 0.19 inch
shall be reworked as specified in 3.3.7.

4.1 Responsibilitv for inspection. Unless otherwise specified in the
contract or purchase order, the contractor is responsible for the performance
of all inspection requirements (examinations and tests) as specified herein.
Except as otherwise specified in the contract or purchase order, the

me EamiNiedlan mrseakn) £ * ~
ier facilities suitable for the

may use his own oOrf any
performance of the inspection requirements specified herein, uniless
disapproved by the Government. The Government 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.

4.1.1 Responsibility for compliance. All items shall meet all
requirements of sectione 3 and 5, The inspection set forth in this
specification shall become a part of the contractor's overall inspection
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system or guality program. The absence cf any inspection rcqu*:ements in the
specification shall not relieve 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 manufacturing operations, is an acceptable practice to ascertain

does not authorize submission o
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RNOWN efective material, either indicated or 1iobe he
Government to accept defective material.
4.2 Inspection records. Suitable inspection records substantiating

that regquirements of 3.1, 3.2, 3.3, and 3.4 have been complied with shall be
maintained and shall be available to the procuring activity.

4.3 Acceptance testing. Each ccated part shall be subjected toc the
visual inspection and coating hardness test specified herein. Failure to meet
the test reguirements shall be cause for part rejection.

4.3.1 Visual inspection. Unless otherwise specified by the procuring
activity, each coated part shall be visually inspected 100 percent and shall
conform to the reguirements of 3.4. The thickness of coating may be verified
by demonstrating compatibhility with the depth control established by grid and
edge strips and form templates used in the application techniques of 3.3.6.

4.3.2 . Coating hardness test. The coating hardness shall be determined

in accordance with ASTM D 2240, and shall be as specified in 3.3.8.

S. PACKAGING.

This section is not applicable to this specification.

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

6.1 Intended use. This spe ication is intended to be used to
ot LT 2 ik Al e ) mnm ik L£an bhmae mememllanklam af alladlesn manttems TmeawAar anA
eS5LdLllsil Lie Ilequircinenis Lol Lie appliCal il VUL alldaitlve Luvaltiliy pldaiucs alid
ablative coating.

6.2 Acquisition requirements. Acquisition documents must specify the
following:

a. Title, number, 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 2.1.1).

6.3 Metrication. Metric equivalents in accordance with FED-STD-376 are
acceptable for use in this specification.
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6 4 Subject rterm (kevword) listing.

Covering, protective
Primer
Shielding material
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c re coating
material is rapidly accelerated by heat, with full cure occurring in
approximately 30 minutes at +66°C. Therefore, the use of heat in processing
should be conditioned by the detrimental effects of reduced application life
of the heated material.

6.6 Changes from previous issue. Marginal notations are not used in
this revision tc identify changes with respect to the previous issue due to
the cxtensiveness of the changes
Custodian: Preparing Activity:

Army-MI Army-MI
Civilian Coordinating Activity: Project 8030-A130
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1. The preparing activity must complete blocks 1, 2, 3, and 8. In block 1, both the document number and revision
letter should be given,

2. Thesubmitter of this form must complete blocks 4, 5,6, and 7.
3. The preparing activity must provide a reply within 30 days from receipt of the form.

NOTE: This form may not be used to request copies of documents, nor to request waivers, or clarification of

requirements on current contracts. Comments submitted on this form do not constitute or imply authorization to

waive any portion of the referenced document(s) or to amend contractual requirements.

. DOCUMENT NUMBER 2. DOCUMENT DATE (YYMMDD)
MIL-C-47246A (MI) 26 November 1990

S. REASON FOR RECOMMENDATION

8. PREPARING ACTIVITY

a. NAME b. TELEPHONE (Include Area Code)
COMMANDER {1} Commeicial {2) AUTOVON
U.S. ARMY MISSILE COMMAND (205) 876-6980 746-6980
¢. ADDORESS (Include Zip Code) IF YOU DO NOT RECEIVE A REPLY WITHIN 45 DAYS, CONTACT:
ATTN: AMSMI-RD-SE-TD-ST Defense Quality and Standardization Office
REDSTONE ARSENAIL Ay 2€£Q208_c5270 5203 Leesburg Pike, Suite 1403, Falls Church, VA 22041-3466
o iVAL ARSLAAL, AL 3J8787I<l¥ Telephone (703) 756-2340 AUTOVON 289-2340
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