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1.1 Tais specifipation provides instructions for the spplication of wash

primer pretrut.ncnt coating conponnd, Specification HIL-C-BS]J., prior to sppii-
cation of a primer.

2. APPLICARLY DOCTIMENTS

<.l The following documents of the issus in effect on date of invitation

for bids or request for proposal, fors a part of this specification to the extent
snant £4 ad h.‘-‘no

TP TvessTe

G LFICATIONS
Federsl
0-D-306 Diacetone Alcohol, Technical (Acetone-Free)
TT-B-846 Butyl Alcohol, Bormal (Butanol) (for use in
urzln:.c WI‘BIR‘B)
TT-I1-73% Isopropyl Alcohol, Technical
TT-M-268 Methyl Isobutyl Ketone (for use in Organic Costings)
TT-T-266 Thinner, Dope and Lscquer (Cellulose Nitrate)
MEV44 o
MIL-A-6091 Alcohol, Ethyl, Specially Denstured, Aircraft
MIL-F-7179 Finishes and Coatings, Genersl Specification for
Froteotion of iircraft and iirecraft Parts
MIL.-P-7962 Primer Costing, Cellulose=Nitrsts Mcdifisd Alkyd
Type, Corrosion-Inhibiting, Fast-Drying (for
L Spray Application Over Pretrestment Coating)
MIL-C-851 Coating Compound, Metal Pretreatment, Resin Ae¢id
MI1-P-8585 Primer Costing, 2iac Chromate, Low-Moisture-
Sensitivity
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MIL-C-8507D(A D)
MIL-P-15328 Primer, Fretrestment (Formuia No. 117 for Yetzle)
MIL-F-18264 Finishes, Crgsnic, Aircraft, spplicatior and
Coptrol of
MIL-P-23377 Primer Ccating, Epoxy-Pelyamidc, Chemical 77
Solivent Rasistant, for Yespons Systems
STANDARD'S
Lederal
FED. TEST METHOD Pains, Varnish, Lacquer, and Related Materialis:
STD. NO. 141 Matbods of Inspectiocn, Sampling, and Testing

(Copies of specificationa, standards, drawiags, and putlicaticns requir-d by
e o d PR, *d mma akhanld ha cbt-iqe:‘ f—ﬂm

wpph’rs in Connac‘i.dn 'Ji‘ih :puc:.."il‘; p’x‘u;‘m'-muut runl‘:w&unn Wik -8 sen

the procuring activity or as directad by the contracting officer.)

3. MATERIAL AND EQUIPMENT

L __ _a - - aad mea A +dmm abhal

3.1 Wash primer costing.- .he wash primsr ccating shall o
cation MIL<C-8514. Uniess othurwise scecifield, this materZal inail be use

base metal surfaces prior to tne application of mandatory paint fialshing syotem..
dhssicn will seault if the surface is not sbsolutely clean.
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3.2 Iguipaeai.~ Pressurs pot Liners aod mixiug Squipmsnt sazll Bs mads
stainless stosl to resis¢ the chemical st%ack of the phosphoric acid in Lhe wJash
primer costing material. Detailed procedures for the use of equipment vill be
found in Specification MilL-F-18264. Cleanlinsss must be exsrcised, since wasn
primer costing, once polymsrized, becomes difficult to dissclve.

4. PROCEDURE

4ol Surface prepsratiog.- Wash primer costing shail be spplied over metal
surfaces vhich have been surface treated and cleaned as specified in Specification
MIL-F-18264. A& brief summary of general clesaing and sucfacs proparatics procsdurss
is included in the sppendix for general guidance. The appendix does nol replace or
supersede the more extensive and detziled requircaents es specifiad in Spscificetions
MIL-F-7179, MIL-F-18264, and related documents. The latter dccuments shall Le
employed by contractors and overhail activities.

AOZ Medloomd b _J-.A-...=

4.2.1 Pot life.- For application temperstures below 90° F, the primer pus. be
used vithin 4 bours and for spplication temperstures above 90° F, within 2 bours of

aixing.

402.1.1 Application aftar thess time limdita nay result in poor adhesion, even
though there is no sppareat 7isible change in the aaterial.
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Mixino nrocedime - general.- The following mixing procedure shall be

Thoroughly shaks, uaing a "Red Devil® or spproved equivalent shaker,

oAy At __a2 __.3 e o s emamdd 6- mdard mee +A vainaarnaratas
=] wae 8Ciu aDe feala CUmponsaue pracT BISLNg v IselvVipva =SS
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ot
ny ssttled portion. Reineorporation of erd cake in aged resin

34 SO I YT AL

camponent uy be fatilitsted by pouring off the top liquid into »
clean oontsinsr, breaking up the hard cake with a p-ddle and rein-

corporsting tho pourod off llqnid a little at a time, stirring uotil

217 143 W o - mma wmalicma alf .--IA *n fnnv- -n‘lnm- nf
ald Wil LED uaw;vw. ru.a. Vs vULuEe Vi eV we

resin ocomponent. The acid component is always added slowly to the

resin coupon-nt with constant stirring, never the reverss.

_ e N 2 P - o _ ea 2 aLs R = . oY o
ve

Ihipping for soraving.- The following thinning procequrss sasi.

Reduce the mixed primer to spray viscoxiiy (spproximately 20 to 25
seconds on a No. 4 Ford cup) with a volume of tne diluent specified

e TY e ma. than th=t of the anid
belov. u.nmy: the volums will be oo mors than

nn-mn-nt <

4s2.3.1 Dilusnts used shall vary with the weather conditions as follovs:

£\ Vaee ! commbhaom _ A€ édao "7 cawmaa=d 1-04-A mamd Ad +ewe
] RoT#al vealhsT = 35 U0 7, percemou Iralaul bumidlty:

(1) Rthanel (Specification MIL-A-6091) or isopropyl alcobol
(Specification TT-I-735).
(2) Pthanaol (anciricttion m—;-eoql) or iacpropyl alcobol
wiib up to 10 perveail Ly voliums &f o
(Qnu«ﬂn.f«lnn H_R_RLA addad. B 1 aleohal inmgggg

th.dr_yﬂ.ngtin

(b) Lcu than 35 poroant ralutivo lm-‘.ld:l.ty and 70° to 80° Fi
rra.-r- W wo qﬂm.&b-uwu PR\ N3 ) iy \yd.“r %ci
fiostion MOL-C-851L4, Amendment 1) may contain isopropyl alcobol
vhiah would result t in galatin 1if xixed as followss
(1) Diluent - A mixture in parts by valume

& dlstilled Or denlnerallzed wWawslr
10 ethanol (Specificstion MIL.-A-6091) or isopropyl
aloohol
1 butyl alcohol (Specification TT-B-846)
(2) Dilusnt modified to local conditions. The amouni of water
i {1) above may bs adjustad.

(¢) Relstive humidity of 70 percent or above: To prsvent blush

and conuquant loss of intercoat ndhnd.on, uss one of the

- _aa ”~ Ay FpRTarr & hl oo mmmen T d b

IDJ..LW].ng Use the first one in the list which will accoapiish

the dasired resmlt.

(1) Replace ethanal (Specification MIL-A-6091) or isopropyl
alcohol with up to 50 percent butyl alcobol (Specifica-
t.ion TT-B-846).

~) dhcenl [ Ounad Pl acddan MTT _A_LNC ) Aw 4 annmane)
</ nUpLubB Ubu-uu$ \ q’v"“&“- Vb Wil bbddd " BTN Jee [ Wh e TSP TN T

alcohol with small amount of methyl isobutyl ketone
(Specification TT-M-268),

(3) Replace ethanol (Specification MIL-A-6091) or isopropyl
alcohol with m.LJ. amount OI ulacer.one uCODOL \DPGCI..J."

matdan AN_ALY
Ca8VvAVUL VTWT WM ] e
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4.3 Methods of aphlicatiop.- The wash primer costing shall be applied to &
dry £iip thickness of 0.3 to C.4 mil, by sprayipg, brushing, roller coating, or
swabbing.

4Le3.1 Spraving.- Sprey guns, accessories, and ilnes ahould be cleened out
vith ethanol, or butyl alcohol (ethanol mixtures) before use and as soon &s wo.k
is finished, Spray equipment must be thoroughly clean (see 3.2). Spreying is
preferred on large aircraft asurfaces for speed of production. The wash prime~
coating should be aprayed in a thin, wet film in order that a continuous ccating
be obtained, 4 single spray pass should provide a dry f£ilm thickness of 0.3 ¢tc 3.4
mil., The operator shall not attempt to obiain a full hiding spray costing tecause
thias indicates an excessively thisk costlng., Coating thickneas is critical cad
should be controlled. Excessivelr thick ccatinga, i1f aprlied, should be immedievecly
removed with slcohol and replaced with a properly spplied coeting. The required
thin f£ilm shall not be cotained by holdirg the spray gun more than 12 inches from
the work, thus cauxing a dry, powdary fflm Jecoeit thst would seriously iopair tle
adhesion of the paint finiash systenm.

4e3.1.1 Anpligcstion guide.~ Spray equipment snd pressures found sultalle [or
employing the vash primer for spraving are presented in table I as s guifde for -
duotion,

TABLE I. Spray pun nozzle sombinations and prossures

Gun DeVilbiss Binks Thor
Type ¥C i2 cr 1° 1 7 !
Fluid nossle 15 FX 63 B 63 5
Alr ocap ' ko) 67 PB €7 B
Needle 44 FX i5 15
Alr line presaure st gun 50 pal 50 pxt 50 pst
Alr line pressur: to mix pot 90-100 ped 90-100 psi 90-100 psi
Alr line preseire or mix pot 15-25 pedi 15-25 pai 15-25 psi

bedelo2 WMMm- Applicatiocn of waah
primer under low~bumidity conditions (less thaz 35 percent relstive numidity) wil

produce a vasb primer film with normal sppesrance, good resistance to removal by
solvents, and generalliy good resistapce to fingernall scratching. However, the
adhegion of subsequeatly applied primers or topcoats tc the wesb primer cuoting
will be poor, with occaxionally poor adheslon of the eniire system. Only a clioss
and constant check or temperature and perssnt relative humidity corditione will
foreoast production difficuities., Whea low-Lunddity ccnditions are eacountered.
work should be stopped, 1If facilities are not -vallable fcr raisiug the relative
bumidity lz';l, satiafactory performance rsy be obtained by thinning as specified
in ‘020301 bl

4.2.1.3 Appliestion yudiles Jor blgh-hupidity conditfogs.- Under conditlons
o2 nigh relative humid .ty s.d hag'. tocperstura, Lhe pretreutment coating btlurhes
vhen applied. The depoaited fili either vn the practice panel or in produciic:. .3
whitiah in color (moisture conduasation ir f£iim) and it is easily removed 'y scrate:-
ing with a fingernsil, Adhesicn of topooatings may be poor when such a corditicn is

4
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encountered. The degree of blushing mey be judged by the esse of removal with a
fingernail and by the color, as morly blushed film is white. However, a better
indication of the degree of blushing may be judgod by the oalnbility of the vash

__a

primer film in dope and laoguer ihinner coanforming to Specification TT-T-266. The
dazrse of bluahing can be estimated by dstermining the numher of strokes necessary

to remove tbo coating f{lm, using a cloth saturated with the thinner with s veight
of sbout 2 pounds. A severely blushed £ilm will be removed in 5 to 10 strokes,
whereas an unblushed film vill not be removed in 25 strokes.

3.1.3:1 Tachnigues.- Several techniques may be usad for overeoming bluashing

--J"-4 L L)

of the vash primer coating, such as the following:
(a) If severe blushing is encountered, the product shall be

e mvrad sk bl N _Dustanmal annfawmd ne to nani Pinatinn TT_R_R/EL
SEIOYON Wi Uil ITTWUVELVL VVilh Wi llkkdiig WP Ve Y Ve was .. - e~

to completaly wet the blushed film. This will redeposit the
£41x in an unblushed condition. The efficiency of the method
may be judged by one or more of the procedures specified in
4e3ele3. Overspraying with butyl alcohol must be sccompli shed
vithin 8 hours after appliasstion of the blushed wash primer or

the adhesion of the paint system mey not be satiafactory.
(b) Thin as specified in 4.2.3.1{c).

4e3.2 Brushing.- Wesh primer sosting brushed orn metal surfaces shall be
limited to amall touchup areas. Heavy brush coating aball be avoided for the
reasons stated in 4.3.l.

' 4.3.3 Reller coating.- Application of the wash primer coating may be accom-
plished by roller coating to a dry fila thickness of 0.3 to 0.4 mil.

Le3ed SMabbing.- Application of the waah primer coating by swabbing may be
1eved for toushun 4f thie maanas of ‘"‘"1"‘-"49!‘. iz most mpﬂ( ant o

4es Drying time.- Although the wash primer coating dries to handle witnic &
fou ninut.oa, it shall be allowed to dry not less than 60 minutes nor more than .

\-A rewmem Iuam mmald acadd o -l - 1T1d madd o
Vikd @ “L Ul' -FPLJ.U- uuu UL WPW. U.Lll‘ th a’ UU“.’ MU' ’JJ mvm o .PPJ-J-D- h-l.ull

of primer may impair the adhesion of the finiah system. Topcoats should not be
applied until the wash primer costing is capable of rad.sting removal with the
fingernail.

belel Adjustment for local conditions.- No definlte drying time limits are
avallable which incorporate all variable processing conditions. The actual minimum
drying periods must be predetermined by tests based on local temperatures and
humidity conditions encountered during the projected painting operations. Best

intercosat adhesion will ﬂ-m-'l']v ha shtainad aftar 1- to 2-hour drvine nardiod
dhegion gene 2 Qry.ng peracg,

since intercoat ndhodon begins to degrade alowly on aging indoors, and markedly
when exposed to the sun, However, the minimum drying period specified (see (.4)
may be reduced to 45 minutes if a complete finish system conforming to Specifica-
tion MIL-F-1826, or other applicable specification applied on large test panels
under production conditions (see 5.2) results in satisfactory adhesion when tested
in sccordance wvith the anchorage test (tape test), Method 6301 of Federal Test
Method Standard No. 14l.

QEILU WMLILY ' C“Uur"il il AYT-Lnlvn AT o7
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- bodsa2 Mm The following suggestions are made as starting
points for the loocal investigations or to determlne the necessary drylng tlmes or

AL __ 4 _ _ . 3888 nndd nnma

=D e

Talnnliagg moullicanv

(s) 1If painting is done in a heated hangar (abcve 80° F) and
ethanol is the only diluont used, tne minipum drying period
f ~ J—y .

i z iAo = e mee andd o ad Aoy La 44 4 a 4’». .-.A
ou gules may be EonT u“,y 3a uuuuvv.;- wmasn 4U 45
by, neceassry to add additional alcohol for apray purposes to per-

- uvvv--—o LA d ——— =

mi lpplication of the requisite thin continuous ﬁ.lm, to mini-
1 mise "cobwebbing® or "stringing," the minimum drying period of
60 minutes may have to be extended.

1f painting is done balow B0° F or under high relative humidity,

or both, the minimum drying period of the wash primer may hLave
to be incressed for an additional 30 minutes before topccating

with primer.

-
[~ 3
S’

(e) If prectice panels indicate the pretrestment coating will *:usk,
the various diluents specified in 4e2e3.1(c) end techniques of
applioation specii'iod ip L.3.1.3 should be made &8s & starting

Ak Mo VN mm ) wee mewmld naddan hen dianatone a8l rahal

poiney 1Ur JoCEL B}JLIJJ.H‘ GPPe4Ca8Valle wacSll ULSTOLVONT Q.00I0L
5 or any of the other blush-retardant solvents are used as the

diuwnt, drying time of cot less than 90 minutes I1s required
prior to topooating.

PO SERTe vasa o e—— == =

specified in 4.3.1.3.1, a xinimum of 45 minutes should be allowed
for drying before tcpcoating or wufficient time for the redeposited
M“h t‘ ‘urn vemisl wr Awery h-v-i -'\ﬂ ?nnﬁn m Fﬂ‘r r\u n-?-nna r\v Y-ELW-
al with the r;:ge;naii or s cloth utunted with thinner conforaing
to Specification TT-T-266, as specified in 4.3.1.3.

{d) If the vash primer had been redeposited with butyl alcohol as

(e) The wash p"iur coating ahould always be checked LY the fingernail

avine ta datarrine nargneecss

method starting 30 minutes after spray.ng

and resistance tc removal. FEven vith the use of the blush-retard-
ant thinnars, a temporary blush, diasppearing within 15 to 20
minutes, may oocur. When such a condztion occu.rs and the film

PO, Wy 4 dmmanntdne maw nwAnnan

rezisic Smtm vith tibe nndmun-u, \-beuuh.u-g may pIroceec,

4.5 Application of topcoatg.- The only coating meterials permitted directly
over the wash primer pretreatment coating are those conforming to the following
specification:

(a) Corromion-inhihiting primer conforming to Specification MIL-P-3585.

(b) Cellulose mitr:zte modified alkyd-type primer conforming to
Specification MIL~-P-7562.

(6) Primer coating, epoxy-polyamide, ¢ chemical and solvent resistant,
for weapons systems conforming to Specification MIL-P-23373.

authorized for uase vt he -w-nmar1 ng

QUL aBww & e Vasw o -

a —aee  Ina

’a nay we
sctivity. Topcoating directly with lacguer, vithout a primer is
prohibitad, aince poor adheslon ox poor corrosion resistance or ooth,

will reqult.
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L.6 Sanding of wagh primer gogting.- In order to obtain the full gloss of
the exterior topcost, it is advisable to dry souff the waah primer couting light-
1y with elther No. 320 or No. 400 nndpnper t0 remove overspray and smooth cut

=ssulting fros this opesrasticn shall ba
nibs before lppJ.rJ.ng the pmcr. Any dust resulting I 5 OpoTa anall
repovad by tagk v-arl nz hafore nnh]ﬂnn gh_ orimar. Ne

vou vy Fe———c=

paper may be used for scuffing, prc:vidod t does not ‘;.uin contamimta vhich
vould impair intercoat adhssion.

7 1Y

s o
De NULEOS

5.1 Identification of wash priger cogting.- The identificstlon of the
finishing materials by specification number shall be in accordance with Specifica-

tion MIL-F-18264.
NOTE: Specification MIL-C-15328 vash primer is not a suitable

replacement for Specification MIL-C-8514 costings, particularly
where the highnst pouible reflectance is required also, upoci-

fication MIL.-C-15328 may gu if thinned as required for spplica-

tion undsr 1o hiumiddd4+v can
<00 ST

+4 Aane
+0¥ aURI VY conditionse,

5.2 Practice panels.- To familiarise perscnnel with coating techniques,
equipment, thinning ratiocs, atmospheric conditions, etc., practice pansls should

. b d e ambdiial amnddosr am dha ol com. S
UU uuuu UC$UI‘B am LAl a&CTLuRi CUBLLLE Vil VUD 8410i0d Le

5.3 Thickness comtrgl.~ To control thickneas, it is recommended that

panel be taped to the side of the aircraft and the coating thickness msasured
aftetr applicat-‘ o %o asaurs ths rogquisite fil= thiskmess or other sultshlae thick-
neeas maamiring davicas he m‘lmd for dirast meam ant. on the aireraft.

ness messuring dgvices be employved for direct measirement on the aireraft.

5.4 Contipuldty of cogtinga=r Once coating is started, the emtire applica-
tion should be carried out to complstion without interruption. If any deiay of

mmean bhoam /] hacerae {d a2 amamcmbamad 4o anmled e Phea +tacanaddas tha a) e arde .'\n\‘Aﬂ
pisya bu-u & UUUWL'D 40 DUVVUULVOIOU 4 GpRLY 4 Vil VWWEPUVA VLUK, V4o “"“: B} B e T

wash primer should be removed, thoroughly clesned and dried before proceeding. if
ndoqnat.e coating adhesion is to be obtainod. (See appendix for notes on clelning.)
The yellow stain remaining after removal need not be removed from the metal surface,
provided the surface conforms to the standard of cieanliness specified in Specifi-
cation MIL-F-18264.

5.5 w.- Wash primer, conforming to the basic document, Specification

MIL-C-851) of 3 March 1959 may contain iaopz'cpyl alcohol. Water cannot be added
to material procured under this document, for low-humidity application (see
L.2.3 ,Z_L(!_:] as gelation ocours. Tharefore, it is prohibited to use such procured

s gelatl =8 pIuvi2ba

material for lov-lnn:ldity application. Ha-h primer, procured in accordance with
the amended basic document, Specification MIL-C-8514 of ZL March 1962 shall be used.
This revised document, not only deletes all use of isopropyl alcohol, both in
formulation and as a dilusat; but also deletss and prohibits the uss of lampblack

80 as to incresse reflectance of white topcoats, thus decreasing thermal uulse
absorption. . . . .. -

Nt awend & ~
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APPENDIX

reraft Application Procedures
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20, APPLICABLE DOCUMENTS

2.1 The following documents of the iasue in e®fect or date of invitatiun
for bids or request for proposal, form s part of this specificastion to the extent
specified herein:

Y TFTCATIONS
Federsl
P=C~437 Cleaning Compound, High Prescure (Steam) Cleaner
PL-4dd Cleaning Compound, Solvent, Grease Eaulsifying
TI-T-2091 Thirner, Paist, Volat.ilo Mireral Spirits
(Petroleus &)irit.)
MUitary
MIL-M-3171 Hngnn-iul alloy, Process for Corrosiou Protection uf
MIL-C-5410 Cleaning Compound, Aluminum Surface, Non~-Fiame-Susialul.g
.H'l'_'l-c-sfu Chamisrel ™M ims far Aliminoa and Aduminum A’lnm'
MOL~F-7179 Plrlasnes and Coatings, Geueral Specifizatlon i‘or
MIL-C-8514 Coating Compound, Mstal ‘retrestment, Reain-Acid
MIL-R-8633 Remover, Paint, Nonfiammubie, Water-Rinsable
MI1L-F-1826, Finiahes, Orgsnic, Alrcraft, Apclicatlon snd Contrsl of
MIL-C-18687 Clesnirg Compound, dircraft Surface
Mil-3-18718 Sclvents, Safety
MIL-C-22542 Clo-ning Conpound, liquid, High Pressure Clesner
HIL-C-22543 Clsaning Compound, Watar-Zmuli&ion
30. APPLICATION AND FINISHING PROCEDURES
.1 Eit oamposition.- The pretreatment costing conforming to Specification
-ﬂ‘1 a tun_Anmannant ki¢ uvhawedn the tun sasmmanant e awe ado

- i

L 42 sumnlied as
‘rw-- -

nixod Just prior to use.
resin, vhile the other component is composed of phosphoric acid in arn alcohol sclu-

tion.

W VEVTUWMPVIRILY A v BUUL Cald WHT VBV DWVIMPVOIGHL VS GIT ouWT

One componeut ocontaine pigment ground in polyvinyl butyral

Thense components, as separstely pasckaged units, generally have excellent

storags stability, but whon admixed, storage life is limited.

.2

Material precgutdons.-

Only materials from the same kit shall be mixed,

except that two or more kits may be mixed in the same vessel, provided the x..; are

2Ty mcmied
Sbs RBUUL

aadisonad tmas &b

8sTurea

Oy tos same vendor.
ite amnunts of pigmented resin component and clear acid component.

Kits vill be furnished to contain the requis-
If smaller quan-

tities are required for touchup, proportion the quantities in accordance with para-

graph 4.2.

2. It is prohib

ited to substitute the resin component or acid componert

[~]
7
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fros another manufactursr, becsuse if admired material exhibita unsatisfactory
propertiss its source could not be determined, It is mandstory that established
pixing ratios are followed, ctherwise the coating will axhlbil umsatiasfaclory prop-
erties, such as poor adhesion, poor chemical resistance, or slow or a nondrying
£4la.

30.3 Prepsration of metal surfaces.- Metal surfsces shall have been surface

trested before assembly and shall have received the sequisite imsulatiog csostings
betveen faying surfaces in sccordance with Specification MIL-F-7179. A brief
sumpary of the applicable surface preparstion and priming sequence requiremsnts,
contained in Specification MIL-F-18264 and related documents, is ocontained in 30..
snd table II hereir as a guide. These do not replace or supersede the more exten-

.......

30.4 DBare surfaces.- Unpainted surfaces which require painting after comriete
assembly or after stripping with remover conforming o Specificstion MIL-R-8¢3%
should be trested as followvs, prior to application of ine coating.

30.4.1 Magkipg.~- Prior to surfsce cleanirg, chemical treatments, or paintiling
areas such as canopy, windahield, radome, or transparest light covers shall be
masked with masking material and taped in place. Un cancpy or windahield, tape
shall be applied to the frames adjucect to the trauspersut aress but snsll not con-
tact the plastic or glass. A4ll &xpossd portions or actuasted rods passing through
hydraulic seals shall be protected from any material application during cleaning or
finighing to prevent damaging seals. All other areas requiring protestion shall be
masked. Any reaidue left by maaking shall be removed with safety solvent conforming
to Speeification MIL-S-18718.

30.4.2 Clesning.- Surfaces wnich are not clean will not only accelerate
corrogion, but will wveaken sdhesion of subsequent finishes. Therefore, removal of
greass, oil, and other gross surface contanminants shall be sccomplished by sgquecus
solutions conforming to Specification MIL-C-225.3, water-emulsion type cleaning

compound Or stear cleaning with saterial conforming to Specificetion MIL-C-22542,

liquid clsaning oompound, high-pressure cleaner (sbout 1 quart to 50 gallone of
vater) or steam cleaning with material couforming to Specificstion P-C-437 (about
2 ounces of compound per gallon of water). The spray shall be kept in motion while
impinging on the surface to avoid overhesting of the surface skin., All residue

shall he finishaed off with hot or aold uster rinsa.

Eagnesiup.- Removal of surface cxides and trace contaminants on aluxinuz snd magne-
siua surfaces after cleaning cperations, and vhile still wet, should be accomplished
with material conforming to typa IT of Specifiostion MIL-C-5410; mixed with an equal
volume of water. Application should be with scft bristle bruashes working fram
bottom to top. The material should be sllowed to react with aluminum for 15 to 30
pinutes, and with magnesium for 5 minutes (maximup) and then rinsed with vater,
brushing all screws, rivet hesds and faying surfaces to insure removal, particularly
on magnesium to avaid severe pitting attack. Use of vacuur to dry out seams, rivets,
otc., is recommended. (Warning: Avoid trapping solution in crevices by adequate
masking to prevent entry of sclution into inaccessible arsas.) At this stage the
surface should have & neutral reaction and be capable of passing the water-break
test of Specification MIL-F-18264.

10
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MIL-C-8507D(ASG)
30.4e4 Touchup gsurface trestpent.- Surfaces which have suffered surface
+r>atment Uamage should Da ‘rested uith manuallw applied aurface relrestmert witr

. G V WA v el W e vis =Ses

maerial conforming tc Specifi:stion MIL-C-1342 aftu- ~saoval of surface oxides ~:c
spscifiad scove. After a complete ringing, s wipe witlh a clean white cloth, vet
vith d4z5411aG water shall show nc st3irs, For magnesiuz surfaces, if trown stains
arm found, the surfsce shall te wiped wita 2lesr wki‘c cioths, vet with distilled

vatar, until 2 clean su=face is chtaired.
. vee ] whhd o whuds - ey @ W - W Y & &3 LA 2 f Tl 4 1 4

X0.4.5 Surface preraration for cagpegiug.- Wash primer costing shall not he

arzlied over magnesius unless the nagnesium has en adequate protective fil.x confoIr-
ing to Specification KIL-M-317.. Special precautior sh 11 e taken vhere *Te-zled

purne sinm surfaces ars acratchad., Such seratchad eress and sreas ;pgc_lgm_ntelv

AR TR MR WM A SV Tw We - - - werw ww - wwe = v Eaa=

surface treated shall e carefully touched up with msnually appiied chemical tre~t.
~ent scnferming to Srecification MIL-M-J171, or approved equivalent, prior to ccst-
ing applicalicn; otherwise bubbling woulc be encountered when tac wash primer cost-
ing snc subsequent coatings are epplied to thase surfaces. If tydrogen bubbling

hsa occiurred; *he cosiing must he astripped snd the meta: given srn additlonnl chemi-

'::l rexzzent nefore 1earv~"-~"" s t.e wagh prizer ma‘ing. Thinning of the wazh
rime; .naliing with alcohol ae scocif‘cd in 4.2.3.1(a) w11 reduce tke tendency to

©20.5 Zouciup of nalcted alreraft.- Alrcraft suirfoces requring touchuy must
ta clecz .icece contaminaiion of sny kind will csuse noor adhesaion, ccrrosion,
cr-t-riug, snd presaturs {ilg fallure. au'.fl.u rr.;u..-" rng touchup shall be prepared
be first, masking necessary are&s as specified in 30.h.l.

3.5 M::m.- After masking, aresza shall be cleaned with

rquecus solucion confore ng to Specifica+tior MIL-C-225(3. Wher. severely heavy

soils ars encountered, these areas shall ne cleaned wiil solvent cvonforming to

type 1 cf Specificsticr pl-ill, The use of solvent conforxing to IJpecification
PeC-lfll will leave a rexidual oily f£ilm which must be removed with s light cleaning,
using cleaning compound conformizg to Specification MIL-C-18687, or light cleaning
vith vater base emulsion clesaer cc’mfor::ing to Specificztion MIL-C-22543. Oxidized
coating shall require light sanding with 300 to 400 abrasive paper to obtain edequate
ictercost adhesion. Amr sreas scoatched or abraded to the bare metal shall be

trested ss specified in 30.4.4 and 30.4.5, as applicsble.

30.5.2 Qilx_m.— Paicting over cily residues msy result in a sh.iny
aérsa ino the dried vaah primer. Such areas should be stripped, reecliesned, snd
recosted as outlined in 0.4, 30.L.2, 3GL.3, aod 30.4-4, as spplicable.

. X0.5.3 Paipt applicstion.- Wash primer should not be used on painted surfaces
uoiess 'ests have shown that.adequate adhsaion can be obtained. Application cover-
aoe muet ha Aanle Aan Alacn howme madt ol meadfona
WPY MUSV U Viag Vi WSSy VEL9) BB VEL L BUWee

3C.6 ruv equipment.- Spray equirment and pressures found succesaful in
pruducti'm, employing materials for spraying whea xixed in accordancs with 4.2.2
and tklaned es specified in 4.2.3 arv sperified in table 1. The spray gun show.u
De haid wbout 10 inches from the surface for & comtinuocus wet f41s of the wash

Primer. Ths spray gun shall not be held mere than 12 inches from the work to obtain
tke required thickness, since this would 2ause a dry, powdery f£ilm deposit which
vould seriously impair the adheaion of the finish system (see 4.3.1).
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TABLE II. Summary of applicatica procedures
Operstion Comments Paragraphs .
Clesning Cleaning in sccordsnce with
:‘béeifiaitiuu MIL-F=7179 and
MIL.-P-1826. 4el
Surface preparstion| Prepare surface for painting: 30.3
(a) Bare surfaces or
{b) Strip ic accordancs with
Spacification MIL-R-B8633 30.4
(e) Maskicg 30.4.1
Clesning trestment (a) Cleaning surfaces 3Ce4e2
{b) Removal of surface oxide 30.4.3
(e) Chemicul film trestmeat ,
for slucinum Hededs
(d) Chemical film treatmeat
for mugnesium 3C.4.5
Touchup of painted Cleaning and trestment 30.5
sircraft
Material Wash primer coating 3.1, 30.1, and 30.2
Equipment Guns and mixing equipasat 3.2 and 30.6
Mixing Tvo-component mixing 4:2.2
Thinning Thinning for spraying: 4e2.3
(a) Normal westher oonditions be2.3.1(a)
(b) Low-bumidity conditions be2.3.1{b)
{s) Bigh-humidity conditicns L£.2.3.1(e)
Application Apply by spraying, brushing, be3.l, Le3e2, 4e3.3,
roller coating, or swabbing: and Le3.d
u) Sprtnng' low-pumidity 4.3.1.2
{6) Spraying: bhigb-homidity
conditions 4o3.1.3
Drying time General: beld
Local conditions bodol
YA--1 inn--&(a +’4n na - L,Jggz
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STANDARDIZATION DOCUMENT IMPROVEMENT PROPOSAL Voo 23 Roes

INSTRUCTIONS: The purpose of this fomm is toc solicit benelicial comments which wi
ment of suitable products at ressonable cost and minimum delay, or will otherwise enhance use of the document.
DoD contractors, govemment activities, or manufacturers/ vendors who are prospective suppiiers of the product
are invited to submit comments to the government. Foid on lines on reverse side, staple in comer, and send to
preparing ectivity. Comments submitted on this form do not constitute or imply authorization to waive any

portion of the referenced document(s) or to smend contrectual requirements  Attach any pertinent dats which

may be of use in improving this document. If there are additional papers, attach to form and place both in an
envelope sddressed to preparing activity.

DOCUMENT IDENTIFIER AND TITLE

ME OF ORCAMIZATION ANMD ANDRESS CONTRACT NUMBER

MATERIAL PROCURED UNDER A

) DIRECT GOVERNMENT CONTRACT [ SUBCONTRACT

1. MAS ANY PART OF THE DOCUMENT CREATED PROBLEMS OR REQUIRED INTERPRETATION IN PROCUREMENT

USE?
A. GIVE PARAGRAPK NUMBER AND WORDING.

B. RECOMMENDOATIONS FOR CORRMRECTING THE DEFICIENCIES

2. COMMENTS ON ANY DOCUMENT RECGUIREMENT CORSIODERED TS8O RIGID
3. IS THE DOCUMENT RESTRICTIVE?
O ves [T No (11 **Yes*, in what way?)
4. REMARKS
SUBMITTED BY (Printed or typed neme and addreee - Optional) TELEPHONE NO.

DD 13 7214 REPLACES EDITION OF t JAN 66 WHICH MAY BEK USED



