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REMOVER, PAINT, EPOXY, POLYSULFIDE, AND POLYURETHANE SYSTEMS
This specification is approved for use by all
Departments and Agencies of the Department of
Defense.
1. SCOPE
1.1 Scope. This specification covers the requirements for four types and
two classes of paint remover for epoxy, polysulfide, and polyurethane paint
systems.

*1.2 Classification.
and classes, as specified

3A

The paint remover shall be »f the following types

(see 6.2.1):
Description

Qe

Description

polyurethane intercoat systems.

Phenolic, chromate inhibited
Phenolic, non-chromate.
Non-phenolic, chromate inhibited.

Non-phenolic, non-chromate.

Limited phenol,
inhibited.

Limited phenol,
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1imited methylene chloride,

chromate

l1imited methylene chloride,
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2. APPLICABLE DOCUMENTS

2.1 Government documents.

2.1.1 Specifications and standards. The following specifications and
standards form a part of this document to the extent specifed herein. Unless
otherwise specified, the issues of these documents are those listed in the issue of
the Department of Defense Index of Specifications and Standards (DODISS) and
supplement thereto, cited in the solicitation (See 6.2).

SPECIFICATIONS

FEDERAL

pP-C-444 - Cleaning Compound, Solvent Soluble, Grease
Emulsifying.

QQ-A-250/4 - Aluminum Alloy 2024, Plate and Sheet.

QQ-A-250/5 - Aluminum Alloy Alclad 2024, Plate and Sheet.

QQ-A-250/13 - Aluminum Alloy Alclad 7075, Plate and Sheet.

QQ-M-44 - Magnesium Alloy Plate and Sheet (AZ31B).

QQ-P-416 - Plating, Cadmium (Electrodeposited).

TT-T-291 - Thinner, Paint, Mineral Spirits, Regular and Odorless.

CCC-C-440 - Cloth, Cheesecloth, Cotton, Bleached and Unbleached.

PPP-C-96 - Can, Metal, 28 Gage and Lighter.

pPP-D-729 - Drums, Shipping and Storage, Steel, 55-Gallon (208
Titer).

MILITARY

MIL-M-3171 - Magnesium Alloy, Processes for Pretreatment and

Prevention of Corrosion on.
MIL-S-5000 Steel, Chrome-Nickel-Molybdenum (E4340) Bars and
Reforging Stock.

MIL-H-6875 - Heat Treatment of Steels (Aircraft Practice),
Process for.

MIL-S-7952 - Steel, Sheet and Strip, Uncoated, Carbon (1020 and
1025) (Aircraft Quality).

MIL-A-8625 - Anodic Coatings, for Aluminum and Aluminum Alloys.

MIL-S-8802 - Sealing Compound, Temperature Resistant, Integral Fuel
Tanks and Fuel Cell Cavities, High Adhesion.

MIL-T-9046 - Titanium and Titanium Alloy, Sheet, Strip and Plate.

MIL-A-9962 - Abrasive Mats, Non-Woven, Non-Metallic.

MIL-C-22750 - Coating, Epoxy-Polyamide.

MIL-P-23377 - Primer Coating: Epoxy Polyamide, Chemical and
Solvent Resistant.

MIL-T-23397 - Tape, Pressure-Sensitive Adhesive, for Masking
During Paint Stripping Operations.

MIL-C-43616 - Cleaning Compound, Aircraft Surface.

MIL-C-81706 - Chemical Conversion Materials for Coating Aluminum and
Aluminum Alloys.

MIL-S-81733 - Sealing and Coating Compound, Corrosion Inhibitive.

MIL-C-83286 - Coating, Urethane, Aliphatic Isocyanate, for Aero-
space Applications.

MIL-C-85570 - Cleaning Compound, Aircraft, Exterior

2
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STANDARDS

FEDERAL

FED-STD-141 - Paint, Varnish, Llacquer and Related Materials:
Methods of Inspection, Sampling and Testing.

FED-STD-313 - Material Safety Data Sheets, Preparation and
Submission of.

MILITARY

MIL-STD-105 - Sampling Procedures and Tables for Inspection by
Attributes.

MIL-STD-129 - Marking for Shipment and Storage.

AIR FORCE - NAVY AERONAUTICAL

AN315 - Nut, Plain, Hexagon Airframe.
AN960 - Washer, Flat.

(Unless otherwise indicated, copies of federal and military specifications,
standards and handbooks are available from the Standardization Documents Order
Desk, Building 4D, 700 Robbins Avenue, Philadelphia, PA 19111-5094.)

2.1.2 Other Government documents, drawings, and publications. The following
other Government documents, drawings, and publications form a part of this document
to the extent specified herein. Unless otherwise specified, the issues are those
cited in the solicitation.

CODE OF FEDERAL REGULATIONS

49 CFR 100-178 - Regulations for the Transportation of Explosive and
Other Dangerous Articles.

(Application for copies should be addressed to the Superintendent of Documents,
Government Printing Office, Washington, DC 20370.)

2.2 Non-Government publications. The following documents form a part 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).

NATIONAL MOTOR FREIGHT TRAFFIC ASSOCIATION, INC., AGENT
National Motor Freight Classification

(Application for copies should be addressed to the National Motor Freight
Traffic, Traffic Department, 1616 P Street, N.W., Washington, DC 20036.)

T e A E L AN N deomnAdwrd Aernnl mnatntt AT o nNnnoaI1Inr cvers sSm
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AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)
ASTM F 518 - Mechanical Hydrogen Embrittiement Testing of Plating
Processes and Aircraft Maintenance Chemicals
ASTM F 1080 - Standard Test Method for Determining the Consistency
Of Viscuous Fluids Using a Consistometer.
(Appiication for copies shouid be addressed to the American Society Tor Testing
amd Mabaalala 1TN1TELE NDamaa Chuomnnad DhiVYadalmbhia DA 14Q1N72
aflg mdtier iaisd>, 1910 Rdle JligeL, riiiaueipnia, rn t1Jivao./
NASC STANDARDS
NAS 517 - Screw, 100° Close Tolerance Flat-Head, 160,000 psi

(Application for coples should be addressed to Aerospace Industries Association

of America, Inc., 1250 tEye Street N.W., Washington DC 20005.)
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Uniform Freight Classification Rules
(Application for copies should be addressed to the Uniform Cla 1f1cation

Commi ttee., Room 1106, 222 South Riverside Plaza, Chicago, IL 606 0

2.3 Order of precedence. In the event of a conflict between the text of this
document and the references cited herein (except for related associated detail
specifications, specification sheets or MS standards), the text of this document

takes precedence Nothing in this uecumeﬁt, however, supersedes applicable laws
amd amman ivmlarse a2 cmanmnifia ex l\mr\ An har hann AR+ainad
[-YR1V] ngUIGLIUHb unieéss a JpTL L L CHp LIVl 11ad UTcoll vuLaliicu.

3. REQUIREMENTS

= = nEY

(¥

3.1 Qualification. The paint remover furnished under this specification shall
be products which are authorized by the qualifying activity for listing on the
applicable qualified products 1ist at the time of award of the contract (see 4.3
and 6.3). Each type shaii be quaiified individuaily.

V2 M2

3.2 Material. The material covered by this specification shall be a paint
remover consisting of organic solvents, thickeners, corrosion inhibitors,
evaporation retarders. and other ingre edients to produce a satisfactory product and

shall be of such consistency that a smooth, even coating can be applied to a
painted surface by spraying, brushing or flowing. This shall be determined during
the paint stripping efficiency and service evaluation tests.

- A A A~ 2 A2 PrLo LoV ehfmh AL blin ammmiimea ahall ha AndiAanmal widh +h
3.<.1 LOmpo iON. 1Tne Tormuiation OF tne remover Sndit 08 Oplidonar Witn unée
manufacturer, except that it shall contain no abrasives and shall be restricted by
other renuiremante cnecified herein and in Tahle T,
Liilw b L] \—\‘u 1l Wil Vb I Jv\ov T e 1IN ¥ W V¥ WAV W S VW W -
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*TARIE T CAmnAciIi+inn ractrirtinne
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weight %

Class Chromium Phenol Methylene chloride
Class | 0.15 to 0.60 > 10 No 1imit
Y - I A Al e o ~ A Wa NP T3y &
eidss 1A NOTIE DA AV N il L
Class 2 0.15 to 0.60 None No limit
Class 2A None None No limit
Class 3 0.15 to 0.60 < 15 < 50.5
Ciass 3A None < 15 < 50.5

3.2.2 TJoxicity. The material shall have no adverse effect on the health of
personnel when used for its intended purpose in accordance with the directions
specified herein. The remover shall contain no components which produce noxious
vapors in such concentrations as to be an annoyance to personnel during paint

removal operatlons unoer conditions OT aoequate VentllatIOﬂ wm‘lé éxér‘CiSuﬁg
AaitdblAanm A auimatd mmAlAanAaa nA—\#-\n& ;34 +ha oL in and hila Aheavuina NerriinadiAanal
Lautiv LU GVUIU plUIUII\JCU Lotitac L WVLII LT OSAKNILH @A IU WIIIlC VuUaTi Viiy U\.LUPC\LIUHOI
Safetv and Hoalth Adminictration (QSHA) aguidelineg Quectione nortaining to the
JU'LLJ LS R AV 11wl LI TANARTE LY} LR TN S Al NN SdVIT VT 50!\‘\-!!!'\-4 Ve @ Wit 'J‘—' - : ~ TN
toxic effect shall be referred by the contracting activity to the appropriate
departmental medical service who will act as an advisor to the contracting agency
(see 6.5)

3.3 Consistency.

*«2 12 1 CYAu lllham +acdad are cenarifinad in A C 1 +hn ramAvar chall FlAaw nAt+

DD 1 rirow. nicH LEO LTV ad DpCLll cu i 2%.0.1 LY LIIT 1 SHRVYECH 20Q@a1 ! PIUW iU
less than 18 and no more than 23 centimeters (cm) (7 and 9 inches) in 5 minutes.

3.3.2 Viscosity. When tested as specified in 4.6.1.2, the viscosity of the
remover shall be not more than 5 pascal second (Pa.s) (5000 cps) at 20 rpm.

3.4 Volatility. The volatility of the remover shail be equal to or iess than
the voiatiiity of distiiled ’at‘r when fested under the conditions specified in
A £ 9
».U.L .

3.5 Flammability. HWhen subjected to the test specified in 4.6.3, the remover

shall not continue to burn longer than 3 seconds after removal of the flame.

3.6 Effects on metals. The remover shall not adversely affect any metal
listed herein when tested as specified in 4.6.4.1, 4.6.4.2, and 4.6.4.3 .
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C énoe;rance nor exhibit ev1dence of adverselv affect)na steel
surfaces. ter being tested for stability, the test sample shall conform to the
requirements of 3.8 when tested as specified in 4.6.6.

“hic v @
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3.8 Paint stripping efficiency.

3.8.1 Type I. The remover shall exhibit average stripping efficiencies equal
to or greater than the contrcl formulation on the epoxy paint system and the
polyurethane paint system, at both 20°+2°C (BR°+4°F) and 10°+2°C (50°+4°F) when

y G “ Awu I S Gire VDL W Ve IR Sy WIiTh

tested as specified in 4.6.6.

3.8.2. Type II. The remover shall exhibit average stripping efficiencies
equal to or greater than the control formulation on the polyurethane topcoat
system, at both 20°:2°C (68°+4°F) and 10°22°C (50°+4°F) when tested as specified in
4.6.5.

3.8.3 Type III. The remover shall exhibit average stripping efficiencies of
laoc

not ess than 957; at ')ﬁo.;')or /AQc.‘AOC\ nnH nf\f‘ ]acc fh:n Qn’/ Qf 1“0»9°P (qﬂ°¢A°F\
on the polysulfide sealant system, when tested as specified in 4.6.6.

3.8.4 Type IV. The remover shall exhibit an average stripping efficiency
equal to or greater than the control formulation on the polyurethane intercoat
system, at both 20°22°C (68°:4°F) and 10°:2°C (50°t4°F), as specified in 4.6.6.

3.9 Rinsability. WKhen tested as specified in 4.6.7, the loosened paint and
spent remover shall be easily and completely removed by water rinsing.

*3.10 Refinishing properties of stripped surfaces. When tested as specified in

4.6.8, test panels shall exh1b1t no loss in paint adhesion.

3.11 Storage stability. HWhen stored as specified in 4.6.9, paint removers
shall show no visible evidence of deterioration. After twelve months storage, the
removers shail meet ail the requirements specified herein except acceierated
storage stability.

3.12 Service test. MWhen required by the qualifying activity, the remover
shall be tested as specified in 4.6.10 and shall show satisfactory performance in

actual use.

3.13 Workmanship. The remover shall have a uniform and homogeneous appearance.
The component 1ngred1ents shall be 1nt1mately blended and processed as required in

Ao 2w

accordance with the best commerciai practice for a high quality material.
4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility 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 contractor may use his
own or any other facilities suitable for the performance of the inspection
requirements specified herein, unless disapproved by the Government The
Government reserves the r lgrll. to pL‘HUlm any of the ulbpel.l.luu) set forth in the
specification where such inspections are deemed necessary to assure supplies and
services conform to prescribed requirements.
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4.10.1 REeSPONSI1D1IILYy 107 COmpiiance. AL 1Ll Sidil meet ail Toyquiicelmiciily wi
cardinAn 2 anA € Tha incemartinn cat fArth in +hic cnarifiratinn chall harnme 2
ATL L ITVIID J alluy J. rnc Pt T L L TUdl 2T L TAJT Ly i LEIT D opCbLv i Ty Livse SVIGA T ¥ Ve wwine &
part of the contractor's overall inspection system or quality program. The absence
of any inspection reguirements in the specification shall not relieve the

contractor of the responsibility of assuring 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 conformance to requ1rements however, this does
not authorize submission of known defective materuax e1tner 1ndicated or actual,

- _—— . 2 e en e e dh b e mmmmbeaman AL daLamdkliiAa s

nov UUE’B IL LUmI"l[ Il’]e LJUVEFHIHBHL LU dLLEpLdHLt’ Ul t‘lthLth‘ llldLCl lal.

4.1.2 Certificate of comnliance. When certificates of compliance are submitted,

e didd od - LoLT 2

the Government reserves the right to check test such items to determlne the
validity of the certification.

4.2 Classification of inspections. The inspection requirements specified
herein are classified as follows:

~ Niinl1iEsmradlinan Smen «L An fenan A 2N
a VUGIII!LOLIUH THOPELL IO AN DJTT R.a/.
b. Quality conformance inspection (see 4.4).

4.3 Qualification inspection. The qualification inspection shall consist of
all the tests in Table II.
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y torate Code 6062 Samples shall be plainly identified by securely
durab e tags with the following information:
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Sample for qualification inspection

PR oY

Remover, Paint, tpoxy, Polysuifide and Polyurethane Systems
Type and class
Manufacturer's formula no.
Date compounded
]

Manufacturer's name

Batch or lot number

Submitted by (name) (date) for qual‘ficatlon
inspection in accordance with th e requ1rements
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*4_ 3.1.1 Field service test samples. Service test samples shall consist of a
minimum of 378.5 1liters (100 galions) to a maximum of 2840 liters (750 gallons) of
paint remover as required by the field service activity. No overpacking is
required. Samples shall be forwarded in accordance with instructions contained in
the authorizing letter granting service test which will be sent to the manufacturer

on satisfactory compietion of aiil iaboratory tests.
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*TABLE II. Qualification inspection.

Characteristic Paragraph
Requirement Test
Methylene chloride content 3.2.1 i
Pheno! content 3.2.1 1/
Chromium content 3.2.1 1/
TJoxicity 3.2.2 4.3.2.1
Consistency:
Flow 3.3.1 4.6.1.1
Viscosity 3.3.2 4.6.1.2
Volatility 3.4 4.6.2
Flammability 3.5 4.6.3
Effects on metals 3.6 4.6.4
Accelerated storage stability 3.7 4.6.5
Paint stripping efficiency 3.8 4.6.6
Rinsability 3.9 4.6.7
Refinishing properties of stripped
surfaces 3.10 4.6.8
Storage stability 3.1 4.6.9
Service tests 3.12 4.6.10
Workmanship 3.13 Visual and 1/

1/ A certificate of compliance shall be submitted.

4.3.2 Manufacturer's data. The manufacturer shall submit a report, in dupli-
cate, to accompany the qualification inspection sample. This report shall include
the results of the manufacturer's tests, reported gquantitatively, where appli-
cable, in the units specified for all of the requirements specified herein, except
storage stability. Tests not conducted due to lack of special test facilities or

m:fnr1;1t chall hn 1o noted in +hn rnnnr+ Trada namoc¢ alnne will nat he
2 N LA™ V 11 UW e FINANI " g AP W v W -
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considered satisfactory. The formulation shall be clearly identified by the
manufacturer's formula number. The percent of each ingredient shall also be
furnished. The manufacturer shall also certify compliance with 3.2.1.

4.3.2.1 Toxicological data and formuiations. The manufacturer shall furnish
the toxicological data and formulations required to evaluate the safety of the
material for the proposed use. A statement of the complete formulation of the

material shall be furnished. The statement shall include the chemical name and the
percent of each ingredient. Material safety data sheets on toxicity (see 3.2.2)

Voo w4 L

shall be prepared in accordance with FED- STD 313 and submitted to the qualifying
activity.

4.3.3 Retention of qualification. In order to retain qualification of pro-
ducts approved for listing on the qualified products Tist (QPL), the manufacturer
shall verify by certification to the qualifying activity that his product complies
with the requirements of this specification. The time of periodic verification by
certification shall be in two year intervals from the date of original qualifi-

cation. The Government recservecg the r1nh+ to re-examine the qnn]if‘nd nroduct

whenever deemed necessary to determine that the product continues to meet any or
all of the specification requirements.
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4.4.1 Lot formation. A lot shall consist of all the paint remover of the same
type produced by one manufacturer, at one plant, from the same materials, and under
essentially the same conditions provided the operation is continuous. In the event
the process is a batch operation, each batch shall constitute a lot (see 6.4).

2 A 21 Camnlinn FAr +nct+ec Miiality ~rAnfAarmanrcre tect camnlec chall he

..l .0 SQHP VLI LAY L QL0 . ua i Ly LV VT ialiv e e I .n..m..;-\,.- Srrea v s -~ -
selected in accordance with the nrocedures of FED-STD-141 and shall consist of at
least 4 Jiters (1 gallon). Each sample shall be cleariy 1dent1f1ed by the

manufacturer's formula number as specified in 4.3.2. The manufacturer shall
furnish with each lot a certificate to the effect that the material has been
processed in the same manner and degree using the same base ingredients as the
approved qualification sample. The selected sampies shall be tested as specified
T 4.4.3.1.

T\.)

2 Samnli inspection of filled containers. A random :amn]e of

4.4.2, Samp
filled conta1ner5 shall be ggTegted from each lot in accordance with MIL STD-105,
Inspection Level I for the inspection specified in 4.4.3.2. Ffor purposes of this

inspection, the lot size shall be the number of shipping containers.
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4.4.3 Inspection and test.

A A 1) Dhucinral dasde Tha ocamnla calamdnad in A A 92 ) cehall ha +actad +n
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all the requirements in Table III. In addition, the material may be subjected to
any other tests, specified herein, considered necessary to determine conformance
with the requirements of this specificatio Failure of the sample to pass all the
tests shall be cause to reject the lot represented by the sample.

4.4.3.2 Packaging inspection. The sampie selected in accordance with 4.4.2.2
shail be exam1neu to ceterm1ne conformance to all requirements of this specifi-
AndlAan mamae £311  AlAasiiva masel inm and Abhav ranitivamante nAar inualuinn
Lat i1uis l!'.'ydlUng [ LIU)UlC, Hai A1y aliu viLhes FTEYU Il vl 1Hivuiy iiny
tests. The Acceptable Quality Level (AQL) for this inspection shall be 2.5
percent defective.

TABLE III. Quality conformance inspection.
Characteristic Paragraph
Damitdvamand Tac+
ACYUiIIT THiThi L 1TC2 4L

Consistency (as applicable) 3.3.1 - 3.3.2 4.6.1.1 - 4.6.1.2
Volatility 3.4 4.6.2
Flammability 3.5 4.6.3
Effects on metais 3.6 4.6.4.71 (only’
Arrolavatad ctAarana 2 7 A A K
NLLTiTiaLtTu oLVl ayc [ T e e
Paint stripping efficiency 3.8 4.6.6
Rinsability 3.9 4.6.7
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4.5 Inspection conditions. Unless otherwise specified, all tests shall be
conducted at 21° + 3°C (70° + 5°F) and 50 + 10 percent relative humidity.

4.6 Test methods.

A £ 1 CAnci chnru
T .0 A AR ] 2 LUy

* 4.6.1.1 Flow. Flow shall be determined in accordance with ASTM F 1080.

4.6.1.2 Viscosity. A Brookfield Viscometer, Model RVF or equivalent, shall be
used with a spindle number RV3. Viscosity shall be determined at 20 rpm. Readings
shall be taken after the spindle has been operating for at ieast 3 minutes.

4 6.2 \Volatilitv A Petri dich 9 cm (3.5 inch) in diameter and 1.5 cm (0.6
1.6.2 Volatility. A Petri dish, 9 cm (3.5 inch) in diameter a 3¢
inch) deep, shall be placed on each pan of a two-pan beam balance. Sufficient
remover shall be added to cover the entire bottom of one of the dishes. Distilled
water shall be carefully poured in the other dish until the dish containing the
remover is counter-balanced. The balance with the petri dishes on the pans shall
be exposed for 30 minutes in a draft-free area. At the end of the exposure period,

the comparative loss in weights shail be observed.

4.6.3 Flammability.

T e .

*4.6.3.1 Preparation of panel. A clean anodized aluminum alloy panel, 10 by
2 cm (4 by 0.75 inch), shall be held at an angle of approximately 45 degrees. The
remover shall be poured along the upper edge of the panel, allowing the remover to
drain freeiy over the surface. Remover settiing on the reverse side of panel shalli

P T T i [ SV 1

be WlpEU ciean pevore proceeuxng Wl[" the test.

4.6.3.2 Procedure. A micro-burner flame, not exceeding 0.5 cm (0.188 inch) in
length shall be passed, within a two second period, back and forth along the lower
edge of the panel. This operation shall be repeated three times at three second
intervals. If the remover ignites, the panel shall be removed from the burner

flame and observation shall be made to ascertain whether the remover continues to

burn. The above procedure shail be repeated on another simiiarly prepared panei
...... dbh el 22 ~bealY ba “Vamnad o am miimm Lomn 1L mmlmirdban =d ALO Ao~ 771100
gxiepL Liidi 1L Shiail DE pidled tH &t Oovell 101 1D mifiites 4t 49 + £ L Vido hd
A°CH Tha mnanal chall +han ha ramAvad €rAm +ha Auvan and enhiartod +tn tho flamo
i . tnc Vﬂ'lcl SMQ ) LIIC)) yve P CIINYCO W 1PN wiie YL ("SR AV DUUJ\,\. LA -\ il 1A

test

4.6.4 Effects on metals.

4.6.4.1 Single panel corrosion test.

] r A 1 1 [» PO U Sy PR N W AP P Tomd meea Y n r s 1Cc b n T o

4.0.49.1.1 rreparation Oor Lest pdileis eSSt paineis <.9 Dy 19 uy U.15 L
/1 hu & hu N NE inrhaece) chal)l ha mada FrAam anarh AF $ha matale enarifiad in Tahla
N v U UJ V.VUJd LT/ 200 11 UT mauc LEwin cawvll i LIIT HIC v 9 DPCbIIICU 14 Tav Ire
IV. The panels shall be bent to form an angle of 45 degrees, approximately 3.2 cm
(1.25 inches) from the end of the panel to serve as a holder on the rack. The

panels shall then be cleaned in a beaker of boiling petroleum spirits conforming to
Type I, Grade A of TT-T-291 by using a surgical gauze swab. The panels shall then
be rinsed in boiling petroleum spirits, boiled in 95 percent methanol, and finally,
boiled in absolute methanol. In handiing the panels, care shouid be exercised to
avoid fingerprint markings.

N AT S A AnésemnA Y R A% Tin +hro Nnarooranh anat g nov ne
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TABLE 1V. Metals for corrosiveness test.

Metal ] Specifization Surface Specification
Aluminum aiioy QQ-A-250/5 As rolled -
(A1 ~Yad 2N2A0
AL irtau qvar/
Aluminum alloy QQ-A-250/13 As rolled -
(Alclad 7075)
Aluminum alloy QQ-A-250/4 Anodize MIL-A-8625
(2024) (Type 1 or 1D)
Stee!l MIL-S-7952 Polished 65 RMS -
Steel MIL-S-7952 Cadmium plated QQ-P-416
(Type I, Class 3)
Magnesium alloy QQ-M-44 Chrome pickled MIL-M-3171
(Condition H) (Type DD
Titanium alloy MIL-T-5046 - =
6A1-4V

4.6.4.1.2 Procedure. Each panel shall be completely immersed in the paint
remover for 1 minute, removed and placed on a rack or other suitable device, so

that the long dimension forms a 60 degree angle with the horizontai, then placed
in an oven maintained at 38°+1°C (100°+2°F) for a period of 48 hours. The paneis
shall then be removed and immediately placed in a desiccator for 48 hours. The
lower portion of the desiccator shall be filled with distilled water after which
it shall be closed and conditioned at 21.1° + 2.8°C (70° + 5°F). During the test,
the desiccator shall be kept tightly sealed and in an area maintained at 21.1° +

2.8°C (70° + 5°F). At the end of the 48 hours period, the panels shall be removed,
rinsed with water and brushed, if necessary, until free from paint remover residues.
The panels shall then be cleaned with acetone and examined for discoioration or
evidence of corrosion.

4.6.4.2 Corrosion test for dissimilar metals.

4.6.4.2.1 Preparation of test panels. Ten test panels 7.6 by 10.2 «c¢m (3 by

4 inches) and of any conventent thickness unless specified, shall be prepared from
the following metals:

11
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Aluminum alloy 7075, QQ-A-250/13,

T-6 condition (0.32 cm (0.125 1nch)

thick).
Two each Magnesium alloy, QQ-M-44 (AZ31B-H24),
treated in accordance with MIL-M-317T,
Type I.
Two each Steel, MIL-S-79582 cadmium plated
(0.0013 cm (.0005 inch) nominal) in
accordance with QQ-P-416.
Three each Titantum alloy, MIL-T-9046, (6A1-4V)
(0.16 cm (0.063 inch) thick nominal).
Th oo e Vi ® i e a1 - amd i kldamiiiee o= c ebheal)l kain balare Aw3ITYTAad 30 smcmAwd
inree daiuminum pdl|3|§ ailg (wo LlLdllUlll pauel: SHa it Hlave nOKe> Uil 11y 1ii aLtiuvui u-
ance with Figure 1. Twc magnesium, two steel and one titanium panel shall have
holes drilled according to note 3 of Figure 1. The panels shall be cleaned in
accordance with 4.6.4.1.) and ass embled in accordance with Figure 2 as indicated
below
a. 7075-T6 aluminum al]oy to magnesium alloy fastened with
NAS-517-3-2 screws (100 degree countersunk structure) heat
bmmndhad i;m ammmiadamnaan Ll MTH u co9c mirdss FAMIIC ANDN
treacted 11 alLlorudiice witil FMilL-0-=00/0, {lULY \VANOIOIO—-ON/J
and washers (ANQBQ-10). The screws, nuts and washers shall
be steel and each shall be cadmium plated in accordance
with QQ-P-416.
b. 7075-T6 aluminum alloy to cadmium plated steel fastened
same as a.
-~ ITNATIE TEL aliimlomim =11, &a LCA1 A\ 4535 Faniim 211Auy Facédnnad
L. TOIID=10 alumiium aij IU] LU UAI—%YV LiLaiini HE .l 1V tadLTlIcuy
same as a.
d. 6A1-4V titanium alloy to cadmium plated steel fastened
same as a.
e. bHAI-4V titanium to magnesium fastened same as a.
Thaca himabrallin maiinlas chall ha SAinad widh 2 N NIE ~rm N N1 3SnrhY mATuathulana
THEOE DIHI LA TTL LUUPIES dhniatl Ve JUIHEU witlh a4 V.ULI Uil \V.Ul1 1HUH/ puTyTuilyiciic
shim inserted under cne corner, The fasteners shall be finger tight.
4.6.4.2.2 Procedure. The coupled panels shall be completely immersed in the
remover. After one hour, they shall be removed and placed in an oven maintained

at 38°+£1°C (100°22°F) for a period of 48:1 hours. The panels shall
and immediately suspended vertically for 48 hours in a desiccator.

test, the desiccator shail be cieaned and the iower portion filied w
PR S ) S Y R * L _—k w1 | . DI R | | o VIPRUR ety &b [ PP oA Ao r S b
wdter arter wnicn 1T Snaiti oe CiOS€ed. UurT iy tne test, e desitial
Lant +imh+liu enalad amd in an asavrna maintainad a4+ 20°.72°" (£Q° L. A°C)
I\CPL LIsIILIJ 2TAICTUY Qliu 1l @il ayrca maiiitaiiicy aL LV T4 v Wwu X v vy
of the 48-hour period, the panels chall be removed, disassembled, wa
water and dried with acetone. The individual Danels shall then be i
pitting, etching and corrosion products. For magnesium panels, slig
under the washers, less than 0.3 cm (0.125 inch) in diameter, shall

for rejection.
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4.6.4.3 Hydrogen embrittiement tests.
A L A 2 MAababad T wvin~
4.0.9%.0.1 NMULLIIEU U= 111y .

4.6.4.3.1. 1 Specimen preparation. Four notched C-ring specimens (AISI 4340

steel in accordance with MIL S 5000) sha]] be prepared from tubing (or suitable bar
stock) so that the notch in the finished specimen shall run parallel to the rolling
direction. Specimens shall be rough machined, heat treated to the 1800 MPa to 1930

MPa (260,000 to 280,000 psi) strength level and finished to the final dimensions
snown in Figure 3 lne r1ngs shali be cueaneu (see r00tn0te i, tnen cadmium
OT rrent

tha rinn ha mackn
Luic |||y.) lllu._y [V ASEEN 1]
1
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1/ Cathodic cleaning, acid pickling or other severely embrittling methods shall
not be used for the preplate cleaning.

4.6.4.3.1.2 Procedure. The rings shall be stressed to 65 percent of the pre-
Andbaveminad stiavnma honacl iomm cdman~dh his +inhtanin~a +ha nue+ ondil +ha Aiamotar AF
ucLiTiniinetuy avdiaye vircaRninyg siireiyun v Liyiitening e UL Jittii LHc uiamceer i
the ring, measured across the bolt, is reduced to the calculated value. (In most
cases the diameter will be reduced by 0.22 cm (0.087 inch)). Any steel bolt of
suitable size mav be used for the stressing. If equipment is avallable. this may

be done more accurately with a strain indicator and a loading bolt containing a
strain gauge, as shown in Figure 3. The stressed rings shall be immersed for 60
seconds in the palnt remover sample with the notched side down to a point where

the ring is covereo approximateiy one inch on either side of the notch. The rings
eha1l)l ke o amd 2V Vaiiad da bhama mAadahad cida AAaun in air FAr 1NANLY hAlire N~
Sliatbt ue IEWUVEU ald dal 1TOWEU LU naiiy 1iuLLnicy >i1de Uuwil 1 atl 1ul 1vuxs Hvui o (A 194
rince nf anv kind chall ha 11ced aftar dinning Siiitahle hanagers mav he made of

. tila e Al u||J LANE B A Q174 1 7 LS A S LS IS RV A N A AT ] ’lrllll,. - T LNAW W PRI Y ! - IIIUJ LA d TIIWA -~
nlastic or rubber coated wire. The rings shall not break or crack during the 100
hour test period.

*4.6.4.3.2 Unnotched ring specimens. Embrittiement effects shall be determined

in accordance with ASTM F 519, Type 2a specimen.

*A £ C Armrnlawvada L -
“*.0.9 ALLEITI QLY L

or

3754+ and
|||Ly anlu

4.6.5.1 Preparation of test sample. A 148 ml (5 ounce) portion of well shaken

remover shall be poured into each of two chemically clean 355 ml (12 ounce),
pressure resistant, clear glass bottles. Carefully cap each bottle. The bottles
shall be approximately 24 cm (9.5 inches) in height, with shoulders 6.4 cm (2.5
inches) in outside diameter and 12.7 cm (5 inches) from the base.

A £ C
“4.0V.J.¢C

4.6.5.2.1 Cold cvcle test. One bottle shall be stored in the dark at room
temperature and left undisturbed for at least six days. The other bottle shall be
placed in a water bath maintained at a temperature of 54°+2°C (129°+4°F) for one

hour. The bottle in the water bath shall be carefully removed and allowed to cool

at room temperature for one hour and then v1sually examlned Layer formation shall

be considered unsat1sractory and further tesnng shaii oe discontinued. 1T tne
........ U R Lalddl e —bhal1)l bha calaaad ~ o Aaald hau maimbainad o
reinover appedrs Omogeneous, tne poLLie S>nali ve pidleu fn a cold box maintained a
A Famnavatiirn ~F 1N®.92°F (14°.4°CY fAr nna hAanr aft+ar whirh {+ c¢hall ha ramnuod
a iThipTiralui v Vi hadl BV I‘ “ \1* :ﬂ V7o rut WIIT 1IWUl , Q&L LS WAL L QAT Ve T Linivyew
and allowed to remain undisturbed, at room temperature for one hour. The remover
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shall again be examined for homogene1ty and allowed to stand undisturbed for one
hour. If iayer formation is evident, further teStlng shail be discontinued. IT

v i ma mm oma a~ b bhn bbb o~ PUERRar L PP SN I Y T . TR R Y]

LNe 1enmover dpp8dts HUWUQEHEUUB Lie Lulttelily UI LIU PQOLLIE JSHiall UL LaiTiuiily
transferred (avoid splashing) to a similar chemically ¢lean bottle for carrying out
the foliowing test

4.6.5.2.2 Hot cycle test. A strip of steel, 0.05 by 1.3 by 15 cm (0.020 by
0.5 by 6 inches), conforming to MIL-S-7952 shall be hand polished with a 240 grit
carbide or aluminum oxide cloth or paper to remove surface contamination. The
steel strip shall then be cleaned as specified in 4.6.4.1.1. The steel strlp
shail be immersed 1n the remover conta1neo 1n the test
with remover by rol fi i

ha+t+la ch:]] ha h
UuiliLie @i OT nain

c+r1n The bottle sh

rate to a temperature of 60°+2°C (l40°:4 F) within five hours It sha]l be held at
this temperature for three hours. The above heating procedure shall be repeated
each day for five days. No heat shall be supplied to the bath overnight. (This
test need not necessar1ly be attended if an interval timer is used to operat
the equipment automatxcally. The test may pe srartec on W j :
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of the sixth day, the bottle shall be removed from the bath, uncapped and the steel
strip carefully withdrawn without disturbing the remover. (NOTE: THE BOTTLE

-
SHOULD BE UNCAPPED VERY CAREFULLY DUE TO THE POSSIBLE HIGH VAPOR PRESSURE.) The
strip shall be rinsed with tap water and dried. The steel strip shall be examined
for evidence of pitting, corrosion and uneven darkening. The remover shall be
compared with the remover in the original bottle stored in a dark place. Any
difference in appearance, sucn as layer separation, and evidence of pciymef
1 ha

r

rﬂ +ha +usn hatdlac e

shall be noted The opened bottle shall be capped and the two bottles shal e
thoroughly shaken for one minute, then allowed to remain undisturbed for one hour
at room temperature, and then examined. Any marked variation in general appearance
between the two samoles shall be considered as showing unsatisfactory stability
properties. If considered satisfactory, the remover, which had been heated as

stated above, shall be tested also for paint stripping efficiency.

4.6.6 Paint stripping efficiency.

4.6.6.1 Prenaration of test panels. Panels, measuring 0.05 by 12.7 by 40.6 cm
(0.02 by 5 by 16 inches), shall be cut from aluminum alloy sheets conforming to
QQ-A-250/5 and deburred. Each panel shall then be treated as follows:

a. Abrade with very fine abrasive mat (MIL-A-9962), which has been soaked
with deionized water, by manualiy rubbing the mat back and forth para i to the

PR P

ie
iong dimension of the panel untii the entire surface is water break free.

anol rloan and rom
ang: ci1ean ant COof

c. Within four hours, immerse the panel in the MIL-C-81706 conversion
coating solution for three minutes, taking care that panels do not touch each other
or the sides of the tank.

N ~Ne o [ Tt T TS PN I P ey B T R
d. Rinse thoroughly with deionizeo watei
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f. Within 24 hours, paint the panel with one of the coating systems
specified in Table V. After ory1ng and baking as specified, each painted panel
shall be cut into four test panels, each 10.2 by 12.7 cm (4 by 5 inches), and edge
sealed by u]pp}ﬂg each gdge 0.5 cm (0.2 inches) into melted oaraf'ln wax. (NOTE:
The MIL-C-81706 conversion coating so]ut1on shall be prepared at a concentration of
1.0 ounce per gallon, aged for at least 24 hours prior to use, and broken in by
immersing one pane] for each gallon of prepared solution into the treatment tank
for ten minutes.)

4.6.6.2 Control formulation. The control formulation shall be prepared as
foliows for use in 4.6.6.4

Inaredient Percent by weight

Methylene chloride 60.
Toluene i
Paraffin wax |
Hydroxypropyl methyicellulose 1/ ]
Ethanol (absolute) 5
Codium natroleum sulfonate 2/ 5
- 5

6

1

~

SQUU T UNHI pPT Ll Vi S Ui

Phenol (90%) ]

Water
Sodium chromate

QOO @UIOO MW WN

/ Methocel F4M-PRG, ma
/ Petronate HL, manuf

1 nu
2/ actu
Dissolve the paraffin in toluene by heating the mixture to 49°C (120°F). Stir the
methylene chloride rapidly and slowly add first the paraffin/toluene solution then
the hydroxy methylcellulose thickener. Add ethanol, sodium petroleum sulronate
and phenol stirring until homogeneous after each addition. Dissolve sodium

chromate in the water and add the solution to the mixture. Stirv until homogeneous.

TABLE V. Test panel finishes
*Epoxy topcoat system
Processing Material No. of Drying Drying Baking
step coats and | time time time after
thickness | between before final
per coat coats baking coat
| Primer Coating one 1 hour - -
Epoxy Polyamide 0.6 to at room
MIL-P-23377 0.9 mil temp.
2 Epoxy Polyamide one 15 min - -
Light Guil Gray mist coat at room
No. 36440 temp.
MIL-C-22750
Epoxy Polyamide one full 7 days 7 days
Light Gull Gray coat 1.7 to - at room at 66°C
No. 36440 2.3 mil dry temp. (150°F>
MIL-C-22750 fiim
thickness
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Test panel finishes. - Continued

Polyurethane ‘opcoat system

Processing Material No. of Drying Drying Baking
step coats and time time time after
thickness between before final
per coat coats baking coat
1 Same as step No. 1 of Epoxy system
2 Urethane, Aliphatic one 1 hour
Isocyanate, Insignia mist coat - -
White No. 17875
MIL-C-83286
3 Urethane, Aliphatic one full 7 days 7 days
Isocyanate, Insignia coat 2.1-2.3 - at room at 66°C
White No. 17875 mils dry film temp. (150°F)
MIL-C-83286
*Polysulfide sealant system
1 Same as step No. 1 of Epoxy system
2 Sealing and coating one 15 min. - -
compound 2 mils
MIL-S-81733, Ty III
3 Sealing and coating one 15 min. - -
compound 2 mils
MIL-S-81733, Ty III
4 Sealing and coating one 24 hrs. - -
compound 2 mils
MIL-S-81733, Ty III
5 Primer coating one 1 hr. - -
Epoxy Polyamid 0.6 to
MIL-P-23377 0.9 mils
) Urethane, Aliphatic one 15 min. - -
Isocyanate mist
Insignia White coat
No. 17875
MIL-C-83286
7 Urethane, Aliphatic one - 7 day 7 days
Isocyanate full coat at at
Insignia White 1.7 -2.3 room 66°C
No. 17875 mils temp (150°F)
MIL-C-83286

16
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Polyurethane intercoat system
Processing Material No. of Drying Drying Baking
step coats and time time time after
thickness between before final
per coat coats baking coat
1 [ i, - -~ L..— QOA 1 - I owmomovs s - PR
i >dmé 4SS Stép NO. 1 O cpOXy SysStem
2 Chem Glaze three 5 min - -
TS-3236-23 1.0 mil
(Hughson Chemicals,
Lord Corporation)
3 Chem Giaze one i hour at - -
75-3236-23 1.0 mii room temp
fUovnahemn Chamirale
\HU\JII)UII LaucwiLat >,
Lord Corporation)
4 Urethane, Aliphatic one 1 hour - -
Isocyanate, Insignia mist
White 17875 coat
MIL-C-83286
c Hoadhama Alimhadin Ana 7 Aaw 7 Aawuc
J vt ililane, Altipilatiy viie /I UG ;ouayos
Isocyanate, Insignia | full coat at at
White No. 17875 1.7-2.3 room 66°C
MIL-C-83286 mils dry temp (150°F)
film
thickness
A L £ 9 Chulimmima +anrd nanale Cavr anmrh wamauar /i nained curdam/+tamnaratiira
*.V.VU.0 QLI IPPHITY Lol palit i o FTUI Talil TTHRJVTT J PATHIL 2 YOLEHH LTpTE GLul ©
combination tested, four replicate test panels shall be used. Test panels shall be
placed on a rack such that the 12 cm (5 inch) dimension forms a 60-degree angle
with the horizontal shorter dimension. Removers shall be applied by pour1ng the

remover along the top edge of the test panel, allowing the product to flow down the
panel and taking no more than 15 seconds to completely cover it. When two

Ticati ired be scraped once with a rubber scraper
s shail be gxposed to paint remover as

17
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Normal dwell
time Number of

Tvpe Paint svstem (min) Applications
—L = il o
)i Epoxy topcoat system 60 1

Polyurethane topcoat system 15 1
i1 Poiyurethane topcoat system i5 [
TTTY DATuenl€iAda enaland curdam 21N 2
111l Ty _’ Uii 1uc oaxairailL oSyotiLomw SV <
v Polyurethane intercoat 120 2

system

* 4.6.6.4 Evaluation of efficienc cy. With the exception of type III removers,
Ciass 1, 1A, 3, 3A and the controi formuia shail be appiied to test paneis for the
sl AualY Sima ecrmarIFiad abhAua imedin~ tha amnvAancIsdbas nmiimbhar AF arnlisaadiAane
Ot uwe il L Hine )pELII ICU avvuve , U)lllg Ltne GPPIUVI faLe itunipetl Vi Opp|lLﬂLIUII3.
Class 2 and 2A removers shall be applied for twice the normal dwell time using the
anoropriate number of applications but shall be compared against results achieved

with the control formulation at the normal dwell time. Type III removers shall be
applied using normal dwell times and the appropriate number of applications.
Immediately after exposure to paint remover, test panels shall be rinsed with
brush1ng under runnwng cool tap water. Test panels strwpped with type 111 products

shail then be wiped for five seconds with a cioth soaked in methiy ethyl Ketone
iieimm Anlu 13kt hand Nnracciiva CH+rvinminm AaffFirianry chall ha Aatrarminad fAr aar
U)l“s Ul'l_y llglll. rnailry VIC))UDC S L Ippllly (= Is.lcu\,_y duai VT JucTiLTiul ncwu iVl cauvi
test panel by determining the percentage of substrate revealed by the stripnping
process. The four results for each remover/na’nt system/temperature combination
shall be averaged

4.6.7 Rinsability. Using all the panels from 4.6.6.2, again cover the panels
T

with test sampie. Wait 15 minutes for any remaining paint fiim to become iocosened
from the paneis. The paneis shall then be rinsed with tap water for one minute
width Anntla heiiehina with 2 enfd hrliedlad hrueh Tha vaba AF £F1lAawu chall ha 1K
Wil YTHLIT UIUDIIIY wilkll G oV L VEITOLITUY Wi Uvoilr. FIFT 1 QLT Wi v ona@aa Ve e
liters (4 gallons) of water per minute. The panels shall be examined for removal
of spent remover.

4.6.8 Refinishing properties of stripped surfaces. Panels from the rinsability
test shall be washed with a 10% solution of MIL-C-85570, Type II; rinsed and

allowed to dry for 24z1 hours. The paneis shall then be recoated in accordance
with Table V, poiyurethane topcoat system and tested for wet tape adhesion as
enarifFlad in MathAad £2ANT 2 £~ CEN_CTN_121

)}JCL ey L I LU uovi o TV T Lu~=otv=i1=i

*4.6.9 Storage stability. Four liters (1 gallon) of remover shall be stored in
a glass bottle to which have been added six 2.5 by 15.2 cm (1 by 6 inch) clean
steel strips conforming to MIL-S-7952. The bottle shall be protected from the
light and stored for twelve months at 21.1° + 2.8°C (70° + 5°F). After such
storage, the remover shall be subjected to all of the foregoing tests, except the
acceierated storage stabiiity and appearance test.

18
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4.6.10 Service test. The service test, perrormed by a Navai Aviation Depot
P s .- C'A;LZ__ ct =YY e Al a ~L
{NADEP) designated by the activity responsible for qualification, shall consist of
L£2 a1 d aaol.iad e L Lbia smmi:l oam dmod Anmme ) A R Fn o mAnAdAiI*iAne ArAandircrtad In
Fieig evalugaLion O ne >erviee Ltedl Sdimpie unaei bt‘IVILc CONUT L1uiniy LUlivucL tcu
sr,rrArAdancra with etandard ~naratina ArAaradiirac An 3¢ mary Airrraft ac needed tn
aclLuvl UaliLco wi il S Larnuacr u UpC!GLIlI\j MlwLTUUY T AV 1N} Q3 iy L™ UL R SO B @ N “ I i e W -
determine suitability of the product for military use. The service test shall be
performed when paint removers have met all the requirements of Section 3 including
storage stability.

5. PACKAGING

5.1 Preservation-packaging. Preservation-packaging shail be tevel A or
o R S | - - PR A e | AP L o) PN
Lommerciatl, ds SpeCiiieu \>ee 0.C2.U/.
* 5.1.1 tLevel A. Unless otherwise specified, all interior surfaces of the

container shall be coated with a 11n1néréﬁ1ch will resist the paint remover for the
duration of storage period. Unless otherwise specified, the paint remover shall be
furnished in 208 liter (55 gallon drums) conforming to PPP-D-729, Type V.

r 1 oA 2o TL o~ a2 “a1Y bhm manbamad 3;m mcrmarnifind mirtan+idine

J.1.2 LoOmmerciai e pdint Temover Sidil DE patRayeu 1t SpELH ITU yualititic
im 32 mannay +hat will afFFArAd adamiiata nratertiman anainet datrerinratinn and nhvucical
1t a taunci Litae wi i Al 1T UIU aguCuaoits pluviTLliIvi GyYyuiliolr UL UL TWUHUGLIvIE Wity prr g o v
damage during shipment from supply source to the first receiving activity and for
the useable 1ife of the remover (see 3. 11), utilizing containers required by the

Code of Federal Regulations, 49 CFR, Parts 100-178. The container selected shall
be of a design that permits the contents to be readily removed.

5.2 Packing. Packing shaii be Level A, Levei B, or Commerciai, as specified

* 5.2.1 Levels A and B. The paint remover, when packaged in accordance with

—_— Y % T MG T TRRIYEE , WRITH et Re LY U

5.1.1.1, shall require no overpacking. Standard four way entrv pallets are
required for handliing with mechanical equipment.

5.2.2 Commercial. The paint remover as packaged in 5.1.2 shall be packed in
shipping conta1ners in a manner that wiil afford adequate protection, at the
| S U NI S PR P PRURE S limmmd abhimmmamd Commm dha cormm 1w ecntirra A 4+ha
1OwestT Tdte, dgdlnbl. Udinaye uur lllg UITELL SHIPMRIIL 1100 L SUpply JdUurLe LU e
Fivrc¥ vroraluina ar+ivitu Tha ainare chall ronfarm +n the National Motor
LI B B B O LI~ O o Bn J llls aLviivicvy. DR A= \-\Jll\.ull!cl 9 DI 0 NNJVET [ V] LA™ YA A LA g
Freight Classification or the Uniform Freight Classification rules and regulations

?6r'tae mod; of transportation utilized. Twenty liter (Five ¢ galion) pa1ls require
no overpacking. Handling pallets are required to permit handling by mechanical

equipment.

5.3 Marking. 1In addition to any special markings required by the contract,
e mb mm A= X o aLkalY Le.in Abae rade ol Coadaws) Namiilabimm vamiivad 1ahale and ehald
edCn COfntaiIner Snait nave tne Loge O rederal meguidatiOn 7TeQuiiTcu tautid anu Sinaiy
ha mavkad in arrAvAdansca wi+sh MTI_CTN_120Q nlie +tha fAllAwinn:
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a. Paint remover contained herein is toxic and contains
ingredients harmful to skin and eyes.
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Attach suitable safety devices to stands or staging
used in the removing procedure.

Avoid use in enclosed or unventilated areas.

Personnel shall not enter the interior of the aircraft during
removing or subsequent clean-up procedure.

Mix thoroughly prior to use.
Store below 30°C (85°F) but not below 0°C (32°F).
Do not store in direct sunlight.

CONTENTS MAY BE UNDER PRESSURE IN STORAGE. OPEN
CAUTIOUSLY TO AVOID INJURY.

Discard any bulging or distorted containers.
To open:
(1) Extend the spout (full length)

(2) Slowly turn the cap counter clockwise only far
enough to break the seal

(3) Allow the internal and external pressures to
equalize

(4) Remove the cap
Directions.

Preparation of aircraft. Work with this material should

performed outdoors in shaded areas, sheltered from excessive

wind. 1Indoor use requires adequate ventilation. Take

off detachable parts, close and mask off openings (with MIL-T-23397
tape)and all sensitive areas prior to stripping. Use an appropriate
solvent to remove wax from surface (if wax is present) to increase the
efficiency of the paint remover. If wax is not present,

use MIL-C-43616 or P-C-444 in order to remove films of

grease which will interfere with the adhesion of the

paint remover. Cool overheated surfaces with water spray

prior to stripping. Allow to dry before applying remover.

Handling. Use approved cartridge respirators or air supplied
respiration for inhalation protection, where required. Wear
goggle-type eye glasses and solvent resistant gauntlet style
gloves, aprons and boots. If remover gets on skin, immediately
flush affected area with large quantities of water. If remover
gets in eye, flush with large quantities of water for at least 15
minutes and obtain medical attention. It is believed

that further treatment at the worksite by nonmedical

personnel, such as use of boric acid solution,

castor oil, alcohol rinses, etc., is undesirable and may

only serve to delay the receipt of proper medical care for

the victim.
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Allow to dwell a minimum of 0.25
Brush off all loosened paint and
if necessary, and allow to dwell
to 2 hours maximum;
paint and spent remover from the

A +hAa AnIinF ramAvar

| =4 Lvne PGIIIL P Ty Cl

hy e¢nraving with a

by spraying with a

g or daubing with a brush.
hour or two hours maximum.

reapply the paint remover,
again for a minimum of 0.25 hour

then scrub and thoroughly rinse the loosened

entire aircraft. 5pot strip any
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scraper.

5.4 Safety data.

Material safety data sheets shall be prepared and submitted

in accordance with FED-STD-313, one copy of which shall be forwarded to the pre-

paring activity of this specification.

6. NOTES
(This section contains information of a general or explanatory nature that may
be helpful, but is not mandatory.)
*6.1 Intended use.
Types. The Types covered by this specification are intended for use in
stripping the foiiowing systems:

nnclnncd for usge

(S v =

—
i

on epoxy nrimers

(MIL-P-23377) topcoated

with e1ther epoxy (MIL-C- 22750) or polyurethane

(MIL-C-83286) paint.

Local waste treatment regulations and

facilities should be investigated prior to use.

=i
—i
!

Type

II17 -

Designed for use on polysulfide sealants or primers

(MIL-5-8802 or MIL-S-81733) which have been topcoated with

epoxy and/or polyurethane coatings.

strip an epoxy primer

-
-
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:
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Classes.
regulations.
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Class use is dependent upon local environmental/occupational
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6.2 Acquisition requirements. Acquisition documents should specify the
following:

a. Title, number and date of this specification.

1ions).
d. Levels of packaging and packing.

e. Marking data with requirements in detail, if other than
as specified in Section 5.

~h
-

una anmA rlace vranuivad {(can 1 2)
pAAS Qg L1Qa909 Teyuini cu \NoCCT e/ o

Yol

Issue of DODISS to be cited in the solicitation, and if required, the
specific issue of individual documents referenced (see 2.1.1 and 2.2)

6 3 Qualification. HWith respect to products requiring qua1iFication awards
de only ror procucts which are, at the time set for openlng of bids,
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manufacturer

~ —~+ T3 L
1
un

o)
for quallflcatIOn in order that they may be eligible to be awarded contracts or
purchase orders for the products covered by this specification. The activity
responsib]e for the Qualified Products List is Commander, Naval Air Systems

Command, Washington, DC 20361; however, 1nrormat1on pertalnlng to qualification of

_....-....l somd o~ i kA Aabblolaad L Lk Macsal Al PP e ol R X% ATTAN . NivaAa~d+Ae

pi OUucis muy De ObLailnieu 11U LIIg Naval Albl ucvclupmcuL Leitler , Ay virteciLor
A¥vrrraft and Craw Cucet+oame TarhnAalAanv NirartArato Pndo ARNR? Warminctor PA 182474
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Prior to submission of the samples for gualification, the manufacturer shall submit

a request to the Naval Air Development Center (Code 6062), indicating a date on

which the samples can be forwarded and also request an authorization number to
accompany the samples.

6.3.1 Qualification information. The remover furnished under contract shail
ha S Adamdiina)l $n aAtsawmis swomman & o b ~in13L madbiAan camnlac 3,k Rawia haanm 3w
ve tuenitical (R} EVE!] IUBPELL LU tLne qudllllLuLlUH Saipied witivil iave o L=
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JP"\-L‘-U (Y NA"] “VP‘V"'U‘ aH LI CYGIrL. It L LSRR~ T Wil v W I T &4 15 ) Qi Nl LY LR A S Ry} WA/ W VAN L
found to deviate from the composition of the approved product or that the product
fails to perform satisfactorily, approval of such product will be subject to
immediate withdrawal from the qualified products 1list.

6.4 Batch. A batch is defined as that quantity of material which has been
manufactured by some unit chemicai process or subjected to some physical mixing
nded

Lm e ba Al £2ao )l miada b a YV o
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ok
UpEldLlU” tnirenue

6.5 Toxicitv Question ertaining to the reguirements of 3.2.2 should he
6.2 Tfoxicity. yestion e 3.Z.<4 shouig b

< n
referred, by the acquiring activity, to the Navy Environmental Health Center, Naval
Station, Norfolk, VA 23511, who will act as an advisor to the acquiring actwthy

A
ny
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*6.6 Supersession data. Type II of MIL-R-81294C for epoxy and po1yuretha?e
topcoat systems has been superseded by Type II - For poiyurethane topcoat system

(Class 2 only). This was done since there have been no Nationa! Stock numbers
P T T T N o~ AAT D ¢cI13QAr

issued under the type described in MIL-R-81294C.

*A.7 Sub

LG

ect term (key word) listing.

Remover
Paint
Pclyurethane

6.8 Changes from previous issue. The margins of this specification are marked
with asterisks to indiate where changes (additions modifications, corrections,
deletions) from the previous issue were made.
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and the Government assumes no iiabiliity whatsoever for any inaccuracies in these
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Custodians Preparing activity

Army - Mt Navy - AS
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ni v et - 77

Review activities:

Army - AV, MR

Air Force - 84

GSA - FSS

NSA - NS
User activities:

Navy - MC
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3 1OLES ————— .\;1 } 1 1
(TO SUIT NAS >l7 3- \ N ® I .
SCREW WITH 100 .

CSKX TO PERMIT SCREW

IHEAD TO BE FLUSH \
WITH SURFACE) \

\ 10.16
N\

(o)

|
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® _
3/ t -
2.564
(1.00)
[ % L -
i ' 3.81 1.91
— et »—
T (1.50) = (0.75)
o 7.62 R
{(31.00)
NOTES
] DIMENSIONS IN CENTIMETERS C(INCHES).
2 UNLESS OTHERWISE SPECIFIED, TOLERANCES DIMENSIONS SHOWN SHA
NOMINAL, EXCEPT THAT TOLERANCES FOR THE SCREW HOLES SHALL BE
WITHIN LIMITS THAT WILL PERMIT ASSEMBLY OF THE PANELS AS SH
FIGURE 2.

[#8)

THE THREE HOLES ON SECOND PANEL OF COUPLE SHALL BE POSITIONED
TO ALLOW FOR 1 INCH OVERLAP WHEN CONNECTED. (SEE FIGURE 2.)

FIGURE 1. Dimensions for dissimilar metal test panels.

24
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0.0076+0.0013
(.003+.0005)
NOTQH RADIUS — o
\ buU
A 4 0.191
INTERNAL \ / (. 075)
STRAIN 0.292

GAGE ///f;/,,___~\7\;f\\x<:* (.115) = 22 ]

| ©

5.03 —— ey
|——— it (1 51
(1.98)
NOTES
DIMENSIONS IN CENTIMETERS (INCHES)
WHEN LOADING C-RINGS WITH THE STRAIN GAUGES, KNIFE EDGE
WASHERS SHOULD BE USED ON EACH SIDE OF C-RINGS TO PREVEN

pAL T €
BOLT FROM BENDING.

FIGURE 3. Notched C-Ring (AISI 4340 steel).
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