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2.3 U.S. Government

Standard Test Method for Peel Adhesion of Pressure Sensitive Tape

Standard Specification for VMP Naphthas

Standard Test Method for Hydrophobic Surface Films by the Water-Break Test

Publications

Copies of these documents are available online at https://quicksearch.dla.mil.

MIL-C-81302

MIL-T-81533

Cleaning, Compound, Solvent, Trichlorotrifluoroethane

Trichloroethane 1,1,1, (Methyl Chloroform) Inhibited, Vapor Degreasing
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3.24 Cure

Permit the coated parts to air dry for at least 30 minutes (or flash cure at 149 to 174 °F (65 to 79 °C) for 10 to 30 minutes)
Bake the part so that the coated surface remains at 400 °F + 27 °F (204 °C £ 15 °C) for at least 1 hour at temperature for
AS5272 Types Il and lll, or 302 °F + 27 °F (150 °C + 15 °C) for at least 1 hour at temperature for AS5272 Type I, or 2 hours
at temperature for AS5272 Type lll, unless otherwise specified by the manufacturer in writing, but not to exceed 350 °F for
types requiring the lower temperature cure. Alternate cure cycles cannot be used on temperature sensitive substrates that
would be annealed or otherwise adversely affected by a higher temperature cure. The curing time shall be counted from
the time the part reaches the cure temperature, not when the part is first subjected to heat.

3.3 Film Appearance

The bonded solid film lubricant, when examined as specified in 4.4, shall be uniform in color, smooth, free from any cracks,
scratches, pinholes, blisters, bubbles, runs, sags, foreign matter, grit, or rough particles.
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3.4 Film Thickness

The average film thickness, based on six readings minimum, of the cured film for all types shall be between 0.0003 inch
and 0.0005 inch, with no single reading less than 0.0002 inch or greater than 0.0007 inch, except as noted in 3.4.1 and 3.4.2.

3.4.1 Internally Threaded Components

For internally threaded fasteners (e.g., nuts, inserts), the cured film for all types shall show complete coverage in the
threaded area with no requirement for thickness verification other than visual. The coated internal threads shall permit a
minimum free rotation of three-quarters turn on a corresponding mating bolt.

3.4.2 Externally Threaded Components

For externally threaded fasteners (e g., bolts studs) the cured film for all types shall show complete coverage with no
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4.2

Quality Conformance Inspection

The quality conformance inspection shall consist of all the tests specified in 4.4, 4.5, and 4.6. Inspections shall be performed
on manufactured parts. Except coupons may be used for testing when configuration prohibits testing of parts.

4.3 Inspection Conditi

431

ons

Atmospheric Conditions

Unless otherwise specified, all examinations and tests shall be performed at a temperature of 77 °F + 5 °F (25 °C + 3 °C)
and at a relative humidity between 30% and 70%.

4.4 Film Appearance

The bonded solid film lubricated parts shall be examined visually and microscopically at magnification of 12 to 15X and
meet the requirements of 3.3.
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4.5 Film Thickness

Film thickness is determined after the parts have been completely cured. The thickness of the film shall meet the
requirements of 3.4 except as noted in 3.4.1 and 3.4.2.

4.6 Film Adhesion

The lubricated parts shall meet the adhesion requirements of 3.5 when tested per 4.6.1 or 4.6.2. Testing per 4.6.2 is to be
performed only when tape testing of the coated part is not possible due to insufficient area for tape testing.
4.6.1 Parts

Apply a length of 1 inch wide tape per 4.6.3 to the part. Remove the tape with a quick motion and examine tape and part
for lifting of the coating. A uniform deposit of powdery material may cling to the tape, but the I|ft|ng of any flakes or particles
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Engineering Tolen
The operating thickness|of thislubricant averages from 0.0003 to 0.0005 inch per lubricated surface. This thickness seldom
requires alteration of estpblished clearances between moving parts. There is one exceptlon The lubricant coating thickness
must be considered in the e cured lubricant film is
relatively soft, and any mterference produced by the thlckness of the Iubrlcant will cause rap|d wear of the lubricant film to
the point where interference is eliminated.

5.2 Application

AS5272 lubricant shall be applied in accordance with this specification and manufacturer's recommended practices over
surfaces that have been pretreated in accordance with this specification, unless otherwise specified in the contract or
purchase order.

6. ACKNOWLEDGMENT

An applicator shall mention this specification number in all quotations when acknowledging contract or purchase orders.

7. REJECTIONS

Coated parts not conforming to this specification shall be subject to rejection.
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