@ Engineering Material Specification

Material Name

ELECTROPLATING, BRIGHT OR LOW GLOSS DECORATIVE OVER ABS
- OR PPO PLASTIC - EXTERIOR
ELECTROPLATING, BRIGHT OR LOW GLOSS DECORATIVE OVER ARS
OR PPO PLASTIC - SPECIAL EXTERIOR .

1. SCOPE

These specifications define the performance requireme
or chemically deposited electrical conductor coat a
chromium for the decoration and protection of ABS ¢

2. APPLICATION

These specifications were released originally wheékr
protective finish is required for exterior pa
drawing, all parts shall be finished with
performance are defined as follows: '

ESB-M1P47-C1  General exterior -

Specification Number

ESB-M1P47-C1

ESB-M1P47-C2

555’ decorative and/or
ed on the engineering
Hium. Two levels of

ESB—MIP‘47¥C2 Special exterior i 2ly designed small pérts.

Note: ESB-M1P47-C1 and ESB ix:de s replace ESB-M1P47-A and ESB-

M1P47-B respectively.
3. REQUIREMENTS

3.1 APPEARANCE

razing, cold shuts,

\ow gloss or paint overlay) specified on the
1l be free from surface imperfections such ns
sink marks, weld lines,
ness, stains, discoloration, breaks in the plate, and

extent required by specifications for the visual
Stablished by the product engineering office having
parts shall mateh the approved Styling master sampie

e’ potential adverse effect on corrosion resistance, buffing of
m plating on exterior parts is not permitted. Brushing or other
chanical treatment on nickel coatings are permitted provided
num plating thickness requirements are met after treatment.
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3.2 ADHESION

The plate shall have satisfactory adhesion to the base plastic and show no more separa-
tion between the layers of plate than is defined in para. 3.5.2.5. Plate adhesion should

be tested as follows:
3.2.1 Sawing

Position the part in a& vise or holding fixture so that the plated surface is
perpendicular to the saw blade and the cutting motion of the blade is in a
direction which tends to pull the plating away from the base plastic.

3.2.2 Bending

Any section of the part containing a significant plated surface (para 3.3.1)
shall be positioned in a vise or holding fixture and subjected to repeated
bending until fracture of the section and the plate occurs.

3.3 PLATING THICKNESS
Minimum plating thickness requirements are shown in para. 3.3.3.
3.3.1 Significant Surfaces

All unpainted surfaces visible on a part as assembled in a vehicle or surfaces
which ean be the source of corrosion produets visible on a vehicle are signifi-
cant surfaces. Except as noted on the engineering drawing, all significant
surfaces shall meet the corrosion and plate thickness requirements, as
detailed in para 3.3, 3.4, 3.5 and 3.6. (Paint surface requirements are
specified in ESB-M2P69)

3.3.2 Plating Thickneés Measurement

The optical measurement of copper and nickel deposits on significant surfaces
shall be considered the Standard thickness test method (ASTM B 487).

The chromium plate thickness on significant surfaces shall be checked by the
spot test as described in ASTM B 556 or by the electronic deplating test, Ford
Laboratory Test Method BQ 3-1, Determination of Thickness of Chromium
Plate. In case of dispute, Ford Laboratory Test Method BQ 3-1 shall be the
umpire method.
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ESB-M1P47-C1
ESB-M1P47-C2

3.3.3 Minimum Plating Thickness in (um) Requirements:

When the supplier cannot meet the C1 minimum plate thicknesses, he mav

plate to the C2 plating requirements.

SQA and the PEO will agree on

definition of the leading edge of the specified part. Leading edges are
defined as those surfaces which contact a surface plate when the significant
surface is placed face down.

1P47-C2(a)

Exterior script, letters and
intricately designed small parts.

0.0007
(17.8)

0.00080
(20.3)

0.00160
(40.6)

0.00001
(0.25)

leading edges of script, lettering and

intricately designed small parts. These are considered to be high current
density areas. All significant surfaces must be completely covered with
copper, nickel and chromium, with no evidence of plating disecontinuities
in low density areas. Discontinuities ean be determined by careful visual
examination and will be depicted by a full or matte finish.

ESB-M: 1P47-C1

Application: Exterior

Copper: 0.0007
(17.8)

Nickel:

Semi-bright 0.00050
(12.7)

(b) Bright or low gloss -

(¢) Special nickel (1) -
Special nickel (2) -
Semi-bright, bright
or low gloss, and
special nickel Total 0.00080

(20.3)

Chromium: 0.00001

(0.25)
(a) Minimum requirements on
(b)
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Low gloss nickel containing inorganic particles, insoluble in the plating
bath, which are co-deposited with the nickel: soluble addition agents
which are co-deposited with the niekel; or mechaniceally applied low gloss
treatment of the bright nickel (i.e., brushed or glass bead blasted). When
low gloss nickel is specified, the special nickels need not be applied.
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