&Z2D Engineering Material Specification

Material Name ) Specification Number

PLATING, BLACK OR LOW GLOSS BLACK DECORATIVE - ZINC DIE VESB-M1P54-A
CASTING - INTERIOR

PLATING, BLACK OR LOW GLOSS BLACK DECORATIVE - ZINC D
CASTING - EXTERIOR

PLATING, BLACK OR LOW GLOSS BLACK DECORATIVE - ZIN
CASTING -~ SPECIAL EXTERIOR

ESB-M1P55-A

ESB-M1P56-A

1. SCOPE

This specification defines performance requiremen
ed copper, bright or low gloss nickel, and bright ag
and protection of zinc die cast surfaces.

’decoration

2. APPLICATION

This specification was released originally for a vagt
decorative and/or protective metallic fip@h is requ1red
for production usage on interior and xterior ap

on the interior usage of black chrd
applications which are not subje
excluded from the application of
panel and wheel moldings, ete.

» or low gloss black
plating is available
ére are no restrictions
ge must be limited to
leaning abrasion. Areas
les, head lamp door, rocker

3. REQUIREMENTS
3.1 APPEARANCE

engineering drawing. The plated parts
ch as rough or orange peel conditions,
stams, dlscoloratxon, breaks in the plate,

-
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3.2.1 Sawing

Position the part in a vise or holding fixture so that the significant 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
metal.

3.2.2  Bending

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

3.3 PLATING THICKNESS

~ Minimum plating thickness requirements for significant surfaces are shown in para
3.3.3.

3.3.1 Significant Surfaces

All surfaces visible on a part as assembled in a vehicle or surfaces which
can be the source of corrosion products visible on an assembled vehicle
are significant surfaces. Except as noted in the engineering drawing, all
significant surfaces shall meet the corrosion and plate thickness
requirements, as detailed in 3.3.3.

Threads shall be completely plated, but shall not be considered as
significant surfaces, unless so indicated on the engineering drawing.

3.3.2 PLATING THICKNESS MEASUREMENT
(ASTM B 487)

The optical measurement of copper and nickel deposits on significant
surfaces shall be considered the standard thickness test method.

3.3.2.1 The bright chromium plate thickness on significant surfaces
shall be checked by the spot test as deseribed in ASTM B 556
or by the electronic deplating test, FLTM BQ 3-1,
Determination of Thickness of Chromium Plate. In case of
difference, FLTM BQ 3-1 shall be the umpire method.

3.3.2.2 The black chromium plate thickness shall be checked by the
electronie deplating test, FLTM BQ 3-5, Determination of
Thickness of Black Chromium. In case of difference, the
umpire method shall be the Research Metallograph.
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