@_ Engineering Materia! Specification

Material Name

PLATING, BRIGHT OR LOW GLOSS DECORATIVE
OVER ZINC ALLOY - INTERIOR

PLATING, BRIGHT OR LOW GLOSS DECORATIVE
OVER ZINC ALLOY - GENERAL EXTERIOR

PLATING, BRIGHT OR LOW GLOSS DECORATIVE
OVER ZINC ALLOY - SPECIAL EXTERIOR

1. SCOPE

These specifications define performance reg
electrodeposited copper, nickel, and chromium f
alloy surfaces.

2. APPLICATION

These specifications were released ongmally
and protective metallic finish is reqy
performance are de"ned_as follows

Specification Number
ESB-M1P77-A1

B-M1P77-A2
AM1P77-A3
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PLATING ADHESION
(ASTM B 571)

Adhesion of the electroplate to the base metal and between layers of plating
must conform to the requirements of the following test methods per ASTM B 571
unless otherwise indicated:

3.2.1 Bend Tests (Bend the part or sections of the part)

No peeling, flaking, or lift-off of the electroplate from the substrate
or from underlying layers of the electroplate is permitted following the
bend tests.

3.2.2 Grind-Saw Test

No lifting or peeling of the electroplate from the substrate or from
underlying layers of the electroplate is permitted following the
grind-saw test.

DUCTILITY
(ASTM B 490)

The ductility of the electrodeposit on a finished part is considered acceptable
when foils plated in the individual nickel baths meet or exceed the following
values:

Semi-bright Nickel 04
Bright Nickel 0.1

PLATING THICKNESS
(ASTM B 659)

It is the supplier's responsibility to identify the plating thickness distribution
for each unique part design and rack design by mapping the plating recks and
pleted parts and to employ any special processing techniques, e.g., the use of
auxiliary anodes and/or shields, reducing the number of parts per rack ete.,
which may be required to consistently meet the specified minimum plating .
thicknesses on all significant surfaces. :

The plating thickness requirements identified below represent minimum wvalues
and apply to all areas of significant surfaces.
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