ENGINEERING MATERIAL SPECIFICATION

Material Name ) - Specification Number

PLATING, - BRIGHI OR LOW GLOSS DECORATIVE OVER FERROUS ESB-M1P78-a1
SURFACES - INTERIOR

PLATING, - BRIGHT OR LOW GLOSS DECORATIVE OVER FERROUS ESB-M1P78-A2

SURFACES - GENERAL EXTERIOR
PLATING, - BRIGHT OR LOW GLOSS DECORATIVE OVER FERROUS
SURFACES - SPECIAL EXTERIOR

ESB-M1P78-A3
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ENGINEERING MATERIAL SPECIFICATION
. ESB-M1P78-Al

ESB-M1P78-A2
ESB-M1P78-A3

3.1 METAL FINISHING

Because of the potential adverse effect on corrosion resistance,
buffing of the final chromium plating is not permitted. Buffing or
other approved mechanical treatments on the copper and nickel
deposits are permitted provided that minimum plating thickness,
chromium porosity, and all other requirements are met following
these treatments.

3.2 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 (Ben the part or sections of the part)

No peeling, flaking or 1lift-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.

3.3 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 0.4
Bright Nickel 0.1

3.4 PLATING THICKNESS
(ASTM B 659)

It is the supplier' responsibility to identify the plating
thickness distribution for each unique part design and rack design
by mapping the plating racks and plated 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 etc., which
may be required to consistently meet the specified minimum plating
thicknesses on all significant surfaces.
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ENGINEERING MATERIAL SPECIFICATION

ESB-M1P78-A1
ESB-M1P78-A2
ESB-M1P78-A3

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

ESB-M1P78 Al A2 A3
Application Interior General Special
Exterior Exterior
Units Micro- Micro- Micro-
metres (um) metres (um) metres (um)

Bright leveling

Acid Copper a/ - - 15 a/
Total Acid Copper
Plus Strike - - 20
Semi-bright
Nickel b/ - 30 20
Bright Nickel
~&/ plus Special 10 8 10
Nickel 4/ or
Low Gloss
Nickel e/
Total Nickel £/ 10 38 30
Discontinuous
Chromium g/ - 0.25 0.25
Regular Chromium 0.25 - -
a/ The A3 specification requires buffing of the copper deposit
pPrior to nickel plating unless otherwise specified on the
engineering drawing. The indicated thickness represents

the minimum copper thickness after buffing.

b/ The sulfur content in the semi-bright nickel layer shall be
less than 0.005% (mass %). The sulfur content is specified
to indicate the type of nickel Plating solution that is to
be used and may be measured per the test procedures
identified in ASTM B 456. In-process testing to determine
conformance to the sulfur content requirement is essential
to establish and maintain process capability and control.

c/ The sulfur content in the bright nickel layer shall be
greater than 0.04% (mass $%). The sulfur content is
specified to indicate the type of nickel plating solution
that is to be used and may be measured per the test
procedures identified in ASTM B 456. In-processing testing
to determine conformance to the sulfur content requirement
is essential to establish and maintain pProcess capability
and control.

a/ If a2 special nickel is employed to produce discontinuities
in the chromium deposit, the thickness of the special
nickel shall be added to the measurement of the bright
nickel deposit to meet the combined bright nickel plus
special nickel minimum thickness requirement. If a special
nickel layer is not used the minimum thickness requirement
applies only to the bright nickel deposit.
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