Engineering_ Material Specification

Material Name

Specification Number

PLATING, HARD CHROMIUM ' ESE-M1P14-A

1. SCOPE

This specification defines the electrodeposition of hard chro

parts.,

2. APPLICATION

errous and non-ferrous

This specification was released originally for chr ’ ‘ and heat
resistant surface.

3. REQUIREMENTS

3.1 .

3.2

3.3

THICKNESS

3.1.1

ADHESION

Test Method: The amount of meg}
determined by strip deplating,
polished section asgscribed in ASP
ment. :

slade is in a direction which tends to pull the
e base metal.

a uniformly lustrous appearance and shall be
There shall be no defects such as pits, cracks,
cts that would affect the part for the intended service,
ation before or after grinding or polishing the plated surface.

EMENT

Hethods which cause hydrogen embrittlement should be avoided.
ed parts {(case depths in excess of 0.012 in (0.30 um), hard drawn
wire parts, steel bolts having a Rockwell hardness of C 27 and over,
\ other parts having a hardness of over Rockwell C 32 are considered
susceptible to hydrogen embrittlement. Any standard cleaning methods
are acceptable providing the following restrictions are observed.

Date Prgff' Revisions
| 1978 07 18 Metricated and Retyped C&TA €D ISA550- PPR2 ST X8,
- o S
1963 07 23 Released E7-2729
_ Page _L of _2
fre RS 3948-a
M 9009160 0015335 274 IR Documents

Copyright by the Ford Motor Company
Fri Aug 26 15:54:12 2016

Full document details: FORD ESE-M1P14-A 1978


http://www.avadocuments.com/doc/ford-ese-m1p14-a-1978
http://www.avadocuments.com/doc/ford-ese-m1p14-a-1978

&2 Engineering Material Specification

ESE-M1P14-A

. Carburized parts must have been stress relieved for 1 h at 135°C min

before cleaning.

. None of the parts mentioned above shall be cleaned by acid solutions

unless specifically approved.

3.4.2 After plating, all of the ebove mentioned parts, except carburized parts,
shall be heated to 205°C mi%md held for 45 min at heat. All carburized
parts must be heated to 175°C and held at this temperature for 1 h min.
In either case this draw operation must be performed within 4 h after

plating (1 h max preferred).
3.5 PLATING METHOD

It is not intended to limit the formula or procedure of plating except as indicated.

Any process resulting in satisfactory meeting the requirements outlined herein will

be approved.
3.6 SUPPLIER'S RESPONSIBILITY

Material supplied to this specification must be equivalent to that originally
approved. Changes in formulation or processing shall not be made without prior

approval as described in Supplier Procedure I-A.

4. APPROVAL OF SUPPLIERS

Suppliers to this specification must be approved by the affected product engineering office.
Procedure for gaining approval of a specific material to a new/existing ES-M specification is
contained in Supplier Procedure I-A. Approved new suppliers will be added to the

Engineering Materials Approved Source List.

5. GENERAL INFORMATION
The material data included herein is for information only and is not a requirement for the
supplier.
5.1 APPLICABLE PROCESS PL-04-03
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