ENGINEERING MATERIAL SPECIFICATION

Material Name

'Specification Number

PLATING, CADMIUM AND ZINC, 96 HOUR SALT SPRAY ESF-M1P3-A
PLATING, CADMIUM AND ZINC, 48 HOUR SALT SPRAY ESF-M1P4-A
PLATING, CADMIUM AND ZINC, 24 HOUR SALT SPRAY ESF-M1P5-A

PLATING, CADMIUM AND ZINC, 32 HOUR SALT SPRAY ESF-M1P6-A

1. SCOPE

This specification defines the electrolytic o
of cadmium or zinc.

2. APPLICATION

This specification was released oris
corrosion protection of iron or steel
with chromate treatment, bright or black
Cadmium may be used in place of zin
will not be permitted unless specifi
engineering change or deviation.

he reverse
/by approved

NOTE: THESE SPECIFICATIONS

; DESIGN. WHEN
REQUIRED FOR NEW DESIGN THE FQ

SHALL BE USED,
CURRENT SPECIFICATION

ESF-M1P3-A
ESF-M1P4-A
ESF-M1P5-A
ESF-M1P6-A

WSD-M1P85-A2. Refer to Materials
rther clarification.

CADMIUM FINISHES

MIUM TO BE USED IN PLACE OF ZINC,
EQUIREMENTS SECTION, PARA 3.4.2 OF
WHICH REQUIRE THAT:

the responsible Ford Toxicology
any material where Cadmium is used as
abilizer, or any part where Cadmium is used
material/part content is greater than

Date Release/Revision

1991 11 22 |DFOOE00107002091{Std. Paras Updated & Cad Restriction L.Rumao

1978 06 05 |CF4HRD56716818 |[Metricated, Renumbered and Retyped J.Huebner

1963 07 30 {F6-1093 Released
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ENGINEERING MATERIAL SPECIFICATION

ESF-M1P3-A

ESF-M1P4-A

ESF-M1P5-A

ESF-M1P6-A

3.1 THICKNESS AND SALT SPRAY RESISTANCE
Thickness Salt Spray
Exposure in mm, min hour/min

ESF-M1P3-A Severe 0.013 96
ESF-M1P4-A Moderate 0.0089 48
ESF-M1P5-A Light 0.0038 24
ESF-M1P6-A Light 0.005 32

Complete coverage is expected as normally obtained on properly
cleaned and pickled parts.

Plating or plating plus special finish must be final operation .
3.2  VISUAL EXAMINATION

Plated parts are subject to surface inspection for such
imperfections as excessively rough plate, incompletely covered
areas, etc. The testing of the quality of plate by salt spray
and/or determination of coating thickness will be done on pieces
passing this inspection.

3.3 THICKNESS TEST

The thickness of plating shall be determined by a suitable acid
dropping test, by magnetic methods such as "magne-gage”, by
electronic deplating (Kocour test) or by metallographic methods.
In case of dispute between a supplier and the Ford Motor Company,
the umpire method shall be the metallographic method.

3.4 SALT SPRAY TEST
(ASTM B 117)

3.4.1 The above requirements for both thickness and salt spray
apply only to significant surfaces. The specified plate
thickness shall be required only on such surfaces of parts
other than threads or holes, as can be touched by a sphere
13 mm in diameter unless otherwise noted on drawings. On
other surfaces such as those of holes, recesses, threads,
etc., where a controlled deposit cannot be obtained under
normal plating conditions, the above requirements do not
apply. Acceptance or rejection of parts submitted to this
specification will be based on thickness and salt spray
results on significant surfaces.
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