o
#7ir e A5 ENGINEERING MATERIAL SPECIFICATION

Material Name File Control Ho. - Specification Number

o DECORATIVE BRIGHT ELECTROPLATING ON STEEL

PARTS: - FOR VERY LIGHT INTERIOR DUTY SMT5001PD1530 S-M1P16-A
FOR NORMAL INTERIOR DUTY SMTS5C01PD1540 S-M1P17-A INACTIVE
FOR EXTERIOR DUTY SMT5001PD1550 S-M1P18-A INACTIVE
1. SCOPE

The material defined by this specification defi
requirements for finished coatings of electrodeposigfy
plus chromium or nickel plus chromium on steel par,

2.  APPLICATION

These coatings are specified where a bright
metallic finish is required on steel sy
specified on the engineering drawing, all
final coating of chromium, When a
engineering drawing shall specify this,
omit chromium plating.®

3. REQUIREMENTS
3.1  APPEARANCE

s shall have a
bright surface finish. 4£F : re2) sKall be free from
surface imperfections™
pinholes, pits, slivers, &a
wheel marks or buff lines

for the wvisual
Product Enzineerf

red by specification
arance items established by

3.1.1

gdverse effect on corrosion
chromium plating on exterior

rely to the base metal. They shall

Date Release/Revision

1985 11 02 Reryped. Revised 3.3.3 & 3.4. Deleted orig. 3.

1980 06 09 |B/402955TP Revised para 1.3.3 (b)

1963 07 22 |PE/61991/KF Released
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3.2.1 Sawing

The part is positioned in a vice or holding fixture so that
the significant plated surface is perpendicular to the saw
blade and the cutting motion of the saw blade is in a
direction which tends to pull cthe plating away from the
base metal, -

3.2.2 Bending

Any section of the part’ containing a significant plated
surface shall be positioned in & fixture and repeatedly
bent to and fro until the section fraetures. :

3.3 PLATING THICKNESS

The minimum plating thickness requirements are shown in section
3.3.3.

3.3.1 significant Surfaces

4ll surfaces visible on a part as assembled in a vehicle or
surfaces which can be the source of corrosion products
visible on an assembled wvehicle are significant surfaces.
Except as noted on 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
th2 engineering drawing. -

Rear surfaces of bumpers etc. shall not be considered
significant surfaces, unless so designated on the
engineering drawing. -

3.3.2 Plating Thickness Measurement
The optical meaSurement of copper and nickel deposits on
significant surfaces shall be considered the standard
thicknecs test method (ASTM B 487). The chromium plate

thickness on significant surfaces shall be checked by
couleometric measurement of the layer to FLIM EU BQ 3-1
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