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NICKEL PLATING

1., ACKNOWLEDQMENT: A vendor shall mention this specification number and its
revision letter in all quotations and when acknowledging purchase orders.

2, APPLICATION: Primarily for moderate corrosion and oxidations resistance.

3. TECHLICAL REQUIREMENT S
3,1 Surfaces of parts to be plated shall be smooth and substantially free from

blemishes, pits, tool marks, and other irregularitiess
3.2 Unlless otherwise specified, parts having hardnesg higher than|Rockwell C Lo
and which have been ground after heat treatment shall be suitgbly stress-

ieved before cleaning for plating. Tempepfatures to which parts are heated
1 be such that maximum stress-relief is‘obtained without rgeducing hardness

arts below drawing limits.

o adhere to any SAE standard or recommended practice. and no commitment
cal reports, the Board and Its Committees will not investigate ormconsldo

ve users of the report are responsiblie for protecting themselves against liabliity for infringment of patents.”

re placing parts in plating solutions, they shall have chgmically clean

3.3 B
faces, prepared with minimum abrasion, erosion, or pitting,

)

“All technical renorts.‘

nCluding standards approved and practices recommended, are advisory only. Thelr

tary. There Is no agreement t
mulating and agproving technl

ht electrical connections shall be made and maintained for|satisfactory

3.4 Ti

3,5 Pldting shall be performed by electrodeposition of nickel from a chloride or
~ sulfate-chloride solution containing no organic addition agenys. Unless other-
wide specified, nickel shall be deposited directly on the basls metal without
a frior flash coating of other metal, except in the case of parts made of
alyminum or alumirum alloys. A preliminary chemical coating, [immersion plate
and/or metal flash is permissible on aluminum and aluminum alloys.

3.6 After plating, washing and drying, steel parts shall be treat¢d as follows,
unless @therwise permitted, to remove hydrogen embrittlement due to cleaning

and plating.

oard rules provides that:

y anyone engaged In industry or trade Is entirely volun

3.,6.1 Parts, including roll threaded parts, cold worked af‘ter being heat treated
by hardening and tempering, shall be heated to 375 F + 10 in air, preferably
in a circulating air furnace, and held at temperature for not less than

3 hours.

3,6,2 Springs and all other parts, excluding parts covered by 3.6.3, having hard-
ness of Rockwell C 33 or over shall be heated to 375 F # 10 in air, prefer-
ably in a circulating air furnace, and held at temperature for not less than

3 hours.

form to or be guided by any technical report. In for

patents which may apply to the subject matter. Prospecti
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Section 7C of the SAE Technlical B
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