
AERONAUTICAL MATERIAL SPECIFICATION AMS 24 07 A  
Society of Autamotive Engineers, ir~c. 

29 VVtst 39t~1 $treet 	 Issued 7-1-48 
New York City 	 Revi~ed s-1-51 

~ 

CHROMItR~4 PLATING, POROIIS 
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1. ACKriO~`lLEDGAI~'~JT: A vendor sha.11 mention th.is specification nuriber and its 
revision letter in all quotations and when ac.lrnowledging purche.se orders. 

2. AP~LICATIOP?: Primarily to improve load-carryin~ r~..n.: lubricating characteristics 
of ferrous parts. 	 • 

3. TECAIdTCAL RFQUIREt~4ENT5: 

3.1 The surfaces of the parts to be plated shall be free from blemishes, pits, 
and other irregularities. 

3.2 TJnless otherwise specified, parts, beFore plating, sh.all have surface rough- 
ness not greater t han 10 microinches, rms. 

3.3 Unless otherwise sFecified, parts having ~e.rdness higher than Rockwell C 40 
anci which have been ground after heat treatment shall be suitably stress- 
relieved before cleaning f'or platin~. Temperatu.res to which n~rts are heated 
shall be such that maximum stress-relief is obtained i~rithout reducing ha.rdness 
of parts below dre.win~; limits. 

3.4 4'~(hen so specified, parts shall be magn.~tically inspected before ple.ting, and 
after platin~ and complete finishing. 

3.5 Before placing parts in platin~; solution, they shall have chemically clean 
surfaces, prepared with minimum abrasion, erosion, or ~itting. The final step 
in cleaning shall consist of ano.dically cleanin~ the parts in a chromic acid. 
solution of concentration approxi.m~+,tely equal to that of the chromic acid 
solution used in plating, or by other methods agreed upon b,y purchaser anci vendo 

3.6 Tight electrical connections shall be ma.de  ancl ma.intained for satisfactory 
plating. 

3.7 The pl~,ting process consists of electrodeposition of chromium from a chromic 
aci~ solution contai.nir_g added sulfate or fluoride ions. Unless otherwise 
specified, the chromium shall be deposited directly on the basis metal with- 
out a flash coating of other metal underneath, except in the case of oarts 
made of corrosion-resistant steel on which a preliminary £lash of nickel or 
other suitable metal is permissible. 

3.8 Unless purchaser ~ermits the use of other methods of producing porosity, the 
current shall be re.versed irn~aediately after plating, and the pl~.te partially 
removed to produce porosity and surface finish as specified in 3.11 and 3.14. 

3.9 Unless otherwise specified, imrnediately f ollowing the reversed-current operation 
of 3.8, narts shall be ri~.sed in col;! water, then inunersed ir_ boilin~ y~rater for 
not less tha.n one hour, to relieve possible hydrogen ermbrittlement, and shall 
then be dried. 
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