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AER~NAUTICAL MATERIAL SPECIFICAT~ON AMS2407 
Society of Automotive Engineers, Inc. 

29 West 39th Street 	 laaued 7-1-48 
New Yark City 	

R~~~~~d 

C H R 0 Y I U M P L d T I N G, P 0 R U S 

I.. ACKNCJ~'LEDGI+~NTs A vendor shall mention this speaifiaation nianber in all quo- 
tations and when aaknovrledging purchase orders. 

2. APPLICgTIONs Primarily to improve load-carrying and lubriaating aharaateris- 
tios of ferrous parts. 

S. TECHNICAL REQIII1~rGENTS s 

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

3.2 IInless otherwise speaified, paits, before plating, shall ha.ve a aurfaoe rough- 
nsss not greater than 10 microinahes, rnis. 

3•8 IInless othe rwise speaified, pa rts haeing hardness higher than Roakwell C 40 
snd which hava been ground after heat treatment shall be suitably stress- 
relieved before cleaning for plating. Temperatures te whiah parts are heatad 
shall be suah that maxi~um stresa-relief is obtai.ned without reducing hard- 
ness of parts below drawing limits. 

3.4 1Nhen so s~eoified, parts shall be magnetieally inspected beforo plating, and 
after plating ~.nd complete finiahing. 

3.5 Before pl~.cing parts in plating solut~ion, they ahall have ahemically olean 
surPaces, prepared with minimum abrasion, erosion, or pitting. The f~.nal 
step in aleaning ~hall aonsist of anodically aleaning the parts in a chromia 
acid solution of aoncentration approximately equal to that of the chromic 
aaid solution used in plating, or by othe r methods agread upon by purahas~~- 
and vendor. 

3.6 Tight eleotrioal conneations shall be mad~ ~d maintained for satisfactory 
pla$ing. 

3.7 The plating prooess oonaiet~ of elavtrodeposition of ahromium from a chromic 
acid solution aontaining added sulphate or fluoride ions. IInless o~herw~.~e 
speaif ied, the chromium shall be deposited directly on the basis metal with- 
out a flash coating of other metal unde rneath, excapt in the case of parts 
made of aorrosion-resistant steel on whiah a preliminary flaeh of nickel 
or other suitable metal is permissible. 	 ' 

3.6 IIn].eas purchaser permits the use of other methads of producing porosity, the 
current shall be rev~ersed immediately after glating, and the plate partially 
removed to produae porositg and surface finiah as speaified ia 3.11 and 3.14. 

3.9 IInless otherarisa apeciPied, i~nediately following the reversed-current 
operation oP 3.8, parts shall be rinaed in aold water, then immersed in 
boiling water for not less than one hour, to relieve possible hydrogen 
embrittlement, and shall then be dried. 

CopyriqAf 1~8 ~, ~i~ty of Aufomotive Enyineers, Inc. 	 Vri~t~d in U.SJ1. 
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