
u~i n ~ m a ~o9c 
on~ ~ 
C._ N 
N 7 y 
Y1 ~L 

C N ~' Ta ~ 
~ O T 
Ton a n m dE~ 
~°`° 
,.~E 

•d  V L 
t ~ 
~ OL 
j~ ~ 3 
~d~ o~~ 
T!_ ~~„ 

,°~En 

Auv 
O N 

:~~ ~~ o: 
~ C V ~ d`0`o~ 

m!' '0 a 
E u .°_° 

E"~o o nd,. 

`~~«E 
V yCOp ._E_c 

n °u'" C  W 
~ d d O 
~ 

~8 ~ 
QC~ 
6.~.. r uf 
N N - C 
vlW a  ~ 
D y m ~ 
m 
'O T D y 
C C ~ ~ 
~~ov 
NOm ul 
ppy W E 
C ~ L 61 
Vd~~ 

~~e"m c M a" 
ui«:~ d 

~ 
o~A° 
nE~n 
dv~ 
~ d L w u 
U~M~ 
=~m~ t<<~ 
v~;o ..,,o~ 
_~a` 
a~~` 

~A 
r~~r .. „ 0 
a>cca 
~~~= •;o~v 
o T,~ 
adE 
N 	~ 
O/~. ~ N 
` d C N ~ 
~~~_ ~ ~do> 
m~:du 
U Q V ~ • 	o 

uNCd 
w~y~ 
~v., ~ 

a`~" 
rn . 	E 

_ ~'— 

~ 

AEROSPACE 	 AMS 2412D 
' 	MATERIAL SPECIFICATIONS Su rsedin 24 2 

• 	 Issued 8-1-k5 

SOCIETY OF AUTOMOTIVE ENGINEERS, Inc. . 	485 Lexington Ave., New York, N. Y. 10017 	Revised 4-15-67 

SILVER PLATING 
Copper Strike, I,ow Ba.ke 

1. ACKNOWLEDGMENT: A vendor shall mention this specification nuxnber and its revision letter in all 
quota.tions and when acknowledging purchase orders. 

2. APPLICATION: Primarily to provide a bearing surface and to prevent galling or seizing of inetal sur- 
faces of parts made of materials where a high baking temperature may be detrunental to the properties 
of the basis material. 

3. PREPARATION: 

3. 1 Unless otherwise specified, roughness of surfaces to be plated on parts other than nuts shall not ex- 
ceed 80 microinches prior to cleaning. 

3. 2 Parts shall be chemically clean when immersed in plating solutions. 

3. 3 Electrical contacts shall be made in such manner as will ensure tha.t no chemical or immersion de- 
position will occur. 

4. PROCEDUR.E: 

4. 1 Unless otherwise specified, plating of parts shall be conducted in the following sequence, except that 
the copper strike may be omitted in plating copper base alioys; process shall be approved by pur- 
chaser. 

1. Copper Strike 
2. Silver Strike 
3. Silver Plate 

4. 2 Unless otherwise specified, all parts except nuts shall be heated to 300 - 500 F(148. 9- 260 C) after 
plating and held at heat for not less than 2 hr, unless such heating would lower hardness to below 
dra.wing limits or otherwise deleteriously affect the parts, in which case heating shall be at the highest 
pra.cticable temperature which will maintain specified properties. Parts shall be so heated as to pre- 
vent harmful oxidation. 

5. THICKNESS: 

5. 1 Where "silver flash" is specified, plate thickness shall be approximately 0. 0001 inch. 

5. 2 Thickness of plate other than flash shall be as specified on drawing. If machining of plated meta.l is 
required, plate thickness as deposited shall be sufficient to allow machining of all areas of plated 
surfaces to the dimensions specified on the drawing. 

6. 	UQ ALITY: 

6. 1 Silver as plated shall be not less tha.n 99. 9% pure, but actual determination of purity shall not be re- 
quired as a routine inspection procedure; the process of plating shall be controlled to produce this 
purity. 
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