eir |

d’its Committees wiil not investigate or consid

practice, and no commitme
elves against liability for infringement of patents

practices recommended, are advisory only. Th
d or recommended

4

ement to adhere to any SAE standa

2 technical reports, the Board an
re responsible for protecting thems

including standards approved and

f the rep

“All technical reraq

to conform to or be guided by any technical report. In formulating and a

use by anyone engaged in industry or trade is entirely voluntary. There is n
patents which may apply to the subject matter. Prospective users o

Section 8.3 of the SAE Technical Board rules provides that:

. SOCIETY OF AUTOMOTIVE ENGINEERS, Inc. 488 Lexington Ave., New York 17, N.Y.

AERONAUTICAL | AMS 2417

Issued 6-30-40
Revised

MATERIAL SPECIFICATIONS ]

NICKEL-ZINC ALLOY PLATING

1. ACKNOWLEDGMENT: A Vendor snall mention this specification nunber in all
guotations and when acknowledging purchase orders.

<. APPLICATION: Primarily to prevent corrosion of steel parts which may operate
a't tem;ev-g"l-nmq un_to 00 R Nodiffusion-heat +vge_&;tmea_-t_eHhe Coa'ting is
required.

3. FPREPARATION:

3.1 A1l brazing, forming, machining, and welding shall be‘lcompleted before parts
or asgenblies are plated.

3.2 Unlesp othervise specified, parts having hardness of Rockwell ¢ LO or over
and vipich have veen ground after heat treatment shall be suitaljly stress
relieyed before cleaning for plating. Temperature to which pafts are heated
shall|be such that moximum stress relief(dis obtained without rgducing the
hardn¢ss of the parts below drawing limits.

3.3 Prior|to plating, parts shall have chemically cleen surfaces pfepared with
rinirgm abrasion, erosion, or pikting; treatments which may prgduce hydrogen
enbrifttlement shall be avoided.

L. PROCEDYRE:

Lh,1 Nickel Strike: PriorSto epplication of the alloy plate, the parts shall
receiye a nickel sprike.

4.2 Nickel-Zinc AlYoy Plate: Unless otherwise specified, consists |of the electro-
deposjtion, dver the nickel strike, of a nickel-zinc alloy platled from‘a“niékel
chloride and-zinc chloride and acetic acid solution containing ne addition
agegts whith might have a detrimentzl effect on the propertieg of the plate or
basis [metal; stress reducing agents shall not be used unless s ecifiéally ‘

authorized by the purchaser. 1The alloy plate sh - i
puthorTZes 1y Yy P shall be 16 - 30% nickel and the

5. TECHITICAL REQUIREMENTS:

5.1 Thickness:

5.1.1 Iickel Strike: ©Shall be not less than 0.00005 inch.

5.1s2 Idckel-Zinc Alloy Plate: Thickness of plate for parts other than washers
or externally threaded items shall be 0.0003 - 0.00C7 in., unless otherWise
specified on the drawing.

5.1.3 Washers and parts with externally threaded areas shall have a thickness of
0.0002 = 0.C004 in., unless otnerwise specified on the drawing.

-
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5.1.4 No requirements are estoblished Tor minimum thickness Tfor holcs, recesses
internal threads, end other asreas wiere a controlled deposit is not nornally
cbtained and which can not be touched by = sphere 3/h in. in diameter.

5.1.5 Parts vhose dinensional tolerances do not permit 0.0003 in. shall be given
the mesximum thickness of plating compatible with dimensional tolerances.
15

>.2 Adnesion: The adhesion of the nickel strike and the nickel-zine alloy plate
shall be such that plate does not show separation from the basis metal when
subdected to & bend test of approximately 180 deg around a dismeter equal to
the thickness of the specimen.
Corrosion Rgsistence+—Parts—or .L::_y.(.c:bc.utabivc test pd.!l(:ls, p.'_atea T4 a thiclness
of 0.0002 - [0.0004 in., shell show no visual evidence of corrosion. off the basis
netel vihen gubjected to salt spray corrosion test conducted in aceordance with
ASTI B11T7-L4T for 48 hours.
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5.4 Hydrogen Erfjrittlenment Relief:

Carbon and low alloy steel parts having hardness of Reckwell ¢ 36 o 39 shall
be heated [for 3 ar at 375 F + 25 after plating.
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5.4.2 Carbon and low alloy steel parts heving hardneSs of Rockwell C LO o higher
shall be Reated for &3 hr at 375 F + 25 alendplating.
.3 ALl corrosfion resistant steel perts hardened by heat treatment having nardness
of Rockwelll C 38 or higher shall pe heatzd Tor 3 hrat 375 F + 25 effter plating.
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Parts which would be reduced in hsrdness below drawing limits by hepting to
375 F shalll be heated for 3 hr gi.325 F + 25 after plating.
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0. QUALITY: Pleged surfeces shall be smooth, comtinuous, and uniform in bppearance,
end shall be [free from pin heles, porosity, blisters, nodules, pits, apd other
harmiul imperfections. Slight staining or discoloration will not be chuse for
rejection.

T. PRECAUTIONS:

7.1 The erbrittlement.relief treatments required in 5.4 should be done as|soon as
possible altet-the plating operation.

7.2 Plating in accordance with this specification is not recommended on steel parts
with hardness higher than Roclwell C 48.

8. APPROVAL:

8.1 To assure adequete performance characteristics, plated parts shall be
epproved by purchaser before perts Tor production use are supplied, unless
such approval be weived.

8.2 Vendor shall use the same menufacturing procedures, processes, and methods of
inspection for conformance to this specification Tor production parts as for
approved sample parts. If necessary to make any change in processing which
could unfavorably aifect any characteristics of the plate, vendor shall obtain
permission from purchaser prior 4o incorporating such change.
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