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3.6.2 Parts Naving Hardness of Rockwell C 33 and Over and Spri s: Such parts shall 
be heated to 375 F +  10 190• C+ 5. and held at heat for not less than 3 hr, 
except as specified in 3.6.3. 

Note. Some parts having hardness of Rockwell C 1+0 and over may require heating 
for 23 hours. 

3•6•3 Parts Affected By Heating to 375 F(190.6 C): Such parts and assemblies, in- 
clusir~ carburized parts, which will decrease in hardness or be otherwise dele 
riously affected by heating to 375 F(190.6 C) shall be heated to 275 F± 10 
(135 C+ 5.6) and held at heat for not less than 5 hr except that parts requir 
special handlin~ shall be treated as agreed upon by purchaser and vendor. 

3.7 The finished thickness of plate shall be as specified on the drawing. 

3.8 The plate shall be substantially uniform in thickness on significant surfaces~ 
except that slight build-up at exterior corners or edges will be permitted pro- 
vided finished drawing dimensions are met. 

3•9 No requirements are established for minimum thicl~ess of plate for holes, re- 
cesses, contact areas of parts plated a11 over, and other areas where a controlled 
deposit cannot be obt~ined under normat plating conditions~ but such areas shall 
not be ma.sked to prevent pla.ting. Unless otherwise noted on drawings~ the result- 
ing thiclrness shall be considered only when such surfaces of parts can be touched 
by a sphere 0.75 in. in diameter but such surfaces sha11 show no film of copper 
after being iraraersed in a solution containing ~+ g CuS0~.5H2O, 10 g H2S0~ 
(sp gr 1.8~+), and 90 ml distilled water for 6 min. at room tempera.ture. 

3• 9• 1 If internal surfaces as defined in 3.9 are required to be plated, the dra.wing 
will so specify. 

3.10 Thickness of plate sha11 be determined on representative parts or specimens by 
microscopic method~ mierometer measurement~ magnetic test~ or dropping method, 
as agreed upon by purchaser and vendor. 

3.11 Stress in the plate sha11 be in the range 0- 15~000 psi in tension~ as deter- 
mined at plate thickness of 0.0003 in. by calculation from spiral contracto~ter 
reading (R,ef. 35th Annual Proceedings~ American Electroplaters Society~ p. 53 - 
78) or other instrument agreed upon by purchaser and vendor. 

3.12 Plate shall be fixznly bonded to the basis metal~ and sha11 be smooth~ uniform 
in appearanee, and free from frosty areas~ pin holes~ nodules~ blisters, and 
other imperfections detrimental to perfox~nce of parts. The method of deter- 
mining satisfactory adhesion sha11 be as agreed upon by purchaser and vendor. 

3.13 Plate on steel parts or on test panels representing parts shall be capable of 
being heated in air~ prefera.bly in a circu]ating air furnace~ at 700 F+ 10 
(371.1 C+ 5.6) for 23 hr followed by heating at 1000 F+ 10 (537 .8  C+ 5.6) for 
1 hr without blistering or cracking. 	 — 

3.11+ Steel parts or test panels representing parts shall show no appreciable corro- 
sion of significant surfaces after being sub3ected to continuous salt spray eor- 
rosion test conducted in accordance with ASR'M B117-~q1' for ~+8 hr when plate is 
in the follawing conditions. 
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