MATERIAL SPECIFICATIONS |susreeting 5 210,

issued  9=15-5T7
SOCIETY OF AUTOMOTIVE ENGINEERS, Inc. 485 Lexington Ave., New York, N.Y. 10017 Revised 9-30-66

ELECTROLESS NICKEL PLATING
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1. ACKNOWLEDGMENT: A vendor shall mention this specification number and its revision letter in all
quotations and when acknowledging purchase orders.

2. APPLICATION: Pr1mar11y intended to provide hard, ductile, wear- res1stant and corrosion-resistant
surfaces fo g : m ! 2 : : m-huild-up on complex

shapes.

3. PREPARATION:

3.1 Welding or brazing shall be completed before parts or assemblies are plated, unlegs surfaces are
plated to &id in joining by brazing.

3.2 Surfaces ¢f metal parts to be plated shall be smooth and substantially free from blgmishes, pits, tool
marks, and other irregularities, unless otherwise specified:

3.3 Surfaces ¢f non-metallic parts shall not show marks other'than those necessary to provide a freshly
abraded surface.

3.4 Unless otherwise specified, parts having hardness higher than Rockwell C 40 and v1hich have been
machined|or ground after heat treatment shall\be suitably stress-relieved before plating. Tempera-
tures to which parts are heated shall be such that maximum stress-relief is obtainged without reducing
hardness jof parts below drawing limits.

3.5 Before plaicing parts in the plating @olutions, they shall have chemically clean surfaces prepared with
minimum|abrasion, erosion, or pitting.

4. PROCEDURE:

4.1 Pilating shall be performed by chemical deposition of an amorphous high nickel, low phosphorus metallic
compound on a catalytic surface from a chemical nickel bath. Unless otherwise slciﬁed, the nickel-
s plate _shall be deposited directly on the basis metal without a prior flash coating of other

4.2 After platling ashi i i hey are to be heat
treated as in 4. 3 or unless otherw1se permltted to remove hydrogen embrlttlement due to cleaning and
plating; heating shall be in air, preferably in a circulating air furnace.

4.2.1 Parts, including roli-threaded parts, cold worked after being heat treated by hardening and temper-
ing, and springs and all other parts having hardness of Rockwell C 33 or over, shall be heated to
375 F + 10 (190. 6 C + 5. 6) and held at heat for not less than 3 hr, except as specified in 4. 2. 2.

4.2.2 Parts and assemblies, including carburized parts, which will decrease in hardness or be otherwise
deleteriously 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 parts requiring special handling which shall be treated as
agreed upon by purchaser and vendor.
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