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LEAD PLATING 
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1. ACKNOli7LEDG9~ENT: A vendor shall mention this specification number and its 
r s on etter in all quotations and when acl~owledging purcha.ae orders.. 

2. APPLICATION: 

2.1 To prevent galling of inetal parts. 

2.2 To i~rove the performance of bearings. 

3. PREPARATION: 

3.1 Al1 brazina or welding shall be complete3 before parts or assemblies ara plated. 

3.2 Before placing parts in plating solutions, they shall havo cher•.ii.cally clean 
aurfaces prepr~red with minimum abrasion, erosion, or pitting.. 

4. PROCEDURCs 

4.1 The plating process consists of eleatrodeposition of lead from a suitable lead 
solution directly on the basis metal except that in the case of parts made of 
corrosion resistant steels, high speed steels, and aluminum alloys, a sui.table 
strike plate may be used for bondi.ng purposes. Either lead sulfamate or lead 
fluoborate solution may be usQd but purchaser aha.11 approve which solution to 
use for each part incolved. 

4.2 After plating, the parts ~shall be woll w~ished in rurm.ing water to rer~ove adher- 
ing plating solution. They shall then be dipped in hot vrater, dried, and 
dipped in oil or otherwise protected against corrosion. 

5. TRICKNESS: 

5.1 AI~4S 2414 shall designate plate thiclm.ess of 0.0005-0.0007 in. 

5.2 Other plate thiclrnosses may be specified by this epecification number and a 
suf£ix number designating the mi.nimum thicl~ess in ten thousandths of an inch; 
thus A~S 2414-1 desi~p.ates a thicl~ess of 0.0001-0.0003 in., AbiS 2414-6 desig- 
na,tes a thiclmesa of 0•0006-0.00Oa in. A tolerance of +0.0002 in. in thicl~ess 
is allowed, uniess otheruvi.se  specified. 

5.3 ~Phere "lead flash" is specified, the thiclmess of lead shall be approxi.ma.tely 
~~~~~1 lri• 

~,p~,;a„ 1951 M~»~ oi Aufomotive Enpin~ers, Inc. 	 P~~~+.a ~~ u.s~►. 
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5.4 If internal surfaces or surfaces of small hQles and deep recesses are required 
to be plated, notes on drawin~s will so specif`y, but minimum plate thicl~.ess 
requirements v~nll be waived except ~ahen such surfaces ca.n ba touchecl by a sphere 
0.75 in. in diameter. ~lhen plating of such surfac°s is speaified~ external 

surfaces may havo plate thiclrness greater than tha~t specified, but this will not 
be cause for rejection if dimensions of parts are ~vithin specified tolerances. 

6. THICKNESS DETEId~4INATIONSs Shall be made on representative parts or on separate 
specimens rep resen ing garts and plated simultaneously with them, by one of the 
following methods~ as applicable; 

6.1 ~ficrosco ic Method= The specimen shall be sectioned, then mounted or held in 
a clamp so that t e surface to be examined is pex~,endicular to the flat face 
to be ground and polished. (A deviation of 10 degrees from norma.l introduces 
an error of about Z°f, in thicl~zess. ) The thiclmess may be measured with a 
microscope that has been c~librated to determine the value of the unit scale 
dimensions. 

6.2 Ma etic ~:ethod; The ma~.etic method may be used wrhen agroed upon by purchaser 
and vendor or he determination oP thiclrness of lead plate. 

6.3 Dro in Test ~4ethods Allow an. aqueous solution of ~lacial acetic acid a.nd 
ydro~en peroxide o drop at a ianiform rate of 100 + 5 drops per minute directly 

upon properly cleaned surfaces of plated parts untiY the b~sis metal or under- 
lying strike is exposed. This aqueous solution shall consist of 3.3f (by volume) 
glacial acetic acid and ~, auitable percentage (by volume) of 30~ (by weight~ 
hydrogen peroxide as shotivn in Figure I. The dropping apparatus may be a 250 ml 
laboratory separatory funnel equipped with a stopcoak to~regulate the solution 
flow and having the discharge orifice of the outlet tube constricted to deliver 
drops approximately 0.05 ml each. Plated parts shc~,ll be sup~orted so that the 
surface to be tested is at an angle of 45 de,grees from. the horizontal a.nd about 
7~8 in. below the dischar~e orifice. Plate which meete specified thiclmess 
requirements shall not be perforated in less than the minimum times shown in 
Figure I. A fresh solution of glacial acetic acid and hydrogen peroxida should 
be prepared daily unleG~ the solution is analyzed just before use to determine 
that the Y~ydrogen peroxide content ha.s not changed with a~e. 

7. QUALITY: Plated lead sha.11 be adequately bonded to the underlying metal, an.d 
w ei~n~ i~is to be used as bearin~ surfaces,, shall be smooth~ continuous~ and free 
from blisters a.nd other harrnflzl defects. Slight staining or discoloration v~rill 
not be cause for re~ection. 

8. ?tEJECTION: Parts on jvhich plating does not conf'orm to this apecifioation .or to 
au ori2ed modifications will be subject to rejection. 

-~- 
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