2023 49 H B SKBIM 5545 3% 55 9 WIS 366 1) - 69 -

doi: 10.3969/j.issn.1001-3849.2023.09.011

REREMKERSEREREANINTIE

ﬁ.ii\)’rii‘*,ﬁ:}i?‘?frz,%—‘fl\%ﬂz *&%723 z &@ % & L IRRE’,
_m_ ,’,gfo\?\ﬂ %if’:
(1. REET 5t PRI ARARA 1 K 3002505 2. i ACHT B A FRA R VLI #4h 212299;
3. PN A IR B A R R ILZR 8 253007; 4. 00 (RHE) % m AL BRRR A R F] L K
H300480; 5. ARSER KGR LAV BHERHEARA ], TR R58 5231315 6. AR SR 455 il
WA FRAE LT AR 117110)

WE: ABS AR B E T TR P 2F NS EE S AIREBEA NG EM, AR T %R il 44 2 5 Ik
BBt AR E ., AT RN L L fed e T 0B R A F kB E T k. 4R AW, @3B LY
Fodgm T B ARG HE IR AR T ok R B BN AE AR A B T — AR BRI B M A AR AA AR B 5 AR R 4
SN HHFERF T 96% A k.

KB RSB R A ik

PESHES: TQ153.1 XHRFRIRED: A

Methods of improving the adhesion between hard chromium plating and
base metal
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Abstract: In this paper, the bonding force between hard chromium coating and base metal is often
found in the production practice of hard chromium electroplating. The factors affecting the adhesion be-
tween hard chromium coating and base metal were studied. The operation process of hard chromium
electroplating was optimized and the special operation method of hard chromium electroplating was add-
ed. The results show that: By optimizing the operation process and adding a special operation method
for electroplating hard chromium, all the indexes of the coating have reached an optimum value range.
The qualified rate of adhesion between hard chromium plating and base metal is over 96%.
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Fig.2 Relationship between coating thickness and anodic

treatment time
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Fig.3 Heat treatment of chromium plated steel parts
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