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Gold plating technology of metal seal
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( Xi”an Space Engine Factory, Xi’an 710100, China)

Abstract: The gold plating technology of gliding metal seal is introduced in this paper. The sulfite
gold plating scheme is adopted in the technology. The gold plating layer with detailed crystal, uniform
thickness and firm bonding was obtained by taking the single pulse power supply as the plating power
supply, and the nickel pre-plating layer as an intermediate to prepare gold plating layer. The gold
plating deposition rate and bond strength are analyzed in this paper. The surface morphology of the
coating and the organizational. structure were observed. Metal seal tightness and typical test results
show that the technical performance indicators of the metal seal gold plating layer can meet the design
requirement and can be applied to liquid rocker engine. The engine with the metal seal gold plating
layer has passed ground hot commissioning assessment.
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