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Analysis on copper plating technology of rotor brush plating

QUAN Linlin, FAN Shaozhong
(X?’an Space Engine Company Limited, Xi’an 710100, China)

Abstract In view of the problem that the size of rotor bearing’s mating surface exceeds the tolerance and
affects the bearing assembly, combined with the characteristics of wax injection in the inner cavity of the
parts, complicated product process and long processing period, it is proposed to use the brush plating
technology to repair the size of bearing’s mating surface. Based on the analysis of the feasibility, reliability
and technical key points and difficulties of the brush plating process parameters, the process parameters
and tooling of this type of rotor are designed and optimized. After brush plating of the rotor bearing matc-
hing surface at room temperature, the copper coating thickness of the rotor bearing matching surface is
satisfied. In addition, the coating state of the rotor is good in the belt speed test, and the feasibility of the
process technology is verified by water test.
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Fig.1 Schematic diagram of brush plating principle
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Fig.2 Schematic diagram of rotor dimension repair surface
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Fig.3 Research flow of brush plating technology for rotor
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Fig.4 Microstructure and morphology of different coatings
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Fig.5 Schematic diagram of the position of cathode

and anode in electroplating process
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Fig.6 Schematic diagram of cathodic polarization

curve of plating solution
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Tab.1 Relationship between voltage and coating
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Fig.7 Relationship between brush plating wire speed

and deposition rate of coating
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Fig.8 Appearance of test piece after drawing test
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Fig.10 Rotor coating state
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