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                ( GENERAL )
Chemdines are Phosphoric acid, Solvent and synthetic detergent based rust removers and metal cleaners.  They remove rust and Industrial soil, destroy and passivate rust stimulators, etch as they clean to provide minute teeth, which bond paint well.  Chemdines work excellently on all metals excepting Zinc, Cadmium and Magnesium.

Chemdines also offer the following benefits:

1. Any Chemdine remaining on the surface after derusting (e.g in seams) is in the form of inert Ferric phosphate, which does not corrode the metal.

2. Chemdines do not spoil the subsequent phosphating bath if a little is carried over.

3. Chemdines produce no corrosive fumes and requires no skilled labour.

4. Chemdines remove corrosion products from Aluminium and Aluminium ally surfaces and etches the metal, thereby, providing a good key for subsequent paint.

5. Chemdine similarly remove the oxide film and corrosion products, with light etching, from the surface of Brass, Bronze, Chromium, Copper, Lead, Nickel Template etc.

HOW TO USE

CHEMDINE can be applied to metal by any one of the three methods, depending upon the volume of production and size of the material to be treated.

The BRUSHON method is the most economical and practical when the volume is low or sporadic or the subject to be treated is very large.  There are two types CHEMDINES for use by this method.  One is the BRUSH-ON-WIPE-OFF where such water is not available or it is impracticable to rinse as in the case of an article of composite materials of steel and wood.  Wiping of the excess CHEMDINE in such cases is done first with clean damp rags and then with clean dry rags.

The DIP method is generally recommended when production volume is medium to large, and when the object to be treated can be dipped in a bath as in case of dip phosphating.  Dip derusting can be either HOT or at Room Temperature.

The SPRAY method is used for application, where production is high and continuous and the material to be treated can be mechanically conveyed through the several stages of a power spray washing machine.

PROCESS

PREPARATION

Remove oil and grease by either solvent wiping, Trichloroethylene degreasing or hot aqueous degreasing with CHEMLENE.  If the oil is only in small amount, CHEMDINE will effectively remove it.

Remove any loose heavy rust from iron and steel surfaces by wire brushing.

APPLICATION

A. BRUSH-ON-TYPES

Mix 1 part CHEMDINE with on or two parts water, apply the solution liberally to the surface, treating small areas at a time, particularly if CHEMCOAT or CHEMPHOS 204 is to follow.  Brush the solution on with an acid-resistant non-metallic brush, scrubbing well, if there are appreciable amounts of oil and rust to be removed.  Allow the CHEMDINE to act on the surface, until clean.  This is normally within a few minutes, but longer time may be necessary, for the surfaces badly CORRODED.  If the surface begins to dry before cleaning, apply fresh CHEMDINE. Lightly brushing out to ensure the surface uniformly covered.

When all the rust has been removed and before the CHEMDINE solution dries, rinse the surface with clean water.  If CHEMCOAT treatment is to follow, it is essential that a completely water wet surface with no `break’ marks is obtained.  If wetting is incomplete, treat with CHEMDINE again. Where water rinsing is impracticable, thoroughly wipe the surface with a clean damp rag, rinsing out frequently in clean water, and wipe again the surface dry with clean dry rags.  Any white loose powder is removed by wiping with thinner, if necessary.  The surface should now be free from stickiness.  If it is at all sticky, wipe it again with a clean damp rag and dry off as before.

NOTE:

· On vertical surfaces apply the solution to the bottom first and work upwards to avoid streak from runs.

· Do not use Wire brushes or metallic wool pads, when applying CHEMDINE and take particular care to avoid mechanical damage when treating aluminium clad surface.

· Brush-on-wipe-off’ type of CHEMDINES must not be used on work which is to be subsequently phosphated.  This type of CHEMDINES form on the derusted surface a thin iron phosphate coating, which prevents the subsequent phosphating either by dip or spray process.
B. DIP TYPES

In the dip process, prepare the surface as before and immerse in the CHEMDINE  bath until clean.  The baths are prepared in acid-resisting tanks by diluting 1 volume CHEMDINE with 2, 3 or more volumes of water, depending on the extent of rust present on the articles.  The time required depends on the amount of contamination on the metal, concentration of CHEMDINE, and iron content of the bath.  Light to medium rust will be removed in 2 to 10 minutes.  The treatment time for Aluminium, Coper, Brass, Bronze etc., will also vary similarly.  Dip derusting is followed by dip rinsing.

C. SPRAY TYPES

This type of CHEMDINE is for combined degreasing and derusting 5 to 25 litres of CHEMDINE is used, for initial making of every 100 litres bath.  The solution is sprayed inside the spray washer by means of a pump at a pressure of 10-25 psi (0.7 to 1.75kg/cm2) and temperature 60-65oC.  The time of spray is 2to 3 minutes.  The spray derusting is followed spray rinsing (preferably twice) for 1-2 minutes, passivation and drying.

RINSING

After the work is treated, it must be given at least two rinses-an unheated water rinses and a final rinse in hot water (80oC) containing up to 50 ml of CHEMLYTE 10 per 100 liters of water.  CHEMLYTE in this rinse, will minimize staining, during drying and improve paint adhesion by making the surface slightly acidic.

DRYING FOR PAINT BONDING

Parts coming from the acidulated rinse should be dried as soon as possible in an indirectly fired oven or by other means which will not contaminate the metal with fumes, oil or partially burnt gases.  In many cases, heavy-guage metal will retain enough heat to dry completely and rapidly without using an oven.

Parts with cavities or pockets which trap moisture should be blown dry with a jet of clean compressed air.  Moisture splatters should be dried with clean cloths.  If handling of the dried unoiled or unpainted work is necessary, operators should wear clean cotton gloves.

Parts to subsequently phosphated, should neither be treated in acidulated water not dried before phosphating.

BATH MAINTENANCE

CHEMDINE solution loss by drag-out should be restored to the original working volume by the addition of CHEMDINE and water in the original proportion.

As the bath is used Ferrous Iron accumulates in the solution with depletion in the acid strength and these gradually slow/down the derusting action.  Consequently as the bath ages a progressively more concentrated CHEMDINE solution must be used to maintain the speed of derusting.  Heating of the solution will accelerate the derusting.

The CHEMDINES which can be used hot (maximum temperature 70oC) are 123, 170, 170M, IT and 50.

When the addition of concentrated CHEMDINE speeds up the derusting for a relatively short time only and a white powdery deposit is formed on the work, the bath is spent and should be discarded.

To maintain the CHEMDINE bath it is therefore, necessary to check both for CHEMDINE concentration and Ferrous Iron content.

CHEMDINE CONCENTRATION

· Pipette 10ml of the bath solution into a 250ml conical flask.

· Add 10ml Concentrated Hydrochloric Acid with a measuring cylinder.

· Add 50mls of `Buffer solution’ and four drops of Diphenylamine indicator solution.

· Titrate with N/3 Potassium dichromate solution from the burette until the color changes from green to royal blue.

· Record the number of mls of N/3 Potassium dichromate used.

· The calulation is done as follows:-

No. of mls of N/3 Pot.Dichromate used x 0.186 = %Fe (W/V)

Buffer Solution


75% Distilled Water

20% Conc.Sulphuric Acid
   by volume

 
5% Phosphoric Acid (81%)

Indicator Solution

2 parts Diphenylamine dissolved in 98 parts of conc.Sulphuric acid. 

 Old Indicator solution should not be used.

BATH ADJUSTMENT

1. If the percentage of iron is below 7% add neat CHEMDINE to raise the bath strength to the original level.

2. If the iron content is already in excess of 7% discard a portion of the bath, add water and CHEMDINE to restore the original strength.

EQUIPMENT 

The tank for CHEMDINE should be constructed of stainless steel or stainless clad steel, lead or other acid-resistant material.  Regid polythene, PVC, fibre glass container or rubber lined mild steel can also be used.  CHEMDINE 170 may be done either by steam, gas, electricity or Thermopac.  The coils immersed in the CHEMDINE solution must be either of stainless steel or mild steel externally covered with lead.  The immersion heaters, if used, must have stainless steel sheath.

HANDLING PRECAUTIONS

CHEMDINE contains acid, which although comparatively harmless, may cause chapping and make the skin receptive to irritants.  Goggles, rubber or PVC gloves, aprons and boots should be worn when handling CHEMDINE.

If CHEMDINE gets on the skin wash it off immediately with water.  If it is splashed into the eyes wash it away with liberal quantities of clean water and obtain immediate medical attention.
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    Room
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cleaning



or Dip
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    Room
 3.2
Aluminium
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---
Excellent degreasing 
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provides effective 
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gradable cleaning










agent for delicate










machineries 

9015(IT)
Dip

   1:3 or more
    55-58
1.6
Excellent for removal

of thin heat scale and rust from steel tubes.

Also suitable for etching aluminium


	


FURTHER INFORMATION

For further information on chemical processes for pretreatment of metal surfaces and prevention of corrosion, apply to the following:

CHENNAI OFFICE


:
THIN-CHEMIE FORMULATIONS







30 School View Road







Chennai 600 028







Phone : 2493 8148









Fax No:  2495 4012







Email   thinchem@yahoo.com
