 






       METAL TREATMENT
  CHEMICAL  CONSUMPTION
The chemical consumption in a Metal Treatment Process Line  depends upon a number of factors such as Quality of Water used,  Type of Articles processed Production Rate, Efficiency in Control & Maintenance of the baths etc. Thus it is best determined by careful examination of all the factors over a period of 1 to 3 months

QUALITY OF WATER

While good quality raw water, free from excessive alkalinity, hardness, chlorides, sulphates etc., may be used in all other stages,  the use of demin water is recommended for the Phosphating & final Passivating baths  ( Refer our Technical Note )
BATH  CONTROL  & MAINTENANCE

It is important to adhere to the recommended operating parameters . Higher strength, temperature and dip time lead to higher coating weights and result in higher chemical consumption

In the case of Zinc phosphating baths,  Chemtoner control is critical and should be kept within the recommended limits.
In the case of Zinc & Manganese phosphating baths,  iron control is necessary. Excess limits lead to heavy coating and high chemical consumption

Automatic sludge filtration means considerable economy,  as it saves loss of chemical by manual desludging
CARRY OVER

This is by far the most important cause for high chemical consumption . Improper rinsing, high bath strength,  use of mineral acid pickling etc. all contribute to carry over and loss of valuable chemicals.
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PROCESS  EFFECT
Hot rolled sheets,  requiring pickling in mineral  acids,  lead to a coarser & heavy phosphate coating compared to cold rolled sheets
Degreasing by solvent emulsion cleaners lead to finer coatings with resultant chemical saving,  compared to alkaline cleaning

SHAPE OF ARTICLES

Box sections, tubular structure tend to trap liquid and cause excessive carryover and loss of chemicals 

In the light of the above considerations,  the following consumption data
is indicative &  approximate only to serve as a broad guide line.

S.No.      PRODUCT
         FUNCTION

CONSUMPTION PER 100 SQM

1.
CHEMLENE 1D

Degreasing 


0.5 – 1 kg

2.
CHEMDINE 250

Derusting


1.25 L

(COLD)

3.
CHEMDINE  170

Derusting


1.50 L

(HOT)

4. 
CHEMPHOS 20

Zinc Phosphate 

2 – 2.5 L

5.
CHEMPHOS 72

Zinc Phosphate

3 – 5 L

(CLASS A HEAVY )

6.
CHEMPHOS 111

Manganese


4 – 6 L

( CLASS A HEAVY )
 Phosphate

7.
CHEMLYTE 10

Passivation


200 – 500 ml

8.
CHEMTONER 

Oxidizing Agent

300 – 500 gms

Thin-Chemie, as apart of Technical Service, will study customers production line and issue an Operating Manual and assist in implementation,  so that optimum performance and consumption levels are achieved. 
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FURTHER INFORMATION

For further information on Special Oils, Coolants, Rust Preventives, Chemical Processes for Pretreatment of Metal Surfaces and Prevention of Corrosion, apply to the following.

CORPORATE OFFICE 
:   
THIN-CHEMIE FORMULATIONS 

   ‘ BEJOYA ‘

   30, SCHOOL VIEW ROAD

   CHENNAI  600 028.

   Phone:  044 - 2493 8148  
 Fax No: 044 – 2495  4012

   Email :
thinchem@yahoo.com



          thinchemie@yahoo.co.in  
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