CHEMPHOS  33  Z
Phosphating of zinc surface

INTRODUCITON

Paint applied to zinc surfaces ( except those from zinc spraying or
‘ Sherardising’ ) may not adhere well initially. Even if it does , the  adhesion will not last and the paint film itself may ultimately disintegrate as a result of reaction between zinc and the paint medium. 
CHEMPHOS  33 Z coating provides an excellent key for paint and prevents the reaction mentioned. It is particularly suited to the large scale immersion treatment of galvanized iron and for zinc based die casting . It may  be used hot or at room temperature.
CHEMPHOS  33 Z converts such a reactive zinc surface to a thin strongly adherent grey zinc phosphate.
OPERATING DATA 
       R.T. PROCESS

     HOT PROCESS 
STRENGTH


-   5 – 10 % (5–10 L/100 L)       3 – 5 % (3– 5l/100 L)
POINTS


-   22 – 45


      
 12  - 25 
DIP TIME


-   5 – 10 mts

        
 3 – 5 mts 
TEMPERATURE 

-   Room temperature 
        
 60 – 80 C 
NOTE : The operating parameters mentioned are normal . Any deviation 

    necessary may be recommended by TCF Technical 

    Representative
PROCESS SEQUENCE  
Precleaning :

In many cases,  galvanized iron and zinc based die-castings  are
free from contamination and may be processed in the Chemphos 33 Z bath,  without preliminary degreasing.  Any oil or dirt , however, may be 

removed by a hot dip (75 - 85˚ C ) in a 5 %  solution of CHEMLENE 44
for  5 to 10 mts. followed by a rinse in cold running water.

White rust , if present , should be removed by a dip in 10 %  of
CHEMDINE  250  at  room temperature, followed by rinsing in water.

Phosphate   coating    
Immersion  in  the CHEMPHOS  33 Z solution ( 5  to  8 mts . at room temperature or  3 to 5 mts . at 60 to 80˚C ) .
Rinsing  & Drying 
Rinsing  in  clean  running  water,   followed  by  immersion  in  hot  water, containing  0.025 % of  Chemlyte  10 in water. Allow  the metal to dry , by air or oven.
STRENGTH (POINTS )
· Adjust the Chemphos   33 Z bath to its normal working level with tap water and stir. 
· Pipette 10 ml of the bath solution into a beaker.  

· Add a few drops of phenolphthalein indicator and mix.

· Titrate with 0.1 N sodium hydroxide until a permanent pink color is obtained.

THE NUMBER OF ML. OF O.1 N SODIUM HYDROXIDE ADDED IS THE 
‘ POINT ‘ OF THE BATH.
REPLENISHMENT :

Add 230 ml CHEMPHOS   33 Z to raise the bath ‘ POINT ‘ by one. The bath POINT must not fall more that one below the specified limit. 






3
EQUIPMENT
M.S. or stainless steel

HEATING 

 Electricity  or Steam  or Thermopac. Water jacketed heating in preferred.  

SAFETY  PRECAUTIONS

CHEMPHOS 33 Z  is  slightly acid and clothing should be protected if there is any possibility to continuous or frequent splashing with the solution. Wash off any splashes on the skin at once with cold water. 
If the solution gets in the eyes, wash out with liberal quantities of water and obtain immediate medical attention.

NOTE:

Information regarding plant, equipment or materials not manufactured by Thin-CHEMIE is based on experience and is provided by part of the Technical Service.  THIN-CHEMIE accepts no responsibility for such plant, equipment and material.

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:

CHENNAI OFFICE 
:   
 THIN-CHEMIE FORMULATIONS 

   ‘ BEJOYA ‘

   30, SCHOOL VIEW ROAD

   CHENNAI  600 028.

   PHONE  :  2493 81 48

   FAX  NO : 2495  4012

   E - MAIL : thinchem@yahoo.com






       thinchemie@yahoo.co.in
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CHEMPHOS  33  Z
Phosphating of zinc surface

INTRODUCITON

Paint applied to zinc surfaces ( except those from zinc spraying or
‘ Sherardising’ ) may not adhere well initially. Even if it does , the  adhesion will not last and the paint film itself may ultimately disintegrate as a result of reaction between zinc and the paint medium. 
CHEMPHOS  33 Z coating provides an excellent key for paint and prevents the reaction mentioned. It is particularly suited to the large scale immersion treatment of galvanized iron and for zinc based die casting . It may  be used hot or at room temperature.

CHEMPHOS  33 Z converts such a reactive zinc surface to a thin strongly adherent grey zinc phosphate.
OPERATING DATA 

STRENGTH


-
5 – 10 % ( 5 – 10 L / 100 L )

POINTS


-
22 – 45

DIP TIME


-
5 – 10 mts

TEMPERATURE 

-
Room temperature 

NOTE : The operating parameters mentioned are normal . Any derivation 

    necessary may be recommended by TCF Technical 

    Representative
PROCESS SEQUENCE  
Precleaning :

In many cases,  galvanized iron and zinc based die-castings  are

free from contamination and may be processed in the Chemphos 33 Z bath,  without preliminary degreasing.  Any oil or dirt , however, may be removed by a hot dip (75 - 85˚ C ) in a 5 %  solution of CHEMLENE 2D or 44 for  5 to 10 mts. followed by a rinse in cold running water.

White rust , if present , should be removed by a dip in 10 %  of

CHEMDINE  250  at  room temperature, followed by rinsing in water.

Phosphate   coating    
Immersion  in  the CHEMPHOS  33 Z solution ( 5  to  10 mts . at room temperature  at ( 5 - 10 % strength )
Rinsing  & Drying 
Rinsing  in  clean  running  water,   followed  by  immersion  in  hot  water, containing  0.025 % of  CHEMLYTE  10 in water. Allow  the metal to dry , by air or oven.
STRENGTH (POINTS )
· Adjust the Chemphos   33 Z bath to its normal working level with tap water and stir. 

· Pipette 10 ml of the bath solution into a beaker.  

· Add a few drops of phenolphthalein indicator and mix.

· Titrate with 0.1 N sodium hydroxide until a permanent pink color is obtained.

THE NUMBER OF ML. OF 0.1 N SODIUM HYDROXIDE ADDED IS THE 

‘ POINT ‘ OF THE BATH.

REPLENISHEMENT :

Add 230 ml CHEMPHOS   33 Z to raise the bath ‘ POINT ‘ by one. The bath POINT must not fall more that one below the specified limit. 
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EQUIPMENT
M.S. or stainless steel

SAFETY  PRECAUTIONS

CHEMPHOS 33 Z  is  slightly acid and clothing should be protected if there is any possibility to continuous or frequent splashing with the solution. Wash off any splashes on the skin at once with cold water. 

If the solution gets in the eyes, wash out with liberal quantities of water and obtain immediate medical attention.

NOTE:

Information regarding plant, equipment or materials not manufactured by Thin-CHEMIE is based on experience and is provided by part of the Technical Service.  THIN-CHEMIE accepts no responsibility for such plant, equipment and material.

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  :  2493 81 48

   FAX  NO : 2495  4012

   E - MAIL : thinchem@yahoo.com






       thinchemie@yahoo.co.in
