           CHEMPHOS 72 – CHEMTONER

           (WITH  BOOSTER)

CHEMPHOS 72 is a nickel accelerated hot dip process, which produces heavy zinc phosphate coatings on steel and Zinc

BENEFITS

CHEMPHOS 72 provides the following important benefits

Protection against corrosion

CHEMPHOS 72 protects Iron and Steel surface against rusting and prevents rust creep under the paint film should the film become broken.

DUAL  PURPOSE  PROCESS

CHEMPHOS 72 gives heavy weight coatings after acid or alkali cleaning, and fine crystalline coatings after Tri chloro Ethylene degreasing or after a PREREFINER CHEMFIX dip.

IDEAL  FOR  PAINTS,  STAINS  AND  OILS

CHEMPHOS 72 coatings form an excellent foundation for paints, stains and oils.  The coatings obtained after Trichloroethylene degreasing or PREREFINER CHEMFIX are sufficiently fine to enable a good gloss to be achieved with subsequent paint system.

SIMPLIFIED  PROCESSING

CHEMPHOS 72 enables steel and zinc surfaces to be processed simultaneously.

EASY  OPERATION

CHEMPHOS 72 are easy to operate and are controlled by simple tests requiring no chemical knowledge.  No fumes or odours are given off.

USES

CHEMPHOS 72 is ideal for a wide range of zinc and ferrous metal articles.  It ability to produce coatings of different weights depending on the cleaning method used makes it particularly suitable for finishers to the trade, who are pretreating a large range of articles for different purposes.

Typical uses include car accessories, metal cases, signs, stampings castings, forging, sheet metal parts and car bodies.  In addition it is recommended for articles which will have to withstand severe climatic conditions after paintings.

CHEMICALS REQUIRED

· CHEMPHOS 72 


· BOOSTER

· CHEMTONER

PROCESS SEQUENCE

1. Degreasing

2. Rinsing

3. Derusting

4. Rinsing

5. Rinsing

6. Preconditioner/REFINING (CHEMFIX)

7. Zinc phosphating

8. Rinsing

9. Passivation

10. Oiling (Dewatering)

PROCESS

· Degreasing:  Remove all oil/grease by trichloroethylene, Chemsol Emulsion cleaners, Chemlene etc, followed by rinsing. Where necessary.

· Descaling:  This is done with Hydrochloric Acid (10-15% strength, at room temperature Dip Time 15-30 mts) or Sulphuric Acid (15-20% strength at 50-70 c Dip Time 15-30 mts)

· Rinsing:  After descaling, thorough rinsing using a minimum of two or three stages is necessary.

· Derusting:  Where no scale is present and only rust is tobe removed such as cold rolled sheet metal, tools etc, use of Chemdine 250 (cold dip) or Chemdine 170 (Hot Dip) may be done followed by thorough rinsing.

· Prerefining (Surface conditioning):  After pickling in Hcl or H2SO4, use of a prerefining dip is desirable to produce a uniformly fine textured Zinc Phosphate coating.

CHEMFIX at 0.5% at room temperature for 1 mt (max) is used.

Immediately after this treatment the objects are dipped straightaway into the Chemphos72 zinc phosphating bath without any rinsing in between.

ZINC PHOSPHATING with CHEMPHOS 72

Bath Operating Data

Make up

: 5 – 8% of CHEMPHOS 72 




  25 gms of CHEMTONER for every 100 L of bath solution.

NOTE:- Dissolve 25 gms of CHEMTONER in a litre of water and then add. 

Points



: 25 - 40
TemperatureoC


: 80 – 90

Dip Time 


: 10 – 30 mts

Starch Iodide Paper Test
: Always Possitive(light blue color)

Chemtoner


: 0.5 – 1.5ml

CONTROL & MAINTENANCE

This can be measured accurately by titration

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

2. Add a few drops of phenolphthalein indicator and mix by shaking

3. Titrate with 0.1N Sodium hydroxide until a permanent pink color is obtained

4. The number of ml of 0.1N sodium hydroxide added is the POINT of the bath

REPLENISHMENT

Add 125 ml of CHEMPHOS 72 per 100 litres of bath for each point below 30 (or the working POINTAGE)

CHEMTONER CONCENTRATION

It is important to maintain the CHEMTONER at the correct concentration and if required small additions of CHEMTONER should be made at regular intervals.

Better still, CHEMTONER solution (25%) is added continuously by drip from a container fitted with a rubber tube and pinchcock.

If there is too much CHEMTONER present or large amounts are added in frequently there will be excessive sludge formation and wastage of CHEMPHOS 72.  If there is too little CHEMTONER, iron salts may accumulate in the bath and throw it out of balance.  The bath then often has a brown color and although it may turn starch iodide test paper very pale blue it will not produce normal coatings.  The brown color can be cleared by raising the temperature of the bath as much as possible and making successive additions of 50ml of CHEMTONER per 100 litres of bath.  While clearing the color, brown fumes will be given off and heavy sludge will form.  The bath should be desludged before bringing into use.

To control CHEMTONER at its correct level is most important.  Its concentration should be checked several times a day.  This is normally done by dipping a starch iodide test paper in the bath, but if required it can be done by titration.

TEST PAPER METHOD

1. Dip starch-iodide test paper in the bath.  After 15 seconds the color change will indicate the concentration of the CHEMTONER  as shown below:

Color of Test Paper

No  CHEMTONER 



Remains White

Insufficient Chemtoner



Pale mauve

Correct Chemtoner 



Blue to dark Blue

Excess Chemtoner 



Black

2. If necessary add more CHEMTONER, dissolved in a little water

NOTE:  CHEMTONER should always be dissolved in water and added small quantities at            time, spread over the bath.
TITRATION METHOD

First check and ensure that the bath is POSITIVE to Starch Iodide paper, before carrying out the titration.

· Measure 50ml of the bath solution into a conical flask and add about 10ml of 50% Sulphuric Acid 

· Titrate with 0.1N Potassium Permanganate (3.16g/L) until the pink color persists for 15 seconds

· The number of ml of Potassium permanganate added is the CHEMTONER titration and this should 0.5 – 1.5 ml.  If necessary add more CHEMTONER.  Approximately 30ml of 25% solution of CHEMTONER  in water will raise the titration by 1ml in a 10 litre bath.

MAINTENANCE/DESLUDGING

During processing, sludge is formed as a natural by-product of the coating reaction.

This accumulates in the bottom of the tank and when it begins to interfere with the processing, the bath should be cleaned out.  To do this allow the sludge to settle, decant the sludge.  Wash out the CHEMPHOS tank and return the solution.  Restore the bath to its operation as the original strength by addition of the required quantity of CHEMPHOS 72.

NOTE: The initial charge and replenishment data contained herein are normal for most installations.  Our TCF Representative may suggest a deviation from this data to meet specific requirement or local conditions.

USE OF BOOSTER

The advantages of BOOSTER is given in a separate Technical Note.  BOOSTER serves to give higher Zinc phosphate coating weights, denser, closer and tightly packed coatings, reduces the addition of CHEMTONER, enhancing its corrosion resistance.

BOOSTER is added 10-20% of the addition of CHEMPHOS 72 during BATH MAKEUP and subsequent REPLENISHMENT.

CHEMPHOS 72/CHEMTONER normally gives coating weights of the order 500-800 mgsms/sq.ft (0.5-0.8gm/M2 )  BOOSTER can raise the coating weights to the order of 3000 mgms/sq.ft (3 gm/m2) and more. 

SERVICE

All CHEMPHOS plants are put into operation by THIN-CHEMIE’s Technical staff who give the operators in charge the few instruction necessary to ensure the best possible results.

HANDLING PRECAUTIONS

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

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

2493 9050





Fax      :  2495 4012





Email    :  thinchem@hotmail.com





     thinchem@yahoo.com
