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Consultant

“*Chemical coatings” is the name
now preferred by many ?:.:_... manu-
facturers to describe their coating ma-
terials. The nomenclature cru:mm. is
indicative of the increasing complexity
of protective and decorative coating
for modern high-production finishing
installations. .

_uw..m:m::m this change in materials
is a widening choice of methods oﬁm_u-
plication and cure. m_mn:co.om::n.
Powder coating. Radiation curing.

One reason for the increasing array
of materials and application methods
is that the finisher finds himself faced
with a new set of circumstances
brought on by forces beyond his con-
trol: energy shortages, EPA air-pollu-
tion regulations and OSHA. Plus the
latest—TOSCA (Toxic Substances
Control Act). : .

For these reasons the product fin-
isher may find he can no _c:mﬁ. use
existing equipment economically; or
his installation may not be able to
cope with ecology, safety and energy
demands. Alternative methods of fin-
ishing and other materials take on ap-
peal as never before.
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By C. 0. HUTCHINSON*

Thus it is timely to summarize con-
cisely, in one place—the PRODUCTS
FINISHING DIRECTORY—a)) the
choices in modern methods of finish-
ing available to you. We'll make c:_v\
passing reference to methods consid-
ered to be obsolescen (. Finishing tech.
niques best able to meet the m_c::::_v.
of a production {inishing line _c.~. metal
and plastic products wil) receive the
most attention. The principal “right
use” of a method and some of the ve-
lated processes, such as pretreatment
and stripping, also wil] be examined.

*C. O. HUTCHINSON s a Emt.»..::,:..:
consultant in industrial Ppaint-finishing
methods. His background includes many
years in technical capacities \S‘. Qb&&wF
Eagle-Picher ang other companies. He s
a chemical engineering graduate of the
University of Cincinnai; and has authored
numerous technical bapers. A frequent
speaker at technical meetings, he has om.ei
active in the Society of NSEE\Q&:ESW
Engineers and the Chemical Qca.RJ, Asso-
clation. Present consulting activities are
directed toward aiding users of coating
materials in introducing new products and
Processes in their plants,
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Before any product can be finished,
the surface must be prepared, In fin-
ishing products requiring goo( corro-
sion Prevention apg Particularly
where high Production yyteg are
achieveq, there is ng economical sub.-

‘stitute for adequate metal precrea.
ment. Simple solyent Wiping may e
mam::::& or abrasjye E:m:.:m. de-
greasing or aqueoyg cleaning and con.
version coating may be required, (e-
pending upon the application. We can-
not delve into (he mtimage Processing
details ang advantages and disadvan-
tages of each Pretreatmen method
here, but 4 few comments ahgyy the
most common methods are jp order.
Some :._:v,:_.:x specialists say that
metal clean enough to paing jg clean
enough (o rust; Conversely, jr steel
won’t rust readily in humiq air, it is
not clean énough to pajng. Phosphate
coatings on steel, and oxjde or chro-
mate coatings o aluminum wi)) pre-
vent the rust, but the idea is valid.
The most ::?S.mw:v\ used system
for breparing cojd rolled or hot rolled
pickled and oiled steel foy painting in-
volves aqueong Spray or dip cleaning,
..:,.E.:m. phosphate coarting, and rins-
ing,. Phosphate coatings may he essen-
ttally iron oy they may he complexed
with other metals such as yine and per-
haps calcium, poy E:::_:::~ chro-
Mate conversion coatings are Quite
popular, as are anodic coatings s 8
Da:S.u:k. iron phesphate coatings

Ing weights—ahoyt 10 to 80 milligrams
Per square foot. Zine Phosphate cout.
ings on steel are applied at heavier
coating weights—aboy 150 to 300 mil.
ligrams per square fogy, Zine caleium
phosphate coatings tend g be stil
heavier—200 o more mg/sq (t,
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For maximum corrosion resistance,
N_.:n.nc:::.:_.:n phosphate coatings
are the uygyyl, They’re rinsed wigh
n_:.c::.:.:-cc:::.:_.:m acidified wa ey
and dvied in yp oven before painting,

In some systems, it is possible to o).
tain adequae cleaning ang phosphate
toating in 4 three-oy _Ac:...mgr.c
washer, while other systems demand
live Lo eighy Stages to produce e de-
sired resul(s.

On objects with surfaces accessible
Lo sprays, the products normally 4pe
tonveye( through Power (spray)
washers. Op products wigh difficult-r.
reach by Importan surfaces, dip
cleaning and/or trcm:r::ﬁ.:m may he

FIVE.STAGE washer sych o this one
for cleaning qny t}eztb:t.ﬁ.:% electri.
cal controf enclosures g the norm in

conveyorized \::.v.\:.:% ..:,_..Sta:.c:m.
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