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Oorganisk ytbehandling — metod: Zink + Tjockfilmspassivering

Inorganic surface treatment — method: Zinc + Thick film passivation

1 METOD
1.1 Allmiint

Zink + tjockfilmspassivering &r en metod dir man pa
elektrolytisk vég faller ut metallskiktet (zink) med
efterfoljande passivering pa kemisk vag.

Zinkbeldggningen skyddar mot basmetallkorrosion (rodrost)
och passiveringen skyddar mot vitrost (vit korrosion pa
forzinkade ytor).

Vid mindre skador dr denna kombination av material
sjdlvldkande.

2 ANVANDNINGSOMRADEN
2.1 Allmént

Metoden anvénds ndr man vill uppna ett gott skydd mot
korrosion och samtidigt ha god kontroll pa en ofdrdndrad
skikttjocklek.

Temperaturresistensen ér relativt god. Den
korrosionsskyddande effekten paverkas inte negativt vid
temperaturer upp till 120°C.

2.2  Exempel pa anvindningsomriden

Vissa detaljer har forutsdttningar att vara mer lampliga for
zink + tjockfilmspassivering én andra. Exempel:

e Detaljer med lagermonteringsytor och begrénsade
slitageytor, t ex kedjehjul

e Detaljer avsedda att monteras med féstelement

e Skydd mot transport- och hanteringsskador

o Korrosionsskydd

2.3  Begrinsningar

Det finns detaljer som inte ldmpar sig for zink +
tjockfilmspassivering. Exempel:

o Belastade rorliga delar
e  ROr med krav pé invéndig behandling ldngre dn dubbla
innerdiametern
e  Detaljer storre dn 2500 x 1000 x 500 mm
e Detaljer tillverkade av stal med en brottgréns
> 1450 N/mm?

Detaljer som ska svetsas far definitivt inte ytbehandlas
enligt denna K-standard fore svetsning. Zink kan vid
uppvéarmning orsaka zinkfrossa hos den som utsétts for
gaserna.

1 METOD
1.1 General

Zinc + thick film passivation is a method where the surface
treatment coating (zinc) is electrolytically precipitated
following a chemically passivation.

The zinc coating protects against base metal corrosion (red
rust) and the passivation protects against white rust (white
corrosion on zinc surfaces).

This combination of coatings is self-healing in case of
smaller damages.

2 RANGE OF APPLICATION
2.1 General

The method is suitable when the combination of good
corrosion protection and unchanged coating thickness is
desired.

The temperature resistance is relatively good. The corrosion
protective effect will not be effected in a negative way in
temperatures up to 120°C.

2.2 Exempel pa anvindningsomraden

Some articles are more suitable for zinc + thick film
passivation than others. Example:

e Articles with mounting surfaces for bearings and with
limited wearing surfaces, for example sprockets

e Articles intended for mounting with fasteners

e  As protection against transportation and handling
damages

e Corrosion protection

2.3 Limitations

There are articles not suitable for zinc/iron + black
chromating. Example:

e Loaded moving parts
e  Pipes with requirements on internal surface treatment
longer than twice the inner diameter
e Articles bigger than 2500 x 1000 x 500 mm
e Articles manufactured of steel with a tensile strength
> 1450 N/mm?

Articles intended for welding may under no conditions be
treated according to this K-standard before welding. At
heating zinc can cause serious health problem to people
exposed to the gas.
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3 KONSTRUKTIONSASPEKTER
31

Det elektrolytiskt utfallda skiktets tjocklek &r direkt
beroende av elmidngden som passerar detaljens yta.
Stromtétheten och ddrmed skikttjockleken blir storre pa
utstdende delar, horn och liknande. Daremot minskar
skikttjockleken i kaviteter, indtgdende horn osv.

Konstruktionsanvisningar

En detalj som ska genomga en zink + tjockfilmspassivering

bor

e vara jamnt och enkelt utformad

e svetsas vid dverlappande ytor

o utformas sé att nddvandiga radier ar s stora som
majligt.

3.2  Maskering

Maskering av ytor som inte skall ytbehandlas &r mojlig.
3.3 Upphingning

Detaljen bor forses med lyfthal eller lyftoglor for att
underlétta doppning. Om detta inte 4r mdjligt bor anvisning
om ldmpliga upphingningspunkter ges pa ritningen.

4 ANGIVELSE

4.1  Angivelse pa ritning

Hanvisningen till denna ytbehandlingsmetod gors med
tillaggstexten:

Oorganisk ytbehandling

. Kalmar K-standard 20600.0000, 14
Inorganic surface treatment

4.2  Benimning enligt SS 147000
Fe/Zn 8 /P5

Fe/ Basmetall (jarn eller stal)
Zn Zinkbeldggning

8 Zinkskiktets tjocklek i pm
P5 Tjockfilmspassivering

5 MILJO OCH KRAV
5.1 Kirav pa arbetsmiljon vid efterbearbetning

Om en detalj som ytbehandlats enligt denna K-standard
maste efterbearbetas ska detta goras pa en arbetsplats med
ordentligt utsug. Andningsskydd med ldmplig klassificering
enligt riktlinjer fran skyddsombud ska anvindas.

5.2  Tillverkningskrav
Se K-standard 20630.0004

3 DESIGN ASPECTS

3.1 Design guidelines

The thickness of the electrolytically precipitated coatings is
dependent of the electric charge passing the surface of the
article. Current density and with that the coating will be
thicker on outstanding parts, corners and similar. On the
other hand it will be thinner in cavities, inward corners etc.

An article intended for the surface treatment zinc + thick
film passivation ought to

e be even and simple in form
e be welded at overlapping surfaces
e have as large radiis as possible.

3.2  Masking

Masking for surfaces not intended for treatment can be
done.

33 Hanging

To make dipping easier the article ought to be provided with
holes or eyes for lifting. If this is not possible suitable hook
up points shall be defined on drawing.

4
4.1

DESIGNATION
Designation on drawing

Reference to this surface treatment method is made by the
additional text:

Oorganisk ytbehandling

. Kalmar K-standard 20600.0000, 14
Inorganic surface treatment

4.2  Benimning enligt SS 147000
Fe/Zn 8 /P5

Fe/ Base metal (iron or steel)
Zn Zinc coating

8 Thickness of zinc coating in pm
P5 Thick film passivation

5 ENVIRONMENT AND REQUIREMENTS
5.1 Working environment when finishing treatment

If an item, surface treated according to this K-standard,
needs finishing treatment, this shall be carried out in a work
place with accurate evacuation system. Respiratory
protective equipment with suitable classification according
to guidelines from the safety representative shall be used.

5.2 Manufacturing requirements

See K-standard 20630.0004




