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Quality control of hot-dip galvanized surface treatment of ships
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201913, China; 2. Shanghai Changxing Metal Finishing Co. , Ltd. , Shanghai 201913, China)

Abstract: In view of the quality control of hot-dip galvanized surface treatment of ship fittings, in
order to solve the quality stability of the zinc layer on the surface of different components, the effects of
workflow, black parts inspection, different component thickness and galvanized temperature specifica-
tion on the quality of the surface zinc layer were studied. The results show that under the condition of
meeting the acid concentration, the degree of corrosion of black parts and the concentration of initial
iron ions, the integrity goal, inspection standard and control process of each stage are formed, so that
the surface anti-corrosion of the fittings can be effectively combined with the requirements of ship use,
and finally the purpose of surface anti-corrosion of intermediate products will be realized.
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Fig.1 The chart of galvanizing process
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Fig.2 Relationship diagram between pickling

concentration and speed
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Tab.1 Type of component and time of plating aid

F {2 DB 18] /min
M T, 6<<3 mm 3~4
HMIBER A B, 0226 mm 4~6
KIEHF,62>10 mm =6

x2 BEEEERMRETERG

Tab.2 Normal and optimal working conditions of plating

bath
. . ZnCly/ NH,Cl/ B/
BhBE ALY : ! B
(wt.%) (wt.%) (gL
A[RE | 50~70 | 30~50 | 400~ 600
TAREE -

i | 40~60 | 40~60 | 500~ 550

BhEE L C 60 ~ 80

pH 3.5~45
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Tab.3 Schedule of zinc plating

ey {2 R C it [ /min
AN AR TN, 6<X3 mm 437 2~3
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Fig.4 Zinc dipping time and temperature of irregular components
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Tab.S Key working procedure list of process

A K675 2 iR
r%‘
NaOH ¥ & 50 ~ 150 g/L
- il 2 il ~ 80 °C
ML A ] R IE
J I it 9 T TCiAg
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R Ve il Teit Wz, ToH g ik
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