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Adelec Xpnong

* To POV eKTTALOEVUTLKO UALKO UTIOKELTOL o€ AdELleC xpnong Creative
Commones.

* [La eKTALOEVUTLKO UALKO, OTIWC ELKOVEC, TTOU UTIOKELTOL O€ OAAAOU TUTTOU
adeLac xpnong, N adsLla xpnong avodEPETOL pNTWC.
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Xpnuotodotnon

e To apOV €KTTOLOEVUTLKO UALKO £XEL avartuxBel ota mAaiolo Tou eKTTotOEUTIKOU
£pyou tou dtdaokovta.

* To €pyo «Avolkta Akadnuaika Maonpata oto Naventotpio NMNatpwv» £xeL
XPNUATOO0TNOEL LOVO TN avadlapopdwaon Tou eKMAldEUTIKOU UALKOU.

* To €pyo vAoroleital oto mAaiolo tou Emiyelpnotokol MNpoypapUoTod
«Ekmaidevon kat Ata Blou MaBnon» kat cuyxpnuatodoTeltal amno T
Evpwrnaikn Evwon (Evpwraiko Kowwviko Tapeio) kat oo €Bvikoug mopouc.

EMIXEIPHLIAKO [TPOTPAMMA
EKIMAIAEYZH KAI AlA BIOY MAGHZH & Ez rIA

ENREVIYON STNY UOVWYId TNE YVWEN

YNIOYPTEIO MAIAEIAT & BPHEKEYMATON, IOAITIEMOY & ABAHTIEMOY
EvpwmaikiEvwon EI!AIKH YMHPEZIA AIAXEIPIZIHE

Evpwmnaiké Kowvwviké Tapeio < : e
Me tn ouyxpnuatrodotnon tng EAAadag kat tng Evpwnaiknig ‘Evwong

EE=] 7 Jnpdypoppo yio v ovmugn



[Teplexopeva

* EMZTPOMATA OEPMH2 EMBATTIZH2
e TaABavIopOC

* YTEP KAl KATA TNC NAEKTPOAUTIKNC Zn
e QepuoOC yarBaviopoc

* MeBobdol NABaviopou

e EvOopeTtallikec paoelc Fe-Zn

* H Olepyaoia tou yaABaviopou

* [lpooBnkec, kpapatomnolnon, touv Aoutpoul Zn
* Ta spangles

e AVOTTTNUEVO ETILOTPWHLATOL

e EmBupnta emotpwpaTa

* Mnxaviopoc dlaBpwonc



Elooywyn

* MOTL MPOCTATEVTIKA EMLOTPWOTAL;

e OL erupavelec Katarmovouvtal KaBOoov lval AUTEC TTOU EPYXOVTOL OE
ertadn pe to epLBairiov.

e ToL EMLOTPWHLATA :
|.  BeAtwwvouv tnv avtiotaon otnv $Oopa, otnv StaPpwaon Kot otnv ofsidwaon
Il.  EA€yxetal n B petaéL dvo enpavelwv
I1l. BeATtiwvouv TNV eMldaveLAKN TPAXUTNTA
V. Emiokevalouv ¢OapueEVEC ETLPAVELEC
V. BeAtwwvouv Tnv ovtiotaon otnv KOmwon
VI. XpnotpomotouvTtol yia SLaKooGUNTIKOUC AOYOUC



EMR2TPOMATA ©QEPMR2 EMBAITTI2ZH2

* H epappoyn LETOAALKWY ETUOTPWHATWY UE Bepun epBarmtion elval n
Mo eUpewcC oladedopevn pebBodoc npootaociac xaALBwWV. ZUVEXNG
dlepyaoia: Aapapivec, cUpUaTo CWANVEC KATL. OLEPYOVTOL OE CUVEXN
VPO ATIO AOUTPO TNYUEVOU ETAAAOU TTOU ONULOUPYEL TO
eniotpwpa. Alakomtopevn Olepyaoia : Katepyaoueva avtikelpeva,
Bloec, ouvodeTnpecg, atovec kAT epPBarmtidovtal oe dpoupviec (batch) oe
TNV TOU LETAAAOU 1 KPOAUOTOC TTPOC EMLOTPWON.



Baolkol TUToL emotpwpatwy Bepunc epamtiong

e Zn enotpwporto,yoABaviopoc (galvanized)
e Zn-Feenotpwpata (galvannealed)

* Al emotpwpuata

e Al-Si emoTtpwpaTa

e Zn-5Al emiotpwpata

e Zn-55Al enmotpwpata

* Pb-Sn enotpwpata
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faABaviopoc (emupevdapyvupwon,galvanizing)

e EmukaAudn owdbnpouyou kpapatoc (xaluvPa) pe otpwpa Zn(Zn
NAEKTPOBETIKOTEPOC TOU Fe) Mpootacia amo SLafpwon Kal LnXavLKn
dBopa

e Yuyxpoc (NAEKTPOAUTLKOC) YaABAVLIOUOC
* QepuoC yaABaviopoc



Wuyxpoc (NAEKTPOAUTLKOC) YOABOVLOUOC

Avooo¢ Zn covnbme vyming kobopomrtag
Ka6000¢ 10 Tpoc EMKAAVYT OVTIKEILEVO

Tomov Aovtpowv

* Kvoviovya Arovtpa
Meypt 1o 1970 G060V TO GOUVOAO TNG TOPAYOYTC. Z1IUEPT
£)OVV EYKOTUAEIPHEL AOY® TEPIPUALOVTIKOV AOVOV.

*  AAKOMKA AOVTPO,

* O&wa yroprovya rovtpa (ZnCl, NH,CL KCIL, NaCl
Popiko 0lv. mpocbeta Aaumpovtika, PH:4.8-5.3)

H mo E%Eﬂlﬁﬁﬁ}lﬁl] onuepa HEBOOOC WouypoL vukﬁm;mpﬂﬁ
nupuvmmg Hl]pspu Gyeoov 1o 50% T TopaymyNg GTIg
UVETTUYLEVEC YOPES TPUYLOTOTOIEITOL [LE T1] LLEBOOO v T).



Yrep Kal KATA TS NAEKTPOAUTLKNC ZNn

* YhnAou kootouc Slepyaoia

* AKpLBNC EAEYYOC TIAXOUC ETULOTPWHOATOC
* YnAnc kaBapotntac emiotpwua

* Mn BEPLLLKN KOTOTOVNON AVTLKELLEVOU



Oepuoc vaApaviopoc (Hot dip galvanizing)
Eupdntion e Aovtpd tnyuévov Zn (440-480°C)
MEQO@OAOI KAOAPIZMOY EINIPANEIALX

Anoiinavon
ATOUAKPLVET MTOVTIKOV 0o TV EMQAVEL

- Yoyp1 HE OIHAVTES

- Bep) e KOLOTIKG UAKAALY
+  KaBoprouoc-anoceioman (pickling)
KoBopiopdg emeavewog pe apoid E)wlupuw HC1 (14%) 1\ H,SO, (10-
14%, B¢puaven 60-80°C). To HCI €ye1 to mAeovekTnpo e EUKOANG
JPNONG, TO BEKO Umopel Vo avoKkvkA®BEl. Mikpo nocootd

uxuBupGIOV 6T Lo 0ZEWIMV. GOVAPISIOV. YAOPIBIMV. TUPUUEVOLY
GTIV EMQPAVELD KU1 ETOPOVY 6TV avTiopaon Fe-Zn.

Zémivua ev Ospuc (xpnon vepov)
«  Avnioleidmtikij korepyoaoie (fluxing)

Xpnon cvAMTaGHOTOS 1| YO TV onoiev eCopTdTor amd TV 1EB0oo
YOAPoviGLoU «oypim | «Sypip»



MeBodol NaABaviopou

[0 TNV amo@LYN TNE EMOVOLEIOMGNC TNE EMPUVELULS,
OvVOAOYO TNS LEBOOOV UVTIOEEIOMTIKNE KUTEPYUGTOC
OLOKPTIVOVTOL 000 TPOTTOL YUAPBUVIGLLOD

* ZWpij 000¢

Emaioyn g emoeaveog Le cuilmacuata onog ZnCl,
Kot Enpaven

Yypij 0o6¢

[Ipayuotomoleitan eufantion o pevato orarvua (flux)
/nCl, -3NH,CI Beppoxpaciog 80°C. To cuArinacpo
LTOPEL VO EMTAEEL TOL LOLTPOV YUAPAVIGHOD

Avtiopadeeic
Fe + 2NH,CIl = FeCl, + H, + 2NH,
FeCl, + 14Zn = ZnCl, + FeZn,; ((-paon)



Emtiotpwpata Zn (galvanized)

g ¢—ZINC

| IRON-ZINC INTERMETALLIC
«-ZnFe (6%Fe)

STEEL SUBSTRATE

Fig. 6 Galvanized coating micrastructure. Scanning electron MICrosCope Cross section



Temperature “C

EvOoueTtaAAkeC paoelc Fe-Zn

Ytovg 500°C mov mpaypotonoleitol 1) 0O1Epyucio YaAPUVIGHOD GULQMVA [IE TO
OlaypULLLLO 1IG0ppomiag onovpyovvtol 4 evoopletoiikes edoec. I'1. 12, 0.0 H
0 LOY® OLQOPETIKNG Lop@oroyiag ympiletot 6g 600 VTOPAGELS 0y, Oy,

Atomic Percent Zine

I B I

il

S e
Veight Perceni Tine

1'1: 25-32% Fe (xvpus,
ar=0.3944Zn(at%)+8.7096A4)

12:20-22% Fe (a,=2a,,)
0: 000 OLUQOPETIKES HOPPOLOYIES

0l: 12-13%Fe (CouTaIS, ECAYMVIKOD,
a=12.804, c=57.64)

02: 8-10%Fe (koiwvoeidijc, a=12.815A,
c=57.354)

C: 6.7-7.2%Fe (uovorirés a=10.8624, 90°,
b=7.6084:100°, c=5.0614, 90°)



Kwvntikn tnc Avtidpaonc Fe-Zn

[Tapdyoviec mov ennpedlovy:

«  Xpovoc gupantione (tayvmrae epfantionc)

*  OepUOKPUGiC AOVLTPOD

* TTowwmnta (6oL, TPUYVTNTO EMQAVELNS) YAV P
* TleprektikdmnTo AOVTPOV Zn GE TPOCHIEELS

» TIpostolpocio emedvelog ydivpa

PvBpog avartoing: d 4 0.t (Dz,>Dg.)
n: HETPO HeTuPoing pubLov (<<1)

['a v cvvoiukn Covn n=0.5 (kaBapny otdyvon)

I'o mv I eaon n=0.099-0.5

['a v 6 pdon n=0.5-0.6

['a v { edon n=0.156-0.31

H avantoin e n edone (kabapov Zn), eCoptdtol amd Ty TayuIntd
UTOCLPOTS Ud TO LOVTPO

ZTOVC WKPOVS YPOVOLS 1) OVATTLETN TG C £ival To puBuo-pulcticd Pyl Kat
GTOVS LEYAAOVS 1) GVATTUEN NS O LE S1AYVONS TOL Zn HECH NG C



H dltepyaoia Tou yaABaviopou

raABaviopde pe 1 pEBESO g «uypds odols.

Aourpd Trydates
veudapyupou [450-4657C)

lourpé THYURTOq
veudapyupou
[450-265°C})

Aggslo Larouwsace

FaA8aviouog ue m uebocdo e ~Enpag¢ odoun



Baolka otadia yaABaviopou

P —

r - ros ”» N
Kobupiouoc-amocetomon i .
(pickling)

AVTI0EE10MTIKN KATEPYUGI
(fluxing)

galvanizing




Blopnyavikn eykataotaon YPaupung
voABovLopou

nipyog yo&ng

Eykardoraon yaABaviopou ouvexoug Aerroupyiag, tumou «Sendzimirs:

Bidragn ouykévipwong
ekbdou

Tpopodooia Sdtaln ouyrévipwong
£10680u

Aelavon Bagpn ouotnpa nepirvdiypatog  Yahidiopa  Aelavon xar  cwpeuon

Eet0hypa ouykdAnon anoAlnavon npoBéppavon
: Soxelo yahBaviopol TWY TaVIGOY TWY TAWIDY  EAeyX0Q

Aradikacia avonTHoHS-0VOKPUGTAIAWGCNS

To cvveyéc OALO ydAvPa, steel strip, Tpobeppaivetan
otovc 700°C og kAiBavo aktivofoAiac 6 avaywyikn
atpoceapo puiypoatog H2, N2.Avayovtol ta emepaveloka
o&elota TPog GloMn PO Kol ONUOVPYELTAL LLdL 1O1ATTEPOL
KaBopn) ETLPAVELN TTOV TPOGPEPETOL Y10 YOAPAVIGUO.
[Ipwv TV e1o0ywyn 6to yovevtnplo Zn, n Aauopivo
YOYETOL YO ATOPLYT) LIEPHEPLLAVGTC TOV AOVTPOV.



LOTLKN TIOPOLOTOLON TOU YWVEUTNPLoU

LOLTOC ZN

Touch rolls
a]ls]

/ >|d

Fiﬂ. 3 E:I‘.crrl.'llicp."p:r regicn ina typical continucus hot dip coating line

= Gas wiping dies

To mayoc emoTpOUATOC

- pvOuiletar amd TOLG

KaBup1oTPes. QLAEPEC.
0.EPIOL KO TO TAYOC TTOV
ereyyeton ue X-Rays

[ Astenneapol] - AALEG UEBOOOVG




[TpooBNKeC, kKpopaTomolnon, Tou AouTpou Zn

Adovpivio: 0.1-0.2%. Anpovpyet e tov yadivPo Aento otpoua FeAl
t0 omoio mupepmodiCerl v avartudn FeZn mov oonyet og gty
GUVAQELD KU1 OMOKOAAGY TOV EMGTPOOTOS KUTH TV LLOPQOTOINGT).

Moivfooc: Apykd vpye To AOVTPO TuhBuwmmu Gov oKofupcia.
Evvoel v onwovpyio tov yopok) PICTIKOV PoAidmv, spangles.
stt‘-pmhmv KPLGTUA Aov. IoTopikd 1) Ui’[lffpr.q]] TOLC IDIUEPOPDJTDIDUGE Td
EMGTPOUOTO OO TO NAEKTPOAVTIKA TOV £)OVV LIKPOTEPT] UVTIGTUGN
mqummL amo oeidmaon. ‘Etot ypnoytonoteiton péypt 0.1% yo v
onuovpyia Tov spangles yio Adyovg marketing.

Avripovio: Avtikohiotd Tov HoAvfoo oty onuovpyic Tov spangles.

Lijpuepo Yo nePIPUALOVTIKONEC AOYOVC DITAPYOLY HLGTIPOL KOVOVES GTI)
ypnon tov Ph.



Ta spangles

KUVOVIKO

ultra

Zero

Amo to spangles HmopEt Vo
EEKIVI|GOVV POYLOTOGCELS KOTA
TV O10PKELD. TG
opgomoinone. Emniong oe
EQPUPILOYES OV UMOUITOVY Baon
HETd ToV YoAPavious omeg m.y.
GTNV aurorcwntoBtopnxawa M
OTIC KOTUOKEVES OeV ival
ameopnm N vopén tovg. Avtd
EMTUYYGVETOL [LE TV 0vENGY
TOV KEVIPOV TLUPNVOTOINGNS
TOLG péoco YEKAGLLOV aTLOY.
vePOU 1] AETTNG GKOVIG Zn 6TV
EMPAVELD. EmmAov 1
empdveld eivol mo Aeto.



Avortnpeva erotpwpota (galvanneal)

[Tpoépyovtor amd Bepluki) d1dyvon ToL YOAPOVIKOD EMGTPOLOTOC.

*Evpeia ypijon oy avtokivitoflopmyavio A6y tov PeAtiouéveov
1010TINTOV TOLS KOTA TOV YPOUUTIGHO (KaADTEP TPOGPVGT YPDOUATOC)
KOt TG GNUEOKN S ovykoAnong (spot welding).

: Eta layer. Relatively
Ty 833 / pure outer zinc coating ZETA
il Zeta layer. Zinc-iron 4 / _
alloy containing 5.8 to k9 ‘ ,
Ve 6.2% iron ' i ¢
! Delta layer. Zinc-iron
/ alloy containing 7 to
12% iron 10 um

Lk Gamma layer. Thin
LG molecular layer
' containing 21 to

W 28% iron
o Fig. 9 Galvanneal coating microstructure compaosed of zeta, delta, and gamma phases. Scanning electron microscope

— Base steel i

“— STEEL SUBSTRATE



ErtilBupnta emotpwpata

STEEL SUBSTRATE

Flg. 10 Galvannesl coating micrasiructure compused of mostly delta phase Scanning electron microscoge cross section

H C @don sivor povokiviic.
Oezmpeitor 0T €1 LYNAO
cuvTeAEGTI) TPPC KOt £TG1 dev
etval emBuun T 6TIS
KOTEPYUGIES LLOPPOTOINGTG.

H y @don eivon eayovik
LLEYIG TG TUKVOTNTOC KOl
EMOLEVAOC £YEL TEPLOPIGLLEVT)
orxipotnTa. Odnyel oy
KOVIOTO11G1)] TOL EMGTPOUATOS
KOTA TNV LOPPOTOINGT).

Y& oTpopata ave tov 9-10 um,
elvot 00VGKOAN 1 OTOPLYY
ONovpYiag y eaong.



Avtlotoon kata tne TELRNC

H 0 ko1 n € ¢dcelg Tov eMOTPOUATOS E1VOL GKANPOTEPES ATO
10 yarvfo. H n edaon umopet vo amouokpuvOel edv VTOGTEL
Katamovnon 1 TpPn.

hardness

La ’? Zeta layer
4 Ly 179 DPN

hardness

1 : ‘% Delta layer
G T hardness

N Base steel
fadl 0 / 159 DPN
e hardness

L s




ayocC emoTpwpuatwy kata AS 1650

Minimum average
coating mass on any Equivalent
individual test area | thickness
g:‘/l]].2 l’ml

Steel over Smm 600 84

thick

Steel between 450 63

2mm and Smm

thickness

Steel less than 350 49

2mm thick

Castings (ron & | 600 84

steel)

Hollow sections | 300 42

(pipe)

Galvanzed
coatings are
slightly thicker at
comers and
0108s as shown,
an important
aovantage over
most organic
coatings which
thin out n these
critical areas.
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Extipnon dtapketac (wnc

Service Life Chart for Hot-Dip Galvanized Coatings

Dernvad from The Zinc Coating Lie Predicior

— 25 50 75 100 26 0 176 200
A
260
@ /
VT
20 ,/
-g) a“/
5 pur® Ane
. T e
& / Tt —= na

g
N

L pdust
| Q//

0 1 2 3 4 ) 6 7 8

Average Thickness of Zinc {(microns top line, mils bottom line)
*Sanvica Life isdafined as the tima 5% rusting of the steal surtace Note: 1 ez 12 ~ 1.8 rils



AlaBpwon o€ emadn UeE vypa

Eitect of pH on comosion
rate 0f Znc. In the range
) , PH 60 pH 12.5the zing
['aAPavionog 16avikn codgfomsastede
AOGT Y10 00YELD, poectiefimand & §
UmOBNKELGNC VYPDV. (amson e S 0w, ¢ |
To mepiocotepa opyavika :
7 , Stabe film, Jow 0

VYPA OeV TPOGPAILOVY conosinra

oV Zn. .
7 Rapidcomsion




Mnyxaviopoc dltapwonc

& &

ANODE

0¥

steec [T | @9
CATHCOE . o
o & CATHODE &
ELECTROLYTE Atom —» 'RON 1 eLecTRONS
Fe - Fett | 20

Anpovpyio KEMOU Anpovpyia wvtov Fe

ANODE

= 48
- ) i

J
CATHODE f

hd ) o

J = .
Fet* 4 206~ — FeD ¢ H.0 / CATHODE
MY 426"  —+ H,gas HYDROGEN GAS
1

Anpovpyio ckovprasg Awappoon



>Tooa OlaPpwonc

j A
R d

5= Pan P
Moisture enters Rust Build up of bulky Finally
hairline cracks begins corrosion pressure causes
and porous to form products causes spalling of
areas disruptive tensile concrete and

stresses exposure of

steel bars.



KaBoodikn mpootaoia pe Zn

on) - 2 .
o) () N @) s :; ‘s HYOROGEN GAS
@ = e -3 kH) ooo' :
+ ST e 0 2
el @ o
M e o - .
STEEL | ZINC o ‘_.._e_é B TN
(CATHODE) | [ANODEY | ()" o ) TRO
OoH) | STEEL | ZINC e .
o ICATHODE] | (ANODE} \1 O
OH :
a2
ZINC ZINC
ATAM >IN T ELECTRONS Fe'* + 20" — Fe0 + H,0
ELECTROLYTE @_ Zn - It 26 H,0 + %0, + 2e — 20H-

H owaPpmon yivetot 610 0vooiko HEPOC.

O Zn Bvcialetal TPOGTATEVOVTUS TO G1ONPO.




AloupLlvouyo ETILOTPWHOTA

ALUMINUM
10 um
i IRON-ALUMINUM
INTERMETALLIC

STEEL SUBSTRATE

Fig. 11 Type 2 aluminum coating microstructure. Scanning edectron microscope cross saction

ALOVLIVOVYO EMCTPO O
TOTTOL 2.

Tomkd mwayn 30-50 pm.
Eaipetikn avioyn ot
MEPIGCOTEPU
nepfariovra.
[Iepropiouévn ce
nep1Pairlov LYNANG
GUYKEVIPMOGNC GAUTOV.
Aev TpocpEpet KO.B0OIKN
TPOGTUGI.



Al-Si emoTpwpata

¢~ ALUMINUM-SILICON
3 ALLOY

(4= |RON-ALUMINUM-SILICON
INTERMETALLIC

--------

STEEL SUBSTRATE

4 »
Flg. 12 Type 1 aluminom coating microstructure. Scanning eleciron micsoscope Cross secion

Alovvovyd EMGTPOULUT
tomov 1.

Tomkad wayn 20-25 pm.

[0 péyiem wkovotnta
Lopomoinone mayos 12 pm.
S1 amd 5-11%.

2yMUOTICUOS EVOOUETUAMKNG
Fe-Al-S1 mov mpocoidet
KOAAITEPY GLUTEPIQYOPE GTNV
LLOPPOTTOIGT).



Avodlwon

* MeBoboc emipavelaknc mpootaociac peTaAwy. EnloTpwpa
LLETOOYXNUATIOMOU (conversion) pe dnuloupyla emudavelakou ofeldiou.
Epappoletal kuplwc ya Al, aAa kat yia Mg, Ti, Zn, Fekal ta kpapata
TOUC.

Alepyaoia avodiwonc:

e HAekTpOXNULKN OLEPYOCLO OTIOU TO TIPOC KATEPYAOLO LETAANO TTOLLPVEL
NV B€on tNc avodou o€ avtiBeon Ue TNV NAEKTPOAUTLKN
ETILLETAAAWON, OTov €lval n kabBodoc. EE ou kol n ovopoaoia.



Avodilwon A\oupLviou

* Auénon tnc avtiotaoncg otnv dtaBpwon

e BeAtiwon tn¢ epdavionc (Aovotpo, XPWHATIOUOC)

e AU&énon tnNc amofeoTIKNC avTiotaonc TNE EMLPAVELOC
* AUénon tng mpooduonC TOU XPWHATOC

* MMpoodepel NAEKTPLKNA HOVWON

e Elvai Suvato va emipetaAAwbOel



Alepyaolec avodilwonc

e Tpelc elval ol facikec dlepyaoiec avodiwonc.
1. Aepyaoia xpwukoU (NAeKTPOAUTNC XPWLLKO 0&V)
2. Alepyooia BeuwkoU (nAektpoAUTnc Beuko o)
3. Alepyaoia okAnpnc avodlwonc (nAektpoAUTNC Beuko oL pe N xwpLc
npooBeta. MNaxuTeEpA EMIOTPWLLATA)

e AMec OLepyaoiec exouv avamtuxBet yla eLOLKOUC OKOTIOUC Kol
XPNOLULOTIOLOUV BeLKO, 0EaALKO, BOPLKO, BELOCOALKIALKO N TAPTAPLKO
0¢U.

e TO MAYOC TWV ETULOTPWUATWY KUMOLLVETOL Ao 5 ewc 18um, EKTOC TwV
OKANPWV TTOU €XOUV PEYAAUTEPQ TTAXN.



[TpoeToLaoLa ETILHAVELAC

* KaBaplopog. Aropakpuveon Amoug kat eripavelakou ogewdiov. To
TEAEUTOLO Bﬁtogerc’xt KaL otnv MAEov kaBoapr) (PALVOUEVLKA) ETILDAVELD.
Xpron aAKaALKWY ) ATpHwy OLaAUTWY OTtwe TpYAwpoeBuAeviou (teAevtala
OEV ETUTPETETAL N XPON TOu Aoyw Kataotpodnc olovtog).

* MMAVOLWO. Xprjon vePOoU 1) ATLOVIOUEVOU VEPOU.

* Xnuwkn tpooPoAr) (Etching). Xprion avtdpaotnplwv 0rnwg KauoTikng 6080G
(NaOH). Adaipeon emipavelakol, AEMTOU OTPWUATOC AAOU LVLIOU.

* Anopakpuvon erudavelakwy enkadioswyv (demutting) onwg aAwv
METAAAWV 1) KOTIVLALG TIOU TIPOEPXOVTOL ATIO TLG TIPONYOUUEVEC KOTEPYAOLEG
Ko exouv mapapeivel. Xpnon HNO3, 10-25 vol%.

* MMAUOWoO. Xprjon vepoU 1 ATLOVIOUEVOU VEPOU.

* Avobiwaon.



ALepyooLa XpwWHLKOU

* H Slepyaoia auTr) MPOTLLATAL O AVTLKELMEVA TIOAUTIAOKOU OXNULOTOC
AOYw TNC OUOKOALOC QMOUAKPUVONC ATIO KOLAOTNTEC KATT KOl TNC
SLaPPwTLKNC duonc Tou BelkoL oéeoc.

e AWVEL ETILHAVELEC XPWHOTOC KITPLVOU 1 okoupou Aadl.

e AtaAupata nAekTpoAUTNKaL cuvBNKeC NAEKTPOAUGCNC
* 3-10 kKB% CrO30¢ vepo

PH 0.5-1.0

ouykevtpwon YAwptoviwv (rty NaCl)<0.02%

taon 40V (puBulopevo 0-40 V

* TTUKVOTNTO peVpATOC>0.1A/dm?2

dlapkeLla dtepyaoiac 30-40 min



Altepyoota Beukou

Al opata NAEKTPOADTY Kol cuovBnKkes niekTpoiverc
« 12-20 xp% H,SO,

*  OLYKEVIPMOON yroproviov (my NaCl)<0.02%

= Cold rirse
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Alepyooila okAnNpnc avodLlwonc

Table 4 Process and conditions for hard anodizing

Film
Temperate  Duration, Volge,  Curentdensity thickness
Process Bath T F mh ¥ Aldmt AR um  mis  Appearance Remarks
Martin Hord Coat (MHC)  ISwibsulfuricacid, 400 2532 45p) 2075 21 L 30 1 Lightwodark  Very hard, wearresistant
85 wifh water gray or bronz
Amilie225and226 12wt sulfuric acid, 0 50 2040 1075 28k Wb 0 530 11 Lighttodak  Veryhand, wearresistan, allowsa
| wif% oxalic acid, pray orbronze  higher operating temperature
waler : over MHC
Alcanodox Onalicacidinwaier 220 3668 (a) fa) () (a) 035 0814 Golden to bronze
Hardas 6 wi% owalic water, 4 ¥ @ 60depsa 20 i Lightyellowto
04 witho water overide hrown
Sanford Sulfunc acid with 15 328 @ I5150d LS 136 Lightto dark
organic additive gray o bronzs
. Kakcalor Hwsufosalieylic 1824 6475 154 1643 1535 0614 Lightyellowto  Aself-coloring process, colorsare
: acid, 034 wi% brown toblack  dependent onalloy chosen, the
sulfuric acid, waler colors produced are ligh fast
' Lasser 07 wi%oxalicacd, 17 354 w0 Fom$0-500 Vollage  Voltage M0 28 Colorless  Hard, thick coatings produced with
00.25 wi% water nsingramp  controlled  controlled special cooling processes

(a) Proprietary information avaitable to licensees oaly, Also, the entire Toro process is proprietary information available to licensees only. (b} Changes from 9th edition, Merals Handboo




>dpaylopa (sealing) avoOLlKwV EMOTPWUATWV

O1 TopoI To TopwdOoUC avodIKoU ETMICTPWHATOC KAEIVOVTAI PE TNV HETATPOTTN
Tou ofe1diou Tou aloupiviou og udpofUAio Tou aAoupiviou (HOVO-) yVWwOTOU oav

Boehmite. H avrioTtaon otnv diaBpwon e{aprtdral KUpiw¢ amo Tnv digpyaoia
auTn.

Aigpyacia XpwHIKOU-8£1IKOU
« 2(pAyICHa Ot eAAPPA OLIVO VEPO

« 1gr XpwHuIkou oZeog oe 100 AitTpa vepo (PH 4-6) n oe H20+H2504
(PH 5.5-6.5)

« Bepuokpacia diepyaciac 79+1 °C 3 93-100 °C

Table 6 Sealing processes for anodic coatings

Tempersture Drrathn, Appearance,

Proces Bath C °F min properties Remarks
Mickel-cobale 5 ke (1.1 1b) nicke] aceue, OE-100 20B-212 15-30) Colerless  Provides good cormsion resistance for acolorless seal afier anodizing
01 kg (002 ) eoball acerace, ath buaffered to pH of 5.5 06,5 with small amountz of acetic acid
0.8 kg (1B I boric acid, sodkinm acetate
100 L 380 gal ) waser . _
Dichromate 5 w1 sodium dichromate, 95 wi% water 98-100 208-212 30 Yellow colar  Cannot be nsed for decomeive and colored coatings where cthe yellow
color is objectionahle

Glanher salt 200 wi% sodiurm sulfate, B0 wifh water 98100 208-212 30 Colorless
Lacquer seal Lacquer and vamishes for interior and Coborless o Can prowide good comosion resistance provided that the cormeet
ExlETor exposune yellow orbrown formulation is selecied. Formulazions for exterior exposisne use
acrylic, epoxy, silicone-alkyds resins and for interior exposune the
previously mentipned resins plus wrethancs, vinyls and alkyds,




YNUELWLLA XPNONC EPYWV TPLTWV

* Y€ O0EC ELKOVEC eV avadEPETAL N TPOEAEUCTH TOUC TIPOEPYOVTOLL OTIO
o BLBALaL:

1. STEEL MANUAL, VEREIN DEUTSCHER EISENHUTTENLEUTE
2. ASM HANDBOOK, VOLUME 5, THE MATERIALS INTERNATIONAL

SOCIETY
OL CUYKEKPLLLEVEC ELKOVEC UTTOKELVTAL O€ OLKOLWLOTAL L@ﬂ.mm@@




Teloc Evotntag

EMIXEIPHZIAKO MPOTPAMMA
EKMAIAEYZH KAI AIA BIOY MAGHZH s EZ"A

" Yopivpona o v vimuta

YMOYPFEIO MAIAEIAL & BPHEKEYMATAN, MOAITIZMOY & ABAHTIZMOY
Eupwniaikn ‘Evwon EIAIKH YNHPEXZIA AIAXEIPIZHL

Eupwnatkn Evaor
Vpumalo KOMIIKGTARER e th cuyxpnHAToS6TRON T EMMaSaC kat e Eupwmaikii Evwang




