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2014 NASF SUR/FIN Draws Largest Attendance in Recent History
The NASF SUR/FIN Manufacturing &
Technology Conference & Tradeshow
did extremely well this year. The
quality of the conference was one of
the best in history and helped to
power positive results in active
attendee numbers for this year’s
event. Conference officials feel this is
indicative of a steady resurgence in
the market, the Association’s growing
membership, and the increased
visibility of SUR/FIN as a targeted,
focused conference for the surface
finishing industry.
Bolstered by a sold out conference
trade show floor presenting over 178
product and service companies, NASF

Inside this issue:

SUR/FIN attendees got more out of
the show than a look at the latest
technologies. More than 80 speakers
presented topics of critical impact to
the industry throughout the three day
event. NASF’s “Sustainability Summit”
took the lead in kicking off the
conference, delivering late-breaking
news on several of the critical issues
impacting the surface finishing
industry. Wednesday’s Keynote
Presenter, Mr. Duane Drobnich of Ford
Motor Company, offered a distinctive
perspective to the development and
implementation of new finishing
technology. “Treat approved suppliers
as tier 1 suppliers (...) who knows the
supplies better than the people who
invented them?” said Drobnich.
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Regenerative blowers are the ideal
solution for moving large volumes of
air at low pressures or vacuums. As
such, these units are found in many
finishing shops, primarily as solution
agitators, but also for blow-off
/
drying, as well as fume extraction.
Unlike others members of the air
moving equipment family
(compressors, fans, vacuum pumps),
less is known about their operating
principles, capabilities and
maintenance needs.

Getting the Lead Out

16

Operating Principles

Initial figures received at the close of
the show indicate over 2,200 surface
finishing professionals from
throughout the U.S. and 30 other
countries attended or exhibited at
SUR/FIN.
“We’ve continued to maintain a
healthy focus on the needs and
concerns specific to the industry in an
effort to attract quality exhibitors,
speakers, and attendees to the event,”
stated NASF SUR/FIN Chairman,
Waasy Boddison of American Plating
Power. “We were impressed with the
number of new exhibitors who took
part in the show this year – all have
said they would be returning next
year,” stated Boddison.
Click here to continue on page 3...

Regenerative Blowers

Regenerative

blowers

are

also

sometimes called side channel blowers
or ring compressors, terms that refer
more to their physical construction.
The more common name regenerative
comes from their basic operating
principle.
The impeller is mounted directly on the
electric motor shaft and rotates at the
motor’s nominal speed, typically 3500
rpm. The impeller consists of
numerous radial blades on the
circumference of the impeller. The
number, size and angle of these blades
contribute to the pneumatic
Click here to continue on page 3...
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Manufacturing Drives Growth in Electroplating
Chemical developments, over the
years, have made it possible to
electroplate a wide range of materials
like platinum and osmium.
Technological developments have
enabled use of electroplating processes
in several end-use applications,
in c lu d ing d ec or at iv e p u rp oses,
corrosion protection, engineering
applications and electrical applications.
Being largely application driven, the
electroplating market depends entirely
on the net output of the manufacturing
industry. The electronics and electrical
appliances industries constitute the
largest end-use sectors for
e le c t r op lat in g se r v ic e s. Th e se
industries depend on electroplating for
circuit boards, connectors, and such
other metal components. Robust
expansion of the telecommunications
industry and the recent spurt in
demand for electronic devices are
helping provide growth impetus for
electroplating services in this sector.

Electroplating has become
indispensable in emerging fields of
electronics, such as micro and
optoelectronics. Modern sensors of
most types adopt electroplating
techniques. Lower costs of
electroplating in comparison to other
technologies favors demand for
elect rop l at in g serv ices in t h e
electronics sector. The ability of the
electroplating technology to
electrodeposit multiple layers as thin
as a millionth of a centimeter makes it
indispensab le in semiconductor
applications. Modern electroplating
technologies allow manufacturers to
modify and pre-design properties both
chemical and physical of target
surfaces, such as in electroforming.
The increase in demand for computing
devices is expected to drive significant
market opportunities for electroplating
service providers.
Growing automobile production
worldwide is offering significant

prospects for electroplating services.
Electroplated plastic materials are used
in various automobile components
such as radiator grilles, name badges,
rear/front lamp units, window trim,
interior trim, auxiliary lamp units and
mirror housings. In addition, the
automotive industry utilizes
manganese alloy, zinc-iron alloy and
zinc-nickel alloy electroplated steel in
exterior body panels. Growing demand
for in-car safety and entertainment
systems is expected to drive significant
demand for a range of electronics
which require electroplating. From
automotive air bags to car audio
systems and gaming consoles to the
convergence of information and
entertainment, infotainment, the
market over the last couple of decades
has witnessed sea changes in
technology development and evolution,
creating substantial demand for
electroplating services.
Click here to continue on page 4...
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2014 NASF SUR/FIN Draws Largest Attendance in Recent History
...continued from front page.

SUR/FIN’s time honored tradition of
acknowledging leaders took place at
Monday’s opening reception. Here
industry leaders gathered to celebrate
and honor a handful of tireless industry
advocates for their hard work and
dedication. “This event symbolizes
what is good about our association and
the many individuals who care deeply
about our industry,” stated NASF
President, Rick Delawder.



Taormina Award: Jim Jones, Dixie
Industrial Finishing Company

Awards of Merit:


Sam Bell, Metal Surfaces, Inc.



Lawrence Ryan, Atotech

Award honorees include:



Brad Majoy, Pavco, Inc.



Presidential Award Winner: William
Wiggins, Automation Plating
Corporation



Terry McGuinness, Enviroserv



Bruce Murphy, Enthone

Scientific Achievement Award: Dr.
H u d son Bat es , Th e Ni ck el
Producers Environmental
Association



William Nebiolo, REM Chemicals,
Inc.



David Roach, Peninsula Metal
Finishing, Inc.



At the conclusion of the show,
exhibitors spoke highly of the amount
of business generated from those who
attended the event. SUR/FIN’s laser
target on its audience appears to be a
driving force behind the success of its
exhibitors. “As for my company, we
had the best response in 10 years,”
stated Boddison. “Our efforts in
targeting the decision makers paid off.
We met face-to-face with many
decision makers who came to the
show—and our exhibit - with specific
needs. They were ready to buy.”
Officials have already begun planning
NASF’s 2015 SUR/FIN event scheduled
for June 8-10 in Rosemont, Illinois.
Press Release by
Jean Marie Saidler
JMS Consultations
+1 (815) 459-3915 Ext: 16

FABTECH 2014 Has Georgia on Its Mind
FABTECH is flying south for November!
North America’s largest metal forming,
fabricating, welding and finishing event
is expected to attract over 27,000 attendees and 1,400 exhibiting companies
to the Georgia World Congress Center in
Atlanta on Nov. 11-13.

against the backdrop of the continued
resurgence of manufacturing in the U.S.
Recent data shows that manufacturers
contributed $2.08 trillion to the economy in 2013, up from $2.03 trillion in
2012. Offering a one-stop shop to
source the best products and services
from the U.S. and all over the world,
FABTECH exhibits will include live equipFABTECH is an invaluable resource to
ment demonstrations, offering visitors
the continued growth of the sector.
the unique opportunity to see, touch
and compare products side-by-side and “With 14 million tons of equipment over
find cost-saving solutions. Special 500,000 net square feet of floor space,
events at FABTECH 2014 will include FABTECH 2014 will be more than 25
(partial list): a keynote presentation on percent larger than it was in 2010, the
“Creating U.S. Jobs and Bringing Manu- last time the show
facturing Back Home” by Walmart VP was held in Atlanfor U.S. Manufacturing Cindi Marsiglio; a ta,” said John Catspecial panel discussion on “Bridging the alano, show coManufacturing Skills Gap with Veterans” manager at SME.
to be held on Veterans Day (Nov. 11); a “We’ve had record
keynote speech by former Pittsburgh numbers of atSteeler great Rocky Bleier; and a special tendees at each of
FABTECH Industry Night at the new our last two shows
College Football Hall of Fame in Atlanta. in Chicago and Las
Vegas
because
This year’s FABTECH expo comes
there is simply no

better way to see new products and
technologies than at FABTECH.”
Simultaneously, FABTECH will once
again host an educational program designed to enhance attendees’ careers
and businesses.
“Beyond the world-class exhibits at this
year’s show, attendees can add to their
FABTECH experience by registering for
more than 100 educational sessions
and expert-led presentations,” said
Click here to continue on page 12...
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Regenerative Blowers
...continued from front page.

performance (flow vs. pressure /
vacuum) characteristics of each
blower. The impeller spins within a
housing that consists of an inboard and
outboard “channel” (hence the term
side channel blower). As the impeller
passes the inlet port, air is drawn in.
As the impeller rotates, air is captured
between each blade on the impeller
and is pushed both outward and
forward into the channels. The air
then returns to the base of the blade.
This process is repeated over and over
as the impeller spins.
It is this
regeneration that gives the blower its
pressure / vacuum capabilities and its
more common name. In essence, a
regenerative blower operates like a
staged reciprocal compressor and while
each blade-to-blade regeneration
“stage” results in only slight pressure
increases, the sum total, from air entry
to outlet can yield, in some makes,
continuos operating pressures up to 9
psig or vacuum to 14” hg with flows in
the 200 to 250 cfm range at these
points.

Operation & Maintenance

For the shop operator, one of the
biggest benefits of a regenerative
blower is, by virtue of its fundamental
design, its lack of maintenance /
monitoring requirements.
The
impeller is the only moving part; it
does not come in contact with the
housing channels and is, therefore,
“wear-free”.
Self-lubricated bearings
a r e t h e o n ly w e a r i n g p ar t s .
Regenerative blowers are oilless and
have no complicated intake / exhaust
valving. Furthermore, most blower
makes can be mounted in any plane
and, with dynamically balanced
impellers, generate little vibration.
While “motor-less” (bare-shaft) regen
blowers exist, most applications are
served by direct-drive design, hence no
pulleys / belts.
Due to this basic construction,
regenerative blowers are durable and
virtually “maintenance-free”. While
warranties vary from manufacturer to
manufacturer, it is not unreasonale to
expect 70-80,000 hours of operational
life from a regen blower.
Every shop operator, despite the
cleanliness of his operation, would

recognize the need to filter equipment
like this. Regenerative blowers have
close internal tolerances between the
impeller and housing, and it is
important to not allow foreign material,
including liquids, to enter the blower.
Debris that is ingested by a blower can
cause a catastrophic failure as it may
become wedged between the impeller
and housing which will cause the
blower to lock up. Most manufacturers
will specify / provide the appropriate
filter for their blowers, but typically
ratings of 10m with 99% effeciency
are used, with filter area appropriate to
the blowers flow capacity.
Outside of ingest of foreign material,
including liquids (avoidable by using a
check valve, if needed), there are
really only 2 other ways to damage
these units—and both are related to
heat.
While most units are installed originally
with the correct filter, maintenance of
those filters is sometimes overlooked,
leading over time to a false resistance,
limiting the air intake or “starving” the
Click here to continue on page 6...

Manufacturing Drives Growth in Electroplating
...continued from page 2.

As stated by the new market research
report on Electroplating, Europe
rep r esen ts th e larg est mark et
worldwide. Asia-Pacific is forecast to
grow at a CAGR of 3.7% over the
an a ly s is p e r i od led b y r ap id
industrialization, and increasing
demand for consumer goods in
countries such as China and India. The
region is also benefiting from the
ongoing shift in production bases to
low cost developing countries.
Major players covered in the report
include Atotech Deutschland GmbH,
Allied Finishing Inc., British Metal
Treatments Ltd., Birmingham Plating
Co Ltd., Commercial Plating Company

Inc., Interplex Industries Inc., Kuntz
Electroplating Inc., Metal Surfaces Inc.,
NiCoForm Inc., Pioneer Metal Finishing
and SIFCO Applied Surface Concepts
Group among others.
The research report titled
"Electroplating: A Global Strategic
Business Report" announced by Global
Industry
Analysts, Inc., provides a
comprehensive review of market
trends, drivers, and strategic industry
act iv it ies of major comp an ies
worldwide. The report provides market
estimates and projections in US$ for all
major geographic markets including
the US, Canada, Japan, Europe
(France, Germany, Italy, UK, Spain,

Russia and Rest of Europe), AsiaPacific (China and Rest of Asia Pacific),
Middle East and Latin America.
For more details about this
comprehensive market research report,
please visit – www.strategyr.com/
Electroplating_Market_Report.asp.
Global Industry Analysts, Inc.
Telephone: 408-528-9966
Fax: 408-528-9977
Email: press@StrategyR.com
Web Site: http://www.StrategyR.com/
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NASF Awards Presentation
The National Association for Surface
Finishing (NASF) honored 10 of the industry’s top leaders during their 7th
Annual NASF Awards Presentation on
Monday, June 9th at the NASF Pavilion.
Held as part of the 2014 SUR/FIN Conference, the ceremony recognized each
leaders’ outstanding dedication to ensuring a strong association and vibrant
future for the finishing industry.
NASF President, Rick Delawder kicked
off the ceremony with a warm welcome
and thanks to all in attendance. Awards
Chair, Mike Kelly, then took to the stage
to present the Presidential Award, the
Scientific Achievement Award, the
Taormina Award and seven Awards of
Merit to this year’s recipients.
Bill Wiggins of Automation Plating Corporation received the coveted Presiden-

tial Award for his extraordinary contributions to NASF and visionary efforts to
advance the industry. In his 40+ year
career, Wiggins has been an industry
ambassador, held an elected office and
actively serves as a member of the
State Association and Board of Directors.

liver the Blum Lecture at the 2015 SUR/
FIN Conference.

adequate to prevent the blower from
over-heating. In this condition, the
motor is also exceeding its full load
amperage, contributing additional
heat.

Of course, many agitation applications
should be “fixed backpressure”, with
no change in solution type or depth.
However, one kinked line, a clogged
air outlet or an increase in solution
depth (planned or unplanned) could
lead to an expensive blower overhaul
or replacement, avoidable by using a
relief valve (n.b.: the relief valve will
not sense a clogged intake filter. There
are, however, relatively inexpensive
pressure differential sensors that can
be used with the intake filter if regular
visual inspection difficult or unreliable).

Jim Jones of Dixie Industrial Finishing
received the Taormina Award for his
outstanding commitment to improving
the industry. Jones expressed the importance of being an NASF member and
the crucial part his participation in the
The Scientific Achievement Award was organization has played in advancing
presented to Dr. Hudson Bates, Execu- his business and the industry overall.
tive Director of the Nickel Producers
In addition, seven esteemed NASF
Environmental Research Association
members were presented with Awards
(NiPERA). One of the world’s foremost
of Merit for their exceptional service
toxicologists and an expert on nickel,
nickel processes, nickel human health of a local and/or national nature.
and environmental health, Dr. Bate’s • Brad Majoy (Pavco)
20+ year career has enhanced the dig- Well known and respected throughout
nity and status of the finishing industry. the industry, Brad Majoy has greatly
As recipient of this year’s Scientific
Achievement Award, Dr. Bates will de- Click here to continue on page 8...

Regenerative Blowers
...continued from page 4.

blower. This is one way excess heat is
generated.

The second condion is also related to
inadequate air supply, but for a
different reason.. Some smaller
blowers are able to operate in a “deadhead” (max pressure / 0 flow) condion,
but the majority of units require some
air to be going through the blower at
all times for cooling. Regenerative
blowers are fixed displacement---as
long as the impeller spins at X rpm,
the blower wants to put out Y flow.
However, this flow decreases as the
blower works against a positive
(pressure) or negative (vacuum) head.
Some blower manufactures will offer
up to 4 different horsepower motors
on one basic blower. This has no
effect on flow—only the pressure/
vacuum (or “work”) capacity. If the
pressure capacity is exceeded, in this
case approx. 3.9psig (108”H2o), the
amount of air passing will not be

This over-heating can ultimately lead
to the impeller expanding into the
housing, resulting in a locked blower.
Some users confuse the squealling
evident during this condition as a “bad
bearing”, when, in fact, it is the
impeller coming in to contact with the
housing. The impeller, once cooled,
will not automatically shrink back to its
proper size and, depending on time /
severity, will score itself and, possibly,
the housing. Often times this scoring
can be buffed out and the blower can
be returned to service, with most of its
original flow/pressure capacity. It is
for this second reason, excess heat
generated by excedding the blowers
pressure/vacuum capacity, that users
are encouraged to use relief valves,
which can be set to open at the
blower’s maximum pressure / vacuum.

Dedicated Regens Versus
Central Compressed Air
As already discussed, regenerative
blowers are the most efficient solution
when high air flows are needed, but at
relatively low pressure (< 9psig). Some
operators continue to use their “shop
air” as the air source for these low
pressure/high flow applications, such
Click here to continue on page 7...
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Industry Events
September 30th—October 1st
Fall Electrocoating Seminar
Milwaukee, Wisconsin
http://www.ccaiweb.com/events/

October 14th
Powder Equipment Mfg. Symposium
Singer, Wisconsin
http://www.ccaiweb.com/events/

November 10th—12th
Anodizing for Aerospace UNAQ
Queretaro, Mexico
www.surfacefinishingacademy.com

October 7th – 8th
Powder Coating 202 – Optimizing your
Powder Operation
Amherst, Ohio
www.powdercoating.org/events/
details/78

October 14th – 15th
Electroplating Know-How Basics
Elk Grove Village, IL
www.platingschool.com

November 11th—13th
FABTECH 2014
Atlanta, Gerogia
www.fabtechexpo.com

October 16th
WEBINAR: The 6 Root Causes of ANY
Powder Coating Failure
Attend from Anywhere
www.powdercoating.org/events/
details/77

November 11th – 12th
Electroplating Know-How Basics
Elk Grove Village, IL
www.platingschool.com

October 9th
CCAI National Event Powder Coating &
Curing Process Seminar
Atlanta, Georgia
http://www.ccaiweb.com/events/
th

October 10
Golf Tournament
Las Vegas, Nevada
http://www.ccaiweb.com/events/
th

October 13
Ultrasonic Sieving of Powder Coatings
Allendale, Michigan
http://www.ccaiweb.com/events/
October 14th
Liquid Coating Presentations
Lisle, Illinois
http://www.ccaiweb.com/events/

October 27th – 29th
Forum for the Aerospace Industry
Guadalajara, Mexico
www.bciaerospace.com/mexico/en/

November 13th
WEBINAR: Quality Assurance Testing
Attend from Anywhere
www.powdercoating.org/events/
details/77

November 4th - 5th
Powder Coating 101 – Basic Essentials
with Lab
Jacksonville, Florida
www.powdercoating.org/events/
details/81

December 9th – 10th
Powder Coating 202 – Optimizing your
Powder Operation
Indianapolis, Indiana
www.powdercoating.org/events/
details/80

November 5th—7th
Spray Finishing Technology Workshop
Toledo, Ohio
http://www.ccaiweb.com/events/

December 9th – 12th
SUR/FIN Asia-Pacific
Singapore
http://www.aseansurfin.org/

operating costs. This same air delivery
could be provided at about one-fourth
of this electrical power consumption by
a 3.0hp regen blower and would pay
for itself in less than 7 months.

should give the shop operator years of
trouble-free service.

Regenerative Blowers
...continued from page 6.

as agitation / blow-off. While this
initially seems the “low cost” way to go
by using an existing compressor versus
a “dedicated” regen blower, this is a
highly ineffecient use of a typical
ind ustrial compressor. These
compressors have much greater
pressure capacity (normally to
175psig), but their air delivery, versus
regen blowers, is relatively low. For
example, depending on actual
electricity rates, using a 15hp.
compressor, 4,000 hours/year to
deliver approx. 80cfm @ 3.0psig (a
typical range for agitation) could
require in excess of $2,500 in

Regenerative blowers are used in
man y d if f er en t ap p l ic at ion s --packaging / printing equipment,
v a c u u m h o l d -d o w n , i n d u s t r i a l
vacuums, etc. Typical metal finishing
applications can actually be considered
“easy” i.e., straight-forward, typically
fixed air demands, operating in a
monitored environment. Selecting the
correct blower, with proper installation
and use of appropraite accessories,

Article providede by FPZ, Inc., a 35
year-old manufacturer of high
performance regenerative blowers.
For further information, including FPZ’s
“Tank Agitation” sizing brochure,
please contact:
FPZ, Inc.
Metals / Finishing Marketing
150 N. Progress Drive
Saukville, WI 53080
Tel.: (262) 268-0180
Fax: (262) 268-0415
Email: usa@fpz.com
Web: www.fpz.com

Page 8

Finishing Talk
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...continued from page 6.

contributed to numerous projects at
the local level in Cleveland over the
past 20 years.
• Sam Bell (Metal Surfaces, Inc.)
Sam Bell has single-handedly educated
a majority of Congress on the value of
the plating process. Bell has been an
NASF member and industry leader for
many years.
• Terry McGuinness (Enviroserv)
A tireless advocate for the metal finishing industry and President of the North
California Chapter of NASF, McGuinness’s leadership has been instrumental in the chapter’s positive contributions.

• William Nebiolo (REM Chemicals)
William Nebiolo has been instrumental
in developing the SME Mass Finishing
Training Course, including an industrywide mass finishing textbook still in
use today.
• Lawrence Ryan (Atotech)
A troubleshooting expert in all aspects
of electroplating during his 40+ year
career, Lawrence Ryan is a distinguished authority in plating on plastics.
• Bruce Murphy (Enthone)
Bruce Murphy is well known for his
contributions to the development of
composite and conventional electroless
nickel plating baths, aluminum pretreatment for electroless nickel and pre

-treatment for steel and copper-based
alloys. Murphy also developed a manual for electroless nickel electroplating.
• David Roach (Peninsula Metal Finishing)
Recognized as an expert in anodizing
technologies, David Roach has provided years of outstanding service to both
the military and commercial sectors.
Provided by:
Sarah Wirth
JMS Consultations
+1 (815) 459-3915

What is Salt Spray (fog)?
Salt Spray is considered one of the
most useful standards for measuring
corrosion resistance in the painting
industry, yet it is also the most
misunderstood. Salt Spray provides a
highly corrosive environment that
induces rusting, blistering, cracking,
and loss of adhesion. Salt Spray is a
method used for pretreatment and
paint qualification, as well as quality
assurance purposes.
P e op l e sp e ak o f t h e i r p a i n t
specification being 1000 hours salt
spray, but what does this really mean?
Without criteria for evaluation, all this
means is the painted part was placed
in a salt spray cabinet for 1000 hours.
There could be blisters all over, rust
showing through the paint, severe
delamination of the paint, or extreme
creepage if the part was scribed. The
real question is, “What are the results
after 1000 hours of exposure?” Are
you testing for paint delamination,
blistering, corrosion, etc…? If so, what
method is being used? This article will
try to explain salt spray (fog) for
painted surfaces and how to create a
more accurate specification for your
paint process.

Salt spray tests are performed using a
special cabinet, appropriately named
or described as a Salt Spray Cabinet.
ASTM B117-07 “Standard Practice for
Operating Salt Spray (Fog) Testing
Apparatus” gives the operating
parameters of the cabinet. The
parameters include temperature, air
pressure, concentration of salt,
collection rate, and so on. The salt
solution is made up of 5% salt in
deionized water, and the cabinet
temperature is kept at 95-98 degrees
F. Them salt solution is atomized in
the cabinet “such that for each 80cm2
of horizontal collection area there will
be collected from 1-2 ml per hour”.
Th ese p aramet ers h av e st rict
operating ranges that must remain in
check to insure proper reproducible
testing. This test method does not
describe the type of test specimen or
exposure periods to be used for a
specific product, nor the interpretation
to be given to the results. The only
reference in ASTM B117-07 to the test
panel is that the panel (or part) is to
be placed between 15 and 30 degrees
and that the panels should not touch
one another.

specimens to be used, as well as the
criteria for the evaluation of the test
results, shall be defined in the
specifications covering the material or
product being exposed or shall be
mutually agreed upon between the
purchaser and the seller.” Therefore,
when someone mentions getting 1000
hours salt spray they must specify as
Section 5.1, says the criteria for the
evaluation. Typically the evaluation
method is ASTM D1654-05, “Standard
Test Method for Evaluation of Painted
or Coated Specimens Subjected to
corrosive Environments.” The ASTM
D1654-05 standard is the most
common evaluation method for ASTM
B117-07. ASTM D1654-05 has four
procedures:
 Procedure A is “Evaluation of
Scribed Specimens”
 Procedure B is “Evaluation of
Unscribed Areas”
 Procedure C is “Evaluation of
Unprotected Edges”
 Procedure D is “Evaluation of
Formed Areas”.
In conducting testing for our
customer, Procedure A is the most
common followed by Procedure B.

Section 5.1 of the standards says:
“The type and number of test

Click here to continue on page 9...
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What is Salt Spray (fog)?
...continued from page 8.

Procedures C and D are rarely used.
Procedure A
ASTM D1654-05 tells how the panel(s)
should be scribed and evaluated. This
procedure mentions to use a straight
line, unless indicated otherwise. Also,
the scribe is to be placed vertically in
the testing chamber (Salt Spray
Cabinet). The lengths of test and
evaluation intervals are to be agreed
upon prior to testing. There are two
testing methods. Method 1 is for using
“Air Blow Off” and Method 2 is
“Scraping”. Method 2 is the most
common method that our customers
request. Once the testing has been

performed, the amount of creepage or
elaminat ion is measu red. Th is
measurement can be in inches or mm,
and then is converted to a rating. The
rating system goes from 0 to 10,
where 10 means zero creepage.
Procedure B
This procedure deals with the
unscribed areas of the panels. Panels
are tested for corrosion spots, blisters,
and other signs of failure. This
procedure references ASTM D714-02e1
“Standard Test Method for Evaluating
Degree of Blistering of Paints” and
ASTM D610-01 “Standard Test Method
for Evaluating Degree of Rusting on
Painted Steel Surfaces”. The degree of
blistering, as per ASTM D714- 02e1, is

recorded by blister size and frequency.
Size is rated from 0 to 10, with ten
representing no blisters, and frequency
is recorded as dense, medium dense,
medium, and few. The degree of
rusting, as per ASTM D610- 01, is
recorded by percent of surface area
with a rating scale of 0 to 10, where
10 has no rust. An appropriate paint
specification
could be:
Example 1: Salt Spray Exposure using
ASTM B117-07.
The test panels will be of production
metal and will be treated through our
production line. The panels will be
tested for 600 hours with a rating of 6
Click here to continue on page 19...

The Trending Hydrogaphics Industry
By now many of you have probably heard or are
familiar with the custom coating process known
as “Hydrographics”. If you haven’t, then it is still
likely that you own or have seen & touched
products that are finished by this method.
Automakers have been using this technique for
more than a decade to decorate vehicle dash
inserts in “wood grains” & other finishes. There
are many manufacturers in multiple industries
that utilize this decorative coating process for
their products. Some examples of these products
are: sunglasses, firearms, golf cart & ATV bodies,
shoes, cell phone cases, hair straighteners…Just
to name a few.

three-dimensional surfaces. Hydrographics
coatings can be used on an array of different
materials such as: metals, plastics, glass, hard
woods, composites, & many other substrates.
The Hydrographics industry is booming, simply

because the applications & markets are virtually
endless. Some of these example markets &
products are: automotive & motorcycle
components, sporting & hunting goods,
household items, electronics products,
architectural items, & many others. There are
thousands of designs & patterns to choose from
such as: carbon fibers, hunting & military style
Hydrographics (also known as Water camouflages, exotic wood grains, animal prints,
Transfer Printing) is a film-dipping process of skull designs, marble & stone designs, illusion
applying high-definition patterns to complex, Click here to continue on page 10...

Page 10

Finishing Talk

The Trending Hydrogaphics Industry
...continued from page 9.

designs, & many more.

as airbrushing), would take hours, days, or weeks
t o

Hydrographics 101:
The substrate to be printed onto is first pretreated & a base coat paint is applied. The polyvinyl-alcohol (PVA) film that is used is rotogravure printed with the graphic image to be
transferred. The film is then floated on the
surface of the water in a specialized tank
designed specifically for the process. A chemical
activator is then sprayed directly onto the surface
of the film to dissolve the PVA backing into a
liquid ink layer and activate a bonding agent. The
piece is then lowered into the tank through the
floating ink layer, which causes the displacement
of the water to wrap around and etch the inks to
the base coat. After removing the piece from the
water, the residual gel-coat is washed off and
then the item is left to dry. Once it has fully
dried, a top clear coat finish is applied to protect
the graphic & enhance the contrast of the complete the same finish without the same detail.
This process has been around for a while, but has
just recently been exposed to different levels of
consumers. You can now find Hydrographics
being used by DIY individuals, small businesses,
as well as large scale manufacturing facilities.
There are different levels of equipment ranging
from “garage & hobby” tanks, all the way up to
fully automated production lines. Now virtually
anyone, on any budget, can start a new business
or expand their current operation by integrating
Hydrographics…which is now sure to be a
pattern.
common staple in the coatings world for good.
Since water will effectively flow over any contour
or shape, the Hydrographics process is ideal for
decorating any complex shaped items that many
other conventional wrapping or coating
techniques would not be able to efficiently do so.
It is also amazing that you can print the absolute
highest definition patterns in a matter of seconds,
where some other conventional processes (such
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RIGHTech Fabrications Registered to ISO 9001:2008
RIGHTech’s quality and attention to
detail have always set us apart. Now,
they’ve been recognized worldwide.
We are pleased to announce that
RIGHTech Fabrications has been Registered to ISO 9001:2008. This prestigious, international designation has been
awarded based on RIGHTech’s dedication to quality and service.
ISO 9001:2008 specifies requirements
for sustainable and measurable, company-wide, quality management systems.
In order to be registered to ISO, a company must demonstrate a consistent,
high level of quality in both products

and procedures. ISO aims to enhance
customer satisfaction through the effective application of systems which include continual improvement and the
assurance of conformity to statutory
and regulatory requirements.

RIGHTech also carries a full line of titanium fasteners and material. Since
1967, RIGHTech has been a leading
source of corrosion resistant equipment
for the global, metal finishing industry.
Designing and fabricating both standard
and custom solutions for all metal finThis registration, coupled with RIGHTishing needs, RIGHTech Fabrications is
ech’s expanded menu of value-added
your Industrial Dream Shop.
services (laser and water jet cutting,
computerized turning shop) and a Provided by:
growing engineering and sales staff, Joanie Leopold
emphasizes the company’s continuing Ossipee Media Services
847-846-5626
pledge to provide complete and superiossipeemedia@gmail.com
or products for material handling, heat
exchange, plating and anodizing.

Parts2clean 2014 Attracts Record Visitor Turnout
It may have been only eight months
since parts2clean 2013, but
parts2clean 2014 served up all the
quality and quantity its exhibitors and
visitors were hoping for and more. In
t h i s, it s t w el f t h se a son , t h e
international trade fair for industrialparts and surface cleaning was colocated with the O&S international
trade fair for surface treatments and
coatings for the very first time. Held
from 24 to 26 June, the premiere of
this double act brought over 10,900
visitors to the Stuttgart Exhibition
Center. “The resulting synergies were
a major plus for the exhibitors and
visitors of both parts2clean and O&S,”

said Olaf Daebler, the project director
in charge of the two fairs at Deutsche
Messe. “Sixty-two percent of all O&S
visitors also attended parts2clean.” As
a result, the post-show visitor statistics
for parts2clean indicate that the show
attracted no fewer than 8,460 visitors,
which is just on 70 percent up on
parts2clean 2013. Twenty-one percent
of these visitors came from outside
Germany, as compared with 20
percent in 2013. In all, 33 countries
were represented in their number.
The visitor cross-over between the two
shows was greeted with enthusiasm by
exhibitors, including Nathalie Etienne,
CEO of Weber Ultrasonics GmbH: “For
u s
a s
manufacturers
of
ultrasound
components,
there
were
definitely major
synergies with
O&S. Given our
product range,
we
act u ally
need to have a
presence
at
both of these
trade fairs, and
so this year it

was great to achieve that with a single
showcase. This year’s parts2clean went
very well for us.”
parts2clean 2014 featured 269 (2013:
265) exhibitors from 14 countries. It
occupied 6,627 square meters (71,332
sq. ft.) of net exhibition area, up a
good four percent compared with
2013.

Quality
visit ors
wit h
decision making authority
and
f ir m
i nv es t me n t
intentions
The gains this year were not purely
quantitative. Exhibitors were equally
pleased with the high level of technical
understanding and decision making
authority of the visitors they
encountered. In their survey forms, 86
percent of the visitors indicated that
they were involved in their
organizations’ operational investment
decisions, and 51 percent said they
were at the show with concrete
i n v es t m e nt p r oj e ct s in m i nd .
“parts2clean is well established in the
market and is very effective at
targeting visitors who are interested in
industrial parts cleaning. The meetings
Click here to continue on page 13...
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Surface Appearance Demands Sustains Metal Finishing Market
Metal finishing is essential for improving the appearance of surfaces
through the use of a wide range of
chemical processes ranging from nickel
plating and gold plating to powder
coating. Opportunities in the market
are closely linked to the health of the
manufacturing sector, with future
growth expected to be shaped by resurgent demand from key sectors such
as electronics, heavy equipment and
machinery, automobile, and appliances. Spiraling sales of portable electronic devices such as smartphones, laptops, ultrabooks, MP3 players, cameras, among others, is driving the focus
on product surface appearance.
Smartphones with metal finished body
portray beauty and aesthetic appeal in
addition to making the device easy to
carry and incredible to hold.

The automotive industry represents
another major end-use market for
metal finishing solutions, with growth
driven by growing consumer demand
for new and better looking vehicles.
Strong automobile production in developing markets is poised to benefit
growth in this sector. Despite the opportunities offered, stringent environmental regulations curbing toxic chemical air emissions associated with metal
finishing processes, and the continuous shift towards engineered plastics
in vehicle body applications, will present challenges to growth in the coming years. Plating Chemicals represents
the largest product market, with elec-

troless plating witnessing rapid growth
in demand. Growing popularity of
modern kitchen and bathroom plumbing fixtures is a major factor responsible for fueling demand for high-end
plating chemicals. Copper plating
chemicals are expected to offer strong
growth mainly due to the increasing
use of copper interconnect technology
in the information technology and consumer electronics industries. With the
potential to transform mobile electronics, copper-based interconnects will
drive a major share of demand growth
for metal finishing chemicals.
As stated by the new market research
report on Metal Finishing Chemicals,
the United States represents the single
largest market worldwide. Launch of
advanced and improved chemicals developed to comply with stringent performance specifications represents a
key factor driving growth in the country. Asia-Pacific, led by China and India, ranks as the fastest growing market with a CAGR of 7.7% over the
analysis period. The region’s emergence as a manufacturing hub supported by low raw material cost, cheap
labor and close proximity to growing
markets, is providing a major boost to
demand for metal finishing chemicals.
Other factors driving growth in the
region include steady population
growth, rapid urbanization, robust industrialization, healthy infrastructure
development, and GDP gains.

Major players covered in the report
include Advanced Chemical Company,
Atotech Deutschland GmbH, Chemetall, Coral Chemical Co., Dow Chemical Company, Elementis Chromium LP,
Enthone Inc., Houghton International
Inc., MacDermid Incorporat ed,
McGean Specialty Chemicals Group,
NOF Metal Coatings North America,
PPG Industries, and Quaker Chemical
Corporation among others.
The research report titled "Metal Finishing Chemicals: A Global Strategic
Business Report" announced by Global
Industry Analysts, Inc., provides a
comprehensive review of market
trends, drivers, mergers, acquisitions
and other strategic industry activities.
The report provides market estimates
and projections for geographic markets such as the US, Canada, Japan,
Europe (France, Germany, Italy, UK,
Spain, Russia, and Rest of Europe),
Asia-Pacific (China and Rest of AsiaPacific), Middle East, and Latin America. Product segments analyzed include
Plating Chemicals, Conversion Coatings, Cleaning Chemicals, and Proprietary Additives & Others. In addition,
the report analyzes the market by the
following end-use applications—
Electronics & Electrical, Aerospace,
Motor Vehicle Equipment, Industrial
Machinery, and Others.
Provided by:
Global Industry Analysts, Inc.
Email: press@StrategyR.com
Web Site: http://www.StrategyR.com/

FABTECH 2014 Has Georgia on Its Mind
...continued from page 3.

Mark Hoper, show co-manager at Fabricators & Manufacturers Association
International. “These sessions have
become extremely popular, so we encourage attendees to sign up early if
they are interested in learning more
about the latest industry trends and
technology in the metal forming, fabricating, welding and finishing industries.”

To find out more about FABTECH and
to register, visit the FABTECH attendee
registration page. For more information about exhibiting at FABTECH,
contact a sales representative. FABTECH has made it easy to stay updated
on show news and the latest news on
manufacturing, as well as to engage
with industry professionals before, during and after the event. Connect with

FABTECH on Twitter, LinkedIn, Facebook and YouTube by visiting its social
media page. You can also read more
about industry news and FABTECH
events on the FABTECH blog.
Provided by:
Adam Zielke
SME
+1 (313) 425-3186
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Parts2clean 2014 Attracts Record Visitor Turnout
...continued from page 11.

and dialogue we had with visitors this
year were of an even higher quality
than in previous years. We believe this
is due in part to the fact that this
year’s parts2clean, coming as it did
only eight months after the previous
show, had a higher-than-usual
concentration of serious visitors with
concrete capital investment projects in
mind. The other reason, we believe, is
that companies are generally taking
industrial cleaning more seriously than
before,” said Rainer Staub, Sales
Director at Dürr Ecoclean GmbH.
parts2clean 2014 also went well for
LPW Reinigungssysteme GmbH, as its
CEO, Gerhard Koblenzer, reports: “We
are very satisfied with this year’s
parts2clean. The quality and quantity
of the visitor contacts we made this
year were on a par with last year, if
not better. Every year, the ratio of
new prospects to existing customers in
the contacts we make works out at
about 60:40. Another interesting thing

this year is that we encountered a
fairly high number of visitors from
outside Germany – from places like
Turkey, India, China and Eastern
Europe.” Apart from Germany, the
most heavily represented countries in
terms of visitor numbers were
Switzerland, Austria and Italy, followed
by the UK and France.
Betul Coker, a Freelance Business
Consultant
at
Intersonik,
Turkey, is also
happy with this
year’s
show:
“parts2clean is a
specialist trade
fair that enables
us to establish
and build new
b u s i n e s s
relationships.
This year, we
also encountered
relatively strong

Page 13

interest from commercial agents. Our
parts2clean showcase attracted a lot
of German-based visitors, but also
high numbers of industry professionals
from other countries, such as the UK,
Sweden, Finland, Denmark,
Switzerland, the Czech Republic and
France. We are very satisfied with this
year’s show and will be back again in
2015.” Another person who will
Click here to continue on page 15...
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Intercoat® Chemguard now Eco-Green Coatings,LLC Trademark
Effective immediately, InterCoat® ChemGuard is now a
registered trademark of Eco-Green Coatings, LLC a division
of Chemcoaters, Inc., the Gary, Indiana-based coil coater in
service to metals producers, service centers and OEMs
nationwide.
This announcement was made today by
company president Bill Capizzano at Chemcoaters
headquarters.
The InterCoat® ChemGuard family of stand-alone coatings
and hybrid pretreatments is highlighted by the ChemGuard
300 Series, a RoHS-compliant (hexavalent chrome-free)
coating that features the unique chemistry of trivalent
chromium vs. the standard hexavalent chromium used for
decades in the metals coating industry. With comparable

or, in many applications, superior corrosion resistance to
hexavalent chrome treatments, this coating bridges the long
-standing divide between performance and environmentallyfriendly product in the market.
InterCoat® ChemGuard is a highly corrosion-inhibiting and
adhesion-enhancing coating technology that creates a
permanent covalent reaction with any zinc or zinc-alloy
coated substrate.
Used as a hybrid pretreatment, the
product enhances corrosion resistance in a 20%-50%
thinner coating onto the substrate, while exceeding the
prevalent corrosion standards in industry, ASTM A1003/
A1003M.
Since its development in 2011, the InterCoat® ChemGuard
family has grown to include a RoHS compliant trivalent
chrome product with many color tinted versions of the
product now available.

Used as a pretreatment, InterCoat® ChemGuard is an ideal
complement to pre- and post-paint, powder and other
surface coating requirements.
Originally developed for the metal stud and other building/
construction applications, InterCoat® ChemGuard coatings
are now used extensively in end products for the
transportation (automotive, bus, truck and RV), consumer
products (appliance, power-gen, and HVAC), agricultural
and off-highway vehicle markets, among others.
Based in Gary, Indiana, Chemcoaters, Inc. is a leading
supplier of green coil coatings, as well as traditional
prepaint and protective coil coatings such as dry film lubes

and other RoHS-compliant coatings. Virtually no VOCs or
HAPs present in the process.

The company's patented InterCoat® ChemGuard 300
coating is formulated with trivalent chrome vs. hexavalent
chrome, making it environmentally friendly in all building,
architectural, transportation
and consumer appliance
applications.
InterCoat® ChemGuard 300 coating has
superior corrosion resistance, as well. Chemcoaters offers a
presentation that evidences this fact to all interested
parties.
For more information, please contact:
Mike Tieri, Director of Sales & Marketing
Chemcoaters, Inc.
700 Chase Street
Gary, IN 46404
Phone: 877-411-2905
Email: miket@chemcoaters.com
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Parts2clean 2014 Attracts Record Visitor Turnout
...continued from page 13.

definitely be back at parts2clean in
2015 is Chuck Sexton, Sales Manager
Industrial Products at Kyzen, USA:
“parts2clean always gives us a whole
lot of quality new contacts. And, no
less importantly, it’s also a great
opportunity to manage our
relationships with plant manufacturers.
We sell cleaning chemicals that are
used in industrial plants, and so it’s
always nice to come to a show like
this, where we can meet up with large
numbers of them at one convenient
location. We’ll definitely be exhibiting
again at parts2clean in 2015.”
This year’s parts2clean show attracted
visitors from all key industries. The
following industries were among the
most strongly represented: mechanical
and plant engineering, automobile and
automotive
components,
metalworking, chemical and process
engineering, surface technology and
processing, electronics and electrical,
plastics processing, medical and
pharmaceutical equipment, precision

engineering and optics, micro-tooland micro-mold-making, and
aeronautics. And it’s clear that the
visitors were satisfied with the show’s
exhibition offering, given that 94
percent of them said they would
recommend parts2clean to others and
60 percent said they already had
definite plans to attend again in 2015.

fairs with surface technology content
are Surface Technology INDIA, which
runs from 10 to 13 December 2014 in
New Delhi and includes a parts2clean
pavilion, and Surface Treatment
EURASIA, which runs from 12 to 15
February 2015 in Istanbul, Turkey, and
likewise features a parts2clean
pavilion.

Upcoming
surface
technology
shows
by
Deutsche Messe

Contact person for further information
on parts2clean:

Deutsche Messe’s next surface
technology show in Germany is the
SurfaceTechnology fair, which is part
of the HANNOVER MESSE industrial
technology fair that runs from 13 to 17
April 2015. parts2clean is an annual
show, whereas O&S is two-yearly,
meaning that the next parts2clean
show will be a solo affair, running from
9 to 11 June 2015, and the next
parts2clean/O&S double act will be
held from 31 May to 2 June 2016.

Onuora Ogbukagu, Deutsche Messe
Tel.:
+49 511 89-31059
E-Mail: onuora.ogbukagu@messe.de
For further information, visit:
www.parts2clean.de

Deutsche Messe’s next overseas trade

Please send your submissions to CBrainerd@FinishingTalk.com
View our updated Media Kit online at www.FinishingTalk.com
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Steve Smith New VP of Sales for American Plating Power
American Plating Power, a global
supplier of industrial power supplies, is
pleased to announce the appointment
of Steve Smith as vice president of
sales, effective August 11.

and visionary” leadership within the
industry.

Smith brings 25 years of sales
leadership and experience in
international business development to
this newly created role to help
American Plating Power maintain its
customer-centric focus while extending
its reach into new markets. Recognized
for his ability to engage with customers
and engineers in creating specialized
solutions for leading high tech
industries domestically and around the
world, Smith has successfully led
corporate expansion efforts into diverse
industries and internationally in areas
such as China, Southeast Asia, Brazil
electroplating, semiconductor, and
and Europe. He was responsible for the
photovoltaic industries and has
launch of more than a dozen highly
received recognition for “extraordinary
innovative products used in the

“Steve’s global experience, energy and
reputation will support and advance our
company mission to serve the needs of
our current and future customers at the
highest level as we continue to grow
our business,” said Waasy Boddison,
President, American Plating Power.
“The breadth of his experience and his
capacity to form relationships based on
delivering timely, effective and
sustainable solutions will help position
American Plating Power as the premier
global supplier of industrial power
supplies for generations to come. We
are delighted to welcome Steve aboard
as an integral member of our team.”
Reprint from:
American Plating Power News
http://www.americanplatingpower.com/newsevents.php

Getting the Lead Out
Proposed deadlines for eliminating lead
in electronics manufacturing really
began to impact the industry in
the early 1990s. My years of experience
with RFI/EMC filter manufacturing
taught me how heavily the industry
relied on using a lead-tin combination
to facilitate soldering as well as to
prevent rusting. Many manufacturers
used outside suppliers for tin plating
but increasingly heavy environmental
fines put many of these suppliers out of
business. Manufacturers have
needed to find an environmentally
friendly substitute for the lead-tin
coating that would perform as well and
be cost effective.

The Product
The product, called AC-78, is a
multipurpose conductive and
electroplate-able nickel based polymer
that was initially designed as a viable
alternative to lead-tin coating. The goal
was to find a coating that could be used

for protection against rusting and that
could easily be soldered in the assembly
process. This product not only met
those requirements but also
demonstrated properties valuable for
numerous other applications. It easily
adhered to nearly every substrate
including titanium, stainless steel, glass,
ceramic, many plastics, rubber, wood,
paper and textiles and transformed
these substrates into electrically
conductive
mat erials.
Further investigation showed that nonmetallic substrates exhibited RFI/EMC
shielding properties.
Initial tests showed that this new
polymer product performed well in
solder-ability and especially in rust
protection, exceeding 1000 hours
(ASTM B117) salt-spray chamber
testing. Component attachment using
Eutectic solder with this coating
produced good solder contacts and
joints that passed pull tests. Solder-less
attachments can also be achieved by

marrying components with the coated
substrate while curing them
simultaneously.
This product has many applications in
the printed circuit board industry where
it is being evaluated for multi-layering,
solder-less bumping, screen printing
and through hole design techniques.

Characteristics
Resistivity
Resistivity is a function of both curing
conditions (cure temperature and cure
time) and the substrate used. Under ideal
conditions, the volume resistivity can be as
low
as
0.65
ohms/square/mil.
The enclosed charts show decreasing
resistivity over cure time with curing at
different temperatures (125°C, 150°C, 175°
C and 200°C) for four substrates (glass
microscope slides, 96% alumina, glass fiber
epoxy
board,
anodized
Click here to continue on page 17...
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Getting the Lead Out
...continued from page 16.

aluminum metal sheet). However the decrease in resistivity
over curing time is small.

200°C
(minutes)

30

60

90

.8

.76

.76

.77

.73

.73

.89

.71

.69

.75

.75

.73

15

30

Glass Slide

.936

.8

Alumina

.77

.76

Glass/Epoxy

.76

.75

Anodized Al.

.74

.74

With higher cure temperatures, the plateau of constant Glass Slide
resistivity is reached more quickly.
Increased cure
temperatures result in a lower level for the final plateau of Alumina
constant resistivity.
Glass/Epoxy
Different substrates demonstrate different resistivity Anodized Al.
readings.
For lower cure temperatures the resistivity
differences are significant; whereas for higher cure 222°C—225°C
temperatures, such as 200°C, different substrates show
(minutes)
similar resistivity.
Resistivity Tests

125°C
(minutes)

30

60

90

120

150

180

Glass Slide

1.51 1.48 1.4

1.39

1.37 1.29

Alumina

1.698 1.63 1.55

1.5

1.495 1.23

Glass/Epoxy

1.4

1.33 1.27 1.25

1.23 1.15

Anodized Al.

1.3

1.26 1.21 1.18

1.15 1.15

150°C

Solder-ability:
In test environment the coating has shown good to
excellent solder-ability with the use of Kester flux
819. Other fluxes show less or no solder wetting at all. No
solder leaching has been observed with the use of the
product.
Click here to continue on page 18..
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Glass Slide

1.34 1.33 1.3 1.25

Alumina

1.25 1.22 1.17 1.17
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1.25 1.24 1.24 1.14
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Glass Slide

.84
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.82
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.87

.81

.82

.82

.79

Glass/Epoxy

1.07 1.06 1.05 1.03

Anodized Al.

1.1

175°C

1.1 1.09 1.03

1

1.02
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MHz to 1 GHz the attenuation is
Wetting was also extremely good at approximately 40 dB (measured in a
100% for the flexible polyurethane.
dual chamber test set-up) or 50 dB
Test parameter:
Tests have been (tran smission lin e test set -up)
conducted with 10 x 10 second dips respectively.

screen-printing. Milling may be
necessary. For the original formula, a
mesh size of 200 may be
used. Product tests with milling have
shown easy use of mesh 400 sieves.

with examining at each stage for dewetting. As the number of dips rose
the solder appearance got better with
no sign of leaching after the 10 dips
into 62/36/2 (tin/lead/silver) bath at
2
2
0
°
C
.
2
Corrosion Resistance:

The formula can also be applied by
brushing or dipping.

...continued from page 17.

Applied on a steel substrate with a
thickness of 1-2 mils, the polymer
coating passed a fog test (ASTM B117)
for 1,000 hours in a salt spray chamber
(5% salt solution, 95% humidity at 75°
F) with no sign of rusting.

Adhesion:

Applying The Coating
1. Substrate Preparation:
Cleanliness of the substrate is of
extreme importance for the successful
application of a conformal
coating.
Surfaces must be free of
moisture, dirt, wax, grease and all
other contaminating materials. Use
solvent to thoroughly clean the surface
of the material. Contamination under
the coating will cause problems that
may lead to assembly failures. For
some substrates, additional surface
preparation steps, such as sandblasting
might be necessary to ensure quality
adhesion.

The polymer coating has shown very
good adhesion with actual wire and
glass substrates breaking in the
2. Mixing:
adhesion tests.
Test parameters: The solder strips from Mix thoroughly before applying. The
the solder-ability tests (approx. 3 to 4 formula contains metal in suspension in
mm in width) were used.
Tinned a solvent, which must be mixed
Also,
copper wire was butt soldered using a thoroughly before applying.
during
application,
formula
needs
to
be
hand held soldering iron. No additional
constantly
stirred
to
avoid
settling
of
flux was needed to get a good solder
joint.
The pull tests were then the components.
conducted with a Chattilion tester at 3
inches/minute. All failures were from
the conductor occurred where the
conductor was seen on the bottom of
the solder joint attached to the copper
wire. The exception was some of the
glass slides where glass broke at >20
lbs and the conductor remained
attached to the wire.

EMI/RFI Immunity:
Though it is made of a ferrous metallic
component nickel, the polymer coating
acts as an effective shield to electric
and magnetic fields. The attenuation is
comparable to that of conductive nickel
paint. If applied at 3 mils thickness and
measured between the frequency of 3

3. Applying:
Spraying: In its original formula, the
polymer is very viscous, but can be
sprayed on with special high viscosity
spraying equipment. If the formula is
too viscous for a particular spray
equipment, it can be diluted with
additional solvents. The amount of
solvent and spray pressure will depend
on the specific type of spray equipment
used. If diluted, it will be necessary to
spray on additional layers to reach the
original properties of the
formula.
Screen-Printing: Formula can also be
applied through screenprinting. However, the metal particle
size might be the limiting factor for fine

4. Curing:
The curing temperature and cure time
depend on the desired resistivity and
the
substrate
used.
After applying formula, carefully place
the coated material into a preheated
o v e n
t o
c u r e
a t
ca. 100°C-120°C for five minutes (to
remove moisture without generating
b u b b l e s ) ,
t h e n
a t
ca. 220°C for 10 minutes and finally at
260°C for 5 minutes (ideal cure
cycle). Don1t touch the surface before
and
during
the
curing
procedure. Remove from oven and
allow
to
cool
to
room
temperature. The coated material is
now conductive and ready to be
soldered or electroplated.
First test results indicate that an
alternative infrared curing method can
be used to avoid potential damage to
the substrate, caused by exposure to
an elevated curing temperature.
Infrared curing is recommended for low
-temperature substrates, such as
plastics. Infrared cure may also be
used when the curing time needs to be
significantly reduced (<5 minutes).

5. Clean-up:
For the cleaning of the spray gun,
regular cleaners like MEK should be
sufficient. The recommended solder
fluxes are organic and water-soluble.
Use water to clean surface residue on
coated substrate.

6. Soldering:
Note that solder without a flux core
Click here to continue on page 19...
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 Conductive Ink
must be used. We recommend SN 63 -PB 37 solder  Grounding
wire. Apply a soldering iron (e.g. 60 Watt) to the coated  Electroplating non-conductive materials
surface and allow it to reach a temperature that will melt the  Smart sensoring
solder (ca. 185°C for recommended solder). Apply flux and
Conclusion
then the solder wire.
This multipurpose conductive and electroplate-able nickel
For large metal substrates, which act as a heat sink, it is of
based polymer is a viable alternative to lead-tin coating. It1s
paramount importance to preheat the entire substrate to at
suitability to a variety of surfaces and applications make it
least 100°C in order to activate the flux.
possible to incorporate revolutionary materials into
electronics, providing vast new opportunities for the
Applications:
engineer, designer, and manufacturer.
 Printed Circuit Boards
...continued from page 18.s




Fuel Cells
Batteries
 Capacitors/resistors

Reprint from:
Plateworld.com
By: Ed Greenwood

What is Salt Spray? (fog)
...continued from page 9.

or better using ASTM D1654-05,
Procedure A, Method 2.
Example 2: Salt Spray Exposure using
ASTM B117-07.
The test panels will be of production
metal, and will be treated through our
production
line. The panels will be tested for 600
hours with a rating of 6 or better using
ASTM D1654-05, Procedure A, Method
2 and Blisters of Few, Size Number 6.
Example 3: Salt Spray Exposure using
ASTM B117-07.
The test panels will be standard test
panels and will be treated through our
production line. The panels will be
tested for 1000 hours with a rating of 7
or better using ASTM D1654-05. If
production metal cannot be used for
salt spray testing then standard test

panels can be purchased from a variety
of sources. These panels can be used
to test paint or pretreatment.
These suppliers also carry standardized
treated panels that are available for
testing paints or they can be used as a
standard to compare pretreatment
chemistries against. By using the above
specifications you are stating a more
descriptive specification that actually
gives a measurement for comparison
purposes. Without the ratings and
method of rating the salt
spray hours are not enough for a
specification. Your paint and/or
chemical supplier should be able to help
set up a salt spray specification if you
do not have one or need to refine your
current specifications.
This specification should suit your
needs and your customer’s needs. Both

of these suppliers should have their
own salt cabinets and will be able to
test panels for you to verify the results
of your current process. Salt spray
results are used for comparison
purposes only. Salt spray lets you
compare different paints and/or
different types of pre-treatment
chemicals. Hours of salt spray do not
correlate to a certain number of days in
the field; however, the longer salt spray
hours for a given rating will provide
longer field life for the part.
This article was provided by:
Chris Klingenberg & David
Jones of EnviroServe Chemicals,
Inc.
www.enviroserveinc.com

Solvent Based Cleaning in a New Dimension
Whether in machining or metal
forming, aerospace technology, medical
equipment manufacture or other
industries – wherever grease/oil-free
surfaces must be obtained, solvents are
the part-cleaning medium of first
choice. For these applications Dürr
Ecoclean’s innovative EcoCCore sets
new standards. It is designed for
operations
with
non-halogenated
hydrocarbons or modified alcohols
under full vacuum conditions. Equipped
with state-of-the-art technology and

characterized by an extensive standard
equipment level including two flood
tanks, heat recovery, and full-flow plus
bypass filtration capabilities, the
EcoCCore meets most demanding
requirements in regard to cleaning
quality, process reliability, cost and
energy
efficiency,
high
speed,
availability, short delivery times and eco
-compatibility.

Enhanced cleaning quality

and process reliability
A major step towards improved
cleaning quality lies in the new
preliminary vapor degreasing process.
Here the oil-containing distillate is not
passed into the flood tank as usual but
is directed straight into the distilling
system. This minimizes oil deposits in
the flood tank and an undesirable
contamination of the solvent with oil.
Click here to continue on back page...

Solvent Based Cleaning in a New Direction
...continued from page 19.

The result is an enhanced degreasing
performance that will be found
particularly beneficial with parts to be
coated or laser-welded after cleaning.
In addition, the preliminary vapor
degreasing step offers advantages
under elevated oil input conditions or
when a second flood tank is used for a
preservation treatment.
Another innovation boosting cleaning
performance is the capability to use
ultrasonic and filtration simultaneously.
Here
particles
are
discharged
throughout this process cycle, opposed
to conventional systems where they
can settle at the bottom of the work
chamber before being filtered. To this
end the EcoCCore pumps are equipped
with variable-frequency drive units and
control the volumetric flow rate in such
a manner that the ultrasonic system
can exert its effect. This efficient and
flexible combined filtration system
ensures an effective discharge of
particles. Moreover, the unit comes
with a frequency-controlled rotary
drive for rotation and high-accuracy
positioning of parts. A "gentle"
operating mode prevents sensitive
parts from getting dropped or
displaced during start-up or handling
operations.
Internal heating elements have been
removed from the stainless steel flood
tanks. This design change eliminates
the potential of particle trap points or
chip accumulation therefore reducing
risks of re-contamination of parts.
Operating the EcoCCore machine is
made simple, fast and safe by the new
7" color display based on selfexplanatory pictographs. Thus, for

instance, a temperature needs to be
preset only for the first flood tank; a
matching setting for the second tank is
then selected automatically. Process
tracking and maintenance, too, are
rendered intuitive and more convenient
by the integrated part visualization
system. An optional full visualization
capability can be integrated above the
control panel.
One-third increase in product
throughput and load weight
The work chamber is designed to hold
cleaning loads measuring up to 670 x
480 x 400 mm (26.4 x 18.9 x 15.8 in),
thereby offering one-third more
loading volume than the already
established Universam 81C/P system.
Throughput can thus be doubled,
depending on the basket size. The
maximum load weight capacity has
likewise been increased by more than
30 percent to 200 kg (440 lb). With a
cycle time of less than 8 minutes this
provides a significant reduction in perunit cleaning cost.
Efficiency at its best
Particular attention has also been paid
to high efficiency and ease of
maintenance. Thus, for instance, both
flood tanks are heated entirely with
thermal energy recovered from the
distilling circuit. The heat input from
the distilling system can be adjusted as
needed in multiple stages. As a result,
energy is saved on the one hand while
on the other, a high throughput will be
guaranteed even with high oil input
rates. For the discharge of oil, a new
process based on jacket heating which
is fully
independent
from the

distillation
system
ensures
an
optimized and gentle oil removal. As a
result, a much broader range of oil
grades can be removed in safe and
reliable
manner.
Moreover,
oil
encrustation requiring costly and timeconsuming cleaning is avoided. Cost
savings are also achievable by the new
level control system which effectively
prevents a carryover of preserving
medium,
thereby
reducing
its
consumption. Switching from cleaning
to preserving mode can be made
simply by the push of a button on the
operator panel.
Smart and attractive machine
design
The design of this equipment is also
innovative with an integral loading
system and its all-round enclosure
made of safety glass. Moreover, the
universal EcoCCore machine requires
around 5 percent less floor space than
the 81C/P machines. A further benefit
is that its top height can be reduced to
only 7,39 ft (2,25 m) by removing just
a few components where access to the
installation area is difficult. This
capability can also cut freight charges,
e.g., for shipment to Asia, the U.S. or
South America.
Dürr Ecoclean will showcase the
EcoCCore at IMTS Chicago (September
8 -13, 2014), Tooling and Workholding
Systems Pavilion, Booth W130.
Contact:
Dürr Ecoclean Inc.
Sandro Siminovich
Phone: +1 248 560 2109,
Sandro.Siminovich@ecoclean.durr.com
www.durr-ecoclean.com
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