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. ¥ ) AN Lh Why choose E-Cote?
. ‘ \ \ Process Overview:

The electrocoat process can be divided into four distinct
sections:

> 1 "

Pretreatment: Parts are cleaned and pretreated with a
conversion coating to prepare the part for electrocoating.

o ' -’ Electrocoat Tank: Direct current is applied between the parts
' and positively charged electrodes. Paint is attracted by the
k electric charge on the parts on which it is deposited.

\ . ' \ Post Rinses: Parts are rinsed to reclaim undeposited paint
. .’ \ \ solids.
> N Baking Oven: Paint is thermally cross-linked (cured) at 200°
centigrade.

tal principle that makes electrocoating
pposite charges attract each other. In the
process a rectifier is used to create a voltage
ween a conductive part and an oppositely
actrode that is immersed in an electrocoat paint
electrocoat paint particles become electrically
and are deposited from a water suspension to coat
uctive part when a current is applied so that the
ents have an opposite charge to the paint particles.

Parts are transported through the system, hung from
programmed indexing flight bars which are used to move the
parts from stage to stage and in and out of tanks.

The choice of electrocoat over other coating systems is
usually driven by the relatively low cost of electrocoating.
The low cost is achievable because electrocoating is an
automated process, which gives precise film builds and high
paint transfer efficiencies. The process yields a consistent
part-to-part, high performing coating, with little need to
rework parts due to paint defects such as runs, sags and
voids.

ltage from the rectifier is used to control the amount
nt that is deposited onto the part. As the voltage is
ased, the amount of paint deposited will also increase.
deposition is self-limiting and slows down as the applied

ating electrically insulates the part. Electrocoat solids The key to electrocoat’s high paint transfer efficiency can be

summarized in two parts:
electrodes and as these are

olids are forced i
as to pr

The process automatically limits the amount of paint being

applied. As paint film builds upon surfaces, an insulating layer

forms which resists the deposition of excess paint.

B ‘using ultrafiltration, it is possible to recover over 98% of
paint that is carried out of the paint tank and into the rinse

tages.

he process also provides the end user the ability to coat

complex parts or hard to reach surfaces yet hanging parts in
close proximity. Combined with the fact that manual labour |§
not needed to apply paint, the electrocoat system becomes_,a'
fast moving and highly productive coating process. y

Environmental advantages include the fact

31 oxygen
coducts are
vorker exposure
anic solvent-

h Anochrome Ltd

AnOC rome Reservoir Place, Walsall
West Midlands WS2 9RZ

GI’OUD +44 (0)1922 627404
anochrome.com


https://anochrome.com/

Electrocoating *Anochrome Ltd

Technical Data Sheet

Advantages of Selecting
ectrocoating Technology _ ; :

ation & Performance =

ding film uniformity: Consistent thickness on all part-to-
es. No sags, runs, or drips.

M build control: Paint only deposits where substrate
; after paint reaches thickness it no longer contin-

ore coating is sometimes feasible: & ?’ = 0 \

J rejects.

' r r (
eatures. Formulated to meet corrosion, durabili- b . “J H"
rformance specifications. D '

tiple part configurations can be coated in one :
having to change the application equipment. =
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