ASK DR. GALV

Q. Dear Dr. Galv: What do 1 tell my customer when he
says he wants to take off the bright shine I worked so
hard to produce? :

A. This question was first asked many years ago in the
electrical transmission line business when electrical towers
were erected in rural/wilderness areas. In the early 1970's,
there were four separate power companies/agencies who
demanded galvanized products be dulled, that is, their re-
flectivity needed to be reduced to 12% to 18% before instal-
lation in the field.

parts in a i%'nifric .ac..id_"s.olution for 90 seconds. A third
method is to apply a primer coat to the surface of the galva-

_nized steel; there are a nimber of commercdially available

primer coats that will darken the sarface adequately.
These primers can be spray applied in the field.

Another method to dull the surface is to zinc phosphate
treat or phosphatize a newly galvanized part. With all of
these methods, it is important to note that, if the parts are
quenched, a chromate conversion coating will change the
outer surface and make the .
dulling treatment ineffec-

A newly galvanized part
with the normal pure zinc
layer on the outside has a
natural reflectivity of over
70% in the visible range.
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e ‘The use of steel that is
o ’h1gh in sxhcon content ‘will .

reducing the reflectivity of -
galvanized parts due to safety and environmental con-
cerns. Drivers may be flash blinded by brightly reflecting
galvanized electrical towers and ecologists contended that
bright electrical towers in rural and wilderness areas were
disruptive to the environment.

A number of methods have been suggested to accomplish
the task of dulling the bright surface of newly galvanized
parts. One of the first methods produced “black coatings”
by dissolving three pounds of copper sulfate crystals in a
gallon of water, then adding a half pint of concentrated hy-
drochloric acid. This mixture was sprayed onto the surface
of newly galvanized parts and immediately rinsed off since
it acted very quickly.

Another posfsible method of dulling the surface is to dip the

'

i . also give a coating that is
nearly all mtermetalhc and therefore, dull grey in appear- :
ance.

These processing teehniques will not produce a galvanized
coating with 12% to 18% reflectivity in all instances, so they
should only be used after agreement with your customer.

An interesting method for dulling galvanized parts was
found when galvanized steel was stacked on green wood
and the tannic acid from the wood stained the newly galva-
nized parts brown. There is no established practice using
tannic acid to dull the surface of new parts but we may one
day see common tea used as a quench for parts to give a
low reflectivity coating. This could be the first “Nestea
plunge” for galvamzed parts :
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