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Surface Quality of a Finished Product Part after
Heat Treatment and Its Application

QIAN Xiao-liang, WANG Lian-yi, ZHU Xu, ZHAO Guo-wei,
ZHU Xiao-ying, YU Zheng-wei, YU Chun-long, XU Yu-hang
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ABSTRACT: Objective To study the effects of the surface attachments of a product after heat treatment on the quality of
phosphate coating. Methods The three alkali cleaning agent used in the original heat treatment process was replaced by the
MT-29 cleaning agent oil with better removing effect,and after the alkali washing, the frequency of hot water washing was
increased from once to twice, to ensure that no foreign body remained on the surface of the parts. Results Before the opti-
mization of the process, more than 80% of the parts after phosphating showed signs of peeling, requiring repeated grinding,
while after the improvement of the process, the pass rate after one phosphating step reached 100% , and the electrophoretic
coating quality met the product requirements. Conclusion Experimental results showed that for the finished parts after heat
treatment, the three alkali cleaning agent had poor cleaning effect on the quenching oil, instead a special oil cleaning agent
should be used. Hot water washing had certain effects on the surface quality of parts after heat treatment of the finished
product.

KEY WORDS: three alkali cleaning agent; cleaning agent of MT-29; surface quality; phosphate coating

A E: 2013-12-17
TEEBT: &2 (1983—), 8  ZALFFEeRTA, LT, Z2HRFT @ AL BMF LA,



Fot Hi2il

KPR AR NI A 2% AR 22, s RE
R, B AR a] 5 U T 2 07 s AT 1l #A Ak
U JEVE I T 2GR N VSO AR B
B e ( BRI TR ) — POK e — flAGL A B — [l
I IGREE  (BAEIE S LARA P R, b R Ak B
JE ZAF R TAFAESR B W), 3 T G A A B TP 3%
T BT AN G s, F A 809 i AT I R IR B |
FTEAL B, BESEIN T A7 A S HE T 2R P, i
D 27 oI TR AR, DAL, 2 v i
FARE P 1 T, 2 2 ) 38 V) A DR S B ) A
Z—o NRRDIX— )RR, A5 5 me B A PRS2 1) o
RIS, ad 2 R BERIE PR A K
5, R PR BT 2R - S P —
/K BE (MT-29 i e ) —— K HUKPE— UK
Ve A A B — ] O R G B 32T PR 2 Ak B
Ja AT WAL R DK TR R AL B LR T B 4 i
A EK

1 K58
1.1 w520 H%

HEP T AL B 2 T T D BEA , BEAE R
P AN EIM AR x PR ab BT RABE AN
AR KRS 4 1R B BT R SO
A P 2 v o (S M O

it — IR L 1 0 (66 1) |, 12 PR AL BELAT
SN —TE K B, K P A LS A

1.2 &%

1.2.1 BE=#FEF

T80 o e I R 0. NaOH ol 40 ~50 g/L;
Na,CO, 4 20 ~30 g/L;Na,PO, 4 50 ~70 g/L,

XA 7 = 000 1 580 95 W i 4T 43 A, NaOH,
Na,CO,,Na, PO, FTHt ik FE 73 3l 44,24 55 ¢/L, Jit
SRR TR K

THVEHL H B T T B 8 43 il B R L 12 i 5
min, #£3f 5 min, #H 5 min, BIHK 5 min, HE+ 5
min,
1.2.2 MT-29 ERE%H

MT=29 Sy Tl 85 P 71 i e 1 558 358 1k 4 T 2% 35

BRIESE A ™ A Rl it SAV I B T i AT S -5 1 33

PR T IS AR L R E e Y L B 1S A,
20 kg/Hil, ok 3 E B Ok KR, W OB L B ol
1: (10 ~15) B8R A pH iR 480 & , 25K pH (H =
13,

ST % NS AT DN 2 1 13 N | Il D R )
5 min, #2355 min, #7H 5 min, BEHE 5 min, YL T

5 min,
1.3 #Kki%k

1.3.1 —#okik

POKAE F ] R ER 70 ~90 °C V8 PEI ] 22
K. =5 min,

UG EOR FORHE F i 42 i KR b ORME 227
K LR, B SR ECR DT 10, R F R R
T TR BA BRI 1 1 R0 UK R 2 R T 1,
BRURIEVESE , N T KR bk a3 T, o
PRAE T UG T R AR AR TR
1.3.2 ok

K 2 A HOKRE B2, T VR | I E] K
T AR — U AR

2 RWERRAH

2.1 $iMERABEXFEHAAEFRE R
ERT

K 8 PRSI RHS IR WOk — R AT b P
ISR IEH T CRIRIRBEII A E050)) A
N T A —EL

O T S PR T TR A A 2R
A P 2 T o AT SR AR W, 7 ARk B R i —
BV UE TR . PR R A NI, 2w i 1
1t 66 11 5 VIR PR AR oA, Pk s
MR W A AF sk B Y, LBt A 4
PO 2 i PR A B A 2T S AR

2.2 FEFNEHRLEERERENN

2.2.1 Z=®iE%RR

SR =HAE RN E R, 8] k5 R A
1, KR AR RmTE, WE 1, %008
BEPEI BT, R T ARG Ve AR = R0 E TR
TR, K VeI AP =0, [0 O AL AE



“

[ N

2014 4£ 03 H

T e,
2.2.2 MT-29 EREFE%F

K0 MT-29 W UERIE R, Ik 5 R DG
R, T sYmis (ULE 2) . MT-29 3R
TR B AR T = Bis ve A, 255 ae Jr58

1 =l DR ARG DR e B 2 1 i
Fig. 1 Surface quality after cleaning with the three alkali

cleaning agent
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Fig. 2 Surface quality after cleaning with the MT-29 agent
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