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This invention relates to a method of and to an
apparatus for determining the thickness of metal
coatings on foundations of dissimilar metals or
alloys, or of a nonmetallic character.
- Previous methods that have been generally used
for measuring the thickness of metallic coatings
include the following:

1. Magnetic or electromagnetic method.

2. Jet test and spot test. ,

3. Dropping test, and immersion test.

4. Chemical or electrolytic stripping and weigh-
ing, or analysis.

5. Electrochemical stripping of a small-area at
constant  current.

6. Microscopic method.

7. Chord method.

All of the above tests are fully described in the
literature and can be found adequately discussed
in the “Plating and Finishing  Guide Book,”

(1945), published by Metal Industries Publishing_

Co., 11 West 42nd Street, New York, New York.

The first three of the above methods do not give
very accurate results.
able only to certain combinations of coating and
base metal (by which term is meant the founda=
tion of metal), and in many cases does not give
very reliable results for thin coatings. The sec-
ond and third methods are subject to many vari-
ables and require close temperature control for
accurate results. The fourth method is applic-
able only to determining the average thickness
for fairly large areas. It is less accurate when
used for thinner coatings. The fifth method has
been used for determining the thickness of chrom-
ium plating and is inherently quite accurate, but
it has the  disadvantage that the end-point is
not so sharp as desirable and that the apparatus
is neither protable nor simple to operate.
microscopic method requires expensive equip-
ment and a skilled operator and also is not ap-
plicable to coatings of soft metal. The chord
method is not very accurate and can be applied 1o
flat surfaces only with difficulty.

It is therefore evident that with the greatly
expanded production of plated metal strip, there
is an urgent need for a simple and. accurate
method and device for testing and controlling
the thickness of the metal coatings.

We have found that the thickness of metal

coatings can be rapidly and accurately deter-
mined by making a small area of the coating the
anode in an electrolytic or voltaic cell and then
discharging the cell at constant current until the
metal coating is completely removed. Accord-
ing to PFaraday’s law, the current-time: product

The first method is applic-
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2
multiplied by the proper factor gives the weight
of metal removed. Since the metal is rémoved
from a definite area, the thickness of ‘the metal
deposit can be calculated by the formula

w
TdXa

in which # is the thlckness w the weight of metal
removed, d the density of the metal and a the area.
The instrument can also be standardized by ap-
plying the cell to coatings of known thickness.’
The latter method is useful' when the metal
coating does not disolve at 1009 efficiency accord-
ing to Paraday’s law, but does dissolve in’ a re-
producible manner,

It is therefore an important object of this in-
vention to provide a method whereby the thick-
ness of metallic coatings can be determined rap-
idly and with high accuracy.

It is a further important object of this invention
to provide a method for determining ‘the thick-
neéss of the part of metallic coatings unalloyed
to the base or foundation metal, and thus to
ascertain the thickness of both the alloyed and
unalloyed portions of ‘the coating.:

It is a further important object of this inven-
tion to provide a simple and convenient apparatus
for carrying out the method herein described for
measuring the thickness of meétallic coafings.

It is further important object of this invention
to provide a device for use in determining the
thickness of metal coatings that is readily port-‘
able and that requlres no outside source of cur-
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Other and further important objects of this
invention will become apparent from the follow-
ing description and appended claims.

On the drawings:

Figure 1 is a sectional view of an apparatus
for use in determining the thickness of metal
coatings, embodying the principles of our inven-
tion, illustrated in operative position with respect.
to a portion of a metal coating the thlckness of
which is to be determined.

Figure 2 is a wiring diagram illustrative of the
apparatus and method used in accordance with
this invention for determining the thickness of
metal coatings.

Figure 3 is a greatly enlarged fragmentary sec-
tlonal view of the device illustrated in Figure 1 ‘

As shown on the drawings:

The reference numeral {8 indicates generally
a wall or sheet, having a base or foundation metal
ti-and’a coating 12 on one surface thereof. The
thickness of the coating 12 may be measured by
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inéalis 6f the apparatus about to be described, in
accordance with the method of our invention.

The apparatus of our invention comprises what
may be termed a voltaic cell, which is used as a
stripping cell for removmg the metal coating over
a predetermmed area thereof. Said stripping
€ell, which is indicated generally by the reference
numeral (3, comprises 2 cylindrical metallic
mefber (4, having an axial cavity 15 that is
cylindrical in shape and that is restricted at its
Upper eind by an inturned annular shoulder (8.
The cylindrical member 14 is adapted to be posi-
tioned upon the coating {2 and to rest thereon
by gravity to form good -electrical contact
therewith.

Within the cavity 15 is positioned a composite
insulating and sealing member 17, which func-
tions as a piston and comprises a cylinder (8 of
plastic material, rubber or the like, in the lower
end of which is fixedly positioned 2 sealing
washer or gasket 19. Said sealing washer {9 ex-
tends beyond the lower edge of the cylinder 18
to rest upon said coatmg 2. The sealing washer
18 also extends inwardly of the inner cylindrical
surface of said wall 18, as at 21, to provide an
annular shoulder against which rests the lower
end of a hollow electrode 22. Said hollow elec-
trode 22 is thus insulated by means of said seal-
ing washer 19 from the metal coating 2.

A coiled spring 23 is positioned about said hollow
electrode 22, with its lower end resting against
the upper end of said cylinder {8 and centered
thereon by a reduced cylindrical portion 18a. The
upper end of said spring 23 bears against the in-
turned annular shoulder 16. Said spring 23 is
thus held under pressure between said annular
shoulder {6 _and the piston-like member 7 to
urge the seahng washer {9 into sealing contact
with said coating 2.

An electrolyte 24 is adapted to be introduced
intg the mtermr of the hollow electrode 22 to
partxally ﬁll the same Said electrolyte 24 is
conﬁned by means of the -sealing washer 19 to
contact said coatlng 12 over a predetermined area
thereof only. The sprmg urged sealing washer §9
prevents the lateral spreadmg of the electrolyte
over the surface of the coa,tmg {2,

As illustrated in Figure 2, the stripping cell 13
may be/ connected inan external circuit, including
a Varlable re51stance 26, an ammeter 25, and s
switch 21. One of the wires 28 of the circuit,
leads from the negative side of the cell 13, con-
stituted by a terminal 29 ‘secured in the metallic
cylinder 4. 'The othér wire, 30, leads from the
positive side of the cell 13, i. e. the hollow e]ec-
trode 22, Sald electrode 22, thus, serves as-the
cathode in the cell, while the metal coating (2,
itself, serves as the anode, and is in direct elec-
trical contact with the cylindrical member 14,
When the switch 27 is closed, the action of the
electrolyte 24 upon the electrode 22 and coating
{2 sets up an electric current which flows through
the external circuit represented by the wires 28
and 30.

The operation of the device just described is as
follows:

The metal coated article {0 to be tested is made
the anode in the stripping cell 13, and a sufficient
amount of a suitable electrolyte 24 is introduced
into the hollow cathode 22. The rheostat 26 is
adjusted to a predetermined point, at which the
proper amount of current will be drawn from the
cell. Then the circuit is closed by the switch
27 and sxmultaneously a stopwatch is started.
During the test it will probably be necessary-to
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4

adjust the current to a constant value by means
of the rheostat 26, the value of the current being
indicated on the ammeter 25, which may be &
milli-ammeter or a micro-ammeter. The end-
point, or the removal of all of the coating metal
12, is shown when the curent changes rapidly
and can no longer be adjusted to the constant
value by the rheostat. At this point the stop-
watch is stopped and the switch 27 opened to turn
off the current of the cell. The time required,
when multiplied by a factor determined for the
particular instrument, will give the thickness or
weight of the coating. This factor depends upon
the electrochemical equivalent and density of the
coating metal, the current used and corrections
for-any inaccuracy in the current meter, the di-
mensions required for expressing the thickness,
and the area of the metal coating which has been
stripped.

Within certain limits it is possible to adjust the
current and area of coating stripped so that a
measurement may be made in a few minutes.
However, generally the anode current density
should not be so high that the anode efficiency
is below 100%. Sometimes it is possible to operate
at higher current densities if the results are re-
producible and a standard metal coating is used
for calibration. To avoid too frequent adjustment
of the current, the cathode current density should
also be kept fairly low. If is quite often advan-
tageous to have the cathode area considerably
larger than the anode area.

By way of example, the thickness of a thin tin
electroplate on steel may be determined in about
two minutes with an accuracy of about 2%. In
this case, it is convenient to use, as the electro-
Iyte, an agueous sodium hydroxide solution of
about 10% strength. ‘However, other basic solu-
tions may also be used..

Tarnished brass or copper makes an excellent
cathode. Brass or-copper can be given a tarnish
film, probably copper oxide or copper hydroxide,
by dipping the cathode in the electrolyte, and,
while wet, exposing it to the air for several min-
utes until a dark film is formed.

In this type of stripping cell, using an aqueous
sodium hydroxide solution as the electrolyte and
a tarnished brass-or copper cathode, the tin is
dissolved according to Faraday’s law as the stan-
nite at a current density of about 5-10 amperes
per square foot. In order to increase the con-
stancy of the current, an oxidizing agent such as
hydrogen peroxide, sodium hypochlorite and the
like may be added in small amounts. For in-
stance, a few drops of hydrogen peroxide: solu--
tion may be added near the cathode after- the
cell has started to operate. However, if the per-
oxide is added to the electrolyte before the cell
is ‘externally connected, it will polarize the tin
surface and make the cell inoperative. The end-
point of the measurement is obtained when the
current rapidly falls to near zero. This corre-
sponds to the complete removal of the tin. In
some arrangements of the cell, the removal of the
last traces of the tin can be observed visually.

As indicated in Figure 3, the surface of the
metal coating (2 is gradually dissolved away by
anodic attack of the electrolyte upon the metal
of said coating, the extent of this anodic attack
being limited, as indicated at 31, to the area of
the surface of the coating 12 defined by the seal-
ing ring or washer -19. Eventually, the coating
12 is eaten away down to the base metal H1, at
which time the current-falls to or near zero.

- A stripping cell such as above described.can
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alsp be nsed for determlmng the thickness of tin
rcpa,tmgs on cOpper, mqkel and other metals, of
Zing.coatings on steel, iron and other metals, and
of cadmium . coatmgs on steel, iron and. ofther
metals It is usually, advantageous to select an
:electrolyte in which the base metal is. msoluble
or substantially so, thus giving a sharp end pomt
;In that case, there is a rapid decrease-in the volt-
.age of the strippine cell at the end-point and a
correspondmg decrease in the current. ‘It is also
possible-to use acid selutions, with or without in-
hibiters, and eertam salt -solutions for electro-
lytes. By a suitable choice of cathode material
and electrolyte, measurements can be made for
many combinations of coatings and base metals.
Por the measurément of zine and lead egatings, a
109% aqueous caustic soda solution can be used,
the same ag fortin. -

The thickness of the portions of the metal
coatmg unalloyed or alloyed with the base metal
‘may be ascertained by the method and appa-~
ratus of our invention. Thus, in the example
given above, the tin is removed in the stripping
cell, but any iron-tin alloy layer such as is pres-
ent in hot dipped tinplate or fused electro-tmned
steel is unaffected. By removing the alloy layer
by some other method, such as acid stripping,
then the thickness of both the tin and alloy layers
can be determined. Similar results can be ob-
tained when iron-zinc, nickel-tin and nickel-zine

alloy layers are involved, and there are many

other possible combinations which could be treat-
ed likewise. In many cases it is possible by this
means to detect and measure alloy layers which
are not readily visible by microscopic examina-
tion. Such a technique should be very valuable
in studying the interdiffusion of adjacent metal
layers and the effect of treatments such as. clean-
ing and etching on this diffusion.

In the above description of this invention, it
has been shown that the thickness of metal coat-
ings can be simply and rapidly measured by a
method wherein a definite area of the metal coat-
ing is made the anode of a voltaic cell, and the
cell is discharged at constant current until the
coating has been removed. When the metal is
dissolved at 100% anode efficiency, the thickness
of the coating can be calculated by the use of
Faraday’s law. In a specific example, the thick-
ness of tin on fin plated steel is determined by
making the tin the anode in a cell with a sodium
hydroxide electrolyte and a brass or copper cath-
ode.

In the stripping cell above described, the spring
23 is of such dimensions and loading character-
istics that about one-half the weight of the cyl-
inder {4 will be impressed upon the piston-like
member (1. This provides a tight seal on the
washer 18 and also allows good contact between
the cylinder (4 and the metal coating 12, In
actual practice, it is convenient to connect the
stripping cell {3 through a foot or more of double
wire cord to the other instruments, such as the
variable resistance 26, milli-ammeter 25 and
switch 27, mounted in a box. This permits the
maximum flexibility in the operation of the in-
strument.

Various modifications of the construction of the
stripping cell are possible., For example, the cyl-
inder {4 can be made of material other than
metal, and a connection to the metal coating 12
may be made by means of lugs or pins projecting
from the base of the eylinder. The central cath-
ode 22 may be of non-uniform cross-sectional
area, as for instance by enlarging the upper por-
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tion to provide greater cathode. .area.. . Also, the

,cathqde 22 and the gasket or wa,she qs may hgve

1n the art

As a fu ther example of speciﬁc constructmnal
features and obperating cenditions, the memher
14 may be a steel eylinder, two inchesin diameter
and two jnches high. The piston-like. member
11-may be fhree-quarters of an inch:in:diameter
by -ope. inch in length, :and made.of Bakelite,

lueite 'ar other plastic. The.cathode: tube 22,
fitted tightly .within the piston-like member. 47,
may be iwo and one-half inches.in length by
three-sixteenths inch outside ‘diamefer -copper
tubing. The gasket or washer {9 may be cut
from . three-sixteenths ‘inch inside dia.meter
heavy walled rubber tubing,.

In the operation of the above cell for thm tm
coatings, the milli-ammeter 25 may have a.ca-
pacity of two or five milli-amperes. -The variable
resistance 26 used to..control the current from
the stripping cell may bhe a variable wire wound
rheostat with a maximum resistance of :600: ohms.
When these instruments are used and a current
of 2.milli-amperes.drawn, the thickness of a.:tin
coating of about Q.5:1b./base hox :(435:5:sq;. .ft.)
is: measured in’about. two. miniites. ‘Far-heavier
tin coatings and for the:-usual zinc coatings, it:is
necessary: to discharge the cell:at a higher eurs-
rent or reduce-the area stripped in.order to-re-
duce-the .time required. for .a measurement,. In
some cases this will necessitate the Use of -a
cathode with more surface area. ~The same re=
sult. can.also be achieved by placing more elee-
trolyte in the cathode tube. :

The procedure for making a: measurement wzth
the: above. described: celliis as follows. : The:strip=
ping cell is placed on the sheet of finplate over
the desired area and the top of the cathode
pushed down fo insure good contact between
the gasket and the tinplate. Then with an elon-
gated medicine dropper a few cubic centimeters
of the electrolyte are placed in the cathode tube.
The rheostat is then set to a predetermined posi-
tion, the switch closed and a stop watch started.
In order to eliminate any further need for ad-
justing the rheostat to obtain constant current,
a drop of hydrogen peroxide solution may be
added to the elecirolyte in the cell. The end-
point of the measurement is determined when
the current drops very sharply and can no longer
be held constant by the rheostat. At this point
the stopwatch is stopped and the cell switched
off. . The number of seconds required multiplied
by the factor for the cell and ammeter, gives the
thickness or weight of the coating, depending
upon what factor is used. The electrolyte is
then sucked out of the cell with the medicine
dropper and the cell rinsed with water. The
cell is removed from the tinplate and the tin-
plate and cell gasket blotted with cleansing tis-.
sue. The cell is now ready for another deter-
mination. With such a stripping cell it is pos-
sible to measure the local thickness for very
small and close areas and thus obtain the distri~
oution of coating across.larger areas.

It will, of course, be understood that various
details of the process and apparatus may be
varied through a wide range without departing
from the principles of this invention and it is,
therefore, not the purpose to limit the patent
granted hereon otherwise than necessitated by
the scope of the appended claims.
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What we claim is: : ‘
1. Apparatus for use in determmnig the ﬁhmk-
ness of & metal coating over a dissimilar foun-
dation metal, comprising an open-ended hollow

metal member for direct gravity contact with °

‘the ‘coating to:be measured, said member hav-
ing.an upper inturned annular shoulder, an-
nular “'insulating and sealing means movable
within said member for resting against said
coating ‘to define a predetermined area thereof,

10

resilient means between said shoulder and said -

annular insulating and sealing means transmit-

ting a part only of the weight of said metal mem-
‘ber to-urge said insulating and sealing means

against said coating, a hollow electrode extend-
ing into said metal member and fitted into said

-annular insulating and sealing means to form

the side walls of a receptacle for an electrolyte,
and external electrical connections to said elec-

trode as the cathode and said metal member as 90

the anode to complete an electrical circuit in-
cluding said electrode, metal member and said
electrolyte to effect an anodic dissolution of metal
from said coating over said predetermined area.
... 2, A voltaic stripping cell for use in deter-
mining the thickness of a metal coating over a
dissimilar foundation mietal, comprising a metal
member for direct gravity contact with the coat-

ing to be measured and having a vertically ex-

tending recess, annular insulating and sealing
means movable within said recess for contact
with said coating to confineé an area. thereof, a
hollow cathode fitted into said annular insulat-
ing and sealing means and movable therewith
to form the side walls of a receptacle for an
electrolyte and insulated by said insulating and
sealing means -from said metal member and
from said coating, cushioning means cooperating
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with said member and with said insulating and
sealing means and transmitting a part only of
the weight of said member to urge the said in-
sulating and sealing means tightly against said
coating, and external electrical connections be-
tween said cathode and said metal member as

‘the anhode to complete an electrical circuit in-

cluding said cathode, anode and electrolyte to
effect a stripping of metal from said coating over
sald confined area.
e : WILLIAM S. HERBERT.
HOWARD T. FRANCIS.
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