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(54) ZN-MG ALLOY-COATED STEEL SHEET WITH EXCELLENT BLACKENING RESISTANCE AND 
EXCELLENT ADHESION AND METHOD FOR MANUFACTURING SAME

(57) The present invention relates to a Zn-Mg alloy-
coated steel sheet with excellent blackening resistance
and excellent coating adhesion and to a method for man-
ufacturing same. Provided are a Zn-Mg alloy-coated steel
sheet with excellent blackening resistance and excellent
adhesion and a method for manufacturing same, the
steel sheet comprising: a substrate steel sheet; a Zn-Fe
intermetallic compound layer formed on the substrate
steel sheet; a first Zn-Mg coating layer formed on the Zn-
Fe intermetallic compound layer and comprising a Zn-Fe
intermetallic compound in which the content of Zn is 95
% by weight or higher; a second Zn-Mg coating layer
formed on the first Zn-Mg coating layer and comprising
a Zn-Mg intermetallic compound in which the content of
On is 80 to 95 % by weight; and an oxide film formed on
the second Zn-Mg coating layer and comprising a metal-
lic oxide.
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Description

[Technical Field]

[0001] The present disclosure relates to a Zn-Mg alloy-coated steel sheet for use as a basic material in industrial
applications such as in automobiles, home appliances, and constructions, and more particularly, to a Zn-Mg alloy-coated
steel sheet having high blackening resistance and coating adhesion.

[Background Art]

[0002] The surfaces of steel sheets may be galvanized by a method such as electrogalvanization and hot-dip galva-
nization so as to improve the corrosion resistance and durability of such steel sheets. As compared with non-coated
steel sheets, galvanized steel sheets have high corrosion resistance owing to zinc functioning as a sacrificial anode and
are thus widely used as materials for automobiles, home appliances, and constructions.
[0003] However, in such industrial fields, coated steel sheets being relatively lightweight and highly economical, in
addition to having higher degrees of durability, are increasingly required.
[0004] Meanwhile, due to the limited amount of zinc deposits in the earth and concern about the depletion of zinc
reserves, the trend of using zinc deposits as a weapon has increased. Moreover, existing electrogalvanizing processes
and hot-dip galvanization processes consume a large amount of energy and emit pollutants, disadvantageous, in that
regulations on pollutants are being strengthened worldwide.
[0005] Due to these reasons, Zn-Mg alloy-coated steel sheets formed by a vacuum deposition method have received
attention. According to the vacuum deposition method, a coating process is performed in a vacuum to produce Zn-Mg
alloy-coated steel sheets. Therefore, the emission of pollutants is very low, and production rates higher than those of
existing plating processes may be obtained according to the development of techniques for evaporating coating materials.
Moreover, since Zn-Mg alloy-coated steel sheets having high corrosion resistance and thin coating film thicknesses can
be manufactured, Zn-Mg alloy-coated steel sheets have received attention as relatively economical future steel sheets.
[0006] Although Zn-Mg coatings have such merits in terms of manufacturing processes and product properties, Zn-
Mg coatings are harder and more fragile than zinc coatings, and thus it is difficult to improve the adhesion of Zn-Mg
coatings.
[0007] Furthermore, since magnesium (Mg) is very active, the surface of a product coated with Zn-Mg may react with
moisture in humid environments, and thus the surface of the product may be blackened and worsened in quality.
[0008] Patent Document 1 discloses a technique for solving such a blackening problem. According to the technique
disclosed in Patent Document 1, blackening of a Zn-Mg coated product is prevented by treating the Zn-Mg coated product
with a 0.01% to 30% calcium phosphate solution so as to elute magnesium (Mg) and adjust the content of magnesium
(Mg) in the surface of the Zn-Mg coated product to be 1 wt% or less. However, according to the technique disclosed in
Patent Document 1, magnesium (Mg) is not uniformly eluted. Thus, the surface of the Zn-Mg coated product may be
stained or may be blackened due to the formation of calcium phosphate including magnesium (Mg) during a calcium
phosphate solution treatment.
[0009] (Patent Document 1) Japanese Patent Application Laid-open Publication No. 1997-241828

[Disclosure]

[Technical Problem]

[0010] Aspects of the present disclosure may include a Zn-Mg alloy-coated steel sheet having high blackening resist-
ance and coating adhesion and a method for manufacturing the Zn-Mg alloy-coated steel sheet.

[Technical Solution]

[0011] According to an aspect of the present disclosure, a Zn-Mg alloy-coated steel sheet having high blackening
resistance and coating adhesion may include: a base steel sheet; a Zn-Fe intermetallic compound layer formed on the
base steel sheet; a first Zn-Mg coating layer formed on the Zn-Fe intermetallic compound layer and including a Zn-Mg
intermetallic compound in which zinc (Zn) is included in an amount of 95 wt% or greater; a second Zn-Mg coating layer
formed on the first Zn-Mg coating layer and including a Zn-Mg intermetallic compound in which zinc (Zn) is included in
an amount of 80 wt% to 95 wt%; and an oxide film formed on the second Zn-Mg coating layer and including a metal oxide.
[0012] According to another aspect of the present disclosure, a method for manufacturing a Zn-Mg alloy-coated steel
sheet having high blackening resistance and coating adhesion may included: forming a Zn-Mg coating layer on a base
steel sheet; and performing a combustion chemical vapor deposition (CCVD) process to form an oxide film.
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[Advantageous Effects]

[0013] According to the present disclosure, an oxide film is formed on a Zn-Mg alloy-coated steel sheet by a combustion
chemical vapor deposition (CCVD) process to improve coating adhesion and resistance to blackening caused by moisture,
which are demerits of existing steel sheets. Therefore, the Zn-Mg alloy-coated steel sheet of the present disclosure may
be provided as an inexpensive basic industrial material in industrial applications such as automobiles, home appliances,
and constructions. In addition, the Zn-Mg alloy-coated steel sheet may be commercialized as a steel sheet having high
durability and high-quality surfaces and may have a large market share.

[Description of Drawings]

[0014]

FIG. 1 illustrates S-TEM and TEM images (a) of sections of a conventional sample and S-TEM and TEM images
(b) of sections of an inventive sample.
FIG. 2 illustrates images (a) of the inventive sample and images (b) of the conventional sample taken before and
after a boiling water test.
FIG. 3 illustrates results (a) of a coating adhesion test (tape test) performed on the inventive sample and results (b)
of a coating adhesion test (tape test) performed on the conventional sample.

[Best Mode]

[0015] A combustion chemical vapor deposition (CCVD) method used in embodiments of the present disclosure is
different from a conventional physical vapor deposition (PVD) method or a conventional chemical vapor deposition (CVD)
method, in that a hydrocarbon (e.g., propane) used as a fuel is mixed with air in which a precursor (e.g., HMDSO (raw-
material gas molecules)) is saturated, and heat generated by combusting the mixture (gas mixture) at atmospheric
pressure is used as an energy source for the precursor to undergo evaporation, decomposition, and a chemical reaction,
so as to form a coating layer on a surface.
[0016] In the embodiments of the present disclosure, organic silane is used as a precursor in a CCVD process so as
to form a metal oxide (such as a silicon oxide) having cross-linked bonds by coupling with oxygen from air on a metal
surface as a deposition coating layer.
[0017] Hereinafter, the embodiments of the present disclosure will be described in detail.
[0018] The inventors found that coating layers of Zn-Mg alloy-coated steel sheets formed by a PVD method have
unevenly distributed Zn-Mg, Zn, and Mg crystal regions and are easily separated due to fine natural oxide layers formed
between the coating layers and the Zn-Mg alloy-coated steel sheets. In addition, the inventors found that Zn-Mg alloy-
coated steel sheets formed by a PVD method are blackened as hydrates are formed thereon due to a reaction with
moisture.
[0019] Thus, the inventors have exposed a Zn-Mg alloy-coated steel sheet to a high-temperature flame by using a
CCVD method. In this case, a coating layer of the Zn-Mg alloy-coated steel sheet was made uniform, and the adhesion
of the coating layer was increased. In addition, blackening of the coating layer was prevented by an oxide film. Based
on this knowledge, the inventors invented the Zn-Mg alloy-coated steel sheet of the present disclosure.
[0020] In the CCVD method, a gaseous mixture of a hydrocarbon (propane) and air in which raw-material gas molecules
(precursor) are saturated is combusted at atmospheric pressure, and heat generated by the combustion is used as an
energy source so as to form an oxide film having a cross-linked structure by evaporating, decomposing, and oxidizing
the raw-material gas molecules.
[0021] First, a Zn-Mg alloy-coated steel sheet will be described in detail according to an embodiment of the present
disclosure.
[0022] The Zn-Mg alloy-coated steel sheet of the embodiment includes:

a base steel sheet;
a Zn-Fe intermetallic compound layer formed on the base steel sheet;
a first Zn-Mg coating layer formed on the Zn-Fe intermetallic compound layer and including a Zn-Mg intermetallic
compound in which zinc (Zn) is included in an amount of 95 wt% or greater;
a second Zn-Mg coating layer formed on the first Zn-Mg coating layer and including a Zn-Mg intermetallic compound
in which zinc (Zn) is included in an amount of 80 wt% to 95 wt%; and
an oxide film formed on the second Zn-Mg coating layer and including an metal oxide.

[0023] The kind of the base steel sheet is not limited. That is, any kinds of steel sheets such as a hot-rolled steel sheet
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and a cold-rolled steel sheet and any kinds of metal sheets may be applied to the present embodiment.
[0024] The Zn-Fe intermetallic compound layer is formed on the base steel sheet. In a CCVD process (described
later), a fine oxide film existing between the base steel sheet and a Zn-Mg coating layer may be diffused into the Zn-Mg
coating layer, and thus a Zn-Fe intermetallic compound layer may be formed. The Zn-Fe intermetallic compound layer
improves the adhesion between the base steel sheet and the Zn-Mg coating layer.
[0025] The first Zn-Mg coating layer is formed on the Zn-Fe intermetallic compound layer and includes a Zn-Mg
intermetallic compound in which zinc (Zn) is included in an amount of 95 wt% or greater. The first Zn-Mg coating layer
is a soft Zn-rich region. Therefore, the first Zn-Mg coating layer has high adhesion.
[0026] If the content of zinc (Zn) in the first Zn-Mg coating layer is less than 95 wt%, the first Zn-Mg coating layer may
become fragile due to the influence of a Zn-Mg alloy, and thus the adhesion of the first Zn-Mg coating layer may not be
high. Therefore, a higher content of zinc (Zn) may be favored. However, to form a Zn-Mg intermetallic compound, it may
be preferable that the content of zinc (Zn) be less than 100 wt%.
[0027] The second Zn-Mg coating layer is formed on the first Zn-Mg coating layer and includes a Zn-Mg intermetallic
compound in which zinc (Zn) is included in an amount of 80 wt% to 95 wt%. The second Zn-Mg coating layer has a high
resistance to corrosion as compared with a general zinc coating layer because of Zn-Mg alloy characteristics.
[0028] It may be preferable that the Zn-Mg intermetallic compound have a zinc content of 80 wt% to 95 wt%. If the
content of zinc is less than 80 wt%, the corrosion resistance of the second Zn-Mg coating layer is decreased due to the
influence of a Zn-Mg alloy coating layer having a different crystal shape.
[0029] The oxide film is formed on the second Zn-Mg coating layer. The oxide film includes a metal oxide. The oxide
film blocks the permeation of moisture and thus prevents blackening.
[0030] The oxide film includes a metal oxide (e.g., a silicon oxide (SiO2)) formed by a CCVD process. In addition,
during the CCVD process, magnesium oxide (MgO) is formed by oxygen of high-temperature air as a natural oxide film
and coexists with the oxide film.
[0031] It may be preferable that the oxide film have a thickness of 10 nm to 40 nm. If the thickness of the oxide film
is less than 10 nm, the permeation of moisture may not be sufficiently prevented, and thus sufficient blackening resistance
may not be obtained. Of the other hand, if the thickness of the oxide film is greater than 40 nm, oxide particles (that is,
SiO2 particles of the oxide film) may be coarsened, and thus the oxide film may not function as a barrier film.
[0032] Hereinafter, a method of manufacturing a Zn-Mg alloy-coated steel sheet will be described in detail according
to an embodiment of the present disclosure.
[0033] First, a Zn-Mg coating layer is formed on a base steel sheet. At this time, the Zn-Mg coating layer is not the
first and second Zn-Mg coating layers described in the previous embodiment. That is, the Zn-Mg coating layer is not a
final Zn-Mg coating layer. The Zn-Mg coating layer will be modified by a later CCVD process.
[0034] The Zn-Mg coating layer may be formed by a PVD method. For example, the Zn-Mg coating layer may be
formed by a conventional PVD method known in the related art.
[0035] For example, in a thermal-PVD or sputtering method, a large amount of Zn-Mg or a raw coating material including
Zn and Mg is evaporated in a vacuum by using thermal energy or ion collision energy, and the evaporated Zn-Mg or
raw coating material is directed to the surface of a steel sheet or metal sheet continuously fed into the vacuum by a roll-
to-roll method, so as to form a Zn-Mg alloy coating layer on the steel sheet or metal sheet. The thermal-PVD or sputtering
method may be used to form the Zn-Mg coating layer of the embodiment of the present disclosure. Particularly, in an
electro magnetic PVD (EML-PVD) method, a kind of thermal-PVD method using electromagnetic induction, a Zn-Mg
alloy coating material is levitated and heated in a vacuum by electromagnetic induction so as to rapidly generate a large
amount of vapor and form a coating layer using the vapor. The EML-PVD method is widely used for producing Zn-Mg
coated products owing to a high production rate and economic benefits.
[0036] A CCVD process is performed on the base steel sheet on which the Zn-Mg coating layer is formed, so as to
form an oxide film thereon. In detail, through the CCVD process, such layers (films) as described in the previous em-
bodiment are formed on the base steel sheet. That is, a Zn-Fe intermetallic compound layer is formed on the base steel
sheet; a first Zn-Mg coating layer including a Zn-Mg intermetallic compound in which zinc (Zn) is contained in an amount
of 95 wt% or greater is formed on the Zn-Fe intermetallic compound layer; a second Zn-Mg coating layer including a
Zn-Mg intermetallic compound in which zinc (Zn) is included in an amount of 80 wt% to 95 wt% is formed on the first
Zn-Mg coating layer; and an oxide film including an metal oxide is formed on the second Zn-Mg coating layer. In this
way, a Zn-Mg alloy-coated steel sheet is manufactured according to the manufacturing method of the embodiment of
the present disclosure.
[0037] In the CCVD process, the base steel sheet may be spaced apart from a burner of a CCVD apparatus by a
distance of 10 mm or less. Furthermore, in the CCVD process, if air and precursor vapor are supplied according to the
following ratio, a metal oxide deposition film having optimized characteristics may be formed.
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Precursor flow rate:air flow rate = 0,8:210 to 2.1:210 (L/min)

[0038] If the ratio of the flow rates is less than 0.8:210 (L/min), since the number of film-forming particles is small
relative to the amount of air, an excessively thin or fine film not functioning as a barrier may be formed. On the other
hand, if the ratio of the flow rates is greater than 2.1:210 (L/min), since precursor particles clump together (coarse
particles), a film (coating) may not be densely formed and thus may not function as a barrier.
[0039] In the CCVD process, it may be preferable that the base steel sheet be maintained within a temperature range
of 330°C to 450°C. If the base steel sheet is maintained at a temperature lower than 330°C, a coating layer may not
have sufficient energy necessary for diffusion of atoms, and thus the coating layer may not become homogeneous during
the CCVD process. On the other hand, if the base steel sheet is maintained at a temperature higher than 450°C, a Zn-
Fe alloying reaction may intensively occur between the base steel sheet and the first Zn-Mg coating layer having a high
density of zinc (Zn), and thus a Zn-Fe alloy layer may be excessively formed to adversely affect coating adhesion.

[Mode for Invention]

[0040] Hereinafter, an example of the present disclosure will be described in detail. The following example is for
illustrative purposes and is not intended to limit the scope of the present disclosure.

(Example)

[0041] The following experiment was conducted to evaluate the blackening resistance and coating adhesion of steel
sheets according to the thicknesses of oxide films and the heating temperature of the steel sheets.
[0042] General cold-rolled steel sheets (continuous strip coils) were prepared. Then, an EML-PVD process, a kind of
thermal-PVD process using electromagnetic induction, was performed on the cold rolled steel sheets. Specifically, in
the EML-PVD process, a Zn-Mg alloy coating material was levitated and heated in a vacuum by electromagnetic induction
so as to rapidly generate a large amount of vapor, and the vapor was directed to surfaces of the cold-rolled steel sheets
continuously fed into the vacuum by a roll-to-roll method, so as to form Zn-Mg coating layers on the cold-rolled steel sheets.
[0043] Thereafter, the steel sheets on which the Zn-Mg coating layers were formed were subjected to a CCVD process
so as to form silicon oxide films on the steel sheets by using organic silane. In this way, Zn-Mg alloy-coated steel sheets
on which oxide films were formed were manufactured. In the CCVD process, the oxide films were formed on the steel
sheets to different thicknesses (processing cycles) at different temperatures as shown in Table 1.
[0044] Referring to Table 1, Comparative Samples (steel sheets) 7 to 10 were tested while varying temperatures
thereof without forming oxide films thereon so as to evaluate the coating adhesion of the Comparative Samples 7 to 10
according to the temperatures of the Comparative Samples 7 to 10 in the CCVD process.
[0045] The blackening resistance and coating adhesion of each of the Zn-Mg alloy-coated steel sheets were tested
as shown in Table 1. The coating adhesion of each of the Zn-Mg alloy-coated steel sheets was evaluated by attaching
tape to the steel sheet (sample), bending the steel sheet, separating the tape, and observing the tape to determine
whether the coating adhesion was good or bad according to the separation of the coating layer from the steel sheet.
The blackening resistance of each of the Zn-Mg alloy-coated steel sheets was evaluated by immersing the steel sheet
in boiling water and observing the color of the steel sheet to determine whether blackening resistance was good or bad
according to the change of the color of the steel sheet.

[Table 1]

No.
Thickness of oxide film (CCVD 

process cycles)
Sample Te. 

(°C)
Blackening 
resistance

Coating 
adhesion

Conventional Sample Not processed - X X

Inventive Sample 22 nm (50 cycles) 330 s s

Comparative Sample 
1

5 nm (3 cycles) 45 X X

Comparative sample 
2

11 nm (6 cycles) 80 s X

Comparative Sample 
3

22 nm (12 cycles) 110 s X
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[0046] An inventive sample satisfying conditions of the embodiments of the present disclosure has high blackening
resistance and coating adhesion. FIG. 1 illustrates a structure (a) of a conventional sample and a structure (b) of the
inventive sample. Referring to FIG. 1, in the conventional sample, a Zn-Mg alloy coating layer is formed on a base steel
sheet as a mixed layer. However, in the inventive sample, an intermetallic compound layer, a Zn-rich layer, a Zn-Mg
alloy layer, and an outermost oxide film are formed on a base steel sheet. Therefore, the inventive sample formed
according to the embodiments of the present disclosure has high blacking resistance and coating adhesion.
[0047] Comparative Samples 1 and 6 not satisfying the oxide film thickness condition of the embodiments of the
present disclosure have poor blackening resistance. Comparative samples 2 to 5 satisfying the oxide film thickness
condition of the embodiments of the present disclosure but not satisfying the temperature condition of the embodiments
of the present disclosure have good blackening resistance but poor coating adhesion.
[0048] Comparative Samples 8 and 9, satisfying the temperature conditions of the embodiments of the present dis-
closure, have good coating adhesion. However, since oxide films are not formed on Comparative Samples 8 and 9,
Comparative Samples 8 and 9 have poor blackening resistance. Comparative Samples 7 and 10, not satisfying the
temperature condition of the embodiments of the present disclosure, have poor coating adhesion.
[0049] FIG. 2 illustrates images (a) of the inventive sample and images (b) of the conventional sample taken before
and after a boiling water test. Referring to FIG. 2, the color of the inventive sample is not changed. That is, the inventive
sample has high blackening resistance. However, the conventional sample is entirely blackened.
[0050] FIG. 3 illustrates results (a) of a tape test performed on the inventive sample and results (b) of a tape test
performed on the conventional sample. Referring to FIG. 3, the inventive sample has higher coating adhesion than the
conventional sample.

Claims

1. A Zn-Mg alloy-coated steel sheet having high blackening resistance and coating adhesion, the Zn-Mg alloy-coated
steel sheet comprising:

a base steel sheet;
a Zn-Fe intermetallic compound layer formed on the base steel sheet;
a first Zn-Mg coating layer formed on the Zn-Fe intermetallic compound layer and comprising a Zn-Mg inter-
metallic compound in which zinc (Zn) is included in an amount of 95 wt% or greater;
a second Zn-Mg coating layer formed on the first Zn-Mg coating layer and comprising a Zn-Mg intermetallic
compound in which zinc (Zn) is included in an amount of 80 wt% to 95 wt%; and
an oxide film formed on the second Zn-Mg coating layer and comprising a metal oxide.

(continued)

No.
Thickness of oxide film (CCVD 

process cycles)
Sample Te. 

(°C)
Blackening 
resistance

Coating 
adhesion

Comparative Sample 
4

32 nm (18 cycles) 120 s X

Comparative Sample 
5

40 nm (30 cycles) 180 s X

Comparative Sample 
6

48 nm (50 cycles) 330 - s

Comparative Sample 
7

- (30 cycles) 180 X X

Comparative Sample 
8

- (50 cycles) 330 X s

Comparative Sample 
9

- (75 cycles) 425 X s

Comparative Sample 
10

- (100 cycles) 480 X X
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2. The Zn-Mg alloy-coated steel sheet of claim 1, wherein the metal oxide comprises a silicon oxide (SiO2), and a
magnesium oxide (MgO) is included as a part of the metal oxide.

3.  The Zn-Mg alloy-coated steel sheet of claim 1, wherein the oxide film has a thickness of 11 mm to 40 mm.

4. A method for manufacturing a Zn-Mg alloy-coated steel sheet having high blackening resistance and coating adhe-
sion, the method comprising:

forming a Zn-Mg coating layer on a base steel sheet; and
performing a combustion chemical vapor deposition (CCVD) process to form an oxide film.

5. The method of claim 4, wherein the forming of the Zn-Mg coating layer is performed by a physical vapor deposition
(PVD) method.

6. The method of claim 4, wherein in the CCVD process, air and precursor vapor are supplied according to the following
ratio:

precursor flow rate:air flow rate = 0.8:210 to 2.1:210 (L/min).

7. The method of claim 4, wherein in the CCVD process, the base steel sheet is maintained within a temperature range
of 330°C to 450°C.
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