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SPEEDING UP THE PROCESS

Edge-Defect in a Sharp Corner
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    Have you ever been at red light waiting for the light to change and when it 
does you can’t move because the car in front does not move fast enough. 
Well, that’s the feeling we have when your purchase order arrives without all 
the information we need to start your job.

    Our desire is to go, and when you do not supply the information that we 
need to run the work properly, we are stuck at the light. If we tried to move 
forward, we could end up damaging your parts or getting stuck in a rework 
cycle and thus be late in the delivery. 

    To insure your job is in the fast lane, please provide the following 
information for each order:

1. Your company name 
2. Part number and/or description
3. Exact finish required
4. Exact quantity (# of parts, weight, etc.) 
5. Aluminum alloy 
6. P.O. number 
7. If masking, a blue print or complete instructions 
8. Racking instructions if any 
9. Identify parts (no tape or marker on pieces)

    The light is green and we’re ready to produce. Help us accelerate.  --- For 
more information on this subject email us at mbalamas@duralectra-chn.com.

EDGE-DEFECT ON ALUMINUM OXIDE FILM

    If you see a white area on the sharp corner of an anodized aluminum part, 
you probably have an “edge-defect” phenomena. This defect may be present 
in both conventional Type II anodizing (decorative anodizing) as well as in 
Type III anodizing (hard coat). Generally speaking, as the oxide film expands 
at the edge, it becomes increasingly susceptible to mechanical destruction.
Consequently, you may witness a greater incidence of edge defects on hard 
coat because they have a dimensionally thicker coating. The defect is due to 
missing oxide at the edge and is typically more apparent in colored or natural 
hardcoat finishes due to the higher contrast between the color of the oxide 
and the underlying aluminum. 

    The cause of this defect is due to the manner in which the anodic oxide 



film forms, where voids develop at sharp corners and edges. These 
geometries are difficult to anodize as the oxide grows perpendicularly to the 
surface, and in a sharp corner there will be a natural void.  See figure below.
Further, the oxide is the most weak in this area and is prone to chipping. 

    To eliminate this defect, sharp edges should be engineered out in favor of 
a radiused corner. Chamfering should not be used unless resulting sharp 
edges are radiused. In addition, piercing and blanking operations should 
comply with the radius of curvature for nominal coating thicknesses. A table 
showing recommended radiuses as a function of oxide coating thickness is 
presented in Table 1. 

    Oxide films produced by Sanford Low Voltage Processes are significantly 
less vulnerable to destruction because the oxide film is much more uniform 
and leaves a clean edge. The low voltage hard anodize oxide film is also 
more porous, ductile and less brittle. --- For more information on this 
subject email us at leonid@sanfordprocess.com.
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WHEN MASKING MAKES THE DIFFERENCE

    How do you choose a masking technique and a vendor to provide this service? It starts with your goals and whether 
your vendor has the right solution and experience for the job.   

    Masking means selectively coating an area of a part differently than the rest of the part or leaving that area uncoated. A 
simple example of a mask is to leave threaded holes uncoated and a more complex job would be to have electrical contact 
points coated with a conversion coating while the rest of the part receives anodize or hardcoat. Some jobs will have all 
sorts of permutations depending on how the part is designed.

    The main masking techniques are:

 Plugs – for holes and recessed areas.
 Tape / Film – ideal for flat and large surface areas.
 Spots – for contact points.
 Coating – For threads and complex features.

    D-CHN provides all of these techniques and specializes in Coatings where our team of highly skilled operators can 
produce an effective mask even on the most complex geometries.  Our team is trained to read blue prints, identify likely 
risks of masking failures, and recommend solutions to achieve your goals. While other vendors may claim the same 
techniques, choosing a vendor who has this experience gets the job right, first time and every time. --- For more 
information on this subject email us at jtetrault@duralectra-chn.com.

  



Questions or comments? Email us at msung@duralectra-chn.com or call 401-597-5000 
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