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...that BM has several high quality 
machines installed?

The production equipment counts 3 
CNC lathes, 2 Mazak milling machines, 
1 Chiron milling machine and 2 ABB 
welding robots.

Finally, BM has a CNC plasma cutter in 
addition to the water-jet cutter.

This combination of machines makes it 
possible for BM to produce high quality 
products with high precision. 

Did you know...

BM NEWSLETTER

HOLIDAY CLOSURE
BM Autoteknik A/S will be closed for Christmas during the period from December 24, 2015 
to January 2, 2015, both days included. We will be back in the office January 4, 2015.

Should you, however, have urgent questions, problems or inquiries, you can contact one 
of the following persons:

SALES
Michael K. Larsen +45 4014 6095
Martin K. Larsen (Denmark) +45 2011 1085

SERVICE
Service watch +45 8776 2222 (in normal office hours) or e-mail: support-team@bmtest.dk

SOFTWARE
Support watch +45 29 643 643 (in normal office hours) or e-mail: software-team@bmtest.dk

SHIPPING OF SPAREPARTS
Our shipping department will be manned from January 4, 2015. 
+45 2933 8060 (in normal office hours) or e-mail: support-team@bmtest.dk

Everyone at BM Autoteknik A/S extends our very best wishes for a

SEASON’S GREETINGS

&
Wonderful holiday season

a prosperous New Year
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Two surface finishes
BM utilises two surface finishes for the 
majority of the components, aluminium 
and hot dipped galvanised steel.

The reasons for the use of aluminium 
is obvious, it is light, easy to machine, 
corrosion-resistant, needs no extra surface 
treatment, is available in a huge range of 
strengthened alloys, the surface hardens 
with age and the 'silver' colour blends with 
most workshop colours.

BM’s decision to finish the steel 
components of their test equipment with 
a hot dip galvanised surface is not so 
obvious, the benefit to their customers, 
both for aesthetic reasons and durability 
might need a little more explanation.

In the early days of the company, BM 
researched and tested many surface 
finishes, including hot dip galvanising, 
powder coating, plastic coating, standard 
painting, electro plating with cadmium/
chrome, and came to the conclusion that 
hot dip galvanising is by far superior to all 

of these other products for many reasons.

The plating process requires a long formal 
process of degreasing, chemical cleaning, 
and fluxing before the galvanising process.

This has to be carried out to BS EN ISO 1461 
which ensures that the steel surface is pure 
and chemically free from impurity and 
rust, before the galvanising coat is applied. 
Conditions in the galvanising plant such 
as temperature, humidity and air quality 
do not affect the quality of the galvanised 
coating.

By contrast, a clean pure surface is critically 
important for good quality painting.
With a painted or powder coated finish 
there is no guarantee that paint was 
applied to a good surface, in ideal 
conditions.

The steel is dipped in molten zinc at a 
temperature of 446ºC, at this temperature 
the molten zinc bonds with the steel so that 
in reality there is no demarcation between 
steel and zinc but a gradual transition 

through the series of layers which provide 
the metallurgical bond.

Cohesion
The galvanised coating does not sit on the 
surface of the steel but is embedded into 
the steel; effectively it becomes an integral 
part of the steel surface.
This metallurgical bond is up to 30 
times stronger than a painted finish; the 
galvanising does not peel away from the 
steel.

Toughness
The plated surface has a multi layer section 
providing several benefits:
• The outer layer of pure zinc is malleable 

and provides great shock resistance 
from impact damage.

• The lower layers of alloy zinc and steel 
formed during the dipping process are 
up to 35% harder than the steel itself, 
giving huge resistance to wear.

This combination of qualities provides a 
tough abrasion resistant coating found 
nowhere else.

BM TechTalks - Surface finishes

Fig. 5   The hot dip galvanising process.

Fig. 6   Galvanised surfaces of a BM4010 braketester.

BM and BM agents are often asked 
by customers why we do not paint 
our machines, as most of our rival 
companies do. This article will elaborate 
on the reasons for our decision not to 
use paint, and why the BM solution 
outperforms paint within the following 
areas that define the quality of BM 
products:

Fig. 7   Microstructure of a typical hot dip 
galvanised coating.

Fig. 8   Schematic section through a typical  hot 
dip galvanised coating.

• Cohesion

• Toughness

• Coverage

• Self Healing

• Degradation

• Corrosion - S0²

• Corrosion - Road Salt

• Aesthetics
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Coverage
The steel is completely dipped in molten zinc; 
this ensures that all surfaces are covered both 
internally and externally, including the inside 
of box sections and bolt holes, therefore 
ensuring resistance from internal and external 
corrosion. Paint and powder coating only 
effectively cover external surfaces.

Self Healing
Zinc acts as a cathode in any electrolytic 
action between itself and steel. If there 
is minor damage to the surface and the 
steel is exposed, the reaction between the 
two metals causes zinc to migrate onto 
the steel surface, effectively resealing the 
damaged area.

If the damage is too large to reseal, the 
electrolytic action seals the edges of the 
damaged area, rust will not creep under 
the zinc.

Paint or powder coatings will not self 
heal, and any damage will require repair, 
otherwise rust will creep under the surface 
causing large areas of damage.

Degradation
Upon removal from the galvanising tank 
the surface of the zinc will quickly oxidise, 
forming a tough protective layer against 
corrosion of the zinc surface.

Degradation is linear, therefore it is easy 
to calculate the lifetime of the protective 
surface. The protective zinc surface has a 
lifetime far in excess of the braketesters 
working life; we do not expect to have 
to recoat the plated surface within the 
working lifetime of the machine. Unlike a 
painted surface galvanised zinc does not 
degrade due to UV rays, making it ideal for 
use in mobile equipment.

Corrosion - S0²
The compound that causes the most 
corrosion to zinc plating is sulphur dioxide 
caused by heavy industry. Environmental 
legislation introduced over the last 20 
years has seen levels of airborne sulphur 
dioxide fall dramatically.

Fig. 1   This graph represents USA sulphur dioxide 
reduction from 1980 to 2008.  Europe has even 
greater reductions from 1980  to 2004: 
Denmark 95%, UK 82% and Germany 92%.

Hot dip galvanised surfaces’ protective 
lifetime has increased dramatically, a 
surface that would have degraded over a 
43 year period in the 1970’s due to sulphur 
dioxide corrosion, now could remain intact 
for 186 years.

Corrosion - Road Salt
All metals are affected by salt - also zinc. 
The long term effects of large 
concentrations allowed to dry without 
cleaning will promote the formation of 
white rust and result in discoloration of 
the surface, however this has no influence 
on the corrosion protection of the steel 
underneath. This phenomenon is observed 
on truck chassis and car trailers, which are 
regularly exposed to road salt without 
regular cleaning.

A protective zinc patina, is described as an 
adherent, a dense layer of zinc carbonate 
forms on galvanised zinc coatings when 
exposed to alternating wet-dry cycles. 
This protective layer develops in stages: 
Exposure to moisture leads to the 
formation of zinc hydroxide, ‘white rust’. 
Subsequent chemical reaction of the 
zinc hydroxide with carbon dioxide in air 
produces a protective zinc carbonate layer.
The zinc carbonate layer, is even more 
resilient than the zinc itself, a zinc plated 
surface gets tougher as it gets older.

Painted surfaces in the short term can 
have a higher protective factor against salt 
than zinc, but this depends on the paint 
type and more importantly, that the paint 
surface is perfect.

Any chips or scratches will leave a painted 
steel surface vulnerable to rust. There is no 
‘self healing’, paint has a bond to the steel 
which is up to 30 times weaker than zinc, 
and is much softer than the steel.

Hot dip galvanising is the very best 
protection against corrosion in 
environments exposed to road salt. 

Virtually everything in steel; bridges, crash 
barriers, traffic signs, ports and offshore 
installations are galvanised, but you very 
rarely see painted or powder coated parts. 

Aesthetics
 The matt silver surface subtly blends in 

with workshops main colour scheme, not 
distracting the eye from the customers 
theme, and never clashing, unlike the 
bright primary painted colours supplied 
by other manufacturers.

Fig. 2   BM14000 Roller brake tester.

Fig. 3   Other manufacturers’ paint colours.

A galvanised surface endures for years, 
unlike a painted surface that soon 
degrades.

Fig. 4   Paint wear on other manufacturers’ 
machines.

BM Autoteknik does not compromise 
the quality of its equipment with inferior 
surface treatments - BM surface protection 
is designed to last for the lifetime of its 
products.
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For further information concerning 
the products mentioned in this 
newsletter, please contact:

• Sales Director, Michael K. Larsen 
michael@bmtest.dk

• Sales Manager DK, Martin K. Larsen, 
martin@bmtest.dk

For further information, ideas or 
questions regarding the newsletter, 
please contact:

• Marketing Coordinator,  
Monica B. Christiansen 
monica@bmtest.dk

Monica Christiansen  
(monica@bmtest.dk)
For the last seven years Monica 
has worked with marketing 
at Knauf DK and she will be 
responsible for the marketing 

activities at BM.  Monica has a Graduate 
Diploma in Business Administration 
(Marketing Mangement.) 

She is 32 years old and lives with her 
husband and their two boys; Lauge 4 years 
old and Villum 1,5 years old in Mariager, 
Denmark. 

In her sparetime she enjoys singing in a 
choir and MTB rides in the forrest.

Claus Kjeldsen  
(claus@bmtest.dk)
Claus has joined our software 
team and will be working 
with C# and development in 
Xamarin for Android, IOS and 

Windows patforms. 

Claus is 38 years old, divorced and has 2 
children; an 8 year old boy and a 6 year old 
girl. 

He has an ingeneer degree and has worked 
with software development for 10 years.  
Previously he worked for Vitani and Unitek 
within the field of access control systems. 

In his sparetime he shoots IPSC (a very 
dynamic way of shooting with a pistol) 
and off-road driving in his Land Rover 
Defender.

Please welcome both of them. 

New employees

Rodin & Co is one of the main players in the 
Norwegian market for auto equipment, 
garage equipment and services. The 
company was founded by Karl Oskar Rodin 
in 1932, and is currently owned by the 
brothers Erik and Jørgen Rodin. 

Rodin & Co’s head office and warehouse 
is situated in Skedsmo just outside Oslo. 
The firm represents well-known brands 
of high quality and offers expertise in 
the engineering equipment and has a 
nationwide sales and service network. 

BM Distributor: Rodin & Co AS

Fig. 9   Rodin & Co’s headoffice and warehouse.

The company has 60 employees and a 
turnover of about 200 million DKK. In 
addition to its core business, Rodin & Co AS 
has owner’s shares in Torshov Bilrekvisita 
AS, Fossdal Services AS, and AS Heda (50, 
66, and 100 percent respectively). 

The company currently supplies both the 
automotive industry, boating industry, 
government bodies and various large 
customers within shipbuilding, machine 
contractors and bus/truck companies.

Company web site: www.rodin.no

In December 2015 3 BM employees 
celebrate their jubilee. 

Our service technician, Jon Jensen, has 
been employed for 25 years as he came 
to BM in 1990 as a part of the assembling 
of brake testers.  In 1996 he began visiting 
customers in Denmark with installation 
and service and has done so since then.
Per Larsen, also service technician, who 
celebrates his 15 years’ jubilee, actually 
started in BM in 1979 in the production but 
left in 1982 to work  elsewhere and to get 
his degree. 
Per returned to BM in 2000 as a service 
technician and has been visiting customers 
in Denmark with his basis in Funen since 
then.
With a total of 35 years experience in the 
service department between Per and 
Jon, we are able to deliver a high level of 
knowledge and expertise to the Danish 
customers. 

Our Danish Sales Manager, Martin Larsen,

25 and 15 years’ jubilees in BM Autoteknik A/S
also celebrates his 25 years’ jubilee in 
December 2015. After Martin took his 
apprenticeship in BM he decided to seek 
further experience in another company for 
a period of 4 years.
In 1990 he returned to BM where it soon 
appeared that he had inherited the 
extraordinary sales skills of his father 
Benno Larsen, our Managing Director, and 
over the following years he took over the 
management of all sales in Denmark. As 
part of the MBO in BM in year 2000,  Martin 
became co-owner and with his more 
than 25 years of experience in BM Martin 
offers a deep knowhow and expertise 
in the Danish industry of vehicle testing 
equipment.

Long time employments like these 
is an achievement worth celebrating 
and therefore on December 11, 2015 
colleagues, friends and families are invited 
to BM to congratulate the three jubilees.

Congratulations to all three employees.

Per LarsenJon Jensen Martin Larsen


