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   Hot Dp Galvansed (HDG) Hot-dp Galvansng s a coatng method performed by dppng ron and steel 
products sutable for galvansng nto a molten znc bath at 450 oC, whereby dffuson of ron (Fe) and znc (Zn) 
atoms s occured. In the galvansaton process, znc and ron n steel body react wth each other, formng a znc – 
ron alloy on the materal surface. When galvansed materal s removed from the bath, the upper layer formed 
on the materal surface has a smlar composton wth the galvansng bath. Dppng perods of steel materals for 
galvansng depends on the tem weght and wall thckness. In order that the mentoned ron-znc reacton can be 
started, the materal should be kept nsde the molten znc bath untl the temperature of dpped materal reaches 
to the temperature of the bath. When materals placed nsde the znc bath are coated, a thn layer occurs on the 
znc bath surface whch s caused by the cleanng chemcals and oxdaton. These wastes should be removed from 
the bath surface before takng the coated materal out of the bath. In hot-dp galvanzng method, all the surfaces 
of the materal, whch s dpped to the molten znc, even to the most crtcal ponts (sharp edges, cut corners, holes) 
are coated completely wth znc. The znc coatng, that has a brght vew at the first tmes, wll later ha ve a 
protectve layer wth a dull gray color. The mnmum coatng thckness on the surfaces s 45µm (325gr/m2) and the 
average coatng thckness on the surfaces s about 55µm (395gr/m2) n accordance wth EN ISO 1461 qualty 
standard.  

Pre-galvansed (PG) 
Ths galvanzaton method s the one whch s practced before there s any fabrcaton done over the materal. Whle 
ths s also a method of hot-dp galvanzng, t dffers n the thckness of coatng and ts order n the flowchart of the 
process. At the very smplest sense, after the col of steel s flattened, t enters nto an ammonum chlorde (flux) 
mxture bath and then enters nto the molten znc bath contnuously. After the znc coatng s smoothened t s then 
re-coled and the manufacturng company uses ths as a raw materal for tself. Ths homogeneous coatng 
thckness on the surfaces has a changng value from 20µm to 24µm (70gr/m2 140gr/m2) n accordance wth EN 
10346. 

         Electro-Galvanzng (EG) 
Electrolytcally, a znc coatng s deposted on the steel. The baths used cosst of acd or alkal solutons of znc salts.    
The anodes are znc and the parts to be coated, prevously degreased and cleaned, are connected to    the 
cathode. The mnmum coatng thckness by ths method s 20µm. Such products are ntended for use only  
in warm, dry areas wth neglgble pollutant levels/ 




