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Webforge has put together this list of Do’s and Don'ts f(;l" | /,i——-—q? %:ﬂmm_ﬂ?@ n o ’s | ““
auccesstul hot dip galvanising as a quick and eagy-to-rea Liquid flux penetrates between surfaces Heat of the galvanising bath will: A. Cause [

iew the
call us with any queries hot covered here, and 10 alfo view
extengive information we have on our Website.

rapid expulsion (steam) of the liquid flux,
~ . 1‘ resulting in “spoil” around the joint and O\
E.mt. B. Leaves dry anhydrous (moisture : ZING
l absorbing) flux salts in the cavity. FWS F U L GA LVAN I Z
The flux salts absorb moisture from the ﬁ o -
atmosphere and weep out, staining the ¥ a“ss ETs n“ n "Ens
~ adjacent galvamzmg coating. A wire brush Induced corrosion may take place in
| off will usually solve the problem.
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some larger entrapments.

| Ez Unsymmetrical sections tend to deform,
| ) V' especially long unsupported sections.

| E The fabricator must allow for possible straightening
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Jig Hole =27 Leave Space Between Cleats

_ a‘ﬂm' and Wall of Unit UB, UC, RSC
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Vent Hole

Frames

Crop or Drill holes
at each connection

Allowing Air or Zinc to flow
around unit.

Crop or Drill all
Corners

UB’s, UC’s RSC’s, Cleat’s,

Gussest’s, Strengthener’s,
@ Air Traps

after double-dipping of units due to heat é Grop or Drill Corner .
@ Zine Traps expansion during galvamsm% bt tTnll lins n“n “TE nE e Ks
» : ~ Buckling and Twisting of Plate %/ - : . All hollow sections f
of ;l: endr: ' l;ram :30 e \‘Z Heat distortion in plain and chequer The diagram shows the drlll{ng paﬂer.n for trailers :nd u;eoie:alj coction. Crose
atthe :: d z;:zepom o plate due to the relieving of stress must have a vent or drain hole drilled close ’rz t 6’r ezllow Cres flowt of Zinc.
) Centre hole for drainage during the galvanizing process. members should be drilled through both sides to
is not recommended.
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Fully open ends or vent "
hole with lifting lug. I. Unbraced flat plate can be

worked on the shop floor

o Parts that need to be
’&f? 7 it siess removed before galvanizing
o :- Coupling, Wiring,

= Introduced 45’/

& o Springs, Axles, Lights
10mm Hole Drilled

Residual Zinc

2. Can be put fhrough rollers after Welded Brace Plate
HDG .. BUT, this method could
damage the coating

10mm Hole Drilled through
both Sides

Clamp and

Suggested design
for flanged hollow
sections

If no lug is possible, opposite holes

will be required for jigging (rigging) -

® Pull down
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The following items will require sandblasting prior to being Hot Dip Galvanizea!

oy o\ oy |y -y -

Opened or 10mm
Hole Drilled top
and bottom

o [tems that have paint on them.

- acduer For Hot Dip Galvanizing ¢ Quotation ¢ Service * Technical Advice
. | piping that is coated with a lacquer .
. ﬁi?.fo‘:. p?foducts (consult with Galv OlrflcefFlrls’r) 23 Kelvin Grove Rd, Palmerston North
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| If you are unsure please talk o our representatives for further information.
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