SIGNUM Corporation, with its eight hot-dip galvanizing plants that are strategically located all over Czech
Republic and Slovakia, is an important and efficient provider of hot-dip galvanizing in our country.
We have been operating on the market since 1992. We are your reliable partner for hot-dip galvanizing,
centrifugal hot-dip galvanizing and steel tube coating with polyethylene in three layers. We also produce
steel constructions for significant structures worldwide.

Hot-dip Galvanizing

Hot-dip Galvanizing
Hot-dip galvanizing is a modern trend in the
anticorrosion treatment of steel. It offers many
advantages over other anticorrosion methods.

Long lasting steel protection
Not expensive
Steady alloy coating
Protective coating on all outer, inner, as well as
hard-to-access surfaces, including edges.
Possibility of paint application (duplex system)
Reliability and resistance
Resistance against mechanical damage
Environmentally friendly

The technology of hot-dip galvanizing
When immersing a component into zinc melt
with a temperature of 450 to 460°C, not only
does there develop a cover of the zinc on the
steel, as in other surface treatments, but metallic
phases of iron and zinc with high hardness and
resistance against abrasion also form.
The thickness of the coating created is usually
50–190 microns, depending on the chemical
composition and type of material.
Centrifugal hot-dip galvanizing
We also offer centrifugal hot-dip galvanizing.
This special technological process is based on
the spin of the material after taking it out of the
zinc melt – a uniform coating is achieved in this
way, which is absolutely required, for example, with coupling materials. It is performed at
a temperature of 530–560°C and is used for
the superficial treatment of small parts such
as screws, clamps, nuts, washers, pins or other
steel parts with threads.

Our galvanizing plants meet the strictest
European parameters:

ČSN EN ISO 1461

DASt-Richtlinie 022

ČSN EN ISO 9001:2009
- CQS 2024/2014

A123/123 M - 12

IQNet CZ
- 2024/2014

Ideal protection for your steel

Additional services free of charge
• Technical advice
• Handover of certificates demonstrating
the quality of galvanizing
• Payment option in EUR
• Possibility of discussing your demand
at your location

Hot-dip galvanizing step by step
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We have a modern truck fleet.
If possible, we offer and arrange the
shipment of material upon your request.

White rust
White rust may occur if the zinc coating comes
into contact with water or excessive humidity
shortly after galvanizing.

exposed to rain and fog, avoid contact with
aggressive substances and, if possible, store
the products indoors on dry underlays.

White rust damages the zincing only visually,
it does not affect the quality of the surface
tratment and is no justification for claims. You
can prevent the creation of white rust by adhering to guidelines for appropriate storage
and transportation. Avoid the transportation
of the galvanized materials on open platforms

Passivation
Preservation or passivation of the zinc coating
against white rust makes it possible to preserve
the long term look of freshly galvanized material
and protects the coating against oxidation. The
duration of the passivation protection is dependent on the corrosive environment.

Technical recommendations
before galvanizing your steel

The chemical composition, surface, weight, grade, thickness and
roughness of the base material will affect the appearance, the deposit
and the structure of the zinc coating.
Suitable
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DRYING

Not suitable

We do not recommend assembled
structure components.
Assembled structure components
pose problems both for galvanizing
and transportation. The galvanizing
of flat structure components is of better quality and is more economical.

Prevent deformation.
Think about the possibility of the
expansion of material and asymmetrical cross-sections.
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Beware of „dead“corners and
angles.
Ensure radiuses and holes in the
bulkheads. For framed structures
of open profiles pay attention to
ventilation and drainage openings.
Do not forget about inlet and
outlet openings.
Because of the danger of an explosion it is necessary that hollow
structures be provided with inlet
and outlet openings. Their arrangement and size affect the quality of
the hot-dip galvanizing.

Suitable

Not suitable

Hanging openings

Do not weld profiles on flat.
We also recommend avoiding the
use of materials with very different
wall thicknesses.

Allow hanging.
We recommend placing the inlet
and outlet openings in a vertical
position to the hanging openings.

Technical recommendations before galvanizing your steel

• Improperly designed parts can collect flux
residues and zinc ashes.
• The diversity of the structure (sheet, section
steel – different thicknesses) causes a different
surface appearance when cooling down and
eventually thermal deformation. Therefore, it is
advisable to galvanize sheet materials separately.
• Laser fired products must have chamfered
edges and grinded burnt surfaces. This allows
for a better grip of the zinc on the edges of
the product.
• Cold formed profiles can result in a reinforcement of zinc coating in stripes in the direction
of the drawing. The anticorrosion qualities of
the coating are not restricted in any way.
• The galvanizing of steel parts which have a
size approaching or exceeding the size of
the zinc bath needs to be consulted in advance with the production manager.

Not suitable for galvanizing
•C
 olour on the structure
•E
 xtremely greasy material
•D
 eep corrosion
•S
 lag, gaps, pores and inflammation in welds
• Inadequate
structural design, for example,

combining materials with very different thicknesses.
• When welding it is not appropriate to use
substances containing silicone – we recommend release agents for silicone-free welding
processes (for example, Spectra WT 20, Spectra WELD LP 101).
• Paint handlers are not ideal for hot-dip
galvanizing – we recommend alcohol
or water-based handlers.

• Tell us also about the subsequent surface treatment of the material (e.g. painting, powder
coating, duplex coating) or the need to preserve functional surfaces of the construction.

Material composition
The material composition is important for
hot-dip galvanizing (in particular the content
of silicon, phosphorus and sulphur). It may in
fact cause some side effects which we cannot
prevent – for example, a flash reaction between iron and zinc, during which a thicker
zinc layer or more alloy layers are created.

 e recommend galvanizing steel which
W
contains silicon in the range of 0,12% –
0,20% and below 0,03%.
We
 do not recommend galvanizing steel
which contains silicon in the range of 0,03
– 0,12% of the mass (threat of the so-called
Sandelin effect) and with a content of over
0,20 %. Also, a higher content of phosphorus
added to the content of silicon can lead to
a reinforced reaction of the iron with zinc.
přispět k zesílení reakce železa se zinkem.
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Technological openings
Hot-dip galvanizing of hollow structures cannot
be done without technological openings, because of the explosion hazard. It is imperative that
the hollow spaces have sufficiently large inlet
openings and vents. Their number and size also
significantly affects the quality of the surface
finish.
Individual components must also have holes for
hanging. Mounting holes below 8 mm can be
flooded after galvanizing.
For larger holes it is necessary to add due to the
thickness of the material. Threads need to be
cleaned or protected from the zinc.
You will be notified about the insufficient quantity of or inappropriately placed openings when
we take over the order. You can solve these issues
yourself or the technological openings can be
made by our staff. This service will be based on
an hourly rate and credited to the contract price.

Recommended parameters
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Galvanizing plants
České Budějovice
Hustopeče
Prostějov
Moravský Písek
Deštná
Prievidza - SK
Humenné - SK
Žilina - SK
Split - HR

Tel. no.
+420 389 106 600
+420 519 818 204
+420 582 343 977
+420 518 399 531
+420 384 384 597
+421 465 427 773
+421 577 887 011
+421 41 5636 273
+385 (0)21 393 478

Size of the bath
L. 12 W. 1,8 D. 3,5
L. 12 W. 1,5 D. 3,5
L. 7,5 W. 1,4 D. 2,8
L. 4
W. 1,2 D. 2,5
L. 4
W. 1,4 D. 2,5
L. 7
W. 1,2 D. 2,5
L. 4
W. 1,2 D. 2,5
L. 9
W. 1,3 D. 2,5
L. 10 W. 1,4 D. 3,5
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Million

Years
of experience

Tons of galvanized
steel

7000
Satisfied
customers

Your reliable supplier
of Hot-dip Galvanizing
SIGNUM Corporation Ltd.
Nádražní 41, Hustopeče
Tel.: +420 519 811 111
Email: sekretariat@signumcz.com
www.signumcz.com

www.signumcz.com

