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PT. CITRA GALVANIZING INDONESIA

INDUSTRIAL GALVANIZER

A BRIEF DESCRIPTION

PT. Citra Galvanizing Indonesia (CGI)

is a national private company that has been
operating since April 2009, which movesin the
field of employment services coating

Hot Dip Galvanizing.
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OF THE COMPANY

With technological innovation capability and
supported by professional, qualified and
certified, PT. Citra Galvanizing Indonesia (CGI)
present to provide solutions and assist the
implementation of private projects and
government and participates actively in
international markets through cooperation
with our customers who have been exporting
products abroad and has meet

the applicable standard requirements.

PT. Citra Galvanizing Indonesia (CGI)

in operations supported by professional
personnel and reliable field, with a technical
background such as metallurgy, chemical
engineering, and 5o on to ensure that the
product produced in accordance

with applicable standards.




The company offers
the below services :

» Galvanization for steel structure
or general

~ Galvanization consultant to have
the perfect layer

= Fabrication consultant to create
the perfect layer

Leng't_‘h : 13 Meter

Width 1,8 Meter“«a .,
Depth :2,5 Meter

Capacity : 50.000 tonnes per year

with 9,000 M2 factory building
property and 3,2 hektare
on dedicated land




ABOUT
THE PROCESS

Below are the processes to have
a perfect layer on Hot Dip

Galvanizing:

1. Degreasing. Steel products are
immersed in a hot alkaline
cleaner (Sodium Hydroxide -
Caustic Soda) to remove oil,
paint or varnish.

2. Water rinsing. Products are
water - rinsed before immersion
inta the pickling acicl.

3. Pickling. Steel products are
immersed in Hydrogen
Chlorides arid to remove rust,

4, Water rinsing, The pickled
product is water-rinsed to
preventcarrying over of acid into
prefluxing.

5. Prefluxing. Cleaning the steel
surface with zinc ammonium
chloride to form a bonded thick
zinc-iran alloy layer.

6. The steel is immersed into a
molten zinc bath to get the
perfect zinc-iron layer

7. Quenching. Helps to
neutralization zinc to
avoid oxidation,
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FACTORS affecting hot dip

galvanized coatings, include :

- the size and shape of the item

+ the steel chemistry

- the steel surface condition

« the design of the item with respect to galvanizing
= the metallurgy of the galvanizing process.

Hot dip galvanized coatings on fabricated iron and steel articles

— Specifications and test methods (150 1461 ; 1999)
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Designing Articles
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Mare extensive guidance on design for
hot dip galvanizing can be found in
BS EN 150 14713 and cther Galvanizers

Association publications.

External stifeners wedded gursets and webs
on columng and beami, and guisets in
channel sedions should have their corne

cropged.

Cropping the comeers af these brackets wll
&ld accass and dminage of malten zinc and
a cleaner coating will ‘be obtained

Angls bracings thould, if passible, be
stespped shart of te mein boom Aarge. This
will allow the free flow of mollen Zinc scross
the wirfacs af the flanges, anchancing
drainage from th structune. This will assst
the developrment of a smoother galvanized
coating, reduce U poieribal Ior recention
of ash on the surface of the flange and he!
Lo avaied adr iragps within thie stractuere, which
could lead (o unioated areas

On siraetural hollow sections. pmowvishon
st ke rade fosventing and draining, With
wertical members, drilled holes or'Y notches
showd be provided diagonally opposie
cach other at topand bottom

Extermal stiffeners for beami or channils
should have the corners cropped

VWeledsd Jaint should be contmuous if they
are nat endosing an atherwise umvented
surfice. Bolted jaints are best made after
ejalvanizing

Tio rminkmilze the rsk of disvortion, Mal panels
shoud be braced, €9 dished or ribbed,
Opering shoukd be provided n the comers

Large open top tanks should be stayed 1o
mipimize dictarion. Whsre angles oo used
£ i thee tank, agperiunes must be provided
In the comers. Argles or flatsused as stars
stsouid b as close af possibie 1o the tank
wiall thickness:

Every sealed section of a fabricatian must
be venled for reasons of Sifety and to allow
sceess and drasnage of malten zine. Holea
diaganally opposite each other should be
& close as possible to the sealed end

Overlapping o contaciiieg surfeces are
potentially dangerous as pretreatmaent
solutions tnpped between surfaces Is
eonverted 1o superhoated steam in the
galvanizing bath and can lead to an
explosion,

If contacting surfaces can not be avoided
a1 with these channels, then the edges of
thia contacting aneas shoud be continuously
welded One hode shiodld be diilled tivough
both member for esch 100 el of overlap,
thia minirmum holed diametar baing 10 mm.
or the thicknessof te section. which sver &
greater in order toeliminate the danger of
an enplosion In the galvanizing 1.ra1h.

I thit i not possilide, then welding dwould
be intesmitient in service there may be some
weeping of rapped pretreatment solutions
frorn betweun the plabes leading ©o brown
staining but this will not be detrimental to
the protection given by coating

11 waill pot generally be necessary 1o make
arvy provision if the enclosed aresls less than
about 100 cm? (e.q. 10 cm x 10 cm)

Intarnal diaphragmy in large bow wortions
shalld khave cropped cornerd and a
‘manhgle’ Internal diaphragms on small box
sections ihould Rave cropped Cofners
Whara any haollow sastion is ventsd
mtarnally It ic afsential, for safety reasond,
that the galvanizer 5 aole to view such
I-'Fl'l-tll'lﬁ:'l

Avernative designs for venting sections fxed
to Base plates

Vents should be dizmatrically opposiie and
it least 50mm in dameter. Internal baffles
shoribd be cropped top and bottom, Lifting
lags are requinned as Indicted, it should be
possible to vew the baffles through either
the vent hales or an inspection hale - the
placement ol the lrspection hoke should be
disscussed with the galvanizer

Designing using/High|Strength'Steels.
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