OPtvori za ozraéavanje i otok cinka
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Bez otvora ne sme se vrsiti vruce
cinkovanje zbog mogucnosii eksplozije.

Veli¢ina i pravilan polozaj otvora
omogucava kvalitetno cinkovanje. @

Smanjenje termickih
deformacija [©

Takode kod ramova i U profila potrebno
je predvideti otvore za ozradavanje i otok

cinka. @

@) Zavarivali odgovarajuéim postupkom

) Ako je mogucée praviti simetriéne
varove

Odstranjivanje Sljake
| sa vara[C)

«

3) Ako je moguée napraviti otisak
u limu dijagonalno (krstasto)
ili piramidalno

=
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4) Ako je moguce ne upotrebljavati
materijal sa razliitim dimenzija-
ma.

él]aka prouzrukuje nepocinkovana mesta pa
je zato treba odstraniti.
Varovi ne smeju biti porozni.@

Mogucnosti pravilnog

vnja =

Otvori za ot
cinka
Otvori za otok i dotok cinka kao i otvori

za ozracivanje postavljaju se u odnosu na
otvore za vesanje.

Sprecavanje mrtvih
uglova i zatvorenih
dzepova [

]

Vesan 'fe

N

Pri izvodenju naknadnih radova predvideti za
2 mm veée otvore. Unutrasnji deo trouglastih

ojacanja odsedéi. @

Zavarivanje i
ozracavanje

izmedu dve povrsined

Plog¢e u potpunosti medusobno zavariti.
Ako je zavarena povrsina veéa od 5 x 5 cm
ozraciti busenjem otvora radi sprecavanija
eksplozije. @

Vece zavarene povrsine ozraditi sa dva
otvora medusobno maksimalno udaljena.@


pjanjatovic
Sticky Note
Openings for air bleeding and zinc discharge

pjanjatovic
Sticky Note
Designed size of the opening

pjanjatovic
Sticky Note
The smallest f of holes in relation to their number

pjanjatovic
Sticky Note
Openings for air bleeding

pjanjatovic
Sticky Note
Spacing between the openings as little as possible

pjanjatovic
Sticky Note
Zinc inflow

pjanjatovic
Sticky Note
Possibilities for proper suspension

pjanjatovic
Sticky Note
suspension

pjanjatovic
Sticky Note
openings for zinc discharge

pjanjatovic
Sticky Note
Openings for zinc inflow and discharge and air bleeding openings positioned in relation to suspension openings

pjanjatovic
Sticky Note
Preventing dead angles and closed pockets

pjanjatovic
Sticky Note
Provide for 2-mm bigger openings for subsequent works. Cut off the inner part of triangular reinforcements.

pjanjatovic
Sticky Note
Hot-dip galvanizing must not be performed without openings because of the possibility of explosion. 

pjanjatovic
Sticky Note
Reduction of thermic deformations

pjanjatovic
Sticky Note
1)	Weld using appropriate procedure

pjanjatovic
Sticky Note
If possible, make symmetrical welds

pjanjatovic
Sticky Note
If possible make impression in sheet metal diagonally (forming a cross) or in pyramidal shape


pjanjatovic
Sticky Note
If possible not use material of different dimensions

pjanjatovic
Sticky Note
It is also required to provide for openings with frames and U-shaped profiles for air bleeding and zinc discharge.

pjanjatovic
Sticky Note
Removing clinker from the weld spot

pjanjatovic
Sticky Note
Clinker

pjanjatovic
Sticky Note
Zinc

pjanjatovic
Sticky Note
Steel

pjanjatovic
Sticky Note
Clinker causes non-galvanized spots and therefore should be removed.
The welds must not be porous.

pjanjatovic
Sticky Note
Welding and air bleeding between two surfaces


pjanjatovic
Sticky Note
The boards should be completely welded to each other.
If the welded surface is bigger than 5x5 cm air bleed by making openings to prevent explosion.

pjanjatovic
Sticky Note
Larger welded surfaces shall be air bled with two openings at maximum distance between each other.




