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Ordered strip width (mm)

Ordered strip thickness (mm)
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HC220Y, HC260Y

Available dimensions higher-strength IF steels

The graphics refer to thickness values with symmetrical thickness tolerances.

The maximum width is reduced by 20 mm if the width tolerance is limited or if the edge is cut. 

Please contact our sales departments for widths below 900 mm (production scheduling for  

center slitting and longitudinal slitting lines).
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Ordered strip width (mm)
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HCT450X

Available dimensions dual-phase steels

The graphics refer to thickness values with symmetrical thickness tolerances.

The maximum width is reduced by 20 mm if the width tolerance is limited or if the edge is cut. 

Please contact our sales departments for widths below 900 mm (production scheduling for  

center slitting and longitudinal slitting lines).
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Ordered strip width (mm)

Ordered strip thickness (mm)

HCT500X

Available dimensions dual-phase steels

The graphics refer to thickness values with symmetrical thickness tolerances.

The maximum width is reduced by 20 mm if the width tolerance is limited or if the edge is cut. 

Please contact our sales departments for widths below 900 mm (production scheduling for  

center slitting and longitudinal slitting lines).
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Ordered strip thickness (mm)

HCT600X

Available dimensions dual-phase steels

The graphics refer to thickness values with symmetrical thickness tolerances.

The maximum width is reduced by 20 mm if the width tolerance is limited or if the edge is cut. 

Please contact our sales departments for widths below 900 mm (production scheduling for  

center slitting and longitudinal slitting lines).
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HCT780X, HCT980X

Available dimensions dual-phase steels

Available dimensions upon request.
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HCT780C, HCT980C

Available dimensions complex-phase steels

Available dimensions upon request.
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HCT600T, HCT690T, HCT780T

Available dimensions TRIP steels

Available dimensions upon request.
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Inspection and Testing

General information on quality inspections

Our quality management system incorporates ongoing quality tests conducted in accordance with 

international testing standards. The selection and the extent of the tests are commensurate with the 

demands placed on electrolytically galvanized steel strip.

Material test certificates

Valid test certificates are those defined in the EN 10204 standard.

Test unit and scope of test

Specific tests are restricted to a unit of 20 tons or a portion thereof for electrolytically galvanized steel 

strip from the same rolling unit. In the case of strip, a coil of more than 20 t is considered to be a test 

unit. For each test unit, a series of tests is conducted to determine the following:  

 

p Mechanical properties

p Coating adhesion 

p Coating weight

Sample-taking and testing methods

Sample-taking and applicable tests are performed in accordance with the stipulations set forth in  

EN 10152. The stipulations set forth in EN 10021 apply to repeat testing. 

As a general rule, zinc coatings are determined by means of a continuous and non-destructive te-

sting method. The testing method described in attachment A of the EN 10152 standard applies in 

cases of arbitration.
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1Processing information

Electrolytically galvanized steel strip can be processed in the same way as uncoated cold-rolled steel 

strip. In practical application, chemical-physical peculiarities of the zinc coating result in additional 

factors that must be taken into careful consideration during forming, joining and coating.

Forming

Materials are selected in accordance with forming demands and component-specific requirements. 

The changed slipping behavior of a zinc-coated surface may make it necessary to adjust forming pa-

rameters, such as an increase in hold-down force. Phosphating as a subsequent treatment improves 

formability and leads to a reduction in the slightly increased cold weldability of the zinc surface.

Joining

Conventional thermal and mechanical joining technologies and adhesive technologies can be used as 

methods of joining. Mechanical joining technologies such as screwing, riveting, crimping, flanging 

and clinching are preferred to preserve the anticorrosive characteristics of the zinc coating. Conven-

tional welding methods such as soft and hard soldering are also viable methods. The adjustment of 

welding parameters that take into account the zinc coating is necessary during resistance welding 

(spot, projection or stitch welding). The effect of subsequent phosphate treatment on welding parame-

ters must also be taken into account. 

Metal gluing, sometimes in combination with other methods of joining, is increasing in significance as 

a technology that preserves the surface. High-strength connections are achievable with modern adhe-

sives, even when surfaces are oiled. Examination of the surface systems, possible treatment processes 

and the adhesives themselves is advisable. Metal bonding is generally facilitated by phosphating. It is 

necessary to consider the possibility of contact corrosion when different materials are joined.

Cleaning and coating

Electrolytically galvanized steel strip is a suitable surface for organic coatings. Commercial degre-

asing agents in a pH range between 5 and 9 are suitable for cleaning before coating. Pretreatment 

methods that specifically take galvanized surfaces into account are recommended when bonding 

organic coatings. In the case of subsequent phosphating (P, PO), chemical conversion treatment is not 

necessary because such treatment has already been carried out by the manufacturer.



voestalpine Stahl GmbH
voestalpine-Straße 3
4020 Linz, Austria
T. +43/50304/15-8007
F. +43/50304/55-8007
marketing_stahl@voestalpine.com
www.voestalpine.com/stahl

Technically more advanced. Successful together.
	 voestalpine Steel Division – the partner you can trust.

High-quality materials are the basis for our products. We strive to be the best partner for our 
customers and want to provide them with the best-possible solution. We focus our expertise 
on two aspects:
The personal aspect, with dedicated and highly competent employees
The technical aspect, with high-quality methods, products and services.

The companies in the voestalpine Steel Division and their employees understand partnership 
to be the following:

	Understanding for their customers’ business
	Expertise and reliability
	Responsibility for satisfactory project completion
	Partnerships based on trust

Many years of successful partnerships with our customers prove our point.


