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Effect of Skinpassing Conditions on the Surface Characteristics
of Hot-dip Galvanized Steel Sheets

S. H. Jeon

Surface Treatment Research Group, Technical Research Laboratories
POSCO Gwangyang-city, 545-090, Korea Gumho-dong

Abstract

The skinpassing conditions such as roll type, roll force and roll roughness of the work roll were
evaluated to give the surface properties of the galvanized steel sheets that were required for automo-
tive and to get rid of the surface defects that caused with the bad control of galvanized coating proc-
ess parameters.

The surface defects of the galvanized steel sheets such as the ripple mark and the scratch were
completely removed as the roll force of SPM work roll was increased and the amount of the transfer of
roll surface texture to the strip was also gained a lot.

The image clarity of electro discharge textured (EDT) coated steel sheets before and after painting
was higher than that of the bright (BRT) and shot blasted (SBT) coated steel sheets because of
higher PPI value, lower waviness and uniform surface pattern.

Since micro-craters transferred on the surface of the galvanized steel sheets played a role of nuclea-
tion sites of chromate reaction, Increase of micro-craters was bring to better corrosion resistance with
the increase of the roll force and the use of EDT roll at the skin pass mill.
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Fig. 1. Standard of relative surface defect index on hot-dip galvanized steel sheets.
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Fig. 2. Vanation of surface appearance of hot-dip galvanized steel sheets according to roll force

and roll type of skin pass mill
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Fig. 3. Vanation of SEM morphology of hot-dip galvanized steel sheets according to roll force and

roll type of skin pass mill
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