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Treatment of wastewater, especially of industrial origin, is a major challenge. Al-
though wastewater treatment methods have already been established, active ef-
forts are being made to develop more efficient and economical methods. In recent 
years, the attention has been focused on electrochemical methods, most of which 
are focused on electrocoagulation. This paper gives a detailed description of the 
mechanism of the electrocoagulation process, as well as the application of this 
method in wastewater treatment of different origins.
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Introduction 

Due to the rapid urbanization and industrialization, as 
well as world population growth, quality of water and the 
available amount of clean water are becoming a crucial 
problem, especially for third world countries. Rivers, ca-
nals, estuaries, and other water surfaces are constantly 
being polluted due to the discharge of wastewaters from 
various industries, including other anthropogenic ac-
tivities and natural processes. Wastewater can not only 
cause irreversible damage to the ecosystem but also 
contribute to the reduction of available clean water. Con-
sequently, it is exceptionally important to treat waste-
waters before their discharge into the environment to 
achieve the reduction of environmental pollution, as well 
as to consider the possibility of their reuse [1–5]. Although 
wastewater treatment technology is already an established 
science, the development of technologies that use a mini-
mum amount of chemicals, a minimum of energy and that 
are more economical is still necessary. Additionally, with the 
wastewater discharge standards getting stricter, research is 
aimed at developing alternative wastewater treatment 

procedures that are more efficient than conventional 
treatment processes such as ion exchange, aerobic and 
anaerobic treatment, advanced oxidation processes, 
electrochemical techniques (electrocoagulation, elec-
trooxidation and electroflotation), etc. 

Out of the mentioned treatments, electrocoagulation 
process has been proposed for water purification and 
removal of pollutants of different nature [6]. Electroco-
agulation (EC) process is used to treat wastewaters from 
various industries and is effective in removing dissolved 
substances and suspended matter. Wastewater treatment 
by electrochemical coagulation was used in the 20th cen-
tury but without much success, due to the high consump-
tion of electricity and cost of the process. Great effort has 
been invested in defining the main operating parameters 
for optimization of this process, in order to minimize elec-
tricity consumption and maximize the flow rate of effluents 
[7]. The aim of this paper is to present the fundamentals 
on which electrocoagulation is based, its advantages and 
disadvantages as well as the wide range of application.
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Table 1. Advantages and disadvantages of the EC process

 Electrocoagulation process

EC is a process in which coagulants and metal hy-
droxides are electrochemically generated, in situ, which 
causes the destabilization and aggregation of contami-
nants (which are either suspended, dissolved, or dis-

persed). Compared to the conventional coagulation 
process, the EC process is more effective in removing 
contaminants without the use of additional chemical rea-
gents [8]. Furthermore, in this process, a smaller amount 
of sludge is generated, so the cost of the sludge removal 
process is reduced. Advantages and disadvantages of 
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the EC process are listed in Table 1. In practice, the EC 
process is usually accompanied by electroflotation (EF) 
process. EF is a process in which pollutants are sepa-
rated on the surface of water by electrochemically gener-
ated hydrogen and oxygen gas. This combined system 
is commonly referred to as electrocoagulation-flotation 
(ECF) process [9] . 

Mechanism of EC
The reaction mechanism of EC is shown in Figure 1. 

The EC unit consists of an electrochemical cell in which 
the electrodes are located and connected to an external 
current supply. The generation of coagulants, i.e. metal 
ions, is performed in situ, by dissolving the anode mate-
rial (equation 1):

                      ..........................................................(1)

The reaction that takes place on the cathode is the 
reduction of water, which results in the generation of hy-
drogen gas and hydroxyl ions (equation 2) [10,11]:

                                     ...........................................(2)

The reaction that takes place on the anode is the oxi-
dation of water (equation 3):

                                   .............................................(3)

Figure 1. Mechanism of pollutant removal by EC process

The EC process usually involves the following steps: 
1. sacrificing the anode material under the influence 
of an electric current, which leads to the generation of 
metal cations; 2. the generation of hydroxyl ions on the 
cathode; 3. formation of metal hydroxides with good 
adsorption properties that bind pollutants; 4. oxidation 
of pollutants to less toxic products; 5. neutralization of 
charged pollutants with metal ions; 6. aggregation of 
neutralized pollutants and their adsorption; 7. flotation 
using the gases produced in the system [6,12,13]. Metal 
ions formed by dissolving the anode material react with 
hydroxyl ions generated at the cathode, forming hydrox-

ides that are good adsorbents. Iron and aluminum are 
most often used to produce anodes, due to the forma-
tion of polyvalent ions and various hydrolysis products, 
which depend on the pH of the solution as well as the 
possibility of forming polynuclear complexes [14–16]. 
Therefore, the pH of the solution has a great influence 
on the efficiency of EC. The hydrolysis reaction can be 
represented by equation (4):

                                                                                .........(4)

As the pH of the solution increases, the reaction con-
tinues, giving other products. Iron will be present in the 
form of ferric ions (Fe3+) at pH <3, at pH from 3 to 4 it 
will be in the form of Fe(OH)2+, from 4 to 6 in the form 
of Fe(OH)2

+, from 6 to 9,5 in the form of Fe(OH)3, and at 
pH values greater than 9.5, it will be present in the form 
of Fe(OH)4

-. Aluminum hydrolysis reactions in aqueous 
solutions give Al3+, Al(OH)2+, Al(OH)2

+ and Al(OH)3 as the 
dominant species in acidic, neutral and slightly alkaline 
solutions, while Al(OH)4

- will be present in alkaline solu-
tions [17]. Insoluble forms, Fe(OH)3 and Al(OH)3 remain 
in the solution and destabilize contaminants by electro-
static attraction forces. Destabilization of contaminants 
takes place through two mechanisms: 1. cation hydroly-
sis products neutralize negatively charged colloidal par-
ticles; 2. removal of pollutants in the form of an amor-
phous hydroxide [10].

Effects of operational parameters on the EC process 
To obtain the maximum possible efficiency of the EC 

process, it is necessary to understand the influence of 
operational parameters on the EC process.

 
Current density
One of the most important operating parameters of 

the EC process is the current density, i.e. the amount 
of electric current that flows through the unit area of the 
electrode. The number of ions that will be generated by 
anode dissolution will be directly proportional to the ap-
plied current density. The relationship between current 
density and the number of generated ions can be ex-
plained by Faraday's law (equation 5):

              ..................................................................(5) 

where w is the amount of electrode material that dis-
solves (g cm-2), t is the duration of electrolysis (s), j is 
the applied current density (mA cm-2), m is the relative 
molar mass of the material from which the electrode was 
made (g mol-1), n is the number of exchanged electrons 
in the reaction and F is Faraday’s constant (96 500 C 
mol-1) [10].

Even though the amount of generated ions corre-
sponds to the applied current, using larger operating 
current densities enables secondary reactions, which 
reduces current efficiency [6]. Using excessively large 
current densities also increases the possibility of wasting 
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electrical energy, which is manifested by heating of the 
treated solution. The recommended value of operating 
current density varies widely for different types of treated 
water. Selection of the operating current density should 
be in accordance with other operating parameters, such 
as solution flow rate, solution pH and temperature to 
ensure high process efficiency. The current density and 
the anions present in the water influence the current effi-
ciency. The current efficiency for the aluminum electrode 
can be from 120 to 40%, while for the iron electrodes it 
is about 100% [18]. Current efficiency greater than 100% 

is due to the effect of pitting corrosion, particularly in the 
presence of chloride anions. The quality of the treated 
wastewater will depend on the amount of generated ions 
(mg) or the charge loading. The values of Al3+ ions (mg) 
required for removing typical pollutants that are often 
present in wastewater are given in Table 2. The exist-
ence of required critical charge loading should be em-
phasized and when it reaches the critical value, the qual-
ity of wastewater does not show significant improvement 
with the further current increase [6].

Table 2. Required values of aluminum and power consumption for removing pollutants from water [1] 

Electrolysis time 
Electrolysis time has a significant effect on the effi-

ciency of pollutant removal by the EC process. It defines 
the amount of coagulant being generated, as well as 
the cost of the process [19]. By increasing the electroly-
sis time, the efficiency of pollutant removal at constant 
current density increases due to the increment of the 
amount of formed coagulant to a certain value. Increas-
ing the electrolysis time above the optimal value does not 
further affect the efficiency of the process [18]. It should 
be noted that an increase in electrolysis time affects the 
cost of the process due to the higher consumption of en-
ergy and electrode material.

 
Inter-electrode distance 
The distance between the electrodes is also an im-

portant factor in the EC process - the electrostatic field 
depends on the distance between the anode and cath-
ode [19]. Maximum efficiency of pollutant removal can be 
provided with the optimal inter-electrode distance, while 
minimum distance between the electrodes provides low 
efficiency of pollutant removal. The greater the distance 
between the cathode and the anode, the slower the gen-
erated ions will move. Due to the slower movement, the 
generated ions have more time to form flocs and coagu-
late pollutants. Increasing the distance above the opti-
mal value reduces the dissolution of the anode material 
and increases the distance that the ions need to travel to 
form flocs, which reduces the efficiency of the process.

The efficiency of the EC process will also depend 
on the conductivity of the treated water. The electrical 
conductivity is directly proportional to the distance be-
tween the electrodes. With the increase of the distance 
between the cathode and the anode the resistance of 

the cell also increases, which can be seen from equation 
(6) [20]: 

       .........................................................................(6)

where d is the inter-electrode distance (cm), R is the 
resistance of the cell (Ω), κ is the specific conductivity 
(S cm-1) and A is the electrode surface area (cm2). The 
current will increase with the decrease in the resistance, 
and with the current increase, the number of ions gener-
ated will also increase, as well as the efficiency of the EC 
process [10].

 
Electrode arrangement 
The electrode material and the arrangement of elec-

trodes are of great importance for the cost of the EC 
process. The material from which the electrode is made 
defines the type of electrochemical reaction that will take 
place in the EC system. The most commonly used an-
ode materials are aluminum and iron, while inert materi-
als such as steel, stainless steel or platinum are usually 
used as cathode materials [21]. The EC system may 
consist of one or more pairs of electrodes, and the elec-
trode connection mode can be monopolar parallel (MP-
P), bipolar parallel (BP-P) or monopolar serial (MP-S). In 
the MP-P mode of connection (Figure 2a), the anodes 
and cathodes are connected in parallel. This connection 
method requires a lower potential difference compared 
to serial connection. In the BP-P mode of connection 
(Figure 2b), the sacrificial electrodes are placed between 
the parallel electrodes and are not connected to the pow-
er supply. MP-P electrodes are connected to the power 
supply, with no interconnection between the sacrificial 
electrodes. As current passes through the monopolar 
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electrodes, the neutral sides of the sacrificial anodes will 
have opposite charges compared to the adjacent elec-
trode side. This way of connecting is quite simple, so 
maintaining such a system is not demanding. 

Figure 2. Different modes of electrode connection: a) monop-
olar parallel (MP-P); b) bipolar parallel (BP-P); c) monopolar 
series (MP-S) [21] 

In the MP-S mode of connection (Figure 2c), all sacri-
ficial electrode pairs are interconnected. This means that 
the cell voltage sums up, which is why a greater potential 
difference is needed  [21,22].

Presence of sodium chloride 
Sodium chloride is usually added to increase the 

conductivity of the treated wastewater [6]. In addition 
to contributing to the conductivity of the solution, it has 
been found that chloride anions can reduce the harmful 
effects of other anions present in water, such as bicarbo-
nate (HCO3

-) and sulfate (SO4
2-) anions. The presence 

of carbonate or sulfate anions can lead to the deposition 
of Ca2+ or Mg2+ ions, which would result in the forma-
tion of an insulating layer on the electrode surface. This 
non-conductive layer would significantly increase the po-
tential between the electrodes, which would reduce the 
current efficiency. Therefore, it is recommended that the 
content of chloride anions be up to 20% to ensure the 
normal course of the electrocoagulation process. Also, 
due to the increase in conductivity there is a decrease in 
power consumption [23].

  
Solution pH 
The influence of the pH value of the treated water on 

the efficiency of the EC process is reflected in the cur-
rent efficiency and the solubility of metal hydroxides. The 
pH will also affect the release of chlorine gas if chlorides 
are present in the treated water [11]. It was found that 
the current efficiency, while using aluminum electrodes, 
is the highest in acidic and alkaline media. The current 
efficiency will depend on the nature of the pollutants in 
neutral media. However, the power consumption will be 
higher at neutral pH values due to changes in conduc-
tivity [9]. When the conductivity of the treated water is 
high, the pH will not significantly affect the efficiency of 
the process. One of the advantages of the EC process 
is an increase in the pH value for acidic effluents, while it 
decreases for alkaline ones. The increase in pH of acidic 
effluents is attributed to the evolution of hydrogen gas at 

the cathode [24]. In addition to the evolution of hydrogen, 
the process of oxygen evolution takes place, as well as 
the formation of aluminum hydroxide next to the anode 
(releasing H+ ions), which would lead to a decrease in 
the pH. When chloride anions are present in the solution, 
chemical reactions given by equations (7), (8) and (9) 
occur:

                           ........................................................(7)

                                             ...................................(8)

                              ..................................................(9)

This shows that the increase of pH caused by the 
reduction of H+ ions is mostly compensated by the for-
mation of H+ ions as shown in equations (7), (8) and 
(9). The increase in the pH of acidic effluents is a con-
sequence of the formation of Al3+ precipitates due to the 
presence of other anions, as well as the precipitation of 
aluminum hydroxide [8].

On the other hand, the decrease in the pH of alkaline 
effluents is a result of Al(OH)4

- formation as shown by 
equation (10):

                                          ....................................(10)

It was found that when Fe electrodes are used, de-
colorization efficiency was better in alkaline effluents, as 
well as chemical oxygen demand (COD) removal [25].

Solution temperature
The effect of temperature on the efficiency of pollutant 

removal by the EC process is of great importance. High-
er working temperatures could decrease the efficiency of 
the process, which would be a result of the decrease in 
metal hydroxide formation [6]. Lower working tempera-
tures could also lead to a decrease in the efficiency of 
pollutant removal because it would slow down the elec-
trode dissolution process. Working temperature, beyond 
the shadow of a doubt, affects the EC process by chang-
ing the rates of reactions that take place in the medium, 
solubility of metal hydroxide, the conductivity of treated 
water and the kinetics of colloidal particles and gas bub-
bles [9]. As the temperature increases up to 60 °C, the 
current efficiency also increases, after which it decreas-
es [24]. The increase in current utilization with tempera-
ture is the result of the destruction of the aluminum oxide 
film on the electrode surface. Excessive operating tem-
peratures result in the reduction of aluminum hydroxide 
pores, which allows the formation of more compact flocs 
that can be deposited on the electrode surface. Similarly, 
power consumption also increases with increasing tem-
perature up to 35 °C due to the increase of the conductiv-
ity and decrease of energy consumption [26]. The influence 
of temperature (20–50 °C) on the removal of phosphates 
from wastewater using aluminum electrodes showed that 
with the increase of temperature, the efficiency of pollut-
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ant removal also increases due to the faster transfer of 
aluminum ions from the anode to the bulk of the solution 
and an increase of the aluminum hydroxide formation 
rate. An increase in temperature above 50 °C leads to 
an increase in energy consumption, cost of the process, 
and a decrease in process efficiency [10].    

Initial pollutant concentration  
The initial concentration of the pollutant is also a pa-

rameter that significantly affects the efficiency of the EC 
process. According to the literature, the increase in the 
initial concentration of pollutants (while all other param-
eters are kept constant) affects the removal efficiency, 
because at fixed operating parameters the amount of 
the generated coagulant will also be constant, which will 
be insufficient for flocculation [27]. In this case, a longer 
electrolysis time is required to remove the residual con-
centration of pollutants. Higher initial concentrations not 
only reduce the efficiency of pollutant removal but also 
increase the resistance of the medium, and thus energy 
consumption [9].      

Power supply
While passing through an electrochemical reactor, 

the current must overcome anode and cathode overpo-
tentials, the equilibrium potential difference Eeq (V) and 
ohmic potential drop of the solution [28]. Anode overpo-
tential includes the activation overpotential ηa,a (V) and 
the concentration overpotential ηa,c (V), and it might in-
clude the passive overpotential ηa,p (V) which is a direct 
consequence of the formation of a passive film on the 
electrode surface. Cathodic overpotential includes acti-
vation overpotential ηc,a (V) and concentration overpo-
tential ηc,c (V). Thus, the cell voltage can be represented 
by the equation (11):

                                                             ..................(11)

It is worth noting that the passive overpotential de-
pends on the state of the electrode surface. For non-
passivated electrodes, passive overpotential will not be 
considered, so equation 11 can be written in the follow-
ing form (equation 12):

                           ...................................................(12) 

Cell voltage for systems with old, passivated elec-
trodes will be presented by the equation (13):

                                       .......................................(13)

In equations (12) and (13), both K1 and K2  are con-
stants. Despite the equilibrium potential difference E be-
ing related to the transport numbers of Al3+ and OH-, at 
high values of κ, which is the case for EC, it reaches 
a constant value. These two equations indicate the fact 
that the cell voltage does not depend on pH and does not 
change significantly with flow rate. For new aluminum 

electrodes, the value of E is -0.76, while K1 is 0.2. For 
passivated aluminum electrodes, E = -0.43, K1 = 0.2, K2 = 
0.016, while m = 0.47 and n = 0.75 [6].  With U0 being de-
fined, the total required voltage U for the EC process can 
be easily calculated. If the electrodes are connected in a 
monopolar (MP) mode, the total voltage will be the same 
as the voltage between the two electrodes (equation 14):

        ......................................................................(14)

For the bipolar mode (BP) of connection, the total 
voltage will be the product of U0 and the number of total 
cells in the system (equation 15):

                    ..........................................................(15)

where N is the number of electrodes present in the sys-
tem, which is hardly ever greater than 8, with the purpose 
being the maintenance of high current efficiency for each 
plate. Direct current power supply is usually applied, with 
the direction of current being changed at certain times to 
minimize passivation of electrode surface [28]. 

Electrode material 
The choice of material from which the electrode will 

be made depends on the price of the material, its avail-
ability and its effect on the efficiency of the process [9]. 
Numerous electrode materials have been used in the 
EC process including aluminum, silver, arsenic, barium, 
calcium, cadmium, chromium, cesium, iron, magnesium, 
sodium, and silicon. Out of all the materials, aluminum 
and iron are most commonly used due to lower cost of 
these materials, their greater availability and good dis-
solution during the EC process [20].

The electrodes are usually made of aluminum or iron 
plates or waste material of these elements. If waste ma-
terial, i.e. scraps are used, the electrode supports must 
be made of inert material. When applying waste material, 
special attention should be paid to possible deposits of 
sludge between scraps. It is also necessary to regularly 
rinse the electrodes, whether they are made of plates or 
waste. As the amounts of metal ions required to remove 
a certain amount of pollutants are defined, it is common 
to use iron electrodes for wastewater treatment, while 
aluminum electrodes are used to treat drinking water, 
because iron is cheaper. However, aluminum electrodes 
are also used for wastewater treatment, and in combi-
nation with iron electrodes due to the higher efficiency 
of aluminum ions as a coagulant [21]. When the water 
being treated contains considerable amounts of calcium 
and magnesium ions, the cathode material should be 
stainless steel.  

Typical design of EC units
EC units can either be horizontal or vertical, which 

is dependent on the orientation of electrodes (Figure 
3). To keep the system simple, the mode of connection 
of electrodes is bipolar. As for the inter-electrode water 
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flow, it can be single and multiple channels (Figure 4). 
Multiple channel design is simpler, but the flow rates in 
each channel are small. When all else fails, increasing 
the flow rate by using the single-channel flow is sure to 
minimize the passivation of the electrode surface.

Figure 3. EC units with a) horizontal flow and b) vertical flow [6]

EC units with cylindrical electrodes are usually used 
for drinking water treatment (Figure 5). Cylindrical units 
can separate suspended solids (SS) from the treated 
water with great efficiency. To prevent clogging of the 
system, scraper blades are placed inside the cylinder. 
An alternative design to a cylindrical EC unit is shown 
in Figure 6. It is a device with a venturi in the center of 
the cylinder, through which water and coagulants pass, 
which ensures good mixing. EC units can be with a con-
tinuous or batch mode of operation, whereby automa-
tion is important for the batch mode of operation since it 
works with small amounts of water [6].

Figure 4. Mode of water flow; a) multiple channels; b) single 
channel [6] 

It must be stressed that there is no empirical or sys-
tematic approach for EC unit design, so the performance 
comparison of different reactors is very difficult. The EC 
process must be followed by a sedimentation or flotation 
process to remove the sludge [25].

Figure 5. EC unit with cylindrical electrodes [6]

Figure 6. EC unit with a venturi [6]

Applications of the EC process
The EC process has been proven to be effective in 

the treatment of drinking water for smaller cities and 
medium-sized cities, and water needed for industrial 
processes in factories where it is not economical or not 
necessary to incorporate water treatment plants [6].
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Table 3. A summary of recent EC studies and it’s application on various wastewaters

a – biological oxygen demand; b – total suspended solids; c – total Kjeldahl nitrogen ; d – total dissolved solids; e – oil and grease;

 It is successfully used for decolorization of water, re-
duction of turbidity, water hardness, as well as for fluo-
ride, phosphate, mercury, lead, chromium, nickel, cop-
per, cobalt, boron, cadmium, iron, cesium, and strontium 
removal. It is also successfully used for the treatment of 
industrial wastewater from the pulp and paper industry, 
textile industry, food industry, etc. [29–32]. Table 3 gives 
a summary of related studies and applications of EC in 
the treatment of different wastewaters with different pol-
lutants. The percentage of pollutants removal by the EC 
process is over 85% in most cases, so it is safe to say 

that this method is reliable as an alternative technology 
for wastewater treatment. 

However, due to the large quantities and their com-
plex nature, industrial wastewater treatment is a complex 
task. The EC process alone doesn’t completely remove 
the COD, so the water can’t be reused for industrial or 
domestic purposes. In order to improve the efficiency of 
pollutant removal, reduce electrolysis time and reduce 
the cost of the process, the EC process is often com-
bined with other processes, such as ozonation, adsorp-
tion, filtration, biological and thermal treatments, Fenton 
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process, etc. [20]. 
Asaithambi et al. [42] achieved an 85% removal of 

COD by using the EC-peroxidation (ECP) process. They 
achieved a 13% increase in the removal of COD by add-
ing hydrogen-peroxide (243 mg l-1) with Fe electrodes 
and initial pH of 5. Bashir et al. [41] also achieved the 
reduction of the operating current density of 28.2% and 
the reduction of electrolysis time of 30% in the treatment 
of palm oil mill effluent by ECP (using Al electrodes at pH 
4.4). However, the addition of strong oxidants, such as 
H2O2, makes the ECP process less environment-friendly. 

Sharma et al. [43] investigated the efficiency of the 
electrocoagulation-electrooxidation (EC-EO) process. 
They concluded that EC-EO is a more promising method 
than ECF. It is more efficient in pollutant removal (95% 
of organic pollutants removed) and utilizes less energy.

One of the most promising emerging hybrid tech-
nologies would be the electrocoagulation-membrane 
processes. These processes combine microfiltration 
membranes and nanofiltration membranes with elec-
trocoagulation, thus standing out from advanced oxida-
tional processes. This technology does not use harsh 
chemicals and does not produce unwanted by-products. 
On the other side, membrane fouling is a disadvantage, 
which could be overcome if the EC process is used as 
a pretreatment [44]. Changmai et al. [45] employed the 
EC-microfiltration process for the treatment of steel in-
dustry effluent and achieved a 100% removal of heavy 
metals (namely Mn). 

It should be noted that hybrid technologies could po-
tentially replace conventional treatment technologies, 
but with more research undertaken. These technologies 
still need to be optimized and designed economically 
and efficiently.    

Conclusion 

EC is an electrochemical technique that has a wide 
range of applications and high efficiency of pollutant re-
moval. It is often used for treating industrial wastewater 
and has been shown to have superior performance in 
the treatment of effluents containing suspended par-
ticles, oil, and grease, as well as pollutants of organic 
and inorganic nature. This technique has the potential 
to be applied in the treatment of industrial wastewaters, 
municipal wastewaters, as well as surface and ground-
water with minimal equipment and short treatment time. 
To increase the efficiency of the EC process, it is usu-
ally used in combination with other wastewater treatment 
processes, but these hybrid technologies are still being 
developed. This process does not require the use of 
chemical reagents and the amount of sludge produced 
is less than the amount produced by chemical coagula-
tion. However, this method has disadvantages related to 
the passivation of the anode as well as the deposition 
of sludge on the electrodes, thus inhibiting the continu-
ity of the process. In addition, high concentrations of 
generated aluminum and iron ions can be released into 

the solution, which would have to be removed after the 
treatment. The efficiency of the EC process is influenced 
by several parameters, the most important ones being 
the pH of the treated solution and the operating current 
density. However, further studies of the influence of the 
geometry and shape of the electrodes on the efficiency 
of the EC process as well as the possible development 
of electrode materials that would increase the efficiency 
of pollutant removal are necessary
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Prečišćavanje otpadnih voda, posebno industrijskog porekla, predstavlja veliki iza-
zov. Iako su već ustanovljene metode za prečišćavanje otpadnih voda, aktivno se 
radi na razvoju efikasnijih i ekonomičnijih metoda. Poslednjih godina je velika pažnja 
usmerena ka elektrohemijskim postupcima, od kojih se najviše pažnje usmerava 
ka elektrokoagulaciji. U ovom radu dat je detaljan opis mehanizma procesa elek-
trokoagulacije, kao i primene ove metode u prečišćavanju otpadnih voda različitog 
porekla.
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