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About Galvanizers Association Australia and Galvanizing Association of New Zealand

Who We Are

Galvanizers Association of Australia (GAA) and Galvanizing Association of New Zealand (GANZ), represent the hot dip galvanizing
industry in Australia and New Zealand. Our members are hot dip galvanizers, as well as zinc, equipment, chemical and other
suppliers of all sizes. Members of the GAA and GANZ are in Australia, New Zealand, and around the world.

GAA and GANZ are not-for-profit, membership-based organisations providing our members with a competitive advantage through
unique access to industry, research, education, certification, and the wider industrial community. Our employees are technically
qualified corrosion and hot dip galvanizing experts, providing support to members and non-members alike. For non-members we
also provide technical consulting services on a not-for-profit basis.

GAA provides technical and marketing support to GANZ, and are proud members of the IZA, AGA, APGGA, ASI, SCNZ, ACA, and
many other industry associations. We represent our industry on a range of Standards Australia, Standards New Zealand, 1SO, and
ASTM committees to ensure the local industry remains competitive and relevant to local steel fabricators.

Promotion of Hot Dip Galvanizing

Education: Providing information and resources to architects, engineers, builders, and other stakeholders about the advantages of
hot dip galvanizing.

Marketing: Conducting marketing campaigns and participating in industry events to raise awareness about hot dip galvanizing.

Technical Support and Standards

Technical Consulting Services: Free and expert advice to non-members on galvanizing processes, best practices, and technical
specifications, and technical services on a not-for-profit basis for acceptance assessment on all Standards.

Standards Development: Collaborating with Standards organizations to develop and maintain industry Standards for hot-dip
galvanizing.

Research and Development

Innovation: Supporting research projects aimed at improving galvanizing techniques and developing new applications for galvanized
steel.

Publications: Producing technical publications, case studies, and research reports to disseminate the latest findings and
innovations.

Training and Education

CPD, Workshops and Seminars: Organizing continuing professional development (CPD), training sessions, workshops, and
seminars on various aspects of galvanizing.

Certification Programs: Offering certification programs for galvanized coatings inspectors and operators to ensure that industry
practitioners are well-trained and qualified.

Advocacy and Representation
Policy Advocacy: Representing the industry’s interests in policy discussions and regulatory matters.
Industry Representation: Acting as the voice of the galvanizing industry in various forums and industry groups.

Sustainability and Environmental Responsibility

Environmental Standards: Encouraging the adoption of environmentally responsible practices and compliance with environmental
regulations.

Sustainable Development: Highlighting the environmental benefits of hot dip galvanizing, such as the longevity and recyclability of
galvanized steel.

Networking and Collaboration

Industry Events: Organizing conferences, trade shows, and networking events to foster collaboration and knowledge sharing.
Membership Services: Providing services and support to members, including access to industry news, resources, and professional
networks.

Further information:

For further information about Galvanizers Association of Australia or Galvanizing Association of New Zealand and how we can
help your business, please visit https://gaa.com.au/ or https://www.galvanizing.org.nz/.
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Changes from Issue 6
The changes from issue 5 are to align the advice with the 2025 version of AS/NZS 4680.

Please check https.//gaa.com.auw/technical-publications/ to ensure you have the latest edition.

This document is intended to inform readers of issues and developments in the field of hot dip galvanizing. Any advice given,
information provided, or procedures recommended may be based on assumptions which while reasonable, may not be applicable
to all environments and potential fields of application and its accuracy, reliability or completeness is not guaranteed and should not
be used as a substitute for professional advice. GAA, GANZ, and their employees disclaim all liability and responsibility for any
direct or indirect loss or damage which may be suffered by the recipient through relying on anything contained or omitted in this
publication.

© Galvanizers Association of Australia/Galvanizing Association of New Zealand, 2025
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ADVISORY NOTE 35

STEEL COMPOSITION AND THE EFFECT ON HOT DIP
GALVANIZED COATINGS

INTRODUCTION

This Advisory Note discusses key aspects of the chemical composition of the steel and the effect this
has on the galvanized coating formation, thickness and appearance. Advisory Notes 02 and 09 deal with
aspects of the surface condition of the steel prior to hot dip galvanizing.

Hot dip galvanizing (HDG) is a functional coating process providing superior protection against
atmospheric corrosion for steel articles when measured against most other coating systems. The
atmospheric corrosion resistance of a HDG coating is discussed in AS/NZS 2312.2 and is directly related
to the thickness of the coating which is generally expressed as a function of the steel thickness and
chemistry in AS/NZS 4680.

Where the appearance of the finished galvanized coating is important or where non-standard coating
thickness, materials handling or steel chemistry criteria exist, specialist advice on steel selection should
be sought prior to fabrication of the article and hot dip galvanizing.

THE EFFECT OF STEEL COMPOSITION

The chemistry of the steel affects the formation of the galvanized coating, which in turn affects the
thickness of the galvanized coating, appearance of the article, relative roughness of the galvanized
coating, and the galvanized coating’s ability to withstand mechanical damage. The prior history of the
steel, for example whether hot rolled, cold rolled, blasted, welded, thermally cut, or heavily rusted, can
also affect its reaction with molten zinc.
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Figure 1 Schematic of the Sandelin Curve, showing the effect of galvanized coating.
silicon on the hot dip galvanized coating thickness.
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When steels contain more than about 0.02 %
phosphorus, they are at risk of developing a rough and thick coating which is sometimes very brittle and
can result in flaking of the coating from the steel surface.
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ADVISORY NOTE 35

Table 1 Typical coating characteristics related to steel composition.

Resistance to

Category Typical Siand P Typical initial appearance Initial thickness AL S e
ULR Si<0.01% To Table 4 of AS/NZS 4680
- Shiny Excellent
0.01% < Si<0.04%
A and P < 0.02% To Table 3 of AS/NZS 4680
Shiny, tending to mottled or Above Table 3 of
B 0.14% < Si<0.259 9 asthethickness ofthe o\ 7o 1680 and increases Excellent

steel increases, Si content
increases or both increase
C 0.04% < Si<0.14% Extra thick
Darker with coarser texture Thick. Increases with Reduced
increasing silicon content

further if P > 0.035 %

Si>0.25%

Notes:

1. This table should be used as a guide for design and not for absolute decisions, as the Si and P content and
coating characteristics described in this table are influenced by various fabrication factors including weld heat,
thermal cutting, rolling and forming. The boundaries of each range can be expected to vary under these
influences.

2. Hot rolled steels with Si + 2.5P < 0.09 % and cold rolled steels with Si + 2.5P < 0.04% will also usually meet
the characteristics of Categories ULR and A, while steels with aluminium > 0.085% are sometimes reported to
also influence the coating thickness achieved.

3. The design of the article to be galvanized will also influence the coating characteristics.

4. The presence of alloying elements (e.g. nickel or aluminium) in the zinc melt can have a significant effect on
the coating characteristics.

Hot rolled steels with a silicon content in the range <0.01 % Si < 0.04 % and where P < 0.02 % are
classified as Category A steels. This also applies where Si+2.5P < 0.09 %. These steels normally produce
coatings that are typically to the thickness and appearance requirements of AS/NZS 4680 Table 3. Hot
rolled steels with a silicon content in the range 0.14 % < Si < 0.25 % are classified as Category B steels
and normally produce coatings that are typically to the appearance requirements and above the thickness
requirements of AS/NZS 4680 Table 3, including when dull and mottled. Like all steel chemistries, the
coatings will tend to be duller or more mottled in appearance as the steel thickness increases, which is
particularly obvious at section changes and where the steel takes a long time to cool in very thick steels.

Steels with Si < 0.01 % are deoxidised with aluminium in the manufacturing process (known as aluminium
fully killed, fine grained steels). These steels sometimes produce slightly thinner coatings than most other
chemistry and surface condition combinations and AS/NZS 4680 Table 4 was introduced in 2025 to
reflect this effect and to align with the guidance provided in the 2022 edition of ISO 1461. These steels
are described in AS/NZS 4680:2025 as ultra-low reactive (ULR) steels. ISO 1461:2022 also suggests
the aluminium content plays a role when it is more than 0.035 % although, in our region, we have seen
steels with lower levels of aluminium exhibiting this thinner coating.

When the silicon content is in the range 0.04 % < Si < 0.14 % (Category C), the coating can sometimes
be extremely thick and more susceptible to handling and mechanical damage due to the characteristics
of the formed alloy layers. Best practice design, including venting and draining to the recommendations
in AS/NZS 2312.2, and removal of the oxide layer on thermal cut edges are essential if these steels are
encountered in fabrication.
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ADVISORY NOTE 35

When the silicon content increases above 0.25 % (Category D), the steel is more reactive which leads
to a thicker coating than normal and is sometimes grey due to the increased reaction rate between the
iron and molten zinc. The risk of damage to the coating during transport and handling, especially at the
edges, increases as the coating thickness increases, however, with appropriate transport and handling
practices these steels are used successfully in a wide range of applications.

Both Category C and Category D steel chemistries are known as reactive steels.

Flame-cutting, laser-cutting, and plasma-cutting change the steel composition and microstructure in the
zone on and around the cut surface. This influences the formation of a hot dip galvanized coating which
sometimes makes the minimum coating thickness more difficult to obtain and may cause decreased
cohesion/adhesion of the coating to the steel substrate. When the steel is 10 mm thick or more, best
practice is to grind off the oxide layer formed on the cut surface and round or chamfer the edges to
ensure complete removal. Thinner steels may also benefit from the removal of the oxide layer, but
experience shows that they are generally less affected. Advisory Note AN 09 contains more information
on thermal cutting of steels to be hot dip galvanized.

Examples of the appearance expected with different chemistries are shown on pages 6 to 8 of this
Advisory Note.

TYPICAL STRUCTURAL STEEL CHEMISTRY IN AUSTRALIA AND NEW ZEALAND

Structural steel is normally hot rolled from cast billet or slab which is produced as a commodity product
in very large volumes. For coil products there are often intermediate stages that also influence the
galvanized coating thickness, and some products initially rolled as coil are subsequently slit and cold
formed into structural hollow sections, while other hot rolled coils are roll flattened, slit and cut into plate.

Australian and New Zealand structural steel Standards specify the requirements for silicon, phosphorus
and aluminium as a maximum value only (Table 2). It is for this reason that it is impractical to specify steel
with a specific chemistry. When comparing the range of available steel chemistries in Table 2 with the
initial appearance, coating thickness and resistance to mechanical damage shown in Table 1, variations
are possible.

Structural steel is normally sourced by a fabricator from a steel stockist or distributor who usually have a
range of trusted steel suppliers from Australia, New Zealand and around the world. These steel suppliers
will have different manufacturing processes which will naturally provide variations in steel chemistry, even
if they conform to the AS/NZS Standards. In our region, AS/NZS 5131 requires the Standards listed in
Table 2 to be used, except that for New Zealand only certain Japanese and British Standards are
permitted (and not discussed in this document).

BlueScope Steel manufacture a range of structural steel plate marketed as Xlerplate® Lasercut 250 or
Lasercut 350. These steels are often produced as ULR steels and conform to AS/NZS 3678. BlueScope
Steel also produce TRU-SPEC® steel made to AS/NZS 1594 with a guaranteed maximum silicon content
of 0.03 %. This steel is also designed for laser cutting and is most commonly used in structural fabrication
for cleats, brackets, stiffeners and end plates. Therefore, both steels are often used in combination with
hot rolled structural members with a naturally occurring thicker coating.

Steel composition and the effect on hot dip galvanized coatings (Issue 6) Page 4
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Table 2 Permitted silicon, phosphorus and aluminium contents for a selected range of structural steels produced to
Australian and New Zealand Standards

Standard Product
AS/NZS 1163 Cold formed structural hollow €250, C250L0 0.05 0.03 0.10
sections C350, C350L0 0.25 0.03 0.10
€450, C450L0 0.25° 0.03 0.10
AS/NZS 15943 Hot rolled steel flat products HA200, HA250, HU250 0.35 0.030 0.100

HA300, HU300, HA350, 0.35 0.040 0.100
HA400, HA450

AS/NZS 3678* Hot rolled plates and floorplates 200 0.35 0.030 0.100
250, 300, 350, 400, 450 0.55 0.040 0.100

AS/NZS 3679.1 Hot rolled bars and sections All grades 0.50 0.040 0.15

AS/NZS 3679.2 Welded | sections As per AS/NZS 3678

Notes:

1. Aluminium: For AS/NZS 1163, AS/NZS 3678 and AS/NZS 3679.1, the specified limits are for total or soluble
aluminium. For AS/NZS 1594 only the specified limits are for total aluminium; for soluble aluminium subtract
0.005 %.

2. For C450 and C450L0 grades in circular hollow sections (CHS) only, the silicon limit is 0.45 %.

3. The limits specified are for structural grades, AS/NZS 1594 also has a range of analysis, formability and
extra-formability grades where the Si, P and Al requirements differ significantly from those shown in this
Table.

4. The limits specified are for mechanical property grades, AS/NZS 3678 also has a range of analysis grades
that are sometimes hot dip galvanized.

5. The content shown in the table is the cast analysis rather than the finished product with additional tolerances
available should a product analysis be used.

Some hollow sections are also produced with ULR steels, so it is recommended to check the supplier
test certificates and customer durability requirements prior to commencing fabrication. The actual coating
formed with ULR steels will normally be sound and usually provides excellent resistance to mechanical
damage and corrosion protection for the application (see Advisory Note 02 for further information).

For ULR steels, abrasive blasting the steel surface prior to galvanizing will increase the surface area
available to the molten zinc and will produce a thicker coating than as rolled steel of the same chemistry.
This can change the appearance of the galvanized article and/or increase the roughness of the finished
surface and may increase the cost of the finished article. It is therefore best practice to consider the
durability requirement of the article prior to requesting blasting of the steel if the coating thickness
achieved without blasting will meet the specified design life. See Advisory Note 02 for detailed information
on blasting steel to generate thicker coatings in specialised applications.

Steel manufacturers produce their products to relatively tight chemistry specifications within their own
steel business while natural variations occur between steel mills. Best practice is to purchase products
of identical section from a single manufacturer, to ensure consistent appearance and coating thickness.
In most cases the chemistry of structural steel produced to Australian and New Zealand Standards will
be suitable for hot dip galvanizing.
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SUMMARY

The coating thickness and appearance can be affected by certain amounts of silicon and phosphorus
in the steel, however most structural and reinforcing steels are not affected. When products designed
to be processed with laser cutting are used, care must be taken that the coating formed meets the
design and durability requirements. Thicker coatings formed with some reactive steels can be used to
advantage when extra-long durability is required, although careful handling and installation practices are
required.

EXAMPLES OF AESTHETIC APPEARANCE AND COATING THICKNESS VARIATIONS
DUE TO STEEL COMPOSITION

Example 1: Shiny and dull

Two fabrications made with steel sections with different compositions after they were galvanized. The dull grey
coating is typical of steel from Categories C & D while the shiny appearance is typical of steel from Categories ULR
& A. Both products conform with AS/NZS 4680.

Example 2: Mottled and/or patchy

4

This galvanized pipe’s steel composition is likely to be in The patchy appearance of this galvanized coating is due

Category B, shown by the scale-lke or mottled to both Si content and thickness of the steel. The areas

appearance of the coating, where some of the Fe/Zn of shiny appearance have cooled faster, and pure zinc

alloy has extended through to the surface. This product has solidified on the surface. The other areas have

conforms with AS/NZS 4680. Over time, the surface will cooled at a slower rate and the galvanizing reaction

change to a more even dull grey finish. continued until the pure zinc was consumed and only dull
zinc-iron alloys are showing at the surface. This can
occur with steels in Category B and conforms with
AS/NZS 4680. Over time, the surface will change to a
more even dull grey finish.
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Example 3: Chipping and flaking

~~~“

Handling has caused some damage to the edge of this
thick galvanized coating, where some of the coating has
been chipped. Thick coatings can result when steels
from Categories C & D are galvanized. It is likely the
coating will still meet the thickness requirements of
AS/NZS 4680, and is acceptable, so long as the
remaining product firmly adheres to the substrate.

Example 4: Thin and thick coatings

Category C steels are most likely to produce a
galvanized coating where thick, brittle Fe/Zn alloy layers
are formed, and flaking between alloy layers occurs due
to the excessive coating thickness of the outer alloy
layer. This article will not meet the requirements of
AS/NZS 4680 due to the excessive flaking and should
be rejected. This also occurs with steels containing
excessive phosphorus where the coating is likely to be
very rough.

The shiny surface (to the left) is typical of Categories ULR,
A and B, while the duller coating (to the right) is typical of
Categories C and D. Over time, the coating will weather
and tend towards a similar dull grey colour. This product
meets the requirements of AS/NZS 4680.

Note also that pipe spool elbows are often bent using
induction heating which can change the initial coating
appearance. This will have no effect on the corrosion
protection.

A micrograph of the join between the shiny and dull
coatings of the pipe fabrication to the left showing the
thinner coating typical of Categories ULR, A and B
compared to the typical thicker and more brittle coating
achieved with Categories C and D.

Steel composition and the effect on hot dip galvanized coatings (Issue 6)
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ADVISORY NOTE 35

Example 5: Weld heat and plasma cutting

In this example, the 50 mm thick base plate has been plasma cut, and the oxide layer has not been ground back
after fabrication, leaving evidence of a change in surface chemistry, as circled on the left. The heat from the weld
has also affected the reactivity of the steel, also circled. When inspected, the coating thickness on the base plate
was extreme as shown in the image on the right and the steel was found to be a category D steel. The galvanizing
thickness is still substantial in the plasma cut area despite the lack of preparation. The coating was sound on all

faces and was accepted by the purchaser as fit for purpose.

Example 6: Different chemistries

In this example, the steel used in the tube was from two suppliers and of different chemistry ranges, like example 1
and example 4. In this case, the steel was suitable for galvanizing, and the galvanizing met the requirements of
AS/NZS 4680, although the purchaser had an aesthetic expectation. It is not recommended to mix steel chemistries

when joining hollow sections for this reason.

Steel composition and the effect on hot dip galvanized coatings (Issue 6) Page 8
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GAA/GANZ ADVISORY NOTES

LISTING OF GAA/GANZ ADVISORY NOTES
AN 01 — Sweep blasting of hot dip galvanized steel

Provides guidance on the best practice for sweep blasting used in preparation of the galvanized surface immediately prior to
painting and powder coating. Sweep blasting is also specified when a friction bolt system is implemented.

AN 02 - Thicker galvanized coatings for specialised applications
Provides guidance on how to achieve thicker hot dip galvanized coatings when increased durability is desired, including thicker
steels, more reactive steels, surface blasting, and duplex coatings.

AN 05 — Wet storage stain

Provides guidance to assist with the prevention of wet storage stain, advice on maintaining the galvanized steel if staining has
developed, and information on determining the coating thickness after removal. A visual guide is also provided to help the reader
understand the severity of wet storage stain, which will be beneficial if cleaning is required.

AN 06 — Quenching hot dip galvanized coatings

Describes the purpose of quenching, the common passivation methods and gives examples of when quenching may or may not
be required to be specified.

AN 07 — Repair of damaged galvanized coatings
Provides general information on the repair of hot dip galvanized steel after on-site welding or where other field damage has
occurred.

AN 09 - The influence of thermal cutting processes on hot dip galvanized coatings

Provides advice on the effect of flame-cutting, laser-cutting, and plasma-cutting on and around the cut surface of a steel element
and the actions normally taken by a fabricator to minimise the effects on thickness and coating cohesion/adhesion of the coating
to the steel substrate.

AN 10 — The importance of zinc for human health

Introduces the importance of zinc described as an essential mineral of “exceptional biologic and public health importance” and
considered a “Life Saving Commodity” by the United Nations.

AN 11 — Abrasion resistance of hot dip galvanized coatings

Provides guidance on the relative abrasion resistance of galvanized coatings and discusses the galvanizing of selected quench and
tempered high strength steels.

AN 13 - Distortion of hot dip galvanized articles
Provides an explanation of the most common causes for distortion of articles in the process and gives best practice advice for
design and fabrication practices to reduce the likelihood of distortion occurring.

AN 16 — Model specification for hot dip galvanizing to AS/NZS 4680 and AS/NZS 1214

Provides a model specification for use in the application of hot dip galvanized coatings when the fabrication or article is required to
meet the requirements of AS/NZS 4680 and AS/NZS 1214.

AN 28 - Hot dip galvanizing Standards
Provides details of each of the key galvanizing Standards available in Australia and the products manufactured from them, including
the International (ISO) and American Standards (ASTM) for hot dip galvanizing and zinc coating.

AN 31 — Care and maintenance of hot dip galvanized coatings

Provides general guidance on care and maintenance of galvanized coatings with specific advice where the installed location,
including micro-environments, can play a significant part in the management of the coating.

AN 32 - Cleaning hot dip galvanized coatings

Provides specific advice for cleaning a galvanized coating when exposed to the most common contaminants, particularly in building
applications.

AN 33 - An introduction to common terms relating to durability and warranty
Explains common terms and how they are used, including design life, durability, life to first maintenance, maintenance, and repairs.
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AN 35 — Steel composition and the effect on hot dip galvanized coatings

Discusses key aspects of the chemical composition of the steel and the effect this has on the galvanized coating formation,
thickness, and appearance.

AN 37 — Acceptance inspections methods for hot dip galvanized coating thickness

Provides guidance on the methods of demonstrating compliance to the coating thickness requirements of AS/NZS 4680 which
can be by acceptance and sampling inspection or an agreed alternative acceptance inspection, typically using a recognised
statistical sampling method. Suitable also for use for articles galvanized to AS/NZS 1214.

AN 39 - An introduction to AS/NZS 2312.2
Introduces the key features of durability and best practice design for hot dip galvanizing using AS/NZS 2312.2.

AN 40 — Hot dip galvanizing of high strength fasteners

Provides advice on the potential effects that the galvanizing process can have on mechanical properties of high strength structural
fasteners used in AS/NZS 1252.1.

AN 41 — Salt spray testing for hot dip galvanized coatings

Provides technical details on why salt spray tests seldom correlate to real life performance for metallic coatings, including hot dip
galvanizing and zinc-rich paints in atmospheric environments, and cannot be used to accurately test the life of a zinc based coatings
because they accelerate the wrong failure mechanism.

AN 42 — Hot dip galvanized steel embedded in soil

Provides general information on factors influencing the corrosivity of different soils, provides guidance on estimating corrosion rates
of galvanized steel and bare steel using local Standards, and provides recommendations which aim to prolong the life of hot dip
galvanized steel members in soil.

AN 44 — Temporary protective coatings on steel articles

Explains how contamination on the surface from paints, lacquers, oils, and markers applied to steel products prevents zinc from
meeting the steel surface and consequently prevents the metallurgical reaction and proper formation of the galvanized coating.
Provides solutions to these common problems.

AN 45 — Standard section properties for hot dip galvanizing

Contains tables showing the thickness, mass and coating area properties of standard structural steel sections used for hot dip
galvanized articles.

AN 46 — An introduction to the GAA Environmental Product Declaration

Provides a basic introduction the Environmental Product Declaration for Galvanizers Association of Australia: Hot Dip Galvanizing
in Australia. The Environmental Product Declaration is produced in accordance with EN 15804, ISO 14025 and PCR 2011:16 V2.2
and has EPD registration number: S-P-01166. Suitable for use in Australia only.

AN 47 — Model specification for hot dip galvanizing of fabrications to AS/NZS 5131

Provide a model specification for the application of hot dip galvanized coatings when the fabrication is required to meet the
requirements of AS/NZS 5131.

AN 49 — Best practice for BCA ABCB Housing Provisions corrosion protection

Provides additional advice to the Building Code of Australia, also known as the National Construction Code, for the corrosion
protection of structural steel in housing and related applications. Suitable for use in Australia only.

AN 50 - Progressive dip galvanizing (double-dipping)

Explains how an article that is too large for total immersion in the preferred galvanizing bath can be progressive dipped, also known
as ‘double dipping,’ to sequentially to coat the entire item.

AN 51 — An introduction to AS/NZS 4680
Introduces the key features of the 2025 edition of the hot dip galvanizing Standard, AS/NZS 4680.

AN 52 — Acceptance inspection for hot dip galvanized coating appearance

Provides guidance on the methods used to assess appearance of a new galvanized coating, along with descriptions of the causes,
acceptability, and responsibility for the appearance of hot dip galvanized coatings at acceptance inspection. Includes representative
images.
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WE'RE HERE TO HELP

Are you looking for more information or advice on the durability, sustainability, application, design,
process, bolting, welding or painting of galvanized steel? Want advice on a specific situation or
issue? You’'re in the right place! We would love to hear from you.

G

-
Galvanizers Design Manual g ga’van'zers

Design Manual

GAA main website - Find a galvanizer, bath size & technical support

caaen com galvanizers

+61 3 9654 1266
Level 6/124 Exhibition Street Melbourne VIC 3000 Australia ASSOCIATION OF AUSTRALIA

TN T

enquiry@galvanizing.org.nz ASSOCIATION

GANZ main website - Find a galvanizer, bath size & technical support GALVANIZING
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https://www.gaa.com.au/
mailto:gaa@gaa.com.au
https://www.galvanizing.org.nz/
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	About Galvanizers Association Australia and Galvanizing Association of New Zealand
	Who We Are
	Promotion of Hot Dip Galvanizing
	Technical Support and Standards
	Research and Development
	Training and Education
	Advocacy and Representation
	Sustainability and Environmental Responsibility
	Networking and Collaboration
	Further information:

	Changes from Issue 5
	Please check https://gaa.com.au/technical-publications/ to ensure you have the latest edition.
	STEEL COMPOSITION AND THE EFFECT ON HOT DIP GALVANIZED COATINGS
	Introduction
	The effect of steel composition
	Typical structural steel chemistry in Australia and New Zealand
	Summary
	Examples of aesthetic appearance and coating thickness variations due to steel composition

	References
	Listing of GAA/GANZ Advisory Notes
	AN 01 – Sweep blasting of hot dip galvanized steel
	AN 02 – Thicker galvanized coatings for specialised applications
	AN 05 – Wet storage stain
	AN 06 – Quenching hot dip galvanized coatings
	AN 07 – Repair of damaged galvanized coatings
	AN 09 – The influence of thermal cutting processes on hot dip galvanized coatings
	AN 10 – The importance of zinc for human health
	AN 11 – Abrasion resistance of hot dip galvanized coatings
	AN 13 – Distortion of hot dip galvanized articles
	AN 16 – Model specification for hot dip galvanizing to AS/NZS 4680 and AS/NZS 1214
	AN 28 – Hot dip galvanizing Standards
	AN 31 – Care and maintenance of hot dip galvanized coatings
	AN 32 – Cleaning hot dip galvanized coatings
	AN 33 – An introduction to common terms relating to durability and warranty
	AN 35 – Steel composition and the effect on hot dip galvanized coatings
	AN 37 – Acceptance inspections methods for hot dip galvanized coating thickness
	AN 39 – An introduction to AS/NZS 2312.2
	AN 40 – Hot dip galvanizing of high strength fasteners
	AN 41 – Salt spray testing for hot dip galvanized coatings
	AN 42 – Hot dip galvanized steel embedded in soil
	AN 44 – Temporary protective coatings on steel articles
	AN 45 – Standard section properties for hot dip galvanizing
	AN 46 – An introduction to the GAA Environmental Product Declaration
	AN 47 – Model specification for hot dip galvanizing of fabrications to AS/NZS 5131
	AN 49 – Best practice for BCA ABCB Housing Provisions corrosion protection
	AN 50 – Progressive dip galvanizing (double-dipping)
	AN 51 – An introduction to AS/NZS 4680
	AN 52 – Acceptance inspection for hot dip galvanized coating appearance



