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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.
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innovations.
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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:
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ACCEPTANCE INSPECTION METHODS FOR
GALVANIZED COATING THICKNESS

INTRODUCTION

The method of demonstrating compliance to the coating thickness requirements of AS/NZS 4680 can be
by acceptance and sampling inspection or an agreed alternative acceptance inspection, typically using a
recognised statistical sampling method. AS/NZS 4680 was updated in 2025 to align the acceptance
inspection method for coating thickness with that included in ISO 1461, which is, in turn, largely consistent
with the requirements of ASTM A123. If the customer has determined their own requirements for
establishing coating thickness compliance, this must be agreed at the time of order.

Galvanizers generally conduct coating thickness tests on a regular basis to confirm their process produces
acceptable results, and to ensure they are conforming to the Standard. These routine tests allow the
galvanizer to offer a declaration of conformance with the articles they hot dip galvanize. The responsibility
for quality lies with the galvanizer and the inspector has no means of inserting quality into a product once
it has been galvanized. Sample inspection usually leads to less inspection work and lower cost, while
ensuring the customer is receiving a product that meets the requirements of the Standard.

The 2025 edition of AS/NZS 4680 includes a new acceptance inspection method identical to the method
in ISO 1461 and similar to that described in ASTM A123. Galvanizers and inspectors can follow the plan
to demonstrate the measured coating thickness meets the requirements of AS/NZS 4680. The new
Standard also includes an advisory appendix on galvanized rebar including the sample sizes required to
conform with AS/NZS 4671 and best practice for measurement of the coating thickness.

The aim of an accegptance inspection is to demonstrate that the galvanizer has produced a coating
thickness which is equal to or better than what is required by the Standard, ensuring the customer receives
a product with the expected durability. An acceptance inspection undertaken by, or on behalf of, the
customer should be completed before the articles leave the hot dip galvanizer, unless otherwise specified
at the time of order.

Note: A full acceptance inspection will also include consideration of other requirements of the Standard, such as the
appearance of the coating and freedom from defects. More information on acceptance inspection for appearance is
covered in GAA/GANZ Advisory Note 52.

Acceptance inspection for coating thickness may require the development of a unique statistical sampling
plan, although usually the procedures outlined in the Standard are used. The statistical sampling
procedures (ISO 2859-1, ISO 2859-2, or ISO 2859-3) recommended in Note 2 of Table 5 of AS/NZS 4680
are suitable for small parts manufactured in high volumes or on a repetitive nature.

The acceptance inspection methods shown in AS/NZS 4680 and this Advisory Note can be used for
articles that are required to meet AS/NZS 1214.

Note: AS/NZS 1214 is a modified adoption of ISO 10684. That ISO Standard is currently under revision, and it is
reasonably expected the acceptance inspection requirements of AS/NZS 4680 (and identical to ISO 1461) will be
adopted. More information is available from GAA and GANZ.
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ADVISORY NOTE 37

DEFINITIONS

acceptance inspection

declaration of
conformance

coating thickness (um)

control sample

inspection lot

local coating thickness

mean coating thickness

reference area

single measurement

significant surface

test report

The inspection of an inspection lot at the hot dip galvanizing plant,
unless otherwise agreed

A document issued by the galvanizer declaring that the supplied
articles meet the required specification, without inclusion of coating
thickness test results

The total thickness of zinc and/or zinc alloys on a single surface

The article or group of articles from a lot that is selected for sampling

A single order or single delivery load (or daily throughput for process
compliance checks)

The mean value of the coating thickness obtained from the specific
number of measurements within a reference area

The average value of the local coating thicknesses

The area within which a specific number of single measurements are
made

An individual measurement of the coating thickness at a single point on
the coating and included in the average for a reference area

The part of the article covered or to be covered by the coating and for
which the coating is essential for serviceability and/or appearance

A report showing the measured values of the coating thickness in
comparison to the specified coating thickness values

THE REQUIREMENT FOR IRON AND STEEL TEST CERTIFICATES

Clause 2.3 of AS/NZS 4680 requires the purchaser to provide iron and steel test certificates for
significant surfaces when a declaration of conformance and/or a test report is required. This is important
because the personnel involved in the acceptance inspection need to compare the measured thickness
data against the requirements of the Standard for normal or ULR steels. It also provides the galvanizer
with guidance on the expected nature of the coating to be formed.

If the iron and steel test certificates are not available, the galvanizer will make an assessment of the
measured coating thickness compared to the requirements based on experience. The hot dip galvanizing
process is such that the overall coating thickness is usually a function of the steel supplied rather than
the operational control of the galvanizing plant undertaking the works.

DECLARATION OF CONFORMANCE

The hot dip galvanizer may be required to provide a declaration of conformance to the requirements of the
Standard including any agreed variations from the Standard. A declaration of conformance does not
include coating thickness test results.
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ADVISORY NOTE 37

TEST REPORT

The requirements for the details to be included in a test report are listed in AS/NZS 4680 and a
declaration of conformance would normally accompany the test report. Specific details required in the
test report include:

e Reference to AS/NZS 4680 and any agreed deviations from the Standard

e Date, contact information for the galvanizer, and the name of person who prepared the report.

e A description of article(s) covered in the report that is sufficient to uniquely identify the articles
covered by the report. This could include the order number, drawings, and photographs.

e The lot and sample size

e Comments on appearance of the sample

e (Coating thickness method used

e Local and mean galvanized coating thickness results of the sample compared to the
requirements

Note: If the project is to be completed to AS/NZS 5131, it will also be required to exhibit the competence of the
inspector. This might be done by providing the ACA GAA/GANZ HDG Inspector number or other relevant experience
or training.

ACCEPTANCE INSPECTION AND SAMPLING - PREFERRED METHOD

Demonstration of conformance
The overall process for acceptance inspection is outlined in the flow chart shown in Appendix 1.

AS/NZS 4680 recommends the testing of coating thickness by the magnetic methods described in
ISO 2178 as these are simple, fast and accurate non-destructive methods. Typically, testing is carried out
using a calibrated hand-held instrument such as the Elcometer 456 or Positector 6000. With this
equipment a sample measurement set on an article can usually be completed in around one minute.

If there is a dispute with the outcome of the magnetic test method, the gravimetric method of ISO 1460 is
used, noting this is a destructive method. Another method for testing the coating thickness is to use the
microscopic cross-section method described in ISO 1463. The drawback of this method is that it provides
data based on a single line, although it may also be useful if the structure of the coating is important.

Acceptance inspection and sampling

A control sample for thickness testing should be taken randomly from each inspection lot selected for
testing (Table 1). The random selection method should ensure there is no bias, whether positive or negative,
which would skew the coating thickness measurement. For example, articles selected should not all be
from an area which has spent more time in the molten zinc due to immersion procedures, as their mean
coating thickness will generally be thicker.

Table 1 Control sample size related to the lot size

Number of articles in lot Minimum number of articles in the control sample
1t03 All
4 to 500 3
501 to 1,200 5
1,201 to 3,200 8
3,201 to 10,000 13
More than 10,000 20
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Reference areas

The number and position of reference areas (Table 2) and their sizes for the magnetic test are to be selected
by the galvanizer and are to be as representative as possible of the mean coating thickness and as if the
article was to be measured by the gravimetric process. Each reference area is to be a minimum of 10 cm?
in area.

Reference areas are not selected from ancillary elements when they are significantly smaller than the main
elements of a larger article and thickness readings are not taken from these articles unless specifically
agreed prior to order acceptance. Ancillary elements are typically cleats, stiffeners, end plates and brackets
which are thinner and often manufactured from ULR steels which are less reactive during the galvanizing
process.

At least five single measurements are taken in each reference area, and the average of these readings is
taken as the local coating thickness. An individual reading may be less than the local requirement, so long
as average meets or exceeds the local coating thickness requirement.

On a long article, reference areas should be selected at approximately 100 mm from each end and the
centre of the article and comprise the whole cross-section of the article where practicable (Figure 1).
Thickness measurements should not be taken on cut surfaces or in areas less than 10 mm from edges,
flame-cut surfaces, or corners. In these areas, the coating may build up or be reduced and therefore can
provide misleading results.

Figure 1: Showing in green the best practice for locations of coating thickness to envelope the whole section and in
red practices to avoid

Where a single hot dip galvanized article includes more than one different thickness range, each range is
measured as a separate article. For example, a 10 mm thick base plate welded to a 5 mm SHS section
and where both items are considered significant surfaces, will have two separate thickness requirements
for acceptance inspection. However, for contiguous hot-rolled sections such as a 250UB25.7 with a
nominal flange thickness of 8 mm and nominal web thickness of 5 mm, which has two thickness ranges
integral to the section, it is satisfactory to measure only one thickness to confirm compliance to the
Standard, so long as the reference area requirement is met. In this case, the thinnest section (5 mm) is to
be the reference thickness for comparison purposes, although the entire section should still be measured.
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Table 2 Reference areas for testing

Number of reference areas to be

Category Size of significant surface area taken per article
Large > 2 m? >3
Small >10cm?to <2 m? > 1

Very small <10cm? 1/N

Note: 2 m? = 2,000 mm x 1,000 mm; 100 cm? = 100 mm x 100 mm.

For large articles, the local coating thickness is the average of at least five thickness readings performed
randomly over an area of 10 cm? (the reference area) and the mean coating thickness of each article is
calculated from the average of at least three reference areas on each article. In this case the mean coating
thickness for each article in the control sample must meet or exceed the mean coating thickness
requirement for the sample inspection lot to be considered compliant to the requirements.

For small and very small articles, the local coating thickness is the average of at least five thickness readings
performed randomly over an area of 10 cm? (the reference area) and the mean coating thickness is
calculated by averaging the thickness of all the reference areas in the control sample which must meet or
exceed the mean coating thickness requirements for the sample inspection lot to be considered compliant
to the requirements.

For very small articles it is normal for the significant surface area of each article to be less than the required
size of the reference area. To provide the required reference area size, multiple articles (N) with their total
significant surface area combining to be at least 10 cm? must be measured. The total number of articles
tested is the number of articles required to provide one reference area, N, multiplied by the control sample
size in Table 1 (or the total number of articles galvanized if that is less). When more than five articles must
be taken to make up a reference area of at least 10 cm?, a single magnetic measurement is to be taken
on each article if a suitable area of significant surface exists; if not, the gravimetric test should be used.
Within each reference area of 10 cm?, a minimum of five magnetic test readings is to be taken on coated
areas.

Acceptance criteria

When a control sample is tested using the appropriate number of reference areas, the coating thickness
must not be less than the values shown in AS/NZS 4680 Table 3 (normal steels), Table 4 (ULR steels) or
Table 5 (centrifuged steels).

If the control sample does not conform to the coating thickness requirements of AS/NZS 4680, twice the
original number of articles (or all the articles if that is the lesser number) can be taken from the lot and
tested. If this larger control sample passes, the whole inspection lot can be accepted (with non-conforming
articles removed). If the larger control sample does not pass, either the articles that do not conform to the
requirements are to be discarded or the purchaser may authorize them to be regalvanized.
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ACCEPTANCE INSPECTION AND SAMPLING — ALTERNATIVE METHOD

The alternative magnetic method for acceptance inspection uses a sampling scheme developed from
ISO 2859-1, ISO 2859-2 or ISO 2859-3, as recommended by Table 5 of AS/NZS 4680. These sampling
schemes are usually only suitable for high volume repetitive manufacturing and will add time and
complexity to the process of acceptance inspection. For articles galvanized to AS/NZS 4680, the
statistical sampling schemes are likely to be only suitable when articles are centrifuged. This method
could also be used when bulk items are galvanized to AS/NZS 1214.

Demonstration of compliance

The sampling method requires the inspector to test the coating thickness by the magnetic method in the
same way as for inspection using the requirements shown in the Standard.

Acceptance inspection and sampling

Application of the ISO sampling plan system requires an agreed lot size, inspection level and acceptance
quality limit (AQL). ISO 2859-1 is primarily intended to be used for the acceptance of mass-produced items
from a production line where the items are formed into a continuing series of lots for inspection purposes.

If a sampling plan from ISO 2859-1 is included in the specification it is important to develop this plan based
on the critical characteristics of the project. For example, an AQL of 0.01% for a C2 environment would
reduce the consumer risk to extremely low levels and add cost for no likely benefit, whatever the nature of
the structure; while the same AQL may well be reasonable where the coating thickness formed on the
structure is critical for safety in a C5 environment.

AS/NZS 4680 does not define what level of acceptance is suitable when a sampling plan is developed,
however normal inspection to AS/NZS 4680 requires an acceptance level of no failures, represented in
Table 3 as an AQL of 0.01 %. An AQL of 1.5 % is also shown as it is consistent with the requirements
used in some paint coating inspection plans, although other AQL’s are available. The selection of the AQL
should be chosen to suit the requirements of the project and the nature of the articles being hot dip
galvanized.

ISO 2859-1 requires random sampling to be a valid procedure for inspection. The vast majority hot dip
galvanized structural fabrications are not mass produced and inspection will not often be truly random.
Random samples are commonly likely to be drawn only from identical items that are spun such as bolts,
nuts, washers, and brackets.

Table 3 ISO 2859-1 — Examples of sampling plans for inspection for various AQL’s

Lot size Sample size AQL =0.01% AQL = 1.5%
Reject

2t08 2 0 1 0 1
9to 15 3 0 1 0 1
16 to 25 5 0 1 0 1
26 to 50 8 0 1 0 1
51 to 90 13 0 1 0 1
91 to 150 20 0 1 1 2
151 t0 280 32 0 1 1 2
281 to 500 50 0 1 2 3
501 to 1,200 80 0 1 3 4
1,201 to 3,200 125 0 1 5 6
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Acceptance criteria

When a sample is tested, the inspector will accept the lot (excluding any rejects) when the number of reject
parts is less than the relevant reject number in Table 3, or per the agreed AQL or reject rate.

Any decisions regarding reference areas, including location, size, and number, as well as the number of
individual readings per reference area and any allowances for retesting must be made prior to the order
being placed.

THICKNESS INSPECTION OF BOLTS, NUTS AND WASHERS USING AS/NZS 1214

AS/NZS 1214 is effectively a direct text adoption of ISO 10684 and has only relatively simple inspection
requirements which are shown in Figure 2. Measurement is by magnetic method to ISO 2178 on every
production lot. No information about the sample size is given in the Standard, however this requirement
would usually be defined in the relevant fastener Standard or agreed upon at the time of purchase. In the
absence of a specification, the sampling requirements of AS/NZS 4680 can be used.

To calculate the local coating thickness, a minimum of five readings are to be taken and averaged. If the
fastener shape or size does not permit five readings on a single fastener, then the readings are to be taken
on five samples and averaged.

Measurement of the local coating thickness is at the locations indicated in Figure 2 and must not include
the threaded portion.

{ - 45

\
v

Figure 2 Location of bolt & nut inspection points (1) for coating thickness to AS/NZS 1214

In case of dispute AS/NZS 1214 requires the gravimetric method of ISO 1460 is to be used.
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ACCEPTANCE INSPECTION FOR GALVANIZED REBAR

Sample size for testing

In addition to following the thickness testing methods shown in AS/NZS 4680, an inspector should
consider that AS/NZS 4671 says the maximum batch size for testing rebar is

+ No more than 50 tonnes of bars of the same surface geometry and diameter, the same nominal
strength grade, and same Ductility Class (figure 3), or

e No more than 1,000 sheets of mesh products produced from steel of the same surface geometry
and nominal diameter, of the same nominal strength grade and of the same Ductility Class (figure 4).

£ 1477, i S

Figure 3 Galvanized rebar Figure 4 Galvanized mesh

Thickness testing of galvanized rebar

The process for measuring the coating thickness is the same as described earlier in this document, except
the measurements should consider the ribs and indentations. The measurements should be evenly
distributed to consider these variables.

sIvYY

Legend:

1 Area without ribs
2 Top of rib
3 Area between ribs
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TEST EXAMPLES

Example 1

An order comprises 24 pieces of 150x150x6.0 SHS
sections to AS/NZS 1163, each 0.5 metres in length (wall
thickness = 6.0 mm, total external surface area per length
= 0.237 m?), to be hot dip galvanized to AS/NZS 4680.

Table 1 requires three of the sections be tested — making
three the control sample.

Table 2 requires that there be at least one reference area
tested for each sample, and a minimum of five readings
taken inside this 10 cm? reference area.

The average measured coating thicknesses in each
reference area should be equal to or greater than the
“local coating thickness minimum?” value in AS/NZS 4680.

AND

The average measured coating thickness of all reference
areas on a sample should be equal to or greater than the
“mean coating thickness” values in AS/NZS 4680.

Example 2

An order comprises 6 pieces, each 3.0 metres long of
250UB37.3 to AS 3679.1 (flange thickness 70.9 mm, web
thickness 6.4 mm, total external surface area per length =
3.21 m?), to be hot dip galvanized to AS/NZS 4680.

Table 1 requires three of the sections be tested — this is the
control sample.

Table 2 requires that there be at least three reference area
tested for each sample. Each reference area must be at
least 10 cm>.

Note: There should be a minimum of five readings per 10 cm? of
reference area. This means that the number of readings taken on
each sample article is 3 * 5 = 15.

The average measured coating thickness of all reference areas on a sample should be equal to or greater
than the “mean coating thickness” values in AS/NZS 4680.

Acceptance inspection methods for hot dip galvanized coating thickness (Issue 5) Page 9



ADVISORY NOTE 37

An order comprises 100 M36 hex nuts to
AS 1112.1, to be hot dip galvanized using
centrifuging to AS/NZS 4680.

Table 1 requires three samples to be tested,
which will be the control sample.

Table 2 requires that there be one reference area
of 10 cm? for each sample. If one article’s surface
area is less than 10 cm? then 2 or more articles
can be used to make up a single sample until their
combined surface area is at least 10 cm?.

Note: There should be a minimum of five readings per
70 cn? of reference area. This means that the
minimum number of readings taken for the control
sampleis 3 *5 = 15.

All readings should be taken on a flat surface. For example, this would generally refer to the head of a bolt
and the outer face of a hex nut (e.g., see Figure 2). Magnetic measurements must not be taken on a
threaded surface.

In the example above, the average measured coating thicknesses in each reference area should be equal
to or greater than the “local coating thickness” value in AS/NZS 4680 and the average measured coating
thickness of all reference areas on a sample should be equal to or greater than the “mean coating
thickness” values in AS/NZS 4680.
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APPENDIX A: FLOW CHART FOR COATING THICKNESS INSPECTION

Inspection lot presented for testing
(single order or single delivery load)

Determine control sample size and
select test articles
(Table 1)

Identify each thickness range and No
treat sections in each range as
separate articles (Tuble 3, 4 or 5)

l

Do test articles
fit a single range?
(lable 3, 4 or 5)

Choose 1 or more reference area(s) ‘
on each test article (Tuhle 2)

v

Take at least 5 measurements in
each reference area and
calculate the average to determine
the local coating thickness (LCT)

v

Does LCT
meet requirements?
(Table 3, 4 or 5)

Yes No

Test twice the original
number of articles in the
inspection lot or all articles in
the lot if the total is less than
twice the original tested

4 4

No

Calculate mean coating
thickness (MCT) from LCT
of all reference areas in
control sample

Does MCT
meet requirements?
(Table 3, 4 or 3)

l Yes Yes

Lot passes for thickness

Does MCT
meet requirements?
(Table 3, 4 or 3)

lNo

Test articles set aside or can
be regalvanized upon
authorization

Is the test article

surface area >2 m?
(large)?

Yes
) Choose 3 or more reference areas

on each test article (Tuble 2)

v

Take at least 5 measurements in
each reference area and
calculate the average to determine
the local coating thickness (LCT)

v

Does LCT
meet requirements?
(lable 3, 4 or 5)

Calculate mean coating No
thickness (MCT) from LCT
of all reference areas in
control sample

Test twice the original
No number of articles in the
inspection lot or all articles in
the lot if the total is less than
twice the original tested

Does MCT
meet requirements?
(Table 3, 4 or 3)

Do all MCT's
meet requirements?
(Tuble 3, 4 or 5)

Does MCT
meet requirements?
(Table 3, 4 or 5)

lNo

Test articles set aside or can
be regalvanized upon
authorization

Lot passes for thickness

Note: The table references in this flow chart are to the tables shown in AS/NZS 4680, not this Advisory Note.

Acceptance inspection methods for hot dip galvanized coating thickness (Issue 5)
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ADVISORY NOTE 37

APPENDIX B: AS/NZS 4680 SAMPLE THICKNESS INSPECTION SUMMARY RESULT FORM

Inspector name Location Report no. Date
Average local coating thickness Average Thickness
Reference or . . ; . .
Customer Order no Part no. Article description & steel thickness Ref 1 Ref 5 Ref 3 coating complies?
. e1. area e1. area e1. area thickness (yes or ﬂO)
Thickness gauge calibration verified Yes O No O Re-testing of articles performed Yes O No O
Coating thickness on normal steel and castings samples Lot and control sample size
Article thickness (mm) LCT (um) ACT (um) No. of articles in lot Minimum no. of articles in the control sample
Steel > 6 70 85 1t03 All
Steel >3to<6 5 70 4 to 500 S
Steel >1.5t0<3 45 55 501 to 1,200 5
Steel < 1.5 35 45 1,201 to 3,200 8
Castings > 6 70 80 3,201 to 10,000 13
Castings < 6 60 70 > 10,000 20
Coating thickness on ULR steel samples Reference area category and minimum number of reference areas
Article thickness (mm) LCT (um) ACT (um) Category Size of significant surface area Reference areas per article
Steel > 6 55 70 large > om? >3
Steel>3t0<6 45 55 small > 10cm? to < 2m? >1
Steel>1.5t0<3 35 45 very small < 10cm? 1/N
Coating thickness on centrifuged steel and other samples e  Take at least 5 single readings in each 10 cm? reference area for the LCT.
Article thickness (mm) LCT (um) ACT (um) e  For long articles the three reference areas should be taken = 100 mm in from each end and in
Threaded > 6 d!ameter 40 50 the approximate centre of each sample article.
Threaded < 6 diameter 20 25 ° Do not take readings within 10 mm of cut edges or corners.
Other > 3 45 55 ° Do not measure ancillary elements
Other < 3 35 45 v '
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ADVISORY NOTE 37

APPENDIX C: AS/NZS 4680 SAMPLE COATING THICKNESS TEST RESULT FORM

Customer:

Customer Ref/Order No:

Galvanizer Ref:

Single coating thickness measurements (um)

Desc. & thickness |Ref. area| 1 2 3 4 5 6 7 8 9 10 | Avg. | Pass

1

(Y/N)

ACT spec (um) = _ |Measured ACT (um) =

Desc. & thickness |Ref. area| 1 2 3 4 5 6 7 8 9 10 | Avg. | Pass

1

(Y/N)

ACT spec (um) = _ |Measured ACT (um) =

Desc. & thickness |Ref. area| 1 2 3 4 5 6 7 8 9 10 | Avg. | Pass

1

(Y/N)
ACT spec (um) = Measured ACT (um) =
Test instrument serial #: Test instrument gauge #:
Inspector details
(Name) (Signature) (Date)

Method for each control sample (see surmmary form for more details):

1.
2.
3.

Select control sample size.

Decide if test article has single or multiple thickness ranges (test each range separately).

Determine article surface area and select required number of reference areas. Reference areas for large articles
should be taken a minimum of 100 mm from each end & in the approximate centre of the article.

Calibrate gauge (refer to gauge operating instructions).

Take appropriate number of readings in each reference area. (Readings should be taken a minimum of 10 mm in
from holes, edges & corners and be as widely spread as possible in the reference area to best show the coating
thickness.)

Record results for each reading and calculate averages.

Determine if sample meets thickness requirements.

Transfer relevant results to summary form.

© Galvanizers Association of Australia/Galvanizing Association of New Zealand, 2025 Page 14



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.

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.
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GAA/GANZ ADVISORY NOTES

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 ! 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

T NTTD

enquiry@galvanizing.org.nz ASSOCIATION

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


https://designmanual.gaa.com.au/
https://www.gaa.com.au/
mailto:gaa@gaa.com.au
https://www.galvanizing.org.nz/
mailto:enquiry@galvanizing.org.nz
http://designmanual.gaa.com.au/index.php/home/
http://www.gaa.com.au
https://www.galvanizing.org.nz/
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