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Using Hot-Rolled Sections Using Hollow Sections
i i i i Avoiding Distortion — Basic Design Rules
Hanging for Drainage Quality Thick + Thin = Distortion . g . . 9 . . . . -
ES Leave gaps between 1) Maximise the uniformity of heat transfer into and out 3) Avoid designs that require double dipping.
E Cleats and Flanges Zinc drips off causing spikes Thin sheet of the steel. _ o o Itis preferable to build assemblies and
All Cleats, d h surf a. Ensure venting and draining is adequate. This will sub-assemblies in suitable modules allowing
/ —— Gussets, and a very rough surface allow the article to be immersed in and withdrawn for quick immersion and galvanized in a single
Stiffeners to from the molten zinc as quickly as possible. dip so the entire article can expand and
have corners Heavy angle I . . L if |
sniped b. Minimise section thickness variations wherever contract uniformly.
possible in the fabrication. 4) Ensure the structural design of the item is
sufficient to support its own weight at 50%
2) Minimise thg effect of stresses while the article is in of the steel’s specified yield strength.
Angl the molten zinc. 5) Avoid using large areas of thin (under 8mm),
ngles ) . a. Use symmetrically rolled sections in preference to unbraced flat plate.
Natural drain to one point Where possible, angle or channel frames. -beams are preferred to 6) Use temporary bracing or reinforcing on

think 45 degrees! angles or channels. thin-walled and asymmetrical designs.

m End pl b d b. Ensure assembly and welding techniques minimise
—— e plates fo bevente stresses in components making up the article.

Overlapping Sections / / Standard HOIe Slzes
. CHS/Pipe SHS RHS
B
B
. <>
ili?CPE;z;r ggsliioned Hole size to be a minimum of Ai A
closelto 25% of the internal diagonal
corner Zinc Trap
Outside 1Hole 2Holes 4 Holes AxB 1Hole 2Holes 4 Holes AxB 1Hole 2Holes 4 Holes
Open Ends Preferred A Properly Drained Preferred B Centre Hole Unsatisfactory Moving Parts — Swinging Gate Dl(z-lmm':t)er @ (mm) @ (mm) & (mm) (mm) @ (mm) @ (mm) & (mm) @ (mm) @ (mm) & (mm)
Holes in one
REA ST @iy 20 269 10 10 10 20x20 10 10 10 50x25 14 10 10
General Rules for Overlapping Surfaces: 25 33.7 10 10 10 25 x 25 10 10 10 65 x 35 18 13 10
a. Overlapping surface areas under 10,000mm?
generally do not require venting. \/ 32 424 N 10 10 30x30 11 10 10 75x25 20 14 10
0000 anc 40,000rmm® ahlr e vented Angles
Wi:Eh 4 minirmum @1'0mm vent hole 40 48.3 12 10 10 P rEB 12 10 10 75 x 50 25 16 1
2 1 i |
¢. Above 40,000mm? in overlapping surface area, 50 603 15 11 10 40x40 14 10 10 100x60 30 20 14
the vent holes shall be minimum @12mm.
d. When the overlapped surface area reaches Channels
250,000mmz, vent holes shall be minimum ‘ _ _ 65  76.1 19 13 10 50x50 18 13 10 125x75 40 30 18
©20mm and progressively placed every Open Ends Preferred A Opposite Drain Holes Preferred B Centre Hole Unsatisfactory
250,000 mm?, 80 889 22 16 11 65x65 25 16 11 150 x50 40 30 20
For designs with intermittent welds the space No special venting or
between overlapping surfaces of two draining .pr(;ws\gns 90 101.6 25 18 13 75 x 75 25 19 13 150 x 100 45 35 25
components shall be at least 2.6mm. SO IR X DEErmaT
o (e 100 1144 30 20 14 89x89 35 22 16 200 x 100 60 40 30
hole required to
check internal venting 1256 139.7 85 25 17 90 x 90 85} 25 16 260x 160 75 b5 40
Large Overlapping Areas Snipe Guide (min @10mm)
Nominal Snipe Size T/ 150  165.1 45 30 22 100 x 100 35 25 18 300x200 90 65 45
Example: Section (mm) Radial
Corobees . Opan Mired Clearance 1683 45 30 22 125x125 45 35 22 350%250 110 80 55
150 to 250 25x25 fabrications cannot
above 250 30x30 be galvanized . . 219.1 55 40 30 150 x 160 55 40 30 400 x200 115 80 60
Open Ends Recommended minimum radial clearance
Angl izil
Tl . before galvanizing 2731 70 50 35  200x200 75 50 35  400x300 125 90 65
above 150 30x30 Shaft or spindle size Minimum radial
UE (mm) clearance 3239 85 60 40 250 x 250 90 65 45 Note: ‘1 hole’, ‘2 holes’ and
up to 250 25x25 Purpose of Venting and Draining (mm) "4 holes” means the number
above 250 30x30 <210 10 355.6 90 65 45 300 x300 110 75 55 of holes in each otherwise
unopen end.
O | uc X X / = @101t0 < 230 20 4064 105 75 55  350x350 125 90 65
rogressive vent up to 200 25x25
holes required. above 200 30x30 > 030 2.5
Hole size to be equal R . . . 457 115 85 60 400 x 400 145 100 75
or greater than steel ) Note: Some fettling may be required after galvanizing to
e, Wi &) (For the smaller sections, a enable parts to be free moving.
minimum o10mm hole is the more preferred 508 130 90 65
option for venting)
Identification Markings : . : ies
/ Permanent identification Sealed Unit One Hole Two Holes AL e
fiecommended EieeE gre: lSuzertheateld el inside W'llllf\l/entt steam but unit Allgvtvs;mt tlo Ve.”‘gf?d q(;a'n \ Vent and drain Designs which will provide the highest quality Designs which will need special consideration to
Heavily embos_sed markings eads to explosions will floa ng Ocin e galvanized inside MRl HDG finish are: provide the highest quality HDG finish are:
C\L/Jnl(c;hzd ma:.qngs and stanchions * Modules within a single plane (straight sections). * Handrails with multiple planes (corner or bent
¢ Welded markings " ) A sections) so that some parts of the handrail vent
. . o Hole Position Hole Size O Modular designs that can be bolted together e o ‘?h it
emporary identification S e s e T J Vini hole size | on-site. an rﬁm Zoylve_i_rh an o f(fers par s| vk\)/; hn e
T * Holes should be placed as * Holes should be orientate; * Minimum hole size is - -« . . . ) same handrail. This can affect available hanging
use of heavily err?bossed rgeta\ tags close to corners and/or in the same plane as the 210mm b\i:%i \\/sir;ltaelllr;%vdtrsénz?:cliz |H;:vefreoelllov;/nsde:*i[:c;r;s el dlio o iy v 2T G CEs e And
- I connections as practical. fabrication. . i S . Y bath size restrictions which could reduce
generally attached to the article via wire. Hole diameters should be escape from inside the article i i
. i ’ coating quality.
Oty loeome GElvaREIeE fEeemEm ° Holes must be located as * Holes should not be located at least the same size as . . ) o
wat)ér—based %aints/magrking pens close to the high and low in the centre of end plates the steel thickness. N Isrl;enrg:ilo\r/]eir;tlrr;g 1_(1)ifreaz|j| irfa*llhgorg:?:usn?(s:f:tiiuousl * Vent and drain holes that are internal will need
base b points of hollow sections as and connections. * Having bigger holes (where :;\ e e staqnchion v to be verified through the use of external
Identification methods not acceptable: possible to prevent air locks,  « Holes should be diagonally feasible) is always better for ' inspection holes.
5o D * Oil-based paints/marking pens entrapment of pre-treatment opposed where possible. the galvanizing outcome. «
PAINTS * Stickers chemicals and zinc puddling. %




