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Foreword

This British Standard has been prepared by Technical Committee FME/9 to provide
Parti of a series of standards on requirements for coaiings on meials fasteners.

WARNING. This British Standard calls for the use of substances and/or procedures
that may be in.jurious to health if adequate precautions are not taken. It refers only to
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1

ohligationg relating to health and safety at anv stadge of manufacture or
iigations reiaiing {0 nealin and saiety at any stage of manuiacture

180,

En

Compliance with this British Standard does not of itself confer immunity
from legal obligations.

Summary of pages
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to 4, an inside back cover and a back cover.
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! metal IaST,eIIBI‘S and accessories.
This Part of BS 7371 specifies the requirements for
n

ized coatings. Other published Parts of
BS 7371 are oliows:
D
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S 7371 Part 1: 1851  Specification for general
reqwzmem%$ and selection

BS7371: Part4: 1994 Specification for

electroplated nickel,
nickel/chromium and
copper/nickel/chronium
cogatinas

VWLV

o
n
-3
W
|
-
g
]
3
-3
-
©
B
o

;

i binm £
Specification for

mechawically applied zinc
coatings

BS 7371 : Part 8: 1997 Specification for
sherardized coatings
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BS 7371 : Part9: 1996 Specification for phosphate
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Specification for organic
coalin, as
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Specification for zinc flake

non-etectrotytzcauy applied
cured coatings

Further Parts of the series to incorporate the
following are in preparation:
— Specification for electroplated tin and tin/lead
coatin; gs,;
- Specification for electroplated coatings for
special purposes;

- bpecmcanon for mechanically applied coatings
for apcucu Purposes.
The hot dipped galvamzed coating covered by this
Part of _S 737 for use on fasteners and

10wmg apply
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non-agressive environments);

b) a uniform coverage of parts of compiex shape
is required;

c) any risk of hydrogen embrittlement of high

) compatibility is re qulred with site structure:
RO |

and fittings which may also be galvanized;
AN n Aasnacen _.V.:..;_,._.A. gy =1
€) a daimage resistant coating would be

advantageous, particularly for assembly and use in
harsh environments.

Difficuities may arise during the nrocessing of

onvtain anamnAananta and wafananan b o e

certain components and reference to the coater is
recommended to enquire whether a difficulty exists
and whether it can be overcome by the use of
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specialized processing methods. T 'ypical diffic
mayv arise where:
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hardened faste“ne I'S Or components;
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2) the application 10 threaded fasteners without

additional thread allowance results in thread

interference on assembly see clause 7;
3) very smail or iight gauge parts with recesses

ad ananinl cangidanadiana

NCCh Speciai Consiaeravioris.
The coatings specified in this British Standard are
suitable for application to metal components such as

the following:

i) parallel threaded fasteners and accessories;
il) woodscrews (see for example

tor QHE/ clam
Part2: 1993).
NOTE 2. This Part of BS 7371 should be read in conjunctjon with

o mam

the requiremenis for coatings of BS 7371 : Part 1 General
requirements and selection guidelines.
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b) modification of internal threads to accept
standard size galvanized external threads;

r\\ asgsesement of corracion resistance of unused

of hydrogen embrittlement of high assessment of corrosion resistan unus
tensile steel fasteners is unacceptable; coaxed parts.
1) Al other Parts of BS 7371 should be read in conjunction with this Part.
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art of BS 7371 incorporates by dated or
undated reference, provisions from other
publications. These normative references are made
at the appropriate piaces in me text and the cited

nnhlbiecatinng ara ligtad An tha qgida hanls anvar T
PuUGsiCanions are 4siea on une uloxuc ua\/n Ccover. 1'ov

dated references, only the edition cited anplies: anv
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subsequent amendments to or revisions of the cited
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mcorporated in the reference by amendment or
revision. For undated references, the latest edition of
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pubiication appiies, together with any
en
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standard are listed on the inside back cover, but

reference should be made to the latest editions.

3 Definitions
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BS 7371 : Part 1.

3.1 hot dip galvanizing
The formation of a coating of zinc and/or zinc/iron
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molten zine,

3.2 hot dip gaivanized coating

A coating consisting of zinc/iron alloys usually
covered by a zinc topcoat obtained by hot dip
galvanizing.

ANOTE Mha bawens had Ao enleeneniend acmndden s o oo
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taken on the significant surface of the component,
3.4 average local coating thickness

The mean value of the local coating thicknesses
measured on one large componenti or on aii the
ramnanante in tha nnnd—vnl aomnla
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4 Application ana type oi coating
A1 Manmninmag amd swwn fumnoden avad
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pre-treated in accordance with clauses 4 and 5 of
BS7371: Part 1: 199
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The coating shall be matt to silver gre in
appearance and consist primarily of zinc and iron
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When specified by the purchaser (see 8f) the
lubricity of the coatmg shall be modified by the
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In cases ef dispute
referee method.
NOTE. Other coating thicknesses may be applied but they are

outside the scope of the standard and should be agreed betw:
UwSIGE Wi SCOPE G tn SanGara anGg snouG e agreea verween

supplier and user.
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Table 1. Minimum average local coating

TIICKIIESS

Component type Minimum average local coating
thickness
pm

Threaded 43

components

Other 43

components

bhonded coating
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Galvanized coatings actod nnder normal
coatings are protected unaer no

environmental weathering conditions by the
formation of a naturally occurring surface zinc oxide

natana Tha tacting af corracinn racictanca chall nat
MPailiia. 11T wWOoullyg ULl CULTUSIUIL ITIISLAliCT Sitadl 1iUy

be carried out by the use of the salt spray test as the
formation of the naturally occurring surface zinc
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6 Post treatments

Where specified post treatments shall be applied to
the coating they shall be fully documented (see 8c).
NOTE. These treatments may be in the form of a chromate,
passivation, lubricant, oil etc., however in the majority of uses the
application of a post treatment will be unnecessary.

If a chromate or passivation post treatment is
applied to hot dipped galvanized threaded
components then they should be lubricated to aid
assembly.

7 Thread gauging

7.1 Gauging after coating for threaded
fasteners or components

Due to the thickness of coating applied during the
galvanizing process it is not possible to gauge the
threaded fasteners with standard thread gauges.
7.2 Additional clearances for threaded
fasteners or components

When hot dipped galvanized threaded fasteners or
components have to be assembled together an
additional thread clearance shall be provided.

Standard diameter bolts shall he coatad from stock

LGl Q QAallitwel ARSIWT Sawda T LUQLTW AL Syl

and standard nuts shall be tapped oversize after
coating to provide the additional thread clearance
required. This additional thread clearance is 0.40 mm.

NOTE 1. When assembled the uncoated nut thread is protected
against corrosion by direct contact with the coating on the boit.

« nvntraw mnmaacshla thoandad
NOTE 2. It is recomamended that, wherever possible, threaded

fasteners or components that have to be assembled together are
sent for hot dip galvanizing at the same time to ensure that they

ahln +n ha nacarmibhlad famatlhan afae mmabiece
are able to be assembled together after coating.
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standard a.nd the following documented items shall
be satisfied before a claim of compliance with the
standard can be made and verified:

a) the number and date of this British Standard i.e.

BS 7371 : Part 6 : 1998;
b) if a special coating thickness is required;
c) the post treatment, if any is required;

d) the hardness and property class of the
component to be coated;

e) any additional information regarding limitations
of the process to be used;

f) if lubrication of the coating is required in

accordance with BS 7371 : Part 2 : 1993;
g) the significant surfaces if not as defined in
BS 7371 : Part 1;

h) any additional protection required for delivery
(see clause 8 and appendix D of BS 7371 :
Part 1: 1901).

ATT L)

A lubricated condition shall be designated by the
letter L after the designation (see 4.2)
Example

A hot dipped galvanized coating of average local
thickness 43 pm with added lubricant shall be
identified as BS 7371 : Part 6 : 1998 ZnGL.

) Markmg BS 7371 : Part6: 1998 on or in relation to a r\mr‘“r’f represents a manufacturer’s declaration of confo Tairns b or

1gdd aon or TOCUCT réprese:

claration of conformity, i.e. a claim by or

on beha]f of the manufacturer that the product meets the requirements of the standard. The accuracy of the claim is solely the
claimant’s responsibility. Such a declaration is not to be confused with third party certidication which may also be desired.

© BSI 1998



Annex A (normative)
Measurement of coating thickness

A.1 Local thickness ‘

NOTE. Where a local thickness is being determined, the
relationship between local and average thickness should be noted.
The iocai thickness shail be measured 'by one of the

PS Py Y
lllClz.llUuD \zUllbaJ.llCu Lll uu: luuuwu15 uuuau Old.llualu.b

- BS5411: Part 8: 1991.

— BS EN IS0 1463 : 1995.
- BS EN ISO 2117 : 1995.
: 1995,
The thickness shall only be measured on the

measuring area sho n figura A 1
measurmyg area snown Il Gguxe ALl

A.2 Referee test

In cases of dispute the gravimetfric method described
in BS 729 : 1971 shall be used.

A.3 Thicker coatings

Where agreed between the supplier and user, thicker
coatings shall be achieved by either shotblasting prior
to galvanizing or using silicon killed steels which

inavanana tha raantioits lnm-“mmn tha mnltan #ine and
AILITAOTS WIT LTOALULVEILY DTLYWUTIL WIC ILIVIWCIL Uiy allu

the base steel

Dby SLCE) QL 10 COIPONCIL W

Annex B (informative)

Hydrogen embrittlement

Hydrogen embrittiement may cause premature failure
of parts which are heat treated or cold worked to a

surface hardness of 320 HV and above or property

SUL2ALE QR NAITES 0L o5V 22V QIR QUOVT O pROpeilyy

class 9.8 and above. Most electrolytic and acidic
processes are liable to produce hydrogen
embrittlement and, although baking after pickling and
before coating will minimize the risk of failure, the
process cannot be guaranteed to be completely
effective,

f the riclr af failiira ic immaccentahle claaning and
41 Wi IISK OF 1aLUlT IS WiaClophalid, CiCalllliy andi

pre-treatment specifications such as abrasive blasting
should be used.

an
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ing area

Figure A.1 Measuring area for local coating thickness measurement on fasteners
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