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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.

The procedures u ] ] led ) 3
descrfbed in the [SO/IEC Directives, Part 1. In particular, the different approval criterian
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Steel sheet, aluminium-silicon alloy-coated by the
continuous hot-dip process, of commercial and drawing
qualities

1 Scope

This flocument is applicable to the minimum requirements for steel sheet, in coils and| cut lengths,
metallic-coated by the continuous hot-dip process, with aluminium-silicon alloy coatin’g.

The product is intended for heat-resisting applications and also where both-corrosion and heat
resistance are required.

The dteel sheet is produced in a number of quality designations and grades, coating mass, surface
treatments and coating finish conditions to be compatible with differing.application requirements.

2 Normative references

The fpllowing documents are referred to in the text in such a way that some or all of their content
constjtutes requirements of this document. For dated réeferences, only the edition cited applies. For
undafed references, the latest edition of the referenced document (including any amendménts) applies.

ISO 6853 (all parts), Reagents for chemical analysis
[SO 6892-1, Metallic materials — Tensile testing =- Part 1: Method of test at room temperatule
ISO 7438, Metallic materials — Bend test

[SO 16163, Continuously hot-dipped coatéd steel sheet products — Dimensional and shape tolerances

3 Terms and definitions
For the purposes of this document, the following terms and definitions apply.

ISO apd IEC maintainferminological databases for use in standardization at the following pddresses:

— I$0 Online brewsing platform: available at https://www.iso.org/obp

— 1EC Electropedia: available at http://www.electropedia.org/

3.1
comnrerciat
base-metal quality intended for general fabricating purposes where sheet is used in the flat condition,
or for bending or moderate forming

3.2
drawing
base-metal quality intended for parts where drawing or severe forming may be involved

3.3
deep drawing
base-metal quality intended for parts where severe forming or severe drawing may be involved

© IS0 2019 - All rights reserved 1
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deep drawing aluminium killed
base-metal quality intended for fabricating parts where particularly severe drawing or forming may be

involved

3.5

extra-deep drawing stabilized
base-metal quality intended for applications where maximum formability is required by applying
interstitial free steel

3.6

interstitial free steel

IF steel
extra-low-ca
elements

Note 1 to entr]

3.7
differential
coating delib

3.8
breakage al
agreed upon

3.9
coating mas
total amount

3.10
normal spa
coating for
solidification]

3.11
skin pass
light cold rol

Note 1 to enty
coil breaks, st

Note 2 to entr]

3.12

lot

up to a speci
condition

3.13

l’bon steel in which all interstitial elements are combined with titanium and/orequiy
y: Interstitial free steel is sometimes referred to as stabilized steel.

coating
erately produced to have a different coating mass (3.9) on each sturface

Jowance
level of acceptable die breakage not subject to claim

S
of coating on both sides of the sheet, expressed in grams per square metre

gle
d as a result of the unrestricted growth of aluminium-silicon alloy crystals during n

ing of the product

y: The purpose of-the-skin passing is one or more of the following: to minimize the appeard
retcher strains and-fluting; to control the shape; and to obtain the required surface finish.

y: Some incfiease in hardness and some loss in ductility will result from skin passing.

ralent

brmal

nce of

ied)quantity of steel sheet of the same designation rolled to the same thickness and c

ating

smooth finish
smoothness produced by skin-passing the coated material in order to achieve an improved surface

condition as

4 Dimen

compared with the normal as-coated product

sions

4.1 Aluminium-silicon alloy-coated steel sheet is produced in thicknesses from 0,40 mm to 3,0 mm
inclusive and in widths of 600 mm to 1 500 mm in coils and cut lengths. Aluminium-silicon alloy-coated
sheet less than 600 mm wide, slit from wide sheet, is considered as sheet.

© ISO 2019 - All rights reserved
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4.2 The thickness of aluminium-silicon alloy-coated steel sheets may be specified as a combination
of the base metal and metallic coating, or as base metal alone. The purchaser shall indicate on the order
which method of specifying thickness is required. In the event that the purchaser does not indicate any
preference, the thickness as a combination of the base metal and coating will be provided. Annex A
describes the requirements for specifying the thickness as base metal alone.

5 Conditions of manufacture

5.1

Steelmaking

Unlesmfflﬁ_k_m ETWISE agreed Dy the Interested parties, the processes used in making the|steel and in
manufacturing aluminium-silicon alloy-coated sheet are left to the discretion of the manyifacturer. On

requgst, the purchaser shall be informed of the steelmaking process being used.

5.2

The c

5.3

5.3.1

An ar

the r

availd

2 sha

Chemical composition

Chemical analysis

Heat analysis

1 be included in the report of the heat analysis. When the amount of copper, nickel,

molylbdenum present is less than 0,02 %, the analysis may be reported as “<0,02%".

5.3.2

Apro
and s

Product analysis

nall take into consideration.any normal heterogeneity. The product analysis shall be i

with Tables 2 and 3.

Table 1 — Chemical composition (heat analysis)

hemical composition (heat analysis) shall conform to the requirements given in Tabld

d
QD
=
Q.
N

alysis of each heat shall be made by the manufacturer in order to determine conformity with
bquirements given in Tables 1 and 2. On request;’a report of the heat analysis shall be made
ble to the purchaser or the purchaser’s representative. Each of the elements listed in|Tables 1 and

rthromium or

Huct analysis may be made by the-purchaser in order to verify the specified analysis df the product

h accordance

Mass fractions in percent

Basée-metal quality C Mn P S Ti
Desjgnation Name max. max. max. max. max.
01 Commercial 0,15 0,60 0,05 0,03p —
02 Drawing 0,10 0,50 0,04 0,03p —
034 Beep-drawing 008 045 0,03 0,03 —
04a Deep drawing aluminium killed 0,06 0,45 0,03 0,03 —
05a Extra-deep drawing stabilized 0,02 0,25 0,02 0,02 0,15
a  Interstitial free steel may be applied (see 5.4.3).
© IS0 2019 - All rights reserved 3
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Table 2 — Limits on additional chemical elements

Mass fractions in percent

Cua Nia Crab Moab Nbc¢ ved Tic
Element
max. max. max. max. max. max. max.
Heat analysis 0,20 0,20 0,15 0,06 0,008 0,008 0,008
Product analysis 0,23 0,23 0,19 0,07 0,018 0,018 0,018

a  The sum of copper, nickel, chromium and molybdenum shall not exceed 0,50 % on heat analysis. When one or more of
these elements are specified, the sum does not apply, in which case only the individual limits on the remaining elements apply.

b The sum of chromium and molybdenum shall not exceed 0,16 % on heat analysis. When one or more of these elements
are specified, e sunmTdoes IOt apply; Tmwittchrcase, oty the tmatvidua s o the Tenmatmng elements apply——

¢ For interstitial free steels only, the value of 0,15 % titanium, and 0,10 % maximum for niobium and vanadiim are
acceptable to gnsure that the carbon and nitrogen are fully stabilized.

d  Heat analysis greater than 0,008 % may be supplied after agreement between producer and purchasér.

Table 3 — Product analysis tolerances for Table 1

Mass fractions in percent

Element Maximum of specified element Tolerance ©ver maximum specified
C 0,02 0,01
0,15 0,03
Nin 0,60 0,03
P 0,05 0,01
S 0,035 0,01
NOTE The ab¢ve maximum tolerance is the allowable excess over.tlie requirement of heat analysis shown in Table 1|

5.4 Mechanical properties

5.4.1 Ordé¢ring conditions

Aluminium-dilicon alloy-coated steel sheet of designations 02 and 03 are supplied under either pf the
following twp ordering conditions.

a) Ordering condition A: steel sheet mechanical properties shall, at the time the steel is made avdilable
for shipment, satisfy theZapplicable requirements of Table 4, when they are determined op test
pieces obtained in accgrdance with the requirements in Clause 7. The values specified in Tabld 4 are
applicable for the periods indicated in Table 5 from the time that the steel is available for shipment.

b) Ordering condition B: steel sheet, ordered to make an identified part, shall be supplied| with
itment~for satisfactory manufacturing performance within an established brepkage
allowange_which shall be previously agreed upon by the interested parties. In the agreement, the
part narnre, i tcatt i i tcher
strain or fluting) shall be specified.

In the case of ordering condition B, mechanical properties of the steel sheet may also be agreed upon
by the interested parties and such properties may not necessarily satisfy the requirements of Table 4.

5.4.2 Fabrication qualities

Aluminium-silicon alloy-coated steel sheets are available in several fabrication qualities: commercial,
drawing, deep drawing, deep drawing aluminium killed and extra-deep drawing stabilized.

4 © IS0 2019 - All rights reserved
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5.4.3 Interstitial free steel

Stabilized interstitial free (IF) steel is applicable to orders for designations 03, 04 and 05; provided that
the purchaser is informed of the substitution and that related shipping documents reflect the actual
material shipped.

Table 4 — Mechanical properties

A
Base-metal quality mReL a mRm b min.c d n
ax. ax. 0 min.def | min, def
Designation Name MPa MPa Lp=80mm |Lg=50mm
D1 Commercial — — — — —+ —
)2 Drawing 340 430 30 31 —+ —
D3 Deep drawing 300 410 34 35 —+ —
4 Dgep drawing aluminium 270 410 36 37 | .
killed
5 E’Z‘éga‘d“p drawing stabi- 250 380 38 38 | 017

Re1, =[lower yield strength

Ry =[tensile strength

A =|percentage elongation after fracture
Lo =[gauge length of original test piece

r =[ndex of drawability of the product

n =|ndex of stretchability of the product
1 MP3 =1 N/mm?2

NOTH 1 For products produced according to performance criteria (ordering condition B), the typjcal mechan-
ical pfoperties presented here are non-mandatory. For products specified according to mechanicafl proper-
ties (prdering condition A), the purchaser may negotiate with the manufacturer if a specific range| or a more
restrictive range, is required for the'application. When agreed to, such values may be specified.

NOTH 2 With the exception of feotnote c and d; these typical mechanical properties apply to the flull range of
steel pheet thicknesses. The'yield strength tends to increase and some of the formability tends to flecrease as
the sheet thickness decreases.

a The values apply 16,02 % proof strength when a definite yield phenomenon is not present, othefwise to the
lower] yield strength(ReL).

b Thp minimum tensile strength for qualities 02, 03 and 04 would normally be expected to be 27( MPa. For
desigh purposes, the lower limit for R, may be assumed to be 140 MPa for grades 01, 02, 03, 04, ahd 120 MPa
for grlade€05. All tensile strength values are determined to the nearest 10 MPa.

¢ Formaterials of thickness up to and including 0,6 mm, the elongation percentages in this table dhall be re-

duced by 2.

d r and n values are only applicable to thickness 20,5 mm. For thickness >2,0 mm, the r value is reduced by 0,2.

e r canalso be written as r-bar and n can also be written as n-bar.

f r and n values may be modified or excluded from this specification, by agreement between the producer
and the purchaser.

© IS0 2019 - All rights reserved 5
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Table 5 — Applicable period for values specified in Table 4

Designation Period
01 Not applicable
02 8 days
03 30 days
04 6 months
05 6 months

5.5 Coating

5.5.1 Silicpn content

The aluminifim-silicon alloy used for coating normally has between 5 % and 11 % silicon added to
promote betfer adherence and heat resistance.

5.5.2 Coatiing mass

The coating mass limits shall conform to the limits for the designations shéwn in Table 6. The cgating
mass is the tptal amount of coating on both sides of the sheet, expressed-tfgrams per square metre. The
interested parties shall agree upon the coating mass of differentiallyy coated products. If a maxjmum
coating masq is required, the manufacturer shall be notified at the time of ordering.

5.5.3 Coatiing adherence

Aluminium-dilicon alloy-coated steel sheet shall be capable‘of being bent in any direction, in accorflance
with the mahdrel diameter requirements of Table 7, without flaking of the coating on the outsjide of
the bend. Flgking of the coating within 7 mm from(the edge of the test piece shall not be a cauge for
rejection.

Table 6 — Coating mass (total both sides)

Minimum check limit
Coating ass designation Trlple-sp;)t test Slngle-spgt test

g/m g/m
AS040 40 30
AS060 60 45
AS080 80 60
AS100 100 75
AS120 120 90
AS150 150 115
AS200 200 150
AS300 300 240
NOTE 1 Because of the many variables and changing conditions that are characteristic of continuous aluminium-silicon
coating, the coating mass is not always evenly divided between the two surfaces of an aluminium-silicon-coated sheet;
neither is the aluminium-silicon coating evenly distributed from edge to edge. However, it can normally be expected that
not less than 40 % of the single-spot check limit will be found on either surface.
NOTE 2 The coating thickness can be estimated from the coating mass by using the following relationship: 100 g/m?2 total
mass both sides = 0,033 mm total thickness both sides.

6 © IS0 2019 - All rights reserved
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Table 7 — Coating adherence — Bend test mandrel diameter

ckness of steel sheet, in millimetres

Base-metal quality Coated metal - 180° bend mandrel diameter, mm
Coating designation
Desi . Grad e<1,25 e=21,25
t
esignation rade 25200 25200
Up to AS120| AS150 Up to AS120| AS150
AS300 AS300
01 Commercial la 2a 2a 2a 3a 3a
02, 03624’ and Drawing la 2a — 3a 3a —
a = thjckness of bend-test piece, in millimetres

5.6

The product is suitable for welding if appropriate welding conditions are sé€lected with spe

to thd

5.7
The d

with
to an

5.8

5.8.1

A che
hazar

treatment are limited and if a shipment is received wet, the material shall be used immediatg

5.8.2

When
and s

NOTE
furthg

5.9

oating finish of aluminium-silicon alloy-coated steel shéet is either a normal, as-cq
inrestricted spangle growth, or a skin passed, surfacethat has improved smoothng

Weldability

heavier coatings.

Coating finish condition

hs-coated surface.
Surface treatment

Mill passivation

mical treatment is normally applied:to aluminium-silicon alloy-coated steel sheet to
d of wet-storage staining during shipment and storage. However, the inhibiting charact

Oiling

specified, aluminiumi-silicon alloy-coated steel sheet as produced shall be oiled to pre
Cratching of the-soft surface during handling or shipping and to minimize wet storage

When aluminium-silicon alloy-coated steel sheet has received a passivating treatmg
r minimiZe'the hazard of wet storage stain.

Coated coil joining

Fial attention

ated surface
ss compared

minimize the
bristics of the
ly or dried.

vent marring
stain.

nt, oiling will

Continuous coil coating lines use various methods to join coil ends. These methods include lap welding,
butt welding, and stitching. The shipment of coils containing the joined coil ends shall be permitted if
agreed upon between the purchaser and manufacturer.

5.10

Dimensional and shape tolerances

5.10.1 Dimensional and shape tolerances applicable to aluminium-silicon alloy-coated steel sheet
shall be as specified in ISO 16163. The tolerances for thickness apply to products whose thickness is a

comb

ination of base metal and coating thickness.

5.10.2 When base metal thickness is specified, the thickness tolerances of ISO 16163 shall apply to the
product thickness calculated in accordance with Annex A.

© IS0 2019 - All rights reserved
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6 Sampling

6.1 Tensile test

When required, one representative transverse sample from each lot of 50 t or less for shipment shall be

taken for the

tensile test to verify conformity with the requirements of Table 4.

6.2 Coating tests

6.2.1 Coating mass

6.2.1.1 Th¢
the lot of ma

6.2.1.2 Thd
300 mm in I
position and
specimen sh3

6.2.2 Trip

The triple-sy
accordance

6.2.3 Sing

e producer shall develop a testing plan with a frequency sufficient to adequately charac
erial and to ensure conformity with specification requirements.

e purchaser may conduct verification tests by securing a sample piecelof approxin
Eength by the as-coated width, and cutting three test specimens, one.frem the mid-

1l be 1 200 mmZ.

le-spot test

vith 6.2.1.

le-spot test

The single-spot test result shall be the minimum coating'mass found on any one of the three spec

used for the
test only.

6.2.4 Coa
One repres

less for shipn
side edge. Th

7 Testm

7.1 Tensil

The tests shi
pieces shall

)

nent. The specimens for'the coated bend test shall be taken not closer than 25 mm from the

triple-spot test. Material that has been:slit from wide coil shall be subject to a singlg

ng adherence

tative sample for the codting-adherence bend test shall be taken from each lot of 5

e minimum width ofithe test specimen shall be 50 mm.

pthods

e test

one from each side, not closer than 25 mm to the side edge. The-minhimum area of

ot test result shall be the average coating mass found. on the three specimens tak

terize

hately
width
each

en in

mens
2-spot

0 tor

e test

l-be conducted in accordance with the methods specified in ISO 6892-1. Transvers

e-metal

thickness shall be used to calculate the Cross- sectlonal area needed for the tensﬂe test however for
orders specifying thickness “as base metal only”, there are two permissible methods for determining
the base-metal thickness.

a)

substrat

b)

e of a specimen where the coating has been removed.

Option A — Determination of the actual base-metal thickness through direct measurement of the

Option B — Calculation of the base-metal thickness, by subtraction of the equivalent coating

thickness for the appropriate coating designation included in Annex A from the actual coated
thickness of the test specimen.

© ISO 2019 - All rights reserved
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7.2 Coating properties

7.2.1 Coating mass

The manufacturer shall conduct tests using methods deemed necessary to ensure that the material
conforms with the requirements shown in Table 6. Determination of coating mass shall be conducted in
accordance with either one of the two methods described in Annex B.

7.2.2 Coating adherence

Bend tests shall be conducted in accordance with the methods specified in ISO 7438.

8 Designation system

8.1 |General

The designation system includes the coating name, coating mass, coating finish condition, surface
treatinent and base-metal quality.

8.2 |Coating designation

The lgtters AS are used to indicate the aluminium-silicon allpy coating.
8.3 [Coating mass

8.3.1| The coating mass designations are AS040, AS060, AS080, AS100, AS120, AS15(, AS200 and
AS300, as indicated in Table 6.

8.3.2| The coating is expressed as the.fotal mass on both surfaces, in grams per squarg metre. The
coating mass specified should be compatible with the desired service life, the thickness of the base metal,
and with the forming requirements involved.

NOTE For differential coatings/ the coating mass of each surface, which is based on the agreement of the

interepted parties, is shown in the order of top surface and bottom surface. An example of a diffefential coating
designation is AS200080NG02 (see 8.7.2).

8.4 |Coating finish)condition
The cpating finish condition designations are as follows:

— N: as,coated finish, no skin pass;

— Stsmooth finish with skin pass.

NOTE1 The normal spangle is the “as-coated” condition and the smooth finish is achieved with a skin pass.

NOTE 2  End-use applications can require negotiation between the supplier and the consumer to establish
specific surface requirements.

8.5 Surface treatment

The surface treatment designations are as follows:
— C: mill passivation;

— 0O:oiling;

— CO: mill passivation and oiling.

© IS0 2019 - All rights reserved 9
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8.6 Base-metal quality

The base-metal quality designations are as follows:

01: commercial quality;

02: drawing quality;

03: deep
04: deep

drawing quality;

drawing aluminium killed quality;

8.7 Exam

8.7.1 Anej
the following

AS: alum

............

bles

components:

inium-silicon alloy coating;

080: coafing mass;

S:skinp
C:mill p

hssed;

hssivation;

01: cominercial quality.

8.7.2 An e
the top surfj
components;

9

AS: alum
200: coa

kample for differential coatings is AS200080NC02. The standard designation woul
ice before the bottom surface. This designation is obtained by combining the foll

inium-silicon alloy coating;

Ling mass top surface;

080: coaking mass bottom surface;

N: as co4d
C:mill p
02: draw

Retests

ted finish, no skin.pass;
hssivation;

ing quality.

rample of a complete designation is ASO80SCO01. This designation is obtained by combining

| give
bwing

9.1 Machining and flaws

If any tensile test piece shows defective machining or develops flaws, it shall be discarded, and another
test piece shall be substituted.

9.2 Elongation

On any tensile test, if any part of the fracture is outside the middle half of the gauge length as scribed
before the test, the test shall be discarded, and a retest carried out.

10
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Additional tests

If any test does not give the specified results, two additional tests shall be conducted on samples
selected at random from the same lot. Both retests shall conform to the requirements of this document;

other

wise the lot shall be rejected.

10 Resubmission

10.1 The manufacturer may resubmit, for acceptance, the products that have been rejected during
earlier inspection because of unsatisfactory properties, after the rejected products have been subjected to

a suit
In thi

10.2
requi

11 V

11.1
sheet

11.2
impel

11.3
readil

it is the responsibility of the manufacturer té6.provide a product that meets the requiremer

condi

12 1

12.1

that i
work
the st

12.2

propé
that t

nbtetreatmrent {egsetection; ieat treatment);, which o request;, with be imdicatedtot
5 case, the tests should be carried out as if they applied to a new lot.

The manufacturer may present the rejected products to a new examination for, confor
rements for another quality.

Vorkmanship

The surface condition shall be that normally obtained for aficaluminium-silicon alloy
product.

The steel sheet in cut lengths shall be free from quantities of laminations, surface fla
fections that are detrimental to the final product.etcto subsequent appropriate proces

Processing for shipment in coils does not @fford the manufacturer the opportunit
y or to remove nonconforming portions, as‘can be carried out on the cut length prodi

fion that is normally obtained on aluminium-silicon alloy-coated steel sheet products.

hspection and acceptance

Although not usually required for products covered by this document, when the purch
hspection and tests:for acceptance shall be observed prior to shipment from the m
, the manufacturershall afford the purchaser’s inspector all reasonable facilities to dg
pel is being furhished in accordance with this document.

Steel that)is reported to be nonconforming after arrival at the user’s works shall
rly and-correctly identified, and adequately protected. The manufacturer shall be not
he reported nonconforming material may be properly investigated.

1e purchaser.

ity with the

-coated steel

ws and other
sing.

y to observe
ict. However,
nt for surface

hser specifies
hnufacturer’s
termine that

be set aside,
fied in order

13 Coil size

When steel sheets in accordance with this document are ordered in coils, a minimum or range of
acceptable inside diameter(s) (ID) shall be specified. In addition, the maximum outside diameter (OD)
and the maximum acceptable coil mass shall be specified.

14 Marking

Unless otherwise stated, the following minimum requirements for identifying the steel shall be legibly
stencilled on the top of each lift or shown on a tag attached to each coil or shipping unit:

a) the manufacturer’s name or identifying brand;

© IS0 2019 - All rights reserved
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b) the number of this document, i.e. ISO 5000:2019;

c) the quality and grade designation;

d) the coating designation;

e) the order number;

f) the product dimensions;

g) the mass;

h) the bundleor coil numher

15 Informlation to be supplied by the purchaser

To specify r

include the fpllowing information:

dimensigns: for cut lengths: thickness (combination of base metal and coating or base metal 3

pquirements adequately in accordance with this document, enquiriescand orders

ce to this document, i.e. ISO 5000:2019;

e and designation of the material, i.e. steel sheet, aluminium-silicon alloy-coated, c(
hting finish condition, surface treatment and base metal quality (see Clause 8);

ngth and bundle mass, and the total quantity required; for coils: thickness (combinat
Fal and coating or base metal alone), width, mininddm or range of inside diameter, ot
[, and the maximum acceptable coil mass, and the'quantity required;

When the base metal alone is specified, see Anfrex A.

When the method of specifying thicknéess’is not indicated, the combination of base met
ill be provided.

cation (name of part), if available;

Identification of the application provides the opportunity to assess the compatibility
vith the ordered quality ahd“coating designation. Proper identification of the part can ing
condition A or B-(se€ 5.4.1);

inish condition(see 5.7);

mill passiyated or not (see 5.8.1);

oiléd'or not (see 5.8.2);

shall

ating

lone),
ion of
tside

al and

of the
lude a

bn of the part or a visualexamination of a submitted part and/or prints, or any combination thereof.

—

1 - 1 e L 2 40 1 1 - 1 o L : 1
LU IIEAU dIIdly SIS [STC J.0.1 ) AU HTITUIAITIIU AL PIOPET LTS, 11 TTYUIT U,

inspection and tests for acceptance prior to shipment from the producer’s works, if required (see

a) areferer
b) the nam
mass, co
c)
width, l¢
base me
diamete
NOTE 1
NOTE 2
coating w
d) theappl
NOTE 3
end use Y
descripti
e) ordering
f) coating f
g) whether
h) whether
i) therepo
j)
Clause 12).
EXAMPLE

An example of an ordering description is as follows:

ISO 5000:2019, steel sheet, aluminium-silicon alloy-coated, drawing quality, designation AS120S02, ordering
condition A, 1,0 (base metal alone) x 1 200 mm x coil, 20 000 kg, exhaust pipe tubing, #6201.

12
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Annex A
(normative)

Orders requiring base-metal thickness

ISO 5000:2019(E)

When specified by the purchaser, the ordered thickness shall be the base-metal thickness. In these
cases, the product thickness shall be calculated as the base-metal thickness + the equivalent coating

thickessforeactrsurface (see Tabte A L) of the coating, as imdicated I Figure At THICRIESS tolerance
table§ apply to the product thickness.
4
2
I  J R TN '
A A }
1 3
p 4
 J  J Y
Y i D ) VA T B
T [}
2
Key
1  product thickness
2 efuivalent coating thickness
3 bpse-metal thickness
4 thickness tolerance

Figure Ail — Calculation of the product thickness

Table A1 — Equivalent coating thickness - total both sides

Coating &8 designation Equivalent coating tl;li;:nkness for calqulation
AS040 0,022
AS060 0,033
AS080 0,044
AS100 0,056
AS120 0,067
AS150 0,083
AS200 0,111
AS300 0,167

© IS0 2019 - All rights reserved
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