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John O’Connor and Associates Pty Ltd PO Box 329

{ABN 39093650241) Coorparoo QLD 4151

Telephooe: 07 33421921

Facsimite: 07 33421931

Mobile: 0411252481

Email: jmoconnor@optusnet.com.au

23 May 2012

Mr Geoffrey Gleeson

Director, Operations 3

Intemational Trade Remedies Branch

Australian Customs and Border Protection Service
Customs House

5 Constitution Avenue

CANBERRA ACT 2601

Dear Mr Gleeson
Public Flle

ATM Correspondence 2012/18 - HSS exported from China, Korea, Malaysla, Talwan and
Thailand - Investigation No. 177 - Like Goods

A recent submission by the ASA has suggested that certain Hot Dipped Galvanized ("HDG") HSS is
not avaitable for supply in Australia from local production. In particular it is suggested that air-blown
and straightened HDG should be excluded from proposed measures as recommended in SEF No.
177.

OneSteel ATM takes this opportunity to address these assertions.

Itis OneSteel ATM's view that any examination of 'like goods’ must be based on fundamental product
criteria that directly affects the substitutability of the goods. It has been claimed that HDG that cannot
be “air-blown” or *straightened” cannot be supplied from local production.

As Customs and Border Protection ("C&BP") is aware, OneSteel ATM continues to offer and supply
HDG CHS from local supply, with the galvanizing function outsourced to external providers. This is
not unique and it is noted that Alpine (Malaysia) and Pacific (Thailand) similarly outsource HDG
functions.

Product Straightness

OneSteel ATM continues to supply HDG CHS product to AS1163 and both AS1074 and AS1163 in
Medium/Heavy gauges. Only AS1163 specification carries a straightness tolerance (1 in 500) for
CHS sections.

Imported HDG CHS product more often than not is quoted as being compliant with BS1387 (an
obsolete British Standard). As C&BP is aware, BS 1387 was identical to AS 1074 and does not have
a tolerance for straightness. Refer Non-Confidential Attachment 1.

OneSteel ATM continues to have product straightening equipment on the Acacia Ridge site should it
be necessary to re-straighten HDG CHS post-Galvanizing.
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Galvanlzing thickness/corrasion performance

Based on the attached standards and specifications from Industrial Galvanizers {Refer Non-
Confidential Attachment 2) the average thickness of Zinc applicable for ATM HDG CHS product
Galvanized externally ranges from 380gm/m*2 to 500gm/m~2 average Z2inc thickness (depending on
wall thickness).

OneSteel ATM HDG CHS has historicaly (pre-Acacia Ridge mothballing) and continues to be
promoted as a product with a minimum zinc thickness of 300gm*2. This continues to be achieved
through externally sub-contracted galvanizing.

OneSteel ATM's previous testing of imported HOG has revealed a wide range of zinc thicknesses
historically. The attached table contains xx test results over an extended period of time with zinc
thicknesses ranging from 213 gm/m*2 to 1260 gm/m"2. Average internal coating thicknesses on
samples measured was xxxgm/m*2. Refer Confidential Attachment 3

Prior to OneSteel ATM mothballing its galvanizing facility at Acacia Ridge it had been common
practice for OneSteel ATM to have pipe Galvanized externally at both Newcastle and Brisbane as
required.

Conclusion

OneSteel ATM considers that locally produced HSS is a like good to imported HSS and that C&BP

should disregard claims for the exclusion from measures of certain HDG (i.e. air-blown and
straightened HSS).

If you have any questions concerning this letter please do not hesitate to contact me on (07) 3342
1921.
Yours sincerely

]S‘«—\ (Lone”
¢

John O'Connor
Director

Cc Stephen Porter, General Manager Sales — OneSteel Manufacturing
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8 MANUFACTURING TOLERANCES

8.1 General

PUBLIC

ASINZS 1163:2009

Tolerances and limits on the dimensions and mass of cold-formed hollow sections shall

conform with the values given in—
(a) Table 3. for shape and mass;
(b)  Table 4. for external comer profiles: and
(¢c)  Table 5. for length.
Where relevant. Tables 3, 4 and 5 shall be read in conjunction with Clause 8.2.
The internal corers of square and rectangular hollow sections shall be rounded.
NOTE: The internal corner profile is not specified.
TABLE 3
TOLERANCES FOR SHAPFE AND MASS

Characteristic Circular hollow sections

Square and rectangular hollow sections

Externa! dimensions
(de. dand b)

+1%, with 3 minimum of 0.5 mm
and a masximum of £10 mm

*+1%. with minimum of 20.5 mm

Thickness (1} For d, £ 406.4 mm: =10%

Fard, > 406.4 mm: +10%
110% with a max of 22 mm

Oul-of-roundness (o) 2% fur holtow sections having a —
diameter 1o thickness ratin not

cxceeding 100 (see Note 1)

Max. 0.8% or 0.5 mm,
whichever is greater

Concavily/convexity _
{sce Note 2)

Squareness of sides — 20°t1°

External corner profile - See Table 4

Twisl (v) — 2 +0.5 mm/m length

Straightness
{sce Note 3)

0.20% of total length 0.15% of 1otal length

Mass (i) per unit length

Noi less than 0.96 times the specified mass (Note 4) on individual lengihs

NOTES:

I Where the dismeter (o thickness ratio exceeds 100, the lolerance on out-of-roundness becomes the

subject of agreement between the manufacturer and purchaser.

The straightness tolerance applies to straighiness in ony one plane.

- uow

Clausc 6.

TABLE 4
EXTERNAL CORNER PROFILE

Perimeter External corner profile
{¢y. ¢y or r,) (see Note)
mm mm
Fquivalent 1o 50 x 50 or Jess 1.5110 3.0t
Fyuivaleni to greater than 50 x 50 1.8110 3.0t

NOTE: The sides need not be tangeniial to the corner arcs.

COPYRIGHT

The tolerance on convexity and concavily is independent of the tulerance on external dimensions

In Jieu of any other requirement. the specified mass is considered to be the nominal mass as noted in

é—— g_““bl,k,.;n

Tderance
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This Australian Standard was prepared by Committee WS4, Steel Pipes and Fittings- Water
end Gas. It was approved on behalf of the Council of Standards Australia on 8 February 1989
and published on 10 April 1989.

The following interests are represented on Committee WS/d:
Confederation of Australian Industry
Metal Trades Industry Association of Australia
Public Works Depariment, New South Wales
The Australian Gas Association

Water Resources Commission, Queensland

Additional imerests participating in preparation of Standar

Water Authonty of Western Australia
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PREFACE

This Standard was prepared by the Standards Australia’s Commitice on Stecl Pipes and
Fittings-Water and Gos 1o supersede AS 1074- 1980, Steet mbes and nbulars threaded or
suitable for threading with pipe threuds of Whinvorth form

This cdition adopts the descriptions. dimensions and masses as specified in BS 1381985,
Specification for screwed and socketed steel bes and tmhudars and for plain end steol iwhes
suitable for welding or for screwing 1o BS 21 pipe thiveds.

This Standard does nat indicate the services for which the tubes are a propriate. Where the
usc of tubes is not contiolled by by-laws or regulntions, reference should be made to the
appropriate Code of Praciice or application Standard. Some Codes of Practice for building
selating 1o town gas and water. and also tise relevant by -laws, preclude the use of hght tubes
for thesc services. If the application is for pressuve purposes, refererce should be made 1o
AS CBIB. SAA Pressure Pyng Code Part 1: Fevrous piping

Accessed by ONESTEEL on 16 May 2012
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STANDARDS AUSTRALIA

Australian Standard
Steel tubes and tubulars for ordinary service

SECTION I. SCOPE AND GENERAL

1.1 SCOPE. This Standard specifics requirements for
threaded stecl tubes and wbulars, and plain-end steel
tubes suitable for screwing as specified in AS 1722.],
and of DN 8 to DN 150 inclusive {nominal sizc).
Thrce wall thicknesses of tube. designated Lighs,
Mediuvm, and Heavy. are specificd in Section 2.
NOTE. Gudehnes on infonation that should be speaificd by
e purenaser or agreed opon m the ime of awgaicy or arder are
grven in Appendin AL
1.2 REFERENCED DOCUMENTS. The following
documents are referred 10 this Standard.

AS

1355 Glossary of terms used in connection with
water and sanitary plumbing and drainage
installations

1391 Methods for tensile testing of metals

1650 Galvanized coatings

1722 Pipe thicads of Whitworth form

17221 Part i@ Scaling pipe threads

1833 Tubes for pressure purposes  Scamless

steel
1830 Tubes for pressure pumoses -- Welded steel

2084 Non-destructive  testing - Eddy  current
testing of metal tubes

BS

3894 Mcthod for converting elongation values for
steel
Part 1 Carbon and low alloy stecls

1SO

65 Carbon steel tubes suitable for serewing in
accordance with 1ISO 771

1.3 DEFINITIONS. For the purpusc of this Standard.
the definitions given in AS 1353 and those below
apply.

1.3.1 Tube length of uniformy circular hollow
section.

1.3.2 Socket - internally threaded coupling used in
joining tubes.

1.3.3 Chamfer —machined or cast surface in the
form of a cone at the entrance of a thread to assist
assembly and prevent damage to the start of the
thread.

1.3.4 Length of serewed-and-socketed fube.

1.3.4.1 Randonr length  length of wbe with one
socket screwed on

1.34.2 Lvuet dengrh-- length of tube excluding
socket.

1.3.5 Nominal sizc {DN)— a numerical designation
of size which is common to all components in 2
piping system other than components designated by
outside diameters or by thread size. [t is a convenient
round number for reference purposes and is only
loascly related to manufacturing dimensions.

Nois desigentee by DN foltowed by a nunbar. op

1.4 DESIGNATION. Tubes ané tubulars shall be
designated according to their nominal size.
Sockets and backnuts shall be designated nccording to

the respective nomiingl sizes of the tubes for which
they arc inmendzd.

COPYRIGHT
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AS 1079— 1989

SECTION 2. TUBES

2.1 PROCESS OF MANUFACTURE. Tubes may be
either welded or seamless.,
2.2 MATERIAL. Tubes shall be manufactured from
steel which shows, not more than 0.045 percent of
suifur and not more than  0.045 porcem of
phosphorus. Carbon cquivalent as caleulated from the
following cquation shall not excced 0.4:

Corben cquivalent = C « %
Lengths or strips cut from sclected tubes and tested in
accordance with AS 1391 shall show
(2) mmimum yicld strength of 195 MPa;
(b)Y 2 tensile swength of between 220 MPa and
460 MPa: and
an clongation of not Iess than 20 percent on a
gauge length of 36545, where S, is the original
cross-sectional area of the test picce.

NOTE. Where othe 2

vlengation on S.68S, w2 he obuwned from BS
2.3 DINENSIONS OF TUBES. The dimensions of
the tubes shall be as given i Tables 2.1, 2.2, and 2.5.

{c

lengihs are used. whe corresponding
(3 Ll E
WM. Pant i

as applicable. subject to the tolerances as specified ir
Clausc 2.4,
2.4 PERMISSIBLE VARIATION IN THICKNESS,
DIAMETER. AND  MASS. The following
manufaciuring tolerances shell be permitted on the
tibes:
{a) Thickness:
Light welded tubes + unlimited, — 8 percent.
Medium and heavy tubes —
Welded + unlimited, — 10 percent.
Scamless -+ unlimited, - 12.3 pereent.

(b) OQuiside diamerer:

..... as given in Tabic 2.0,
...... as given in Table 2.2,
as given in Table 2.3.

Light wbces
Medium tubes
Heavy wbces

Mass. The mean consignment mass for quantitics
of 150 m and over of vne size shall not deviate
from the standard mass by more than +4 percent
No single tbe shall deviate from the standard
mss by more than + 10, - 8 percent.

{c

TABLE 2.)
DIMENSIONS OF STEEL TUBES — LIGHT

Ouusitle diumerer Mass of black tube
Nowinal size i Thickness hpim

Min Mar mm Plain or screwed [ Serened and

T " ends socketed
DN ® 13.2 130 [E3 0.518 0.319
NN oIn 16,5 17 X 0670 0.676
DN s 2o 21 20 0.947 0.936
DN 20 209 22 138 129
DN 28 NS 26 1.9% 200
DN RER 26 R 1%
DN S0 454 .9 323 327
NN 30 602 29 4.0% 115
DN 63 H 76.0 32 N sx3
DN #0 H ES A 8§87 3.2 6.72 6.89
oN1 150 1139 3.6 978 100

NOTL. Dimensicns and masses azc in accotdince wish 180 65 (hgli seacs 2).

TABLE 2.2
DIMENSIONS OF STEEL TUBES —MEDIUM
Outslde diameter Atass of black tube
Noniinal sise o Thickness . L L
Min. Mav. nun Plain or screwed | Screwed and
ends sacheted
133 139 23 0.1 0623
(L% 174 23 0NI9 0.843
LN 2 6 12 122
206.6 2.4 [0 187
334 REW 32 4 243
420 429 2 31 313
450 488 3.3 18 361
3 008 a6 503 S0
75.4 766 REO 643 655
N8 §.a 4.0 &37 K.53
N33 1140 4.8 12.2 128
1387 Ho.6 54 6.6 170
DN 156 1641 10661 5.0 97 203

NOTL. Dincnstons smb masses e in accordance with 150 68

COPYRIGHT
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Attachment 2 — Non-Confidential: Galvanising specifications from
Industrial Galvanisers

COATING REQUIREMENTS
Thickness

The thickness of the galvanized coating shall conform with Table 1 and Table
2 in AS/NZS 4680:

TABLE 1.
¢
REQUIREMENTS FOR COATING THICKNESS AND
MASS FOR ARTICLES THAT ARE NOT CENTRIFUGED
Article Thickness Local coating Average coating Average coating
thickness thickness mass
mm N N
Microns Microns g/m

1.5mm or less 35 45 320
Over 1.5 to 3mm 45 55 390
Over 3 to 6mm 55 70 500

Over 6mm 70 85 600




