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ArmorGalv® for	nails 
Many	of	the	structural	failures,	and	particularly	roof	failures,	in	hurricanes	and	other	
storms,	are	due	to	corroded	fasteners,	no	longer	able	to	hold	structures	in	place.	

 

The	ArmorGalv®	technology	is	the	solution.		
	

ArmorGalv®
  is	not	merely	a	sacrificial	coating.	It	diffuses	zinc	atoms	into	the	surface	

of	any	steel	part,	creating	a	zinc/iron	alloy,	which	has	proven	to	last	decades	in	the	most	
severe	environments.	

Typical	deck	collapse	due	to	
corroded	fasteners	
 

This	is	what	happens	in	a	storm,	if	fasteners	
corrode	and	no	longer	have	the	holding	power	
required	to	hold	the	roof	in	place.	

M6	cap	head	screw	
with	captive	washer	ArmorGalv®

  Cross	section 

Cross	section	of	cap	screw	
showing	precision	and	
uniformity	of	coating	
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ArmorGalv® will pass the toughest tests in the business   
 

The	new	ASTM	G-198	test,	which	is	the	new	designated	test	for	fasteners	in	pressure	
treated	wood	states:	
 

9.3.2	The	evaluation	of	the	fasteners	shall	be	conducted	by	installing	them	
into	the	treated	wood	specimen	as	done	in	application,	that	is,	by	hand	
driving	or	power	driving	with	no	pre-drilled	pilot	holes.			

	
Wood	test	sample	with	
driven	nails	is	exposed	to	a	
cyclic	salt	test	for	120	days.	
This	is	a	far	more	severe	test	
than	the	procedures	used	
up	to	now.	
	
	
Driving	nails	into	wood	with	a	nail	gun,	or	even	by	hand,	exerts	a	great	deal	of	friction	on	
the	coating	and	will	cause	most	coatings	to	be	damaged	or	scraped	off.		
Since		ArmorGalv® is	a	zinc	iron	alloy,	with	a	surface	hardness	of	31	HRC,	rather	than	a	
coating,	it	does	not	get	damaged	during	the	driving	process.			
	
ArmorGalv® has already passed the Dade county tests for roofing and siding nails. 
 
			From	the	Dade	county	test	report:	
				

			  
 
 
 
 
 

ArmorGalv® is the solution to fastener corrosion 

M6	cap	head	bolt	
with	captive	

washer 

mass of the corrosion-resistant layer(s). Coatings other than
zinc and zinc-alloys shall have their mass or coating thickness
determined by one of the following methods; Test Method
B487, Test Method B499, Test Method B504, or Practice E376.

9.1.4 Fastener Diameter—The sample group of five ran-
dom fasteners from 9.1.3 shall be used to measure the core
diameter of the fastener. The diameter shall be measured at
mid-length, 610 mm (60.4 in.), on the shank of each fastener
and is the minimum diameter measurement at the selected
cross section. For deformed shank fasteners the measurement
shall be made at a portion of the shank that has not been
deformed, if such a surface is available. Portions of nail shanks
with gripper marks shall also be avoided, if possible. The
diameter shall be measured to the nearest 0.025 mm (0.001 in.)
The five sample diameter measurements shall be averaged to
obtain the group fastener diameter.

9.1.5 Control Fastener Group—There shall be a group of
hot-dip galvanized fasteners that are galvanized to Specifica-
tion A153/A153M. When testing some coated fasteners, the
more appropriate control fastener group will be bright fasteners
rather than galvanized fasteners. Fasteners in the control
samples shall be of the same nominal diameter and length as
the fasteners that are being tested and shall have similar
geometry to the fasteners that are being tested.

9.2 Treated Wood Specimens:
9.2.1 Each treated wood specimen used in this procedure

shall be weighed using a balance or scale to the nearest 0. 5 g
(0.001 lb). Wood for this test method shall be Southern Pine
sapwood. The sapwood of other wood species may be added to
the testing program and details of the additional wood species
shall be provided in the final test report.

9.2.2 The treated wood specimens used in this procedure
require a conditioning period prior to installation or contact
with the fasteners to be evaluated.

9.2.2.1 The conditioning of the treated wood specimens
shall be accomplished in an environmental chamber at a
relative humidity of 95% with a tolerance for the controller
measurement device of 63% and a temperature of 32°C (90°F)
with a tolerance on the temperature controller measurement of
62°C (3°F). The treated wood specimens shall be held in the
chamber in these conditions until the treated wood specimens
reach equilibrium. Equilibrium is defined as no more than a

60.2% change in a 24-h period of the average mass of ten
randomly selected treated wood specimens. These measure-
ments shall be conducted every 24 h, and mass shall be
recorded and the change calculated until such equilibrium is
achieved. Conditions for treated wood specimen conditioning
shall be the same as the Steady State Moisture Test conditions.

9.2.2.2 Moisture content of the treated wood specimen shall
be determined on one of the treated wood specimens. The
beginning and final moisture content of the treated wood
specimen shall be determined using calibrated meters in
accordance with Test Method D4444 for samples with a known
moisture adjustment for the preservative or by oven drying
methods in accordance with Test Method D4442 for any
sample.

9.3 Test Samples:
9.3.1 When preparation of the fastener specimens and the

treated wood specimens are complete, the fastener specimens
shall be installed in contact with the treated wood specimens.

9.3.2 The evaluation of the fasteners shall be conducted by
installing them into the treated wood specimen as done in
application, that is, by hand driving or power driving with no
pre-drilled pilot holes. When the test objective is the compari-
son of wood treatments, the use of pilot holes is permitted to
reduce variables associated with fastener installation. Fastener
heads shall be installed such that the bottom of the fastener
head is in contact with the surface of the treated wood
specimen and shall not be installed so deep that the top of the
fastener head is below the surface of the treated wood
specimen. Fastener placement shall avoid knots in the wood.
Fasteners shall not be installed into sections of the wood that
contain heartwood as this wood does not accept a uniform
chemical treatment. A test sample shall no longer be considered
valid if the fasteners cause a split that exceeds two fastener
diameters in length. A test sample that has any observable
splitting around more than one fastener shall not be used in
environmental condition tests.

9.3.3 Fastener center-to-center spacing shall be a minimum
of ten times the fastener diameter from the closest nearby
fastener, with a clear zone (containing no fasteners) of 38 mm
(1.5 in.) from the ends of the treated wood specimen in Fig. 1,
which shows an example of a test sample for nails with a

FIG. 1 Layout of Fasteners on Treated Wood Specimen
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