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DIN
Cold Rolled Steel Sections —
Technical Conditioms of Delivery 77,]8

Ealtprofile aus Stahl; Technische Lieferbedingungen

1 Scope

This Standard applies to cold rolled sectioms manufactured on section mills referably in form
of delivery according to DIN 5%413%, and made from the steels listed in Sectiog 2. 7R :

This Standard does not apply to drawn, extruded or chamfered cold rolled sections.

2 _ Material

2.1 Cold rolled sections according to this Standard are generally manufactured from hot or . col
rolled strip of cold-workable steels according to -eold

DIN 4614 Part 1 Flat products of steel; hot rolled strip and sheet of mild unalloyed

. ateels;
quality specifications '

DIN 17100 Steels for general structural purpeses; quality specificetions

Stahleipen Data Sheet 092 - Hot rolled fine-grained steels for cold forming: queli ifica=
tions (at present still circulating as draft% € q 7 spec o8

DIN 41623 Part 1 TFlat products of steel; ¢old rolled strip and asheef of nild unalloyed ateelsn:
quality specifications !

DIN 1624 Flat products of steel; cold rolled strip of mild unaslloyed steelsup to 650 mm width:
quality specificatiops {follow-up issue at present still circulating as draft) !

Stableisen Data Sheet 093 = Cold rolled sheet and strip with guaranteed minimum yield peint for
forming; guality specifications (at present still circulating as draft), Cold rolled sections
of other cold-workable steels, e.g. ol stainless and acid-resistant steels according to

DIN 47840 or of surface-treated steels may also be supplied.

2.2 No assurance can be given of the general suitabllity of cold rolled sections for any par-
ticular use, Ingtead, the customer, when selecting the steel grade, must have regard to the
processing (e.g. welding, hot galvanizing, cold working, etc.? and uee (e.g. in dyramically
stressed structural components) envisaged. The customer may seek advice from the supplier when
choosing the grade but, unless otherwise agreed, this is without obligation.

3 Designationsg

The code number or material number for the required steel grade ia to be added to the designa-
tion of the cold rolled section as shown in the examples of designation given in the dimension
standazd.

4 Requirements

4.1 _Manner of melting and de—oxidizing_the steel

The provisions of the stepdards listed in Section 2.1 apply.

4.2 Sheping process

Cold rolled sections are manufactured from strip on section mills by the continuocus process.
4.3 Chemical composition

The provisions of the standerds listed in Section 2.1 apply.
4,4 Mechanical and techmelogical properties

The provisions of the standards listed in Section 2.1 apply. Minor varistions from the guaran—
teed values are permissible if the conditions according to Sections 6.3,1 and 6.3.2 are net
fulfilled.

4.5 _Surface_condition

4.5.1 In general, the surface is subject to the cornditions that must be met by the basic mate-
rial to be processed. However, there may be slight scarring from flaked-off rolling skin, miner
scoring, pressure marks etc. caused during shaping or atraightening. In the case of chemically

de-ocaled surfaces, pickling marks on a limited sBcale are permissible

4.5.2 It must be expected that traces of the lubricant used for the shaping process will adkers
to the surface. iny speciml requirements regarding cleanliness of the surface must be agreed.

4.6__FEdge condition

In general, cold rolled sections are supplied, at manufacturer's choice, elther with sheared
edges, in which case a slight burr is permissible, or with natural edges. If,in special cases
8 particular edge condition is required, this must be agreed with the manufacturer: the same
applies when other edge conditions are required (e.g. rounded or chamfered edgea).,

For permissible dimernsion and form varistions, DIN 59413 Cold rolled steel sections: permiseible
dimension, form and weight varietions, applies. !

Ceptinued on pages 2 and 3
Explanations on page 3
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4,8,1 The deneity of the steels to be taken as a basieg for calculaticn of welight will Dbe
found in the standards listed in Section 2.1.

4,8,2 Unless otherwise prescribed in DIN 59413, the permissible weight variaticns must be
agreed.

5 Mode of delivery and pecking

Normally, delivery is in the form of slinging bundles weighing 1 io 3 ¢, gecured with wire
or strip. Special packing - in particular for cold rolled sections liable to damege ~ rust
be agreed.

6 Tesfing
6.1_ Delivery testings

Subject to the provigions of the quality stendards according to Section 2.1, the customer
may sgree cn delivery testings which are geperally conducted by experts from the supplier's
factory, but may elsc, by special egreement, be carried cut by agents of the customer bhaving
no connection with the manufecturing plant.

5.2 Extent of testliog

6.2.1 The number of specimens depends on whether testing takes place on a melt or lot basis.
The type of testing sppropriate to the particular steel grade is specified in the quality
standards according to Section 2.1.

6.2.2 The test units consist of

20 t for testing by melts,

10 t for teating by lots,

or in each case a smaller fractiocnal quantity submitted for testing.

6.2.% One test length is to be taken from each test unit for verifying the guaranteed values.
6.2.4 TFor tensile tests, onme tenslle test specimen shell be prepared from each test length.
6.2.? For bending tests, one bending test specimen shall be teken for each tensile test
specimen.

6.2.6 If testing of the notch impact strength is required snd has been agreed, three notch
impact specimens are to be taken from the test length as described in Seetion 6.2.3. If the
results of these tests meet the guaranteed test values, the test will be restricted to thease
three ppecimens (see Section 6.5.2.2).

6.2 _Sawpling

6.3.1 As far as possible, the peints from which the specimens are taken from the cold rolled
sections should correspond to the points selected for testing of the original material. BHow-
ever, the specimens must be taken at an adequate distance from the cold formed zones produced
during rolling.

6.%.2 The longitudinal axis of the tensile and bending test specimens shall as far as pos~
sible have the same relationship to the direction of rolling of the original material as
specified in the standards listed in Section 2.1.

6.3.2.1 In general, both rolled surfaces are to De retained for the flat speclmens for the
tensile test.

6.3.2.2 Rectangular specizens of the full thickneéss of the product are to be used for bend-
ing tests.

6.3.3 Notch impact specimens shall be taken along the direction of relling of the product.

6.3.4 Every effort shall be made to avoid distertion when removing the specimens; if guil-
lotines or cutting torches are used, an adequate allowance must be made, which should be
machined off. If the hardening caused by flame cutting does not permit mechining, heating

to 2 maximum of 550 ©C is permissible with unalloyed gteels. Test lengths distorted by bend-
ing or twisting must always be straightened in the cold state.

6.3.5 When streightening specimens, cold working sand heating which medify the properties in
comparison with those of the products to be supplied, are to be avoided.

6.4,1 Mechanical testings shall be conducted at room temperature (see DIN 50014), unless a
lower temperature is stipulated for notch impact tests,

6.4.2 Tensile tests, bending tests and notch impact bending tests shall be conducted accord-
ing to the test procedures laid down in the standards listed in Section 2.4 for the original
material,

6.5.1 If the unaatiafactory result of a testing can clearly be ascribed to short-comings in
the test equipment or procedure or to a defect of limited extent in & specimen, the negative
result should be ignored when assessing whether the reguirementa have been fulfilled and the
corresponding test should be repeated.

6.5.2 If properly prepared specimens do not meet the stipulated reaquirements, the following
procedure is to be adopted.

6.5.2.1 In the case of each unsatisfactory tensile or bending test specimen, the piece of
materisl concerned should be discarded and two repent specimens ehould be taken from other
pleces of material in the same test unit; the tust results on both these specimens must meetl
the requirements.
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©€.5.2.2 If the mean value of the three notch impact specimens tested lies below the guara
teed minimum value of notch impact strengtih, thres further specimens shall be taken from thzﬂ
test length according to Sectlon 6.2.3 and tested. The mean velue of the six individual testn
must conform to the guaranteed mean value; should this not be so, the plece of material tegt-
ed sghall be rejected and two further pieces from the same tent unit tested. If one ofr theas
pleces again fails to meet the requiremenis when tented, then either the test unit muat be
rejected or, if speclally agreed, the remainder of the test unit will be examined Plece by
piece.

6.5.3 The supplier is entitled to subJect rejected pieces or test units to suitable Process—
ing and then to submlit them for fresh testing.

©.6__Test certificates

The issue of & test certificate shall be agreed at the time of vrdering according to the pro-
visions of the stsndards listed in Sectionm 2.1. Only one of the certificates according to
DIN 50049 should be issued,

Z__Ovlections

7.1 Objections to internal and external faulte may only be raised if they impair to an ap-
preciable extent appropriate working and utilization of the cold rolled section shape and
steel grade ordered.

7.2 The customer must give the manufacturer the opportunity to check for himself the wvalid—
ity of the objectien, where possible by submitting the material complained of together with
samples of the material supplied.

Explanations

The new veraion of the dimension specificationa for cold rolled stesel sectiona according to DIN 59413
meant that revision of the technical conditions of delivery for these products was alao necensary. The
changes compared with the September 1969 imsue are not very extensive. The information on materials us-
uble for manufacture of cold rolled sections has been supplemented by refersnces to the new quality
standards that have been completed in the meantime or ars in courss of preparation {aee Section 2.1).
In accordance with norwal practice for delivery and ordering, the edgs condition has been left am a
general rule to the manufacturer's choice although in particular camses, special agreementa ars poasible
on this (see Section 4.6). The referenccs to the individual Parts of the dimension standard have baer
deleted, because these Farts have been withdrawn.
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