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of ordering.

1 Field of application

1.1 This standard applies to seamless circular tubes
made from the steels listed in tables 1 and 2. These tubes
are used in structural steelwork {as in building and civil
engineering, tubular steel construction, bridge and crane
construction, etc.).

1.2 This standard does not apply to

a} — seamless circular unalloyed steel tubes subject to
special requirements {see DIN 1629, at present at
the stage of draft};

— high-performance seamless circular unalloyed steal
tubes (see DEN 1630, at present at the stage of
draft);

— seamless circular fine grain steel tubes for structural
steelwork {see DIN 17 124, at present at the stags
of draft); '

b) steel tubes for warking scaffolds (see DIN EN 39},

2 Classification into grades

This standard covers tubes made from the steel grades
listed in table 1.

Mahtiose kreistdrmige Rohre aus allgemeinen Baustihlen fiir den Stahlbau; technische Lieferbedingungen
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Contents
Page Page
1 Field of application ... ............... 1 5 Testing and documents
2 Classificationintogrades . . ............. 1 onmaterials testing. . . ............ ..., 4
3 Designationand ordering . . . . ........... 1 g; _?e;e:_a: --------------------- 4
) . estsite . .. ... L L oL, 4
: 1Hequ1refment§ ...................... g 5.3 Scopeof testprogramme . ... .......... 5
1 Manu 'acturnng prc-»c.ess ............... 6.4 Sampling and sample preparation . . . c
4.2 Asdeliveredcondition .. ............. 2 5.5 Test procedure e
4.3 Chemical composition . .............. 2 §§ Retests Tt g
4.4 Mechanical properties . . ... ........... 2 g 7 Docume:';t; Dn Sl N
. material -
4.5 Weldability « » . oo oe e 2 erials testing ... .. 6
46 Appearance of surface ... ... e 3 8 Marking ... ... 7
4.7 Dimensions, masses per unit length,
permissible deviations . . .. ... .. ....... 3 7 Complaints . .......,............. . 7

* The selection of the steel grade is at the discretion of
the purchaser.

3 Designation and ordering

3.1 The standard designaticn for tubes complying with
this standard shall give in the following order:

— the term “"tube’”; .

— DIN number of the dimensional standard (DIN 2448);

— characteristic dimensions of the tube {outside diam-
eter X wall thickness);

— number of DIN Standard giving the technicai delivery
conditions {DIN 17 121):

— symbol or material number identifying the steel
grade (see tables 1 and 2}.

Example:

A seamless tube conforming to this standard, with
an outside diameter of 76,1 mm and a wall thick-
ness of 2,9 mm as specified in DIN 2448, made
from 5t 52-3 steel {material number 1.0570)
shall be designated as follows:
Tube DIN 2448 — 76,1 X 2,9

DIN17121 — St 52-3

or Tube DIN 2448 — 76,1 X 2.9
DIN17121 — 1.0570

Continued on pages 2 to 8
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3.2 e |n addition to the standard designation as speci-
fied in subclause 3.1, the order shall always give the
quantity required (e.g. total length to be supplied}, the
type of length (see table 3}, the length of the individual
tubes in the case of specified lengths and exact tengths
and the type of document on materials testing as speci-
fied in DIN 50049.

Example of an order:
1000 m of tube DIN 2448 — 76,1 X239
DIN 17 121 —5t52-3

in specified fengths of 8 m,
document DIN 50049 -3.18B

3.3 8 |naddition, further details such as are specified
in the subclauses marked with two dots may be agreed
at the time of ordering.

4 Requirements

4.1 Manufacturing process

4,1.1 The process employed for making the steels used
to manufacture the tubes conferming to this standard
remains at the manufacturer’s discretion.

The type of deoxidation of the steels shall be as specified
in table 1.

e e |f agreed, the purchaser shall be informed of the
steelmaking process used.

4,12 Tubes complying with this standard shall be
manufactured by hot rolling, hot pressing, hot or cold
drawing. The process used to manufacture the tubes is
left to the manufacturer’s discretion.

4.2 Asdelivered condition

4.2.1 Tubes manufactured by hot forming shall be
supplied in the hot formed condition. If necessary,
normalizing shall be carried out in order to achieve the
mechanical properties specified in table 2.

®# |f this narmalizing is desired as a matter of principle
this shall be agreed at the time of ordering.

Cold rolled or cold drawn tubes shall be normalized and
supplied in this condition.

4.2.2 ®® |fthe surfaces of the tubes are 1o be provided
with an anti-corrosive agent with a limited |ife this shall
be agreed at the time of ordering.

423 e® |fspecial requirements are made on the tubes
{e.g. with regard to galvanizing) this shall be agreed at
the time of ordering.

4.3 Chemical compeosition

The velues specified in table 1 shall apply for the chemical
composition of the steels {cast analysis!} and product
analysis) (the values are in accordance with the speci-
fications for the corresponding steel grades given in
DIN 17 100}. Slight deviations from the values stated are
permitted if the mechanical properties of the tube
conform to the present standard and weldability

is not impaired.

4.4 Mechanical properties

The values listed in table 2 and obtained under the test
conditions specified in clause 5 shall apply for the yield
stress, tensile strength, elongation after fracture and
impact energy of the tubes in the as delivered condition.

4.5 Weldability

Tubes made from the steel grades specified in this stand-
ard are suitable for gas fusion welding, arc welding and
flash butt welding, they are also suitable for the electrical
and gas pressure welding processes.

1) The term “cast’”” should be read as “'casting unit”
where a sequence cast is supplied as is possible where
continuous casting processes are used.

Table 1. Chemical composition of steels for seamless circular tubes for use in structural steelwork

®® The values of wall thickness exceeding 65 mm shall be agreed at the time of ordering.

Chemical composition, % by mass
Steel grade Ty:)e Cast analysis - Addition Product analysis
;e- of nitrogen
oxida- c | p | s N 2} | fixing elements c | | S l N2}
Mate- tion 1) {e.g. not less
Symbol rial than 0,020 %
number: max. Alwu‘]) max.

RSt 37-2 1.0038| R 0,17 | 0,050 | 0,050 | 0,009 - 0,19 | 0,060 | 0,060 | 0,010
51373 1.0116| RR 0,7 | 0,040 | 0,040 - Yes 019 { 0,050 [ 0,050 -
St 44-2 1.0044| R 0,21 0,050 | 0,050 | 0,008 - 024 | 0,060 | 0,060 | D,01C
St 44-3 1.0144| RR 0,20 | 0,040 | 0,040 - Yes 0,23 | 0,050 | 0,050 -
St 52.33) (10570 RR 0,22 | 0,040 | 0,040 - Yes 0,24 | 0,050 | 0,050 -
1) R killed (including semi-killed), RR fully kiiled.

2] A content in excess of the maximum value stated is permitted if a phosphorous content less than the maximum
specified by 0,005% P per 0,001 % N is observed. The nitrogen content shall not, however, exceed a value of
0,012% N in the cast analysis and 0,014 % N in the product analysis.

3} The content shall not exceed 0.55% Si and 1,60% Mn in the cast analysis or 0,60% Si and 1,70% Mn in the
product analysis,
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Tzble 2. Meachanical properties of seamless circular tubes for structural steelwork

® @ The values of wall thickness exceeding 65 mm shall be agreed at the time of ordering.

Upper vield stress Rog 1} Tensile Elongation Impact energy A, 2}
Steel grade for wall thicknesses, in mm, strength after fracture (150 V-notch. {ongitudinal
: | > 16 | > 40 As test pieces)
<16 <40 < 65 longi- trans- Test
Mate- N2 NJmin? tudinal . verse tempoecrature ;
Symbol rial mm mm
. | number min, min, min,
RSt 37-2 |1.0038 235 225 215 340 to 470 26 24 +20 27
St 373 (1.0116 235 225 215 340 to 470 26 24 - 20 27
St 442 |1.0044 275 265 255 410 to 540 22 20 +20 27
St44-3 [1.0144 275 265 255 410 to 540 22 20 - 20 27
St52.3 |1.0570 355 345 335 490 to 630 22 20 - 20 27
1) 11 the yield stress is not marked, the 0,2 % proof stress (R, g 7} shall be determined.
2} Average value from three tests; only one individuat value may fall short of the minimum average value of 27 J,
and this by not more than 30 %. See subclause 5.4.2 and subclause 5.5.2 for narrower test pieces.

However, as specified in DIN 8528 Part 1, weldability
does not only depend on the steel grade, but also on the
conditions under which welding is carried out, on the
design and on the operating conditions of the structural
component.

4,6 Appearance of surface

46,1 The tubes shall have a simooth internal and
external surface consistent with the manufacturing
process.

4,6.2 Slight irregutarities in the surface such as raised
or depressed areas or shallow grooves resulting from the
manufacturing process are permitted as long as the
remaining wall thickness fulfils the requirements speci-
fied in subclause 4.7.2.2 and the function of the tube is
not impaired (see also subclause 7.1).

4,6.3 Proper removal of shallow surface defects using
appropriats means is permitted so long as the remaining
wall thickness fulfils the requirements specified in sub-
clause 4.7.2.2, Stopping of surface defects is not per-
mitted.

4.7 Dimensions, masses per unit length,

permissible deviations
4.7.1 Dimensions
DIN 2448 shall apply for the outside diameter and wall
thickness of the tubes.
® & |f agreed at the time of ordering tubes with different
nominal dimensions may also be supplied.

Table 3 shalt apply for the types of length.

472 Permissible dimensional deviations

4,7.2.1 The permissible deviations in the outside diam-
eter d, shall be £ 1% (but £ 0,5 mm is permitted).

® ®» By agreement at the time of ordering, the permissible
deviation specified for tube outside diameter d, exceed-
ing 200 mm may alsc be related to the internal diameter,
taking the permissible deviation in wall thickness into
consideration.

At points where the surface of the tube has been repaired
by mechanical means, e.q. by grinding, the diameter may

fall slightly short of the permissible minus deviation
provided that the permissible minimum wall thickness
is cbserved.

4,7.2.2 The permissible deviations in wall thickness s
are given in table 4.

4723 The permissible deviations in length are given in
table 3.

47.3 Permissible deviations of form

4.7.3.1 Circularity

The tubes shall be as circular as possible. The out-of-
roundness R shali be within the permissible deviations
specified for the outside diameter.

4.7.3.2 Straightness

The tubes shall be straight to the eye. In cases of dispute,
thg deviation from straightness shall be not more than
0,002 X I {1 is the tube length}.

®® Particular requirements on straightness may be agreed.

Table 3. Types of length and permissible deviations

in length
Permissible
Type of length deviations
mm
Manufacturing tength 1) 1)
Specified length + 500
uptobm * 18
Exact +15
length overBupto1Z2m a
over 12m By agreement

1) The products are supplied in the manufacturing
lengths occurring in production. ® The lengths
differ according to the diameter, wal! thickness
and manufacturer’'s works and shall be agreed
at the time of ordering.
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Table 4. Permissible deviations in wall thickness

Permissible deviations in wall thickness
for outside diameter d,

130 mm <d, <320 mm |
and wall thickness §
25, | 2°5,<sSb 5, [>45,1€0,05d,{0,05d,<s£0,114d,(>0,11d,|<0,05d,]0,05d,<s<0,094d,|>0,094d,

+12,5%
-10%

d, <130 mm |. 320 mm < d, < 660 mm

+15%
-125%

+20%
-15%

+175 %
-125%

+15%
- 10%

+125% B
- 0% +9% +1256% +10%

Note. 5 is the normal wall thickness as specified in DIN 2448,

Table 5. Summary of the scope of test programme and documents on materials testing required for tubes supplied with
inspection certificate; see figure 1 for sampling points and location of test pieces; see subclause 5.3.2 for batch

size :
Testing . Scope of Re‘e'po"‘r'_'bil'ty Type of document
As in test programme for carrying out on materials testing
No, Type of test subclause the tests
. 54.1 1 sample tube per batch, DIN50049 —3.1B
1 | Tensile test 551 | 1 1test picoe By egreement | DIN 50049 — 3.1 C
At one end of sample
tube specified above
5.4.2 (No. 1) {for a wall DIN 50049 — 3.1 8
B
2 | Impact test 552 | thickness > 5mm}; yagreement | DIN 50049 — 3.1C
1 set of 3 separate
test pieces
Inspection : DINBOQ42 —-3.1B
5.4
3 of surface 55 All tubes By agreement or DINB0049 —3.1C
5.5.5
Check DIN 50049 — 3,18
1
* | on dimensions 557 Al tubes Byagreement | 5iN50049 —3.1C
. 5.4.3
5 Product analysis 1) 553 By agreement Manufacturer DINGOO49 —3.1B
1} The product analysis is only to be carried out subject to agreement between the manufacturer and purchaser.

4.7.4 Finish of tube ends

The tube ends shall be cut perpendicular to the tube
axis; they are not normally deburred,

® & Deburring may be agreed at the time of ordering.

a} tubes made from quality group 2 steels
— document DIN 50049 — 2.2 (test report);

— document DIN 50049 — 3.1 B {inspection
certificate B);

— document DIN 50 048 ~ 3.1 C ({inspection
certificate C);
b) tubes made from quality group 3 steels
~ document DIN 50049 — 3.1 B (inspection
certificate B);

— document DIN 50048 — 3.1 C {inspection
certificate C).

4.7.5 Masses per unit length and permissible deviations
DIN 2448 specifies the values of the mass per unit length
for tubes, the caiculation of the mass of tubes in non-
standard lengths being based on a density of 7,85 kg/dm3.

The following deviations from these values are permitted:
* 29 for an individual tube,

* The type of document required and the test house
being considered where acceptance inspection is 10 be
carried out by a third party shall be stated at the time of
ordering.

M ‘g % for a batch of tubes not less than 10t by mass.

5 Testing and documents
on materials testing
5.1 General

Tubes complying with this standard may be supplied
with one of the following documents on materials testing
as specified in DIN 50 048:
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unduly disturbed when acceptance inspectioniscarried out
by experts who are not employees of the manufacturer.

5.3 Scope of test programme

5.3.1 The values obtained for the yield stress, tensile
strength and elongation after fracture listed in table 2,
and compliance with the requirements specified in sub-
clauses 5.3,3.1 and 5.3.3.2 shall be confirmed on the
basis of continuous internal control in the case of tubes
supplied with a test report.

5.3.2 If, subject to agreement, the tubes supplied are to
be accompanied by an inspection certificate, they shall
be inspected by batches. Table 5 shows a summary of
the scope of test programme in each case.

For the purposes of testing, the tubes shall be divided
up by steel grade and, where possible, by dimensions as
a function of the outside diameter d,, into batches sach
comprising the following numbers of tubes:

for d, < 100 mm, 300 tubes;

for d, above 100 mm up to and including 250 mm,

200 tubes;

for d, above 250 mm up to and including 500 mm,

150 tubes;

far d; > 500 mm, 100 tubes.

Remainders up to 50% of the batches may be distributed
uniformiy across the batches. Numbers of tubes and
remainders over 50% and supplies less than 50% of

a batch are to be considered to be a whole batch.

DIN 17121 Page5

One tube {sample tube) shall be taken at the inspector's

discretion from each batch for the tests to be carried out.

The following tests shall be carried out on this sample

tube:

— tensile test;

— impact test for wall thicknesses equal to or exceeding
5 mm;

— ®9 product analysis, if this was agreed at the time of
ordering.

5.3.3 Whatever the type of document on materials
testing,

5.3.3.1 all tubes shall be inspected for surface appear-
ance,

5.3.3.2 the tubes shall be inspected for their accuracy
to size and deviations {see subclause 4.7},

5.4 Sampling and sample preparation

The information given in figure 1 shall apply for the
sampling point and the test piece location,

5.4.1 Tensile test

5.4.1.7 For the tensile test, one strip test piece (see
DiN 50 140) shall be taken from the sample tube, longi-
tudinal to the tube axis. The test piece shall not be heat
treated and shall not be straightened within the gauge
length. At the manufacturer’s discretion, tubes may also
be subjected to the tensile test in full (see DIN 50140},
In the case of wall thicknesses greater than 30 mm, at
the manufacturer's discretion, circular test pieces {see

7
As specified in DIN 50 140

1} See also subclauses 5.4.1.71 and 5.4.1.2.

Figure 1. Sampling points and test piece location

In the illustration

K = set of 3 1SO V-notch test pieces as specified in DIN 50 115;
Z = tensile test piece (see subclause 5.4.1},
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DIN 50 125) may be taken longitudinal to the tube axis,
at a distance of 1/4 of the wall thickness from the out-
side surface or as close as possible to this point.

5.4.1.2 n the case of tubes with outside diameters

greater than 200 mm, round or flat test pieces worked
on all sides, may be taken transverse to the tube axis
{see DIN 50 125}, provided that the tube dimensions
permit this procedure for an unstraightened tube.

5.4.1.2 Short proportional test pieces shall normally be
taken for the tensile test. The removal of local irregulari-
ties from test pieces which have not been worked on all
sides is permitted, but the rolling skin shall be retained
at the thinnest spots.

5.4.2 Impact test

For the purposes of the impact test, a set of three ISO
V-notch test pieces shall be taken from the test tube
longitudinal to the tube axis. The test pieces shall be
taken and prepared in such a way that the notch axis
lies perpendicular to the tube surface. -

If the wall thickness is not adeguate for the manufacture
of normal IS0 V-notch test pieces, test pieces, the thick-
ness measured in the direction of the notch axis of which
is equal to the wall thickness, but the other dimensions
of which correspond to that of the normal V-notch test
piece, shall be taken in the case of wall thicknesses s
from 5 mm to 10 mm (see also subclause 5.5.2}.

5.4.3 Chemical composition

The sample chips required for checking the chemicai
composition shall be taken uniformly over the entire
thickness of the product, the test being carried out as

a product analysis on the finished tube; the procedure
for spectral analysis shall be analogous. Stah/-Eisen-Priif-
blatt [Iron and steef test sheet) 1805 shall normally apply
for sampling.

5.5 Test procedure

5.5.1 The tensile test shall be carried out in accordance
with DIN 50 145 or DIN 50 140.

5.5.2 The impact test shall be carried out as specified

in DIN 50115 at the test temperatures specified in
table 2. The measured impact energy Ay, p shall be stated,
together with the test piece cross section 8y, in the case
of test pieces, the width of which does not correspond

to the standard width of 10 mm {see the last paragraph
of subclause 5.4.2). The measured impact energy Ay, p
can be converted to the impact energy Ay, in J, using the
formula

B+10+A,
v Sp
{5p is the cross section of the test piece below the notch,
in mm2).

5.8.3 The chemical composition shall be determined
according to the methods specified by the Chemists’
Committee of the Verein Deutscher Eisenhiittenleute
(Society of German Ferrous Metallurgy Engineers) (see
the **Standards and other documents referred 10" clause).

5.5.4 The sppearance of the tubes shall be examined

visually with normal vision under appropriate lighting
conditions.

66

Note. A demonstrably suitable non-destructive method
of test may alsc be used instead of the visual
examination.

5.5.5 The wall thicknesses shall be measured at the end
of the tubes using suitable measuring instruments.

5,6.6 The diameter shall be measured using appropriate
measuring instruments as a two-point measurement or

measurement of circumference. Measurement of circum-
ference is to be used for tubes with an outside diameter

greater than 500 mm.

5.5.7 For determining the circularity, a two-point
measurement in ¢ne cross-sectional plane shalt be made,

5.6 Retests

5.6.1 Tubes not satisfying the requirements when tested
as specified in subclauses 5.5.4 to 5.5.7 (examination,
check on dimensions) shall be rejected.

The manufacturer’s works has the right to correct defects
or deviations established in these tests by means of
appropriate measures and then to present these tubes
again for acceptance inspection.

5.6.2 |f one of the sample tubes fails the acceptance
inspection including tensile test and impact test as speci-
fied in subclauses 5.5.1 and 5.5.2, the manufacturer is
justified in repeating the test giving unsatisfactory results
on the same tube with twice the number of test pieces.
All test pieces shall satisfy the requirements, If the
requirements are still not satisfied in these new tests, the
tube shall be rejected. .

Two further tubes shall be taken from the batch con-
cerned in place of the rejected sample tube and shall be
submitted to the tests specified in subclauses 5.5.1 and
5.5.2, If one of the requirements is still not fulfilled, the
entire batch shall be considered not to comply with the
standard. However, individual testing may be agreed
between the parties concerned.

If the unsatisfactory result of testing can be improved by
means of heat treatment or other suitable measures,
the supplier shall be given the opportunity to submit

a batch which has not been accepted again for acceptance
inspection. ! the test pieces continue to fail 1o satisfy
the requirements the entire batch shall be considered
not to comply with the standard.

5.6.3 Test results which can be traced back to improp-
erly carried out sampling, sample preparation or test
procedure or to an accidental and limited defect in a test
piece shall be deemed invalid.

5.7 Documents on materials testing
5.7.1 A document DiN 50049 — 2.2 (test report} shall

be issued for tubes which have not undergone acceptance
inspection.

5.7.2 Depending on the agreement a1 the time of
ordering {see subclause 5.1}, either a document
DIN 50049 - 3.1 B (inspection certificate B} or a docu-
ment DIN 50049 - 3.1 C (inspection certificate C} shall
be issued for tubes which have undergona acceptancs
inspection.
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1f it has been agreed to check chemical composition by
mneans of the product analysis, the result shall be reported
n an inspection certificate B,

3.7.3 The marking applied to the tubas as specified in
slause B shall be stated in the documents.

6 Marking

6.1 Al tubes supplied in accordance with this standard
shall be clearly and durably marked on the tube end as
follows: '

— manufacturer’s mark;

~ symbol identifying the steel grade;

— an appended S indicating that the tube is of the
seamless type;

— inspector’s mark {where acceptance inspection has
been agreed).

DIN 17121 Page 7

6.2 Marking shall generally be applied by stamping.

A different marking method is also permitted for tubes
with small outside diameters and/or small wall thicknesses
{e.g. labelling the bundle of tubes).

7 Complaints

7.1 !In accordance with current law, a complaint may
only be raised against defective tubes if the defects
noticeably impair their use. This shall apply unless other-
wise agreed at the time of ordering.

7.2 it is normal and practica! for the purchaser to give
the supplier the opportunity to judge whether the com-
piaints are justified, if possible by submitting the tube
objected to or samples of the tubes supplied.
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Standards and other documents referred to

DIN 1629 {at present at the stage of draft] Seamless circular unalioyed steel tubes subject to special require-

- ments; technical delivery conditions

DIN 1630 (at present at the stage of draft] High-performance seamless circular unalloyed steel tubes; technica!
delivery conditions

DIN 2448 Seamtess steel tubes; dimensions, masses per unit length

DIN 8528 Part 1 Weldability; metallic materials, concepts

DIN 17 100 Steels for general structural purposes; quality standard

DIN 17124 {at present at the stage of draft] Seamless circular fine grain steel tubes for structural steeiwork;
technical delivery conditions

DIN 50049 Documents on materials testing

DIN 50 115 Testing of metallic materials; impact test

DiN 50 125 Testing of metallic materials; tensile test pieces, guidelines for their preparation

BIN 50140 Testing of metallic materials; tensile test on tubes and sirips from tubes

DIN 50 145 Testing of metallic materials; tensile test

DIN EN 39 Steel tubes for working scaffolds; requirements, tests
Stahl-Eisen-Priifblatt 1805 2) :

Probenahme und Probenvarbereitung fir die Stickanalyse bei Stéhlen
{Sampling and sample preparation for the product analysis of steels)

Handbuch fir das Eisenhiittenfaboratorium 2) {Handbook for the Ferrous Metallurgy Laboratory)

Volume 2: Die Untersuchung der metallischen Stoffe (Investigation of metallic materials};
Disseldorf, 1966;

Volume 5 (supplement):

A 4.4 — Aufstellung empfohlener Schiedsverfahren (List of recommended arbitration procedures);
B — Probenahmeverfahren {Sampling procedures};

C ~ Analysenverfahren {Methods of analysis);

most recent edition in each case.

Other relevant standards

DIN17119 Welded cold formed square and rectangu!ar steel tubes {hollow sections} for structural steelwork;
technical delivery conditions
DIN 17 120 Welded circular steel tubes for structural steelwork; technical delivery conditions

Explanatory notes

The first editions of the DIN Standards for welded cold formed square and rectangular tubes or hollow sections (see

DIN 17 118), welded circular tubes {see DIN 17 120) and seamless circular tubes {see DIN 17 121) for structural steelwork
have been prepared in a joint committee of the Mormenausschuss Eisen und Stahl (FES) {Iron and Steel Standards Com-
mittee} and the Normenausschuss Rohre, Rohrverbindungen und Rohrleitungen (FR} {Pipes, Pipe Joint Assemblies and
Pipelines Standards Committee}. in consideration of the differing applications and the consequent differences in the
requirements {type and scope of test programmel, it was deemed expedient to separate the technical delivery conditions
for the products mentioned above which are used in structural steelwork from the delivery conditions for tubes used in
process plant, vessel and pipeline construction {see DIN 1615, DIN 1626 and DIN 1628 for welded tubes, DIN 1629 and
DIN 1630 for seamless tubes, each at present at the stage of draft, August 1982 editions).

The classification into grades, the values relating to the chemical composition and the mechanical properties of the steels
covered by DIN 17119, DIN 17 120 and DIN 17 121 correspond, to a great extent, to the specifications for general
structural steels complying with DIN 17 100. Separate detivery conditions are in preparation for fine grain steei tubes or
hollow sections for structural steelwork (BIN 17123, DIN 17124 and DIN 17 125, at present at the stage of draft).

In the case of circular Tubes, the specifications relating to the permissible deviations with regard 10 dimension, form and
mass have been aligned with those for the tubes used in process plant, vessel and pipeline construction.

{nternational Patent Classification
F 16 L 9/02

2) Publisher: Verein Deutscher Eisenhiittenleute, supplied by: Veriag Stahleisen mbH, Postfach 82 29,
D-4000 Dusseldorf 1.
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