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Dimensions

Ground and polished bright round steel
Permissible deviations
according to ISO tolerance zone h 7

DIN
59 360

nach 150-Toleranzfeld h7

has been used throughout as a decimal marker.

1 Field of application

This Standard applies to ground and polished bright
round steel (rounds) of nominal diameters from 1 up to
180 mm of the steels quoted in clause 5. Details as to
finish and deliverable lengths are given in clause 6.

2 Concept

Bright steel is a steel, having got a smooth, bright sur-
face by descaling and non-cutting cold working and
showing a high accuracy to size. A still better surface
finish and a higher accuracy is achieved by a ground or
ground and polished finish.

3 Designation

3.7 For the standard designation the following must be
indicated in the sequence stated:

— term,

— DIN number of the dimensional standard,

~ code number or material number of the steel grade,

—~ Nominal diameter,

— code letter SL i delivery is required in “ground”
finish {see subclause 6.1)

Geschliffen-polierter blanker Rundstahl; Masse: zuléssige Abweichungen

As it is current practice in standards published by the International Organization for Standardization (1SQ), the comma

Dimensions in mm

Supersedes 09.73 edition

Exampies:
Designation of ground and polished 1) bright
round steel of steel C 35 K aceording to DIN 1652
with nominal diameter = 20 mm:
Round DINB9360 —C35K — 20
or  Round DIN 59 360 — 1.0501.07 — 20

Designation of bright round steel of steel Ck 35 K
according to DIN 1652 with nominal diameter
d =15 mm in “ground" finish:

Round DIN 693860 — Ck 356 K — 15 St
or Round DIN 52360 — 1.1181 K—155L

If an ISO tolerance zone other than h is agreed (for
example, f7) this must be indicated behind the indenti-
fication number for the nominal diameter, e.g.:
Round DIN 59360 —-C 35K —20+7
or Round DIN 59 360 —1.0601.07 —20 7

3.2 The term “Round’ may be replaced by the abbre-
viated form “Rd" according to DIN 1353 Part 2.

4 Dimensions, permissible dimensional deviations
and deviations of form

4.7 Diameter

4.1.1 The deliverable nominal diameters are given in
table 1.

4.1.2 The permissible deviations from the neminal diam-
eter corresponding to 1SO tolerance zone h7 {see aiso
DiN 7160) are quoted in table 1.

4.1.3 The difference between the maximum and minj-
mum diameter in the same cross-sectional plane must

not exceed 50 % of the permissible range for the devia-
tion of diameter e.g., 0,009 mm maximum ford =15 mm}.

1} The suffix numbers to the material numbers for the
“ground and polished*’ and “ground” finishes will be
stipulated at a later date.

Continued on pages 2 10 5
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Page 2 DIN 59360

Table 1. Diameters, parmissible deviations, cross sections and weights of ground and polished bright round steal

Oiameter Diameter
: Cross section Weight Cross section Weight
d 1} dan
per. per.
dev, mm?2 kg/m dev. mm2 kg/m
i 0,7854 0.,00617 26 5309 417
15 o 1,767 - 0,0139 27 572,86 4,49
2 -0,010 3,142 00247 28 | _90021 615,8 4,83
25 4,909 0,0385 29 ' 660,5 5,19
3 7,069 0,0555 30 706,9 5,65
35 9,621 0,0755 32 804,2 6,31
4 12,57 0,0986 34 907.9 7.13
4.5 _g 012 15,90 0,125 35 9621 7,65
5 ' 19,63 0.154 36 1018 7,99
5,6 23,76 0,187 38 o 1134 8,90
6 28,27 0,222 40 ~@,025 1 257 9,86
42 1385 109
3'5 gg'lg g‘ggg 45 15690 125
7.5 44,18 0.347 48 1810 14,2
8 0 50,27 0.395 50 1963 15,4
g5 | o015 56,75 0,445 52 2124 16,7
9 63,62 0,499 55 2 376 187
95 70,88 0,556 58 2 642 20'7
10 78,54 0,617 60 2827 22.2
1 95,03 0,746 63 |_5 o030 3117 24,5
12 1131 0,888 65 3318 26,0
13 132,7 1,04 70 3848 30,2
14 0 153,8 1,21 75 4 418 347
15 -o0.018 1767 1,39 80 5027 395
16 201 1,68
17 227.0 1,78 85 5 675 445
18 254,5 2,00 % | 4 6 362 49,9
100 | _0 a5 7 854 61,7
19 2835 2,23 110 ' 8 503 74,6
20 3142 2,47 120 11310 88,8
21 o 346,4 2,72
22 ~o021 | 3801 2,98 125 12270 96,3
23 415,56 3,26 130 0 13270 104
24 4524 3,55 140 | ~Q.040 15 390 121
25 480,9 3,85 150 17 870 139
1) Other naminal diameters can be supplied by agreement. The weight (in kg/m) can, in these cases, be calculated
from the product 0,00617 - d2 {(d in mm}, with a density of 7,85 kg/dm?3 taken as the basis.

265



01-12-12312:08PM;

# 237

37

4.2 Straightness

Rods are delivered in straight condition. Special reguire-
ments regarding the straightness must be agreed on
ordering.

5 Material

Bright round steel according to this Standard is preferably
supplied in steel grades in accordance with DIN 1651,
DIN 1652, DIN 17100, DIN 17 200, DIN 17 210 and
DIN 17 440.

Other stee| grades can be supplied on agreement.

The steel grade required must be quoted in the designa-
tion (see clause 3),

6 Finish and deliverable lengths

6.1 Finish

6.1.1 Bright round steel according to this Standard is
usually cold-drawn (K} or peeled (SH) and in both cases
ground and polished afterwards. |f delivery is required
only with ground finish, the code fetters {SL) must be
quoted in the designation (see subclause 3.1).

6.1.2 The customary finishes are

cold-drawn (K} and then ground and polished for diam-
eters < 45 mm,

peeled (SH) and then ground and polished for diam-
eters & 45 £ 150 mm.

6.1.3 The code letters for the required finish must be
quoted in the designation {see clause 3), If corresponding
details are not indicated, the finish is feft to the manu-
facturer,

6.2 Deliverable lengths

6.2.1 Bright round steei according to this Standard is
supplied in rods with the types of length and the permis-
sible length deviations according to table 2.

6.2.2 When ordering rods of manufacturing length or
stock length the length may vary between the maximum
and minimum dimensions specified in table 2. Rods with
a total weight not exceeding 10% of the quantity
delivered may fall below the lower limit of the length
range; the length, however, must be at least 50 % of the
lower limiting value.
6.2.3 If in manufacturing or stock lengths, rod ends with
diameters <{ 45 mm are usually delivered with a sheared-
off finish. Cut off ends, sawn, separated or charnfered
ends may be agreed.
6.2.4 Examples for ordering
a) 5000 kg of ground and polished bright round steel of
steel C 35 K, of diameter d = 20 mm, in rmanufacturing
iengths
5000 kg round DIN 59360 —C 35 K — 20
or
5000 kg round DIN 59 360 — 1.0501.07 - 20
b} 3000 kg of ground and polished bright round steel of
steel Ck 35 SH (peeled), of diameter d = 50 mm, in
stock lengths 3000 to 4000 mm:
3000 kg round DIN 58 360 —Ck 35 SH—50
stoek length 3000 1o 4000
or

3000 kg round DIN 59 360 ~ 1.1181 SH — 50
26610ck length 3000 to 4000

DIN 59360 Page 3

c) 1000 kg of bright round steel of steel Ck 35 K (cold-
drawn), of diameter d = 10 mm, “ground" finish,
in exact lengths of 3500 mm with a permissible length
deviation of £ 10 mm: .
1000 kg round
DIN 59360 --Ck 35 K—10 SL x 3500 + 10
or
1000 kg round
DiIN 59360 - 1.1181.07 — 10 SL x 3500 * {0

Table 2. Types of length
and permissible length deviations

Length Details
congerning
Type length to be
of length . Lo
R Permissible indicated
ange . .
deviation on ordering
Manu- 30001)
facturing up to Seg lsuse 6.2.2 None
length 12000 | Subclauseb.Z.
3000 “Stock
up to length*’
Stock 4000 | See and
length 6000 | subclause 8.2.2 | required
up to IEng'th
7000 range
Required
exact fength
Exact Lgotg To be indicated ?:c?uire )
I h ing2
engt 12000 { oM Ordering) b o missible
deviation
in mm 2)
'} In the case of high-grade steel
from 2000 up to 12 000 mm
2) The minimum available length deviations are
i 2 mm for exact lengths = 4000 mm
%5 mm for exact lengths > 4000 mm

7 Testing
7.1 Extent of testing

It acceptance testing is agreed the number of rounds to
be tested for dimensional accuracy by the manufacturer
must also be agreed.

7.2 Procedure

7.2.1 The diameter of rods in manufacturing length or
stock length must be measured at a distance of at least
150 mm from 1he end of the product. On rods in exact
length with an agreed permissible length deviation of less
than 200 mm, testing must be carried out at a distance
of at least 10 mm fram 1he ends.

7.2.2 Checking of the stipulations in subclauses 4.1.1
10 4.1.3 may be carried out by using all suitable methods
{limit gap gauges, micrometer callipers, three-point
measuring devices), Testing must be carried out at room
temperature,
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Standards referred to
DIN 1353 Part 2 Abbreviations of terms for serni-finished products

DIN 1851 Free-cutting steels; technical conditions of delivery

DiIN 1652 Bright unalloyed steel; technical conditions of delivery

DIN 7160 ISO allowances for external dimansions (shafts) for nominal dimensions from 1 up to 500 mm
DIN 17 100 Steels for structural purposes; quality standard

DIN 17200 Quenched and tempered steels: quality specifications

DIN 17 210 Case hardening steels; quality specifications

DIN 17 440 Stainless steels; quality specifications

Further standards

DIN 175  Polished round steal; dimensions, deviations according to 1SQ talerance zone hg

DIN 668 Bright round steel; dimensians, permissible deviations according to 1SO tolerance zone h11
DIN 869 Bright steel shafts: dimensions, permissible deviations according to IS0 talerance zone h9
DIN 670  Bright round steel; dimensions, permissible deviatinns according to ISO tolerance zone h8
DIN 871 Bright round steel; dimensions, permissible deviations according to 150 tolerance zone h9

DINB9381 Ground and polished bright raund steei: dimensions, permissible deviations according to IS0 tolerance
2one h6

Previous editions
DIN 58 360: 06.69, 09.73

Amendments
As compared with the September 1973 edition the following amendments have been made:

a) The stipulations relating to the designations of the praduct have been adapted to the rules laid down in DIN 820
Part 27 {clause 3 and subclause 6.2.4),

b) The number of nominal diameters quoted in tabie 1 has been reduced. The scope of the Standard has been extended
to cover nominal diameters up to 150 mm {previously up to 80 mm).

c} The details on the appropriate materials have been extended {clause 5},

d} The stipulations relating to the finish and the daliverable lengths of the products have been adapted to the present
state of the art and ordering practices (clause 6 and table 2). (See atso Explanations)
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Explanations

The existing subsequent editions of dimensional standards for bright round steel (D{N 175, DIN 668, DIN 66¢, DIN 670,
DIN 871, DIN 59 360 and DIN 59 361) are the result of discussions of a technical committee in which manufacturers and
consumers were represenited in equal numbers. The representatives of the consumers did not support the discussed
proposal to include all stipulations for the products quoted in one standard because of the numerous amendments to
be made in the documents for ordering, drawings, parts |ists etc. Consequently, the previous splitting remained unchenged,
in principle, so that the following standards epply ta the individual 15O tolerance zones, classified aceording to an
increasing dimensional accuracy,

h11: DIN 668

h9:  DIN 175 (polished round steet)

DIN 671 (drawn or peeled round steel)
DIN 669 (bright steel shafts)

h8: DIN 870

h7: DIN 59360

h6: DIN 59 361

It is intended to realize the proposal of combining these standards in a later revision provided that this proceeding will

be adopted in the planned version of an international delivery condition for bright round steel.

The major amendments made in comparison with previous editions of the DIN Standards are explained once more in the

following.

a) The range of the stated nominal diameters was restricted in some cases, in other cases it was extended. The details are

. indicated in the “amendments” clause of the respective standard.

b} The nominal diameters which were not presented as preferred dimensions in previous editions have been deleted from
table 1, to concentrate the orders to a smaller number of nominal dimensions. In BIN 175 preferred dimensjons are
not mentioned because any nominal diameter within the range from 1 up to 30 mm is supplied when ordered.

c} The permissible deviations from the nominal diameter in the individual tolerance zones correspond with DIN 7160
and accordingly to the stipulations of ISQ/R 286 — 1962, As compared with previous editions of the dimensional
standards amendments have only been made in the diameter range from 1 up to 1,6 mm, for which, in DIN 7160, the
same permissible dimensional deviations apply as for the range over 1,6 up to 3 mm.

d) With the approval of all parties concerned concrete numerical values for the permissible deviations from straightness

of the rods were dispensed with again, especially since hardly any complaints on this subject have been made so far.

On request of the consumers the words “to the eye'’ have been deleted from the previous stipulation *‘straight to the

eye’, as these words do not furnish any additional proof in cases of complaint, The manufacturers would have rather

retained the previous stipulation which has shown its merit in practice and must be regarded as the strictest require-
ment on straightness.

The specifications for the appropriate materials (clause 5), finishes and deliverable lengths {clause 6) have been adapted

to the present state of the art. The remaining contents of the standard remained factually almost unchanged.

e
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