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Steel Barg
Hot Rolled Hexagon Steel ]cy]f;
Dimensions, Weighta, Permissible Varlations

Stabstahl; Warmgewalzter Sechgkantstahl;
Mafis, Gewichte, zulédssige Abweichungen

For connection with Euronorm- 61-71 iagsued by the European Coal and Steel Community,
see Explanations. ’

Dinensions in mm

1. Beope

This Stapdard epplies to hot rolled hexagon steel in the width meroes
flats of 13 to 105 mm supplied a8 straight bare in the steel grades steted -
in Section 4.

Tols Btandard does not cover round wire rod (see DIN 59410),
2. Depiznation

Designation of hot rolled hexagon steel of width acroes flate g = 48 mm
in a free cutting steel covered by the ccde number 9 SMa 28 or by tke
material number 41,0745 according to DIN 1651:

Hexagon 18 DIN 1015 - 9 SMn 28
or Hexmgon 48 DIN 4045 - 1.0715 -
The denomination "hexsgon™ may be replaced by the abridged form "ekt"
according to DIN 1353,
3. Dimensiong and permissible dimension and form variations
3.1, Croaa—sectiog

3«11, The widths meross flats in which hot rolled hexagon steel is pref-
erentielly gupplied, and the permissidble vaeristions on ihene widths across
flats are cortained in Table 1.

Continued on pages 2 and 3
Explanations on Page 4
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Page 2 DIRK 1015

Table 1.
Width flat Cross- Welight Surface Width Croas= Weigh
“r:" e ancti.:nz) ° area across flots a mection?) skt 51:-:.:::'
. A G u A (r] u
Nominal perc. em? kg/m em2/m Nominal | perm. em? kg/m em¥m
dimensica B! 'var. divenmicnd| var,
(13) 204 1,46 1,16 450 (39,5)| x 0. 13,6 10,6 1370
(14) 0.4 1,70 1,33 486 425 [ *os 16,6 12,3 1470
15 20,4 1,95 1,63 620 476 | tos 19,5 15,3 1650
(16) 20,6 2,22 1,74 554 52 *10 23,4 18,4 1800
(17) 20,8 2,60 1,96 589 57 *1.0 28,1 22,1 1970
18 105 2,81 2,20 624 (62) | =10 33,3 26,1 2160
20,5 *05 3,64 2,86 710 (67) *1,0 38,8 aob 2320
22,5 +0,8 4,38 3,44 780 (12} 1,0 44.9 36,2 2490
23,5 10,6 4,78 3,76 816 (78) [ x1.0 52,7 41,4 2700
25,5 XX 5,63 4,42 BB4 {83) t1.0 69,7 46,8 2B&O
28,6 x0.8 7,03 6,62 997 (88) *1.3 87,1 52,6 3060
3L5 *0.8 8,59 6,76 1090 {93) £1,3 74,9 58,8 3220
33,5 % 0,6 9,72 7,63 1160 (98) 1.3 B3,2 66,3 3380
31,5 *0,8 12,2 9,66 1300 (103) 1,8 81,9 72,1 a570¢
') In the caae of the bracketed widths scroas flats it ias advised that the magufectursr should be con-
sulted beforehand regarding availability.
2) Cross-section & = % 13 - 82 = 0.666 - 52

3.1.2, For bot rolled hexagon steel, cormer radiusing r according to Table 2 is permitted,

Table 2.
Permissible
Width acrose flats o cerner

radiusicg r

over up to | maximum

- 20 1

20 30 1,6

30 50 2

50 83 2,5

83 103 3

2:2. _Straightress

The straightness tolerance of the generating lire for hot rolled bexagon ateel according to
this Standard is given by the values according to Table 3.

o
{
Table 3.
¥Width scrosa flats g
over up to
40 No provisions
40 83 0,004 -1
83 103 0,0025 -¢

Stralghtnesa requirements more exacting than above arse to be agreed when ordering,
3.3. Uindins

The maximum permissible amount of winding in hot rolled hexagon steel should be agreed s nec—

e88ary when ordering.
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4. Materisl

Hot rolled hexagon steel according to this Stapdard shell preferably be made of the stecl
grades according te DIN 17100, DIN 17200, DIN 17210 and DIN 1651.

The steel grade reguired shall be indicated when ordering.

5. Weight and permissidble weight vaeriastions

5.1. The weight stated in Table 1 hag been calculated from the cross-section on the basis of g
density of 7.85 kg/dm3,

5.2. Pormisgible weight variations as percentages of totel weight are given in Table 4.

Tbe weight variation for the purpose of thia Standard is the difference between the actual
welght delivered and the welght gs caleculated from the weight according to Table 1 and the me-
tres éelivered (when ordering in manufacturing lengths) or the metres ordered (when ordering
in fixed and exsct lenmgths). :

Table 4,
Permissible
Width across flats s weight variatieps
for delivery guantities
over up to Z5¢ <5t
- 16 t6% *+8%
16 103 *4% 53%

6. Finish

The bar ends of hot rolled hexsgon steel intended for cold drawing must not exhibit any wipd-
ing. At ome end, which mustbe carefully definned and must not exhibit any upsef, the bar must
be capable of being entered in the usual way into the drawing die. The other end of the bar

must be sufficiently free from fins and ridges to prevent any bammering effect on leaving the
drawling die. :

7. Mode of delivery

7.1. The larcgth particularS'according to Teble 5 apply to the delivery of hot rolled hexagen
steel.

7-2. When ordered on & weight only besis, the length may vary between the stated maximum and
minimum values for the manufacturing length.

Teble 5.
Nature of length Length Order details for the length
Range . permissible variation
Manuteeturing 3000 to 8000 anywhere between the none
length linits steted for the
length range
Fixed length wp to 8000 2100 required fixed length in mm
Exact leangth up to BOQOD preferable: required exact length and
*50,+25,%210,+5 required permissible variation
in mm

7:3._Exsmple of order

100 ¢ hot rolled hexggon steel of width ecrosa flats 8 = 18 mm in free cutting steel covered
by the code number 9 3Mn 2B or the material nurber 1,.0715 according 4o DIN 1651 in meoufactur—
ipg lengths:

A00 + Hexagon 18 DIN 1045 —~ 9 SMn 28
or 100 t Hexagon 18 DIN 1015 - 1.0745%5
8. Testing dimensional aceuracy
8.1. Extent of teating

The npumber of bars which ghall bs measured for dimensional accuracy at the menufmcturer's works
prior to despatch shall be agreed when ordering,

8.2. Procedure of testings

8.2.1. The width scross flats shall be meamsured at a distance of not less than 150 mm from the
end of the bars when delivery is made in nanufacturing lengths, and at &ny point desired when
delivery is made in fixed end exact langths.

8.2.2, When testing stralghtness according to Section 3.2 the dimension q shall be meapured
over the full lempgth of the bar.
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Explanationa

In this iasus of DIN 1015 the gradation of the widths across flats has been matched to the range of Domingl
dimensicna in the new issue of DIN 176, the following drawing allowancen, which are relatsd to the dimen-
alona of the bright steel (data in mm) having been applied:

Width across flata |Drawing allowancs
in DIN 176 ic DIN 015
<19 +1,0
=19 <50 +1,5
250 <75 o+ 2,0
=75 + 3,0

The resultirg nominal dizension range can be assen from Table 1. It is largely in agreameat with the partic-
ulars in Euronorm 61 which, however, contains additionally the widths mcross finte 21.5 = 24.5 - 27.5 and
30.5 mm, but on the other hand im lizited to widths acroms flata up to 83 mm. Compared with the previous
issue of DIN 1015 datad October 1963 the partial new provision of the draving allowsnces has meant thet
some of the width acroas flats values in the range from 20 to 77 am have been increased by 0.5 or 1 mm. The
aominal dimecsiona 19, 2k, 27, 30.5 aad 34 mm have not been ineluded in the new isgue, mince they are no
longer neesdad as primary dimensicns for the manufacturs of bright hexagon atesl.

In Tablea 1 the nominal dimensions, whick, according to the atatimtica of the ateelmakera are now orderad on
only a small scals, have been placed in brackets. In the casme of these widths across flats prior consulta-
tien with the manufacturer regarding avallability io advisable.

The particulars regarding permissible dimension and form variatiens have been taken over unchanged from the
previous version of the DIN Standerd with the aingle exception that, in agreement with Eurcporm 61, the
gradation of the values takes rlace et 83 mm (instead of go &8 previcusly). Also derived from the Buronorm
are the additional provisions regarding permissible corner radiusing (Section 3.1.2) and the Iinishes of
the bar ends (Section 6). It should also be mentioned that the Burencrm gives a further clssa of grade no-
curacy for which the permissible variatioms of the width acrosa flats amount o abaut 60 to 80 £ of the
values according to DIN 1015. Thias class im slso subject tg tighter straightneas tolerances, and g maxisum
value for the permissible variation between the mmpllsest end largest width acroas flats is guaranteed. Bar
draving mills in Germany see¢ no need Tor these restricted variations.
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