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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.

The proced e ) d e are
described in the ISO/IEC Dlrectlves Part 1. In partlcular the dlfferent approval crlterla needed fpr the
different types of ISO documents should be noted. This document was drafted in accordanee with the

4. ISO shall not be held responsible for identifying any or all such patenfrights. Details of
ights identified during the development of the document will be in the Introduction and/or
on the ISO ligt of patent declarations received. www.iso.org/patents

Any trade ngdme used in this document is information given for the convéniénce of users and do¢s not
constitute ar} endorsement.

The committee responsible for this document is ISO/TC 17, Steel.

This second pdition cancels and replaces the first edition (IS0.6929:1987), which has been techrfically
revised.
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Steel products — Vocabulary

Scope

This I

nternational Standard defines terms for steel products according to their

a) stage of manufacture,

b) s
c) a

NOTE
proce

NOTE

NOTE

1 1

1.1
111

liquid steel

steel

1.2

1.21
ingot]
prodtu
into s

Note 1
corru
be drd
Note 2

a)

—-

1

hape and dimensions, and
bpearance.

1  Although the products are generally defined independently of their end uses or 1
ses, it has sometimes been necessary to make reference to these criteria.

2 All dimensions given in this International Standard are nominal.

3  See the list of terms and relevant subclauses in Annexes A and B.

erms and definitions

Liquid steel

n the liquid state ready for pouring and@btained from the melting of raw materials

Ingots and semi-finished products

ctobtained by pouringliquid steel into moulds of a shape appropriate to the subseque
emi-finished products,)or flat or long products, generally by hot rolling or forging

to entry: The shdpe generally resembles a truncated pyramid or truncated cone, the side su
rated and the corners more or less rounded. Depending on subsequent conversion requiremer
ssed or hot scarfed or both, or cropped without altering their status as “ingots”.

to entry=Ac¢cording to the cross-sectional shape and dimensions, a distinction is made between

gotsyhaving a cross section that may be square, rectangular (of width up to twice the thickne

r

hanufacturing

Wt processing

rfaces may be
ts, ingots may

the following:

ss), polygonal,

und, oval, or shaped according to the profile to be rolled;

b) slabingots, of rectangular cross section of width twice the thickness or over.

1.2.2

semi-finished product
product obtained by

a) continuous casting that may or may not be followed by rolling, forging, or cutting,

b) pressure casting, and

c) rolling, forging, or cutting ofingots orlarge sections of continuous cast products and generally intended
for conversion into flat or long products by hot rolling or forging, or for the manufacture of forgings

© IS0 2013 - All rights reserved
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Note 1 to entry: The cross sections may be of various shapes (see 1.2.2.1 to 1.2.2.5); the cross-sectional dimensions
are constant along the length with wider tolerances than those of the corresponding flat or long products and
side corners more or less rounded. The side surfaces are sometimes slightly convex or concave, retaining rolling,
forging, or continuous casting marks and may be partly or totally dressed to remove surface defects, e.g. by
cutting, flame melting, or grinding.

1.2.2.1

semi-finished product of square cross section

semi-finished product with sides of 50 mm or over, generally described as blooms if the sides are greater
than 200 mm or as billets if smaller

Note 1 to entry: These dimensions may be less for certain types of steel, e.g. high-speed steels.

1.2.2.2

semi-finished product of rectangular cross section
semi-finished product of cross-sectional area of 2 500 mm?2 or over of width up to twice-the thickness,
generally deqcribed as blooms if the cross-sectional areais greater than 40 000 mm?Z or a$ billets if shaller

1.2.2.3
flat semi-firlished product
product with a thickness of at least 50 mm and a width of at least twice the thickness, described asfa slab

1.2.2.4
round semi{finished product
continuously] cast or forged semi-finished product of circular cross-section

1.2.2.5
blank for sections
semi-finished productintended for the manufacture of sectighs that have been preformed for that pulrpose

Note 1 to entrly: The cross-sectional area is generally over 2°500 mm?2.

Note 2 to entfy: In many countries, long products afé-obtained by rolling semi-finished products of square or
rectangular cfoss sections.

1.2.2.6
blank for tupes and pipes
semi-finishegl product, usually shaped;as round bars, intended for the manufacture of tubes and|pipes
that have be¢n preformed for thatpurpose

1.2.2.7
VAR ingot
semi-finisheql product, ustially shaped as round ingots or blooms, obtained by melting press-fqrmed
metallic raw[materialortby remelting ingots or blooms using a vacuum arc remelting (VAR) furnalce

Note 1 to entfy: Va€uum arc remelting results in products with improved chemical homogeneity and indlusion
cleanliness.

1.2.2.8

ESR ingot

semi-finished product, usually shaped as round ingots or blooms, obtained by melting press-formed
metallic raw material or by remelting ingots or blooms using an electro slag remelting (ESR) furnace

Note 1 to entry: Use of electro slag remelting results in products with improved chemical homogeneity and
inclusion cleanliness.

2 © IS0 2013 - All rights reserved
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1.3 Flat products

1.3.1
flat product
producthavingapproximately rectangular cross sections, the width being much greater than the thickness

Note 1 to entry: The surfaces are generally smooth except for certain products, e.g. floor plates, that show regular
raised or indented surface patterns.

1.3.2
uncoated flat product
flat product without any coating or surface treatment

Note 1 to entry: Flat products that have received a simple coating for the purpose of protection fro:In corrosion or
mechgnical damage, e.g. passivation, organic coatings, paper, oil, and lacquer, are defined as unegated flat products.

1.3.2(1
hot-rplled uncoated flat product
flat product manufactured by hot rolling semi-finished products or by hotrelling ingots

Note ] to entry: Hot-rolled flat products include those that have been subjected to a light colgd-rolling pass,
normglly less than 5 % reduction, known as a “skin pass” or “dressing pass(.

1.3.2{1.1
wide|flat
flat product of width over 150 mm up to and including 1¢250 mm and thickness generally over 4 mm,
suppljed inlengths, i.e. not coiled, and the edges are square;j.e. hot rolled on the four sides (or in box passes)

1.3.2{1.2

hot-rplled sheet and plate
hot-rglled flat product, the edges of which are allowed to deform freely, supplied flat and generally in
squarje or rectangular shapes with a width 6£:600 mm or over; but also in any other shape, e.g. circular
or acqording to a drawing showing the product shape

Note 1 to entry: The edges may be as rolled-or sheared, flame cut or chamfered. The product may aldo be delivered
pre-cyrved. Hot-rolled sheet and platéare defined as:

a) sheet: thickness less than 3mm;
b) plate: thickness 3 mm,er.over.
Note 4 to entry: Sheetaitid’plate may be produced

a) djrectly on a reversing mill (this productis generally known as quarto plate) or by cutting fromfa parent plate
r¢lled on adéyersing mill, and

b) by cutting from a hot-rolled wide strip (this product is generally known as hot-rolled sheet or plate).

1.3.211.3
hot-rolled strip
hot-rolled flat product that immediately after the final rolling pass or after pickling or continuous
annealing, is wound into a regular coil

Note 1 to entry: As-rolled strip has slightly convex edges, but may also be supplied with sheared edges or slit
from wider strip.

Note 2 to entry: Hot-rolled strip is further defined as:
a) hot-rolled wide strip: width 600 mm or over;
b) hot-rolled slit wide strip: rolling width 600 mm or over, slit to widths less than 600 mm;

c¢) hot-rolled narrow strip: rolling width less than 600 mm.

© IS0 2013 - All rights reserved 3
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Note 3 to entry: After decoiling and transverse cutting, hot-rolled strip may be supplied as cut lengths or sheets.

1.3.2.2

cold-rolled uncoated flat product
uncoated flat product that have undergone a reduction in cross section of 25 % or over by cold rolling

Note 1 to entry: For flat products of rolling width less than 600 mm and for certain qualities of special steel, levels
of reduction of cross-sectional area less than 25 % may be included.

1.3.2.2.1

cold-rolled sheet and plate
cold-rolled flat product, the edges of which are allowed to deform freely, supplied flat and generally in

square or re
or according

Note 1 to entr]
a)
b)

sheet:
plate:
Note 2 to entr]

1.3.2.2.2

cold-rolled s
cold-rolled f]
wound into 3

Note 1 to ent]
from wider st

Note 2 to entr]

a) cold-rolld
b) cold-rolld
c) cold-rolle

Note 3 to entr]

1.3.3

electrical st
steel charad
electrical m{

Note 1 to enty
thick and wid

Ftangular shapes with a width of 600 mm or over, but also in any other shape, €.g. Cij
to a drawing showing the product shape

y: Cold-rolled sheet and plate are defined as:
thickness less than 3 mm;
thickness 3 mm or over.

y: The edges may be as rolled, sheared, flame cut, or chamfered.

strip
at product that immediately after the final rolling pass, or after pickling or anneal
regular coil

y: As-rolled strip has slightly convex edges, but mayalso be supplied with sheared edges
Fip.

y: Cold-rolled strip is further defined as:

d wide strip: width 600 mm or over;

d slit wide strip: rolling width 600 mm or over, slit to widths less than 600 mm;
d narrow strip: rolling widthJess than 600 mm.

y: After decoiling and cutting to length, cold-rolled strip may be supplied as cut lengths or sh

eel

ichines

y: Electrical steels are supplied in the form of cold-rolled sheet or strip, generally less than
h ofup to and including 1 500 mm.

Fcular

ng, is

or slit

eets.

terized by its™Mnagnetic properties, that is intended for use in magnetic circufits in

2 mm

Note 2 to ent

YT ere are also certaim notrotted flat products witir thickmesses of 1,5 mrmm up to 5 m

specified mechanical and magnetic properties.

Note 3 to entry: Electrical steels are defined by the following specified principal magnetic properties:

a)

expressed in hertz;

b)

metre and frequency expressed in hertz.

Note 4 to entry: Electrical steels are further defined in 1.3.3.1 and 1.3.3.2.

with

specific total loss in mass per kilogram at a specified level of peak magnetic flux density, 7, and frequency, f,

peak magnetic flux density, T, at a specified level of peak magnetic field strength expressed in amperes per

© ISO 2013 - All rights reserved
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1.3.31

non-oriented grain electrical steel
non-alloy steel and steel alloyed with silicon or silicon and aluminium that is essentially isotropic in its
magnetic properties, i.e. the magnetic properties are similar both in the direction of rolling and in the
transverse direction

Note 1 to entry: These steels may be supplied either

a) inthesemi-processed state with the required specific total loss achieved after the material has been annealed
by the user according to a reference heat treatment, or

b) inthefinal annealed state with specific total loss. The product may be supplied uncoated or with an insulating

C

1.3.3
grain
steel

prefe

Note 1
1.3.4
tin

non-
chron

Note 1

1.3.4
black

non-alloy, low carbon steel supplied in strip or sheet form that has been single or double cq

Note

Note
(ECCS
suitab

1.3.4
tinpl

non-allloy, low carbon.Steel supplied in strip or sheet form that has been single or double

and c

Note 1
doublg
passiv

atimgomone or bothrsurfaces:

2
-oriented electrical steel

plloyed with silicon that is anisotropic in that it possesses a metallurgical“structu
ential magnetic properties in the direction of rolling

to entry: These steels are supplied with an insulating coating on both surfaces.

ill and allied products for packing
loy low carbon steel supplied in strip or sheet form, normally coated with tin o
hium/chromium oxide for packaging purposes

to entry: This includes the products listed in 1.3.4.1 to,1.3.4.4.

1
plate

P to entry: Blackplate is normally, used to manufacture tinplate or electrolytic chromiun
, but blackplate may be used as'such for some packaging applications. In such a case, the pro
le for varnishing (lacquering) or printing.

2
hite

bated on botlusurfaces with tin in a continuous electrolytic process

re that gives

" electrolytic

Id reduced

| to entry: Single cold-reduced blackplate is commonly supplied with a thickness of 0,15 mm up to and
includling 0,60 mm, double cold-reduced blackplate with a thickness 0,14 mm up to and including 0

36 mm.

-coated sheet
Huct should be

cold reduced

to entry:Single-reduced tinplate is commonly supplied with a thickness of 0,15 mm up to and incl
-reducedtinplate with a thickness of 0,14 mm up to and including 0,36 mm. Tinplate is supplied
atiof treatment and a protective coating of oil and is suitable for varnishing (lacquering) or pri

Note 2

1.3.4.3

tinned sheet and strip
non-alloy, low carbon steel supplied in strip or sheet form of a thickness of 0,50 mm or over and tin
coated on both surfaces

© IS0 2013 - All rights reserved
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1.3.4.4
electrolytic
ECCS

chromium-/chromium oxide-coated steel

non-alloy, low carbon steel supplied in strip or sheet form that may have been single or double cold
reduced; coated on both surfaces by a cathodic process with a duplex film of metallic chromium adjacent
to the steel substrate with an outer layer of hydrated chromium oxide or hydroxide

Note 1 to entry: Single cold-reduced ECCS is commonly supplied with a thickness of 0,17 mm up to and including
0,49 mm, double cold-reduced ECCS with a thickness of 0,14 mm up to and including 0,29 mm. ECCS is supplied
normally with a protective coating of oil and is suitable for varnishing (lacquering) or printing.

1.3.5

coated hot-x
hot-rolled or

1.3.4, whethg
a) onboth
1) equg
2) diffd
b) onones

Note 1 to entr]
to the current

Note 2 to entr]

1.3.5.1
metal-coate
sheet and sty

Note 1 to entr]

1.3.5.1.1

hot-dipped |
flat products
total coating

Note 1 to entr]

1.3.5.1.1.1
zinc-coated

hot-dipped npetal sheet’and strip coated with zinc

Note 1 to ent

olled or cold-rolled flat product
cold-rolled product with a permanent coating other than those defined in 1.3.2)\1"
r

.

surfaces of

1 thickness, or

rent thickness (differential coating), or
irface only

y: Coating masses and coating thicknesses cited in the following subclauses are nominal and
technology.

y: According to the type of coating, the products are elassified in 1.3.5.1 to 1.3.5.3.

d sheet and strip
ip coated with metallic material such as;aluminium, zing, silicon, etc.

.3, or

relate

metal-coated sheet and strip
that has been metal coated by hot dipping in a molten bath, described by reference
mass, expressed in grams per square metre

y: This includes the'products listed in 1.3.5.1.1.1 to 1.3.5.1.1.4.

sheet and strip (hot-dipped sheet and strip, galvanized sheet and strip)

y: The total mass of the zinc varies in general between 60 g/m2 and 700 g/mZ2. The coating

y: According to the type of coating progess, the products are classified in 1.3.5.1.1 and 1.3.5.1.2.

to the

S may

have a spangl

e inish or be without spangle. After zinc coating, the surfaces may be passivated by chron

ating,

phosphating, or treatment with compounds of vanadium or titanium or both. This f1inal surface treatment does
not alter the definition of such products as “hot-dipped zinc-coated flat products”.

1.3.5.1.1.2

aluminium-zinc coated sheet and strip
hot-dipped metal sheet and strip coated with aluminium

Note 1 to entry: The total mass of the alloy varies in general between 80 g/m?2 and 450 g/m?2.

Note 2 to entry: According to the aluminium content, a distinction is made between

a)
b)

aluminium-zinc alloys (aluminium 50 % or over), and

zinc-aluminium alloys (aluminium over 3 % but less than 50 %).

© ISO 2013 - All rights reserved
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1.1.3

aluminium or aluminium-silicon alloy coated sheet and strip
hot-dipped metal sheet and strip coated with aluminium or aluminium-silicon

Note 1 to entry: The total mass of the alloy varies in general between 40 g/m?2 and 300 g/m?2.

1.3.5.

1.1.4

lead-tin alloy coated sheet and strip
terne plate

sheet

and strip coated with a lead-tin alloy

Note 1 to entry: In general, the highest nominal mass for the coating corresponds to a minimum of 120 g/m?

includling both surfaces.

1.3.5
elect
flat pi
in mi
Note 1

1.3.5
elect
sheet

1.2

rolytically metal-coated sheet and strip

oducts metal coated electrolytically, described by reference to the single stirface coat
rometres

to entry: This includes the products listed in 1.3.5.1.2.1 to 1.3.5.1.2.3.

1.2.1
Folytically zinc-coated sheet and strip (electrozinc sheet)
and strip coated electrolytically with zinc with coatingthickness generally betwe

10 unp on each surface

Note 1
by ch

to entry: This coating does not show a spangle finish¢After zinc coating, the surfaces may
omating, phosphating, or treatment with compounds of vanadium and/or titanium. Thig

treatment does not alter the definition of such products as “electrolytically zinc-coated flat produg

1.3.5
elect
sheet
1 pm

1.3.5
elect
sheet

1.2.2

Folytically zinc-nickel coated sheet and strip

and strip coated electrolytically with-zinc-nickel alloy with coating thickness gener
and 8,5 pm on each surface

1.2.3
Folytically lead-tin coated\sheet and strip
and strip coated electrolytically with a lead-tin alloy with coating thickness gener

2,5 pm and 10 pm on each(surface

1.3.5
sheet
uncodg

2
and strip withorganic coatings
ted or metal-coated (e.g. zinc-coated) sheet and strip, subsequently coated with an org

or a nj

2
b)

N

lixture of metal powder and organic material by one of the following continuous pro

ng thickness

en 1 um and

be passivated
final surface
ts”.

ally between

hlly between

hnic material
resses:

um to 400 um on each surface

ote 1 to entry

35 pm to 500 um on each surface.

1.3.5.

3

sheet and strip with miscellaneous inorganic coatings

sheet

and strip coated with an inorganic material, e.g. vitreous enamel

© IS0 2013 - All rights reserved
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1.3.6
profiled sheet
sheet usually manufactured from coated sheet, but also from uncoated sheet, with a width much greater

than the height of the profile
Note 1 to entry: See Figure 1.

Note 2 to entry: A distinction is made between

a) corrugated sheet: products showing large or small longitudinal corrugations, mainly used for cladding,
flooring, and roofing [Figure 1 a)], and

b bb d ats o diote it oot o gl A b a g i d ol 1o gt din o] b e T o0 1 1]
ribbed sheet-preductswithrectanstlaror-trapezoida-onsgitudinalribsHisure+bit-

VAVAVAVAVAVAVAVAVAVAVAVA

1a)

P B N B W v

1b)

Figure 1 — Illustration of typical preofiled sheet
(see 1.3.6)

1.3.7
composite products
products corhprising

a) plate, sheet, and strip clad with steels or allgys to resist wear, chemical corrosion, or heat distofrtion;
bonding|is usually achieved by rolling, spraying, welding, or explosion,

b) sandwich steel sheet formed from two sheets bonded together by means of a synthetic $ound
insulatirjg plastic layer, or

c) sandwich panels fabricated/fxom two ribbed sheets bonded by an insulating layer (See Figurg 2)
Figure 2 — Illustration of typical sandwich panel
[see 1.3.7 c)]

8 © IS0 2013 - All rights reserved
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1.4 Long products

1.4.1
long product
product that does not conform to the definition of a flat product (1.3.1)

Note 1 to entry: Long products have a constant cross section that is usually defined by a standard that establishes
the normal size ranges and the tolerances on shape and dimensions. The surface is generally smooth, but in
certain cases, e.g. reinforcing bars, may have a regularly raised or indented pattern.

1.4.2
rod
hot-rglled long product having a nominal size generally of 5 mm or above and wound into-iffregular coils

Note 1 to entry: The cross section may be round, oval, square, rectangular, hexagonal, octagonal, fhalf round, or
of any| similar shape. Its surface is smooth. Rod is generally intended to undergo furtherprocessing. It may also
be usgd with or without further processing, e.g. cold deforming, for the fabrication-of'welded fabific or for other
elemepts used to reinforce concrete.

Note 4 to entry: Rod used for wire drawing purposes in coil form is generally named “wire rod”.

1.4.3
wire
prodyct of constant cross section along its length, obtained by*Cold drawing rod through ajreducing die
or passing under pressure between rollers and rewinding the'drawn product

Note ] to entry: The cross section is generally round, though sometimes oval, rectangular, squafre, hexagonal,
octaggnal, or other convex section.

Note 2 to entry: The manufacturing processes provide close control of geometric (size, surface ¢ondition) and
mechgnical properties. Wire may be supplied uncoated (as drawn, annealed) or coated (e.g. with zinc, copper,
nickelf or plastic materials).

Note J to entry: Heat treatments or surface treatments or both may be applied during the course of manufacture
to imgrove the properties of wire.

Note 4 to entry: Wire is often confiused with rod. To avoid confusion, wire can be more specifically [called “drawn
wire” [especially when passed thrpugh reducing die(s)] and rod more specifically called “wire rod’}.

1.4.4
hot-finished bar
prodyct supplied in‘straight lengths but not in coils, thus differentiating them from rod

1.4.411
hot-rplled bax
hot-rg¢lled productin straight lengths of constant transverse section having a solid (convex) cross section
as defined'in 1.4.4.1.1 to 1.4.4.1.3

1.4.4.1.1
round bar
bar having a circular cross section of diameter generally 8 mm or over

1.4.4.1.2

square, hexagon, and octagon bar

bar having square, hexagonal, or octagonal cross section; the side is generally 8 mm or over for squares
or 13 mm or over for hexagons

Note 1 to entry: Squares of sides up to 50 mm with rounded corners are considered to be square bars.

© IS0 2013 - All rights reserved 9
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1.4.4.1.3

flat bar

bar of rectangular cross section rolled on the four faces of thickness generally 5 mm or above and with
a width not over 150 mm

1.4.4.1.4

bar of special shape

product hot rolled in lengths of particular full cross-sectional shapes including particular trapezoids,
bevels, triangles, bars for grooved springs, semi-rounds, and half flat semi-rounds

Note 1 to entry: Special shapes are generally rolled in limited quantities.

1.4.4.2
forged bar
product obtdined by forging and that does not undergo subsequent hot conversion

Note 1 to entrfy: These products are mainly in the form of rounds or squares.

1.4.4.3
hollow miniﬂ;ng drill bar
bar with an internal hollow of any cross-sectional shape, suitable for the manufacture of drill bits, with

a maximum g¢xternal cross-sectional dimension over 15 mm up to and including 52 mm that is at least
twice the mgximum dimension of the cross section of the internal hollaw

1.4.5
bright product
round bar of|various cross-sectional shapes obtained by drawing or turning

Note 1 to entrfy: This includes the products listed in 1.4.5.1 to 1:4:5.3.

1.4.5.1
drawn product
product of vdrious cross-sectional shapes obtained, after descaling, by drawing of hot-rolled bars| rods,
or tubes on g drawing bench (cold forming without removing material)

Note 1 to enfiry: This operation results in«the product’s special features with respect to shape, dimensional
accuracy, and surface finish. In addition, the process causes cold working of the product that can be eliminafted by
subsequent hgat treatment. Products inllengths are delivered straightened regardless of size.

1.4.5.2
turned product
round bar prjoduced by turxhing on a lathe where the product can be further processed by straightlening
and polishing

D

Note 1 to entify: Thistoperation gives the bar special features with respect to shape, dimensional accuraqy, and
surface finishf The k€moval of metal is carried out in such a way that the bright product is generally fre¢ from
rolling defect§ and surface decarburization.

Note 2 to entry: Some bars ordered as hot-rolled products may be delivered roughly turned (peeled); nevertheless,
such products are considered as hot-rolled products and not as bright products.

1.4.5.3

ground product

drawn or turned round bar with improved surface quality and dimensional accuracy provided by
grinding or grinding and polishing

1.4.6

deformed product for reinforcement and prestressing of concrete

product with a cross section that is round or almost round, with crenelated or ribbed surfaces, for
reinforcement and prestressing of concrete and supplied in the forms defined in 1.4.6.1 to 1.4.6.3

10 © IS0 2013 - All rights reserved
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1.4.6.1

rod

see 1.4.2

1.4.6.2
wire
see 1.4.3

1.4.6.3

bar

see 1.4.4

Note 1 to entry: These bars may, after hot rolling, have undergone a controlled cold deformationse.
or twisting about their longitudinal axis.

1.4.7

hot-rplled section
prodyct of various cross-sectional shapes obtained by hot rolling

Note 1 to entry: This includes the products listed in 1.4.7.1 to 1.4.7.5.

1.4.711

railway material
prodyct used in the construction of railway tracks and other systéms of rails

1.4.71.1
railwjay track product
light 4nd heavy hot-rolled railway products as definedin 1.4.7.1.1.1 and 1.4.7.1.1.2

1.4.70.1.1
heavy railway product
railwhy product including

a) rails of linear mass 20 kg/m or over(except those in 1.4.7.1.2), and
b) sleepers of linear mass 15 kg/m or over
1.4.7.1.1.2

light railway product
railway product including

a)
b)
‘)
d)
e)
f)
g)
h)

—

hils of linear mass™up to 20 kg/m (except those in 1.4.7.1.2),

2]

eepers ofliniear mass up to 15 kg/m,

(@)

bnductor rails with specified electrical resistivity properties,

—

hilsfor switches and crossings,

. lengthening

guide rails,
brake rails,
fish plates, and

base plates (also known as sole, tie, or bearing plates)

© IS0 2013 - All rights reserved
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1.4.7.1.2
product for other rail systems
hot-rolled product for other rail systems as follows:

a)

crane rails;

b) grooved rails

1.4.7.2
piling
product used for piling

Note 1 to entr]

1.4.7.2.1

sheet piling
product obta
that, by intet
forms partitions or continuous walls

Note 1 to enty
(see Annex C for examples):

4) tubuIar piles with intermediate.sheet piling;

y: According to the product shape and application, products are classified in 1.4.7.2.1 to 1.4.7

2.3.

ined by hot rolling or cold forming (e.g. drawing, bending, roll forming), te a shape
locking of the joints or fitting of longitudinal grooves or by means of special fasten

y: Sheet piling is distinguished according to its form in cross section and its application as fi

hat shape sheet piling;

veb or flat sheet piling;

] sheet piling;

fabricated from U- or Z-sheet piles and steel plates;
walls:

locking H-sheet piling;

s with intermediary Z-sheet piling;

locking tubular piles;

ined walls using beXpiles;
ed sheet piling:

E piling Q (Omega) and Z;

h sheeting;

ctions.

such
ers, it

bllows

a) U,Z,and
b) straighty
c) fabricate
d) Dbox piles
e) combined
1) inte
2) Hpil
3) inter
5) com
f)  cold-forn
1) shee
2) tren
g) corner se
1.4.7.2.2

fabricated bearing piling
fabricated piling, made up from steel elements and used for bearing purposes

Note 1 to entry: Box piles may be used as fabricated bearing piling.

1.4.7.2.3
tubular fabricated bearing piling
tube of circular, square, or rectangular cross section, driven into the ground to transmit the weight of
structures to the soil by resistance developed at its base and by friction along its surface

Note 1 to entry: The terms sheet piling and bearing piling include piling that has undergone certain finishing
operations such as piercing or welding of attachments.

12
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1.4.7.3
mining frame section
product with cross sections resembling the letter [ or the Greek capital letter Omega ((2)

Note 1 to entry: Mining frame I sections are distinguished from other I sections by a greater slope of the inside
face of the flanges. Generally, they also have a flange width over 0,70 of the nominal web height (see Annex D).

1.4.7.4
heavy section
hot-rolled product with cross sections resembling the letters I, H, or U

Note 1 to entry: See Annex E.

Note 7 to entry: Heavy sections have the following characteristics:

a) npminal height of 80 mm or over;

b) swurfaces of the webs are continued by fillets to the inside faces of the flange;

c¢) flanges are generally symmetrical and of equal width (see also 1.4.7.4.5);

d) optside faces of the flanges are parallel;

e) flanges are either of decreasing thickness from the web to the ‘edge (“tapered flanged”)
thickness (“parallel flanged”).

Note 3 to entry: A distinction is made between

a) pprentsections: sections with web and flange thickn€ss considered as standard,

b) thin sections: sections manufactured with thésame series of rolls used in producing the ¢
pprent section, which provides a thinner web orflanges or both (as a result of adjustment of
hprizontal rolls) for an approximately equal noniinal height, and

c) thick sections: sections manufactured-with the same series of rolls used in producing the ¢
phrent section, which provides a thickexweb or flanges or both (as a result of adjustment of
hprizontal rolls) for an approximately-equal nominal height.

1.4.74.1

I section (narrow and meditamrflanges)

sectign having a cross-sectional shape resembling the letter I where the flanges are not wi

of thg nominal height of the section and less than 300 mm

1.4.7.4.2

H sedtion (wide-flanged beam)

sectign having-a,cross-sectional shape resembling the letter H where the flanges are widet
the ngminalsheight of 300 mm or over

Note 1 to.entry: Sections with flanges wider than 0,8 of the nominal height are sometimes called “g

or of uniform

orresponding
the vertical or

orresponding
the vertical or

ler than 0,66

than 0,66 of

olumns”.

Note 2 to entry: H sections with the same series of equal nominal height and flange width are sometimes called
“equal outer dimension H sections”, which can provide more efficient fabrication in steel structures such as
architecture.

1.4.7.4.3
U section (channel)
section having a cross-sectional shape resembling the letter U

© IS0 2013 - All rights reserved
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1.4.7.4.4

013(E)

bearing pile
section having a cross-sectional shape resembling the letters H or [ where the thicknesses of the web
and flanges are identical

Note 1 to entry: Bearing piles may also be equipped with laggings (enlargements along the length of the pile or
at its bottom).

1.4.7.4.5

special heavy section
section having[, H, U, or similar cross-sectional shape with a nominal height of 80 mm or above, but with
features such as unequal or asymmetric flanges or non-standard web thickness

Note 1 to entr]

1.4.7.5

other section

section othet

y: These products are generally manufactured in limited quantities.

than railway material, piling, mining frame section, and heavy section

1.4.7.5.1

small U sectlion
small I section
small H sectiion

section havi
less than 80

Note 1 to entr]

1.4.7.5.2
L section (a
section havi

Note 1 to entr
corners of the|

1.4.7.5.3

T section w
section havi
flanges and ¥

Note 1 to entr
web and flang

1.4.7.5.4

g a cross-sectional shape resembling the letters U, [, or #/and where the nominal he
nm

y: See Annex E.

gle)

g a cross-sectional shape resembling the, letter L
y: Angles can be defined as equal or unequal angles depending on the ratio of the flange width

flanges are rounded.

th equal flanges
g a cross-sectional shape resembling the letter T, where the corners are rounded af]
veb are slightly tapered, and where the flanges are of equal width

: T sections can dlsp'be fabricated from H sections that are split along the web. These have p
e profiles and are/sometimes called CT (Cut T shape) sections.

P section (b

Ib flat)

ght is

s. The

1d the

hrallel

section withl a gewnerally rectangular cross-sectional shape with a bulge along the full length of a

longitudinal edgeof one of the wider surfaces and a width generally up to 430 mm

1.4.7.5.5

special section
product hot rolled in lengths usually of small open cross section or of very special shape that is generally

rolled in limi

ted quantities and is not covered by 1.4.7.4 or 1.4.7.5.1 to 1.4.7.5.4

Note 1 to entry: This special section includes, in particular, Z section, T section with unequal flanges, square-
edged L, U, and T section, and track shoe section.

Note 2 to entry: These sections may also be obtained by hot extrusion.

14
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1.4.8

welded section

long product of open cross sections that has a cross-sectional shape similar to the products defined in
1.4.7.4 and 1.4.7.5, but instead of being obtained directly by hot rolling, is made by welding together
combinations of hot-rolled long products, hot-rolled flat products, or cold-rolled flat products

1.4.9

cold-formed section

cold-formed long product having various cross-sectional shapes, either open or with edges abutting,
constant along their length

Note 1 to entry: Cold-formed sections are made from coated or uncoated hot- or cold-rolled flat products whose
thickrlesses are only slightly modified by the cold forming process (e.g. profiling, drawing, presg forming, and
flangipg). They consist of

a) general purpose cold-formed sections, e.g. L, U, C, Z, and Q (Omega) sections, and

b) pfoducts for particular applications including cold-formed sheet piling [see 1:4.7.2.1 f)], cfrash barriers,
blilding frames, door frames, and lorry and wagon chassis.

Note 1 to entry: Tubes may be finished at the ends, e.g. by threading of:flaring, or coated on the interjior or exterior

ess tube
ade by piercing a solid product to obtain a tube hollow, which is further processed,|either hot or

ade by forming a hollow profile from a flat product and welding adjacent edges togdther

Note 1 to entry: After welding, the tube may be further processed, either hot or cold, into its final dimensions. The
welds|may be longittdinal or helical.

1.4.10.2.1

submergedarc welded steel tube
SAW
tube made by forming either hot or cold a hollow profile from a strip or plate and welding the adjacent
edges together, without pressure, by addition of filler metal

Note 1 to entry: The adjacent edges and the filler metal are heated to welding temperature by an arc generated by
the resistance to the passage of an electric current. The arc generated and the molten metals are protected from
atmospheric contamination by the presence of a layer of flux.

Note 2 to entry: The tubes may have one or two longitudinal seam welds (SAWL) or one helical seam weld (SAWH)
with at least one pass on the inside of the tube and at least one pass on the outside of the tube.
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1.4.10.2.2
electric resi
EW

stance welded steel tube

tube made by pressure welding, in a continuous or non-continuous process, in which strip is formed cold
into a hollow profile and the seam weld made by heating the adjacent edges through the resistance to the

passage of hi

gh- or low-frequency current and pressing the edges together

Note 1 to entry: The electric current may be applied either by direct electrode contact or by induction.

1.4.10.2.3
butt welded
BW

steel tube

tube made b
furnace and
of the adjace

Note 1 to entr]

1.4.10.3

hollow section
velded tube of circular, square, rectangular, or elliptical cross section used in construction,

seamless or
e.g. of struct

1.4.10.4
hollow bar
circular sear
removing sh

Note 1 to ent

dimensions aid metallurgical properties that confer machinability, suitability for heat treatment, and a s

condition suit|

1.4.10.5
fitting

component attached to a tube, for joining tubes or for changing the direction or bore of a tube

1.5 Other

1.5.1
open-die foi

product obtained by formifig’steel at a suitable temperature by impact or pressure, using an open

produce app

Note 1 to entt
preforged and

y a continuous process in which uncoiled strip, welded end to end, is passed thro
ormed into a hollow profile and the seam weld made by further increasing the temper
ht edges (e.g. using a jet of oxygen) and pressing the edges together

y: BW is also known as continuous welded tube or Fretz Moon tube.

iral steelwork, cranes, vehicle chassis, and handrails

hless tube, intended for the manufacture of engineeriiig components by machining, ¢
hvings with a tool

ry: This product is distinguished from seamless*fluid-carrying tubes or hollow sections

hble for final machining of the component,

products

ging
‘oximate shapes that do not require further hot deformation

y: Thissproduct is generally machined to final shape. Open-die forgings include products th
finished in ring rolling mills, e.g. wheels.

ugh a
ature

.g. by

by its
urface

die to

at are

Note 2 to entrl

- Forgings exclude semi-finished prndnrfq definedin 12 2 and barsdefinedin1442

1.5.2

closed-die forging and stamping
product obtained by forming steel at a specified temperature in a closed die that determines the required
shape and volume of the product

Note 1toentry: Deformation maybe carried outinapress (closed-die forging) orunderadrop hammer (stampings).

1.5.3
casting

product whose shapes and final dimensions, apart from any dressing or machining, are obtained directly
by the solidification of liquid steel cast in sand moulds, fire clay or other refractory materials, or more
rarely in metal or graphite permanent moulds

16
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1.5.4
powder metallurgy product
product obtained from metallic powder

1.5.4.1
steel powder
collection of steel particles of dimensions generally up to 1 mm

1.5.4.2
sintered product
product manufactured from powder by pressing and sintering and sometimes by re-pressing

Note 1 to entry: These products often have close dimensional tolerances and are generally readysfqr use.

Note 2 to entry: Sintering involves the thermal treatment of a powder or compact at a temperatjure below the
meltirlg point of the principal constituent with the object of increasing its strength.

1.5.4{3
full density product
prodyct manufactured from powder by joint use of temperatureCand pressure (hot isostatic
compfession, extrusion)
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Annex A
(informative)

Vocabulary in numerical order

Table A.1 — Vocabulary in numerical order

numerical prder
Subclaupe Term QA -
1.1 liquid steel O{, 2
1.2 ingots and semi-finished products _ -
1.2.1 ingot m\o.,
1.2.2 semi-finished product \G_)V
1.2.2a) continuous casting . 6\ .
1.2.2b) pressure casting (\(<
1.2.2¢) rolling, forging, or cutting of ingots or large section\s\&c?)’ntinuous cast products
1.2.21 semi-finished product of square cross section KQ\\
122171242  |billets 4
12.21/1.242  [blooms N
1.2.2.2 semi-finished product of rectangular@&s section
1.2.2.3 flat semi-finished products \O
1.2.2.3 slab O
1.2.2.4 round semi-finished prodp&)\‘
1.2.2.5 blank for sections ’
1.2.2.6 blank for tubes al}d@\es
12.27 VARingot ().
1.2.2.8 ESR ingot, .
1.3.1 flat product
1.3.2 urlgq;&rd flat product
1.3.2.1 ,&t?r‘olled uncoated flat product
1.3.2.1.1 4 V[wide flat
©
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Table A.1 — (continued)

numerical order

Subclause Term
1.3.2.1.2 hot-rolled sheet and plate
1.3.2.1.2 Note 1 a) hot-rolled sheet and plate with sheet (thickness < 3 mm)
1.3.2.1.2 Note 1 b) hot-rolled sheet and plate with plate (thickness = 3 mm)
1.3.2.1.2 Note 2 a) quarto plate
1.3.2.12Note 2h)  hot-rolled sheet and plate cut from wide strip
1.3.21.3 hot-rolled strip
1.3.211.3 /1.3.2.2.2 |coil
1.3.2)1.3 /1.3.2.2.2 |strip
1.3.2]1.3 Note 2 a) hot-rolled wide strip (width 2 600 mm)
1.3.2]1.3 Note 2 b) hot-rolled slit wide strip (rolling width = 600 mm, delivery.width < 600 mm
1.3.2.]1.3 Note 2 ) hot-rolled narrow strip (rolling width < 600 mm)
1.3.2p cold-rolled uncoated flat product
1.3.2p1 cold-rolled sheet and plate (width = 600 mm)
1.3.2p.2 cold-rolled strip
1.3.2.2.2 Note 2 a) cold-rolled wide strip (width = 600 mm)
1.3.2.2.2 Note 2 b) cold-rolled slit wide strip (rolling width = 600 mm, delivery width < 600 mrh)
1.3.2.2.2 Note 2 ¢) cold-rolled narrow strip (rollingwidth < 600 mm)
1.3.2.R.2, Note 3 cold-rolled strip in cut lengths
1.3.3 electrical steel
1.3.3.1 non-oriented grain-electrical steel
1.3.3.J1, Note 1 a) non-oriented grain electrical steel in the semi-processed state
1.3.3., Note 1 b) non-oriented\grain electrical steel in the final annealed state
1.3.3p grain-oriented electrical steel

© IS0 2013 - All rights reserved
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Table A.1 — (continued)

numerical order

Subclause Term

1.3.4 tin mill and allied products for packaging
1.3.4.1 blackplate
1.3.4.2 tinplate
1.3.4.3 tinned sheet and strip
1.3.4.4 electrolytic rhrnminm-/rhrnminm oxide-coated steel

ECCS D
1.3.5 coated hot- or cold-rolled flat products q>)
1.3.5.1 metal-coated sheet and strip Aq9 -
1.3.5.11 hot-dipped metal-coated sheet and strip (b\{)v
1.3.5.1.1.1 zinc-coated sheet and strip %O

hot-dipped sheet and strip K\

galvanized sheet and strip AQ O
1.3.5.1.1.2 aluminium-zinc coated sheet and strip Q\)
1.3.5.1.1.2, N¢te 2 a) aluminium-zinc alloys (Al = 50 %) (‘\\\\ )
1.3.5.1.1.2, N¢te 2 b) zinc-aluminium alloys (3 % < Al < 50 %) ‘Q)\v
1.3.5.1.1.3 aluminium or aluminium-silicon alloy g{)’é}e\d sheet and strip
1.3.5.1.1.4 lead-tin alloy coated sheet and stri&@*‘

terne plate «O
1.3.5.1.2 electrolytically metal-coatg&{dl\éet and strip
1.3.5.1.2.1 electrolytically zinc-co@\;heet and strip

electrozinc sheet ¢ -
1.3.5.1.2.2 electrolyticall}]‘@\nickel coated sheet and strip
1.3.5.1.2.3 electrolytiga.kl&-}%ad-tin coated sheet and strip
1.3.5.2 sheet ar\@\r'{p with organic coatings
1.3.5.3 sheQ&%ﬂ\strip with miscellaneous inorganic coatings
1.3.6 KQPH\gd sheet
1.3.6a) N ‘grrugated sheet

o
)
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numerical order

Subclause Term
1.3.6 b) ribbed sheet
1.3.7 composite products
1.3.7 a) clad sheet and strip
1.3.7b) sandwich sheet
1.3.7 8 sandwich panel
1.4.1 long product y\(b
14.2) 1461 rod a»
1.4.3) 1.4.6.2 wire (cold drawing) Aqq a
14.4)14.6.3 hot-finished bar o°
1.4.4.1 hot-rolled bar G\O
1.4.4.0.1 round bar (hot-rolled) ‘_&\J
1.4.4.].2 square, hexagon, and octagon bar (hot-rolled) <, ™
1.4.4.1.3 flat bar (hot-rolled on the four faces) \)‘
1.4.4.1.4 bar for grooved springs (hot-rolled) , \\\\\
1.44.1.4 bevel bar (hot-rolled) 0:\v
14.4.1.4 half flat semi-round bar (hot—rolled\)\\s\
14.4.1.4 semi-round bar (hot-rolled) :\Q)Q‘
1.4.4.].4 trapezoidal bar (hot—rollec‘i)nﬂ‘
1.44.].4 triangle bar (hot-rolled}j“\v
1.4.4.1.4, Note 1 bar of special shap?{i%\f’-rolled)
1.4.4.p forged bar N .v
1.4.4.B hollow mini(rgwxr‘ill bar
1.4.5 bright p_l;(ﬁl[(-;t
1.4.5.11 dra\\/ayoduct
1.4.5.p \H product
?9~V
O
R
S
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Table A.1 — (continued)

numerical order

Subclause Term
1.4.5.3 ground product
1.4.6 deformed product for reinforcement and prestressing of concrete
1.4.7 hot-rolled section
1.4.7.1 railway material
1.4.71.1 railway track product
1.4.7.1.1.1 heavy railway product y\(b
1.4.71.1.1a) rails of linear mass = 20 kg/m (except those in 1.4.7.1.2) qp
1.4.71.1.1b) sleepers of linear mass = 15 kg/m ,!]9 -
1.4.7.1.1.2 light railway product Q)\{)
1.4.7.1.1.2 a) rails of linear mass < 20 kg/m (except those in 1.4.7.1.1) G\O
1.4.7.1.1.2 b) sleepers of linear mass < 15 kg/m ‘_&\J
1.4.7.1.1.2 ¢ conductor rails & ™
1.4.7.1.1.2 d) rails for switches and crossings O\)‘
147112 ¢) guide rails N
14.71.1.2 f) brake rails o
1.4.71.1.2 g) fish plates \\\S\
1.4.71.1.2 h) base plates (also known as sole, tie, or k@ﬁng plates)
1.4.7.1.2 product for other rail systems - )
1.4.7.1.2 a) crane rails ﬁ\j‘;\'v
1.4.7.1.2 b) grooved rails (-‘}\\)
1.4.7.2 piling e
1.4.7.2.1 sheet piling (\w‘
1.4.7.2.1 Note|1a) |U,Z, and hat sh,a,pgﬁ;et piling
1.4.7.2.1 Notel1 b)  |straight we@}f’fat sheet piling
1.4.7.2.1 Note|1 ¢) fabrica@ét piling
Q‘V
O
R
)
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Table A.1 — (continued)

numerical order

Subclause

Term

1.4.7.2.1 Note 1d) /
1.4.7.2.2

box piles: fabricated from U- or Z-sheet piling and steel plates

1.4.7.2.1 Note 1 e) 1)

combined walls: interlocking H-sheet piling

1.4.7.2.1 Note 1 €) 2)

combined walls: H-piles with intermediary Z-sheet piling

1.4.7.2.1 Note 1 €) 3)

combined walls: interlocking tubular piles

1.4.7.2.1 Note 1 €) 4)

combined walls: tubular piles with intermediate sheet piling

1.4.7.2.1 Note 1 €) 5)

combined walls: combined walls using box piles

1.4.7.2.1 Note 1 f)

cold-formed sheet piling

1.4.7.2.1 Note 1 f) 1)

cold-formed sheet piling: sheet piling (0 (Omega) and Z

1.4.7.2.1 Note 1 ) 2)

cold-formed sheet piling: trench sheeting

1.4.7.2.1 Note 1 g)

sheet piling: corner sections

1.4.7.2.2

fabricated bearing piling

1.4.7.2.3 tubular fabricated bearing piling
1.4.7.3 mining frame section
1.4.7.4 heavy section (hot-rolled, web height 280 mm)

1.4.7.4, Note 3 a)

parent sections

1.4.7.4, Note 3 b)

thin sections

1.4.7.4, Note 3 )

thick sections

1.4.7.4.1

I section (narrow and medium flanges)

1.4.7.4.2 H section (wide-flanged beam)

1.4.7.4.2, Note 1 column

1.4.7.4.3 U section (¢hannel)

1.4.7.4.4 bearing pile

1.4.7.4.5 special heavy section (web height = 80 mm)
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Table A.1 — (continued)

numerical order

Subclause Term

1.4.7.5.1 small U, |, and H sections (web height < 80 mm)
1.4.7.5.2 angle
1.4.7.5.3 T section with equal flanges
1.4.7.5.4 bulb flat
1.4.7.5.5 special section
1.4.7.5.5, Not¢ 1 square edged L, U, and T sections y\(b
1.4.7.5.5, Notg¢ 1 T section with unequal flanges qp
1.4.7.5.5, Notg¢ 1 track shoe section Aqg i
1.4.7.5.5, Not¢ 1 Z section Q)\{)v
1.4.8 welded section G\O
1.49 cold-formed section ‘_&\J
1.4.9,Note 1 1) building frames & ™
1.49,Note 1 1§) crash barriers O\)‘
1.4.9, Note 1 ly) door frames N K
1.49,Note 1 ly) lorry chassis O, N
1.49,Note 1 1§) wagon chassis N
1.4.10 tubular product :\Q)Q‘
1.4.10.1 seamless tube A )
1.4.10.2 welded tube ﬁ\j‘;\'v
1.4.10.2.1 submerged arc welded ste@%

SAW ““ .
1.4.10.2.2 electric resistance x@éd steel tube

BW -0
1.4.10.2.3 butt welded\ﬁﬁ\e‘f tube

BWw D

V
?\
RS
R
o
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Table A.1 — (continued)

ISO 6929:2013(E)

numerical order
Subclause Term
1.4.10.3 hollow section
1.4.10.4 hollow bar
1.4.10.5 fitting
1.5.1 open-die forging
1.5.2 closed-die Fnrging and cfnmping
1.5.3 casting y\(b
1.5.4 powder metallurgy product q>)
1.5.4.1 steel powder Aqq ’
1.5.4.p sintered product Q)\{)v
1.5.4.B8 full density product G\O
N
(( O
L
O
%
s@
¥
xO
<
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Annex B
(informative)

Vocabulary in alphabetical order

Table B.1 — Vocabulary in alphabetical order

alphabetical prder
Subclause Term
1.3.5.1.1.3 aluminium or aluminium-silicon alloy coated sheet and strip
1.3.5.1.1.2, aluminium-zinc alloys (Al = 50 %)
Note 2 a)
1.3.5.1.1.2 aluminium-zinc coated sheet and strip
1.4.7.5.2 angle
1.4.4/1.4.6.3 bar
1.44.1.4 bar for grooved springs (hot-rolled)
1.4.4.1.4, Notd bar of special shape (hot-rolled)

1.4.71.1.2 h) base plates (also known as sole, tie, or bearing plates)
1.4.7.4.4 bearing pile

1.4.4.1.4 bevel bar (hot-rolled)

1.2.2.1/1.2.4. billet

1.3.4.1 blackplate

1.2.2.5 blank for sections

1.2.2.6 blank for tubes and pipes

1.2.21/1.2.3. bloom

1.4.7.2.1 Note box piles: fabricated from U- or Z-sheet piling and steel plates
1.4.7.2.2

1.4.71.1.2f) brake rails

1.4.5 brightproduct

1.4.9, Note 1 | building frames

1.4.7.5.4 bulb flat
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Table B.1 — (continued)

ISO 6929:2013(E)

alphabetical order

Subclause Term

1.4.10.2.3 butt welded steel tube
BW

1.5.3 casting
1.3.7 a) clad sheet and strip
1.5.2 closed-die forging and stamping
1.3.5 coated hot- or cold-rolled flat product
1.3.21.3/1.3.2.2.2 coil
1.49 cold-formed section
1.4.7.2.1 Note 1 f) cold-formed sheet piling
1.4.7.2.1 Note 1 f) 1) |cold-formed sheet piling: sheet piling () (Omega) and Z
1.4.7.2.1 Note 1 f) 2) |cold-formed sheet piling: trench sheeting
1.3.2.2.2, Note 2 ¢) cold-rolled narrow strip (rolling width < 600 min)
1.3.2p.1 cold-rolled sheet and plate (width = 600 mm)
1.3.2.2.2, Note 2 b) cold-rolled slit wide strip (rolling width 2600 mm, delivery width < 600 mim)
1.3.2.2.2 cold-rolled strip
1.3.2.R.2, Note 3 cold-rolled strip in cut lengths
1.3.2 cold-rolled uncoated flat prodact
1.3.2.2.2, Note 2 a) cold-rolled wide strip (width= 600 mm)
1.4.7.4.2, Note column
1.4.7.2.1 Note 1 €) 5) |combined walls: eomibined walls using box piles
1.4.7.2.1 Note 1 e) 2) |combined walls: H-piles with intermediary Z-sheet piling

1.4.7.

p.1 Note 1¢e) 1)

combined(walls: interlocking H-sheet piling

1.4.7.

.1 Note 1 ¢) 3)

combined/walls: interlocking tubular piles

1.4.7.

.1 Note 1 €) 4)

combined walls: tubular piles with intermediate sheet piling
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Table B.1 — (continued)

alphabetical order

Subclause Term

1.3.7 composite products
1.4.71.1.2 ¢) conductor rails
1.2.2a) continuous casting
1.3.6 a) corrugated sheet
1.4.7.1.2 a) crane rails
1.4.9,Note 1 Iy) crash barriers y\(b
1.4.6 deformed product for reinforcement and prestressing of concrete (']})
1.4.9, Note 1 1y) door frames Aqg -
1.4.5.1 drawn product (b\{>
1.4.10.2.2 electric resistance welded steel tube %O

EW N
1.3.3 electrical steel & -
1.3.4.4 electrolytic chromium-/chromium oxide-coated steelQ .

ECCS AN
1.3.5.1.2.3 electrolytically lead-tin coated sheet and striBQ)\v
1.3.5.1.2 electrolytically metal-coated sheet and stf'{ﬁ\-\\
1.3.5.1.21 electrolytically zinc-coated sheet and&\@‘

electrozinc sheet e
1.3.5.1.2.2 electrolytically zinc-nickel coa;g@.;heet and strip
1.2.2.8 ESR ingot Y’
1.4.7.2.2 fabricated bearing piling’ .
1.4.7.2.1 Note|1 ¢) fabricated sheet p‘il@v‘
1.4.71.1.2 g) fishplates ™
14105 fitting ~ .Cy~
1.4.4.1.3 flat bar(@@@\rolled on the four faces)
13.1 flat product

X
RS
s
S
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Table B.1 — (continued)

alphabetical order

Subclause Term
1.2.2.3 flat semi-finished products
1.4.4.2 forged bar
1.5.4.3 full density product
1.3.3.2 grain-oriented electrical steel
1.4.7.}-2h) grooved rail
1.4.5.8 ground product y\(b
1.4.7.1.1.2 ¢) guide rails (']})
1.4.7.4.2 H section (wide-flanged beam) Aqg -
14404 half flat semi-round bar (hot-rolled) o°
1.4.71.1.1 heavy railway product ()\O
1.4.7.4 heavy section (hot-rolled, web height = 80 mm) ‘&\J
1.4.10.4 hollow bar & ™
1.4.4.8 hollow mining drill bar O\)‘
1.4.10.3 hollow section N K
1.3.5..1 hot-dipped metal-coated sheet and stri@:\v
144} 1463 hot-finished bar R
1.4.4.1 hot-rolled bar :\Q)Q‘

1.3.2J1.3 Note 2 ¢)

hot-rolled narrow strip (rpl(l@;/vidth < 600 mm)

1.4.7

hot-rolled section ’\j‘;\'

1.3.2[1.2

hot-rolled sheet angl-f}b\t)

1.3.21.2 Note 2 b)

hot-rolled shee&ah.d\}l)late cut from wide strip

1.3.2]1.3 Note 2 b)

1.3.2J1.3

hot-rolled smae strip (rolling width = 600 mm, delivery width < 600 mm)
hot-rolfl_e\cgirip

1.3.2

hot;@M uncoated flat product

1.3.2.]l.3 Note 2 a)

h@(:lled wide strip (width = 600 mm)

?\
5

<&
?\
SN
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Table B.1 — (continued)

alphabetical order

Subclause Term
1.4.7.4.1 [ section (narrow and medium flanges)
1.2.1 ingot
1.2 ingots and semi-finished products
1.3.5.1.1.4 lead-tin alloy coated sheet and strip
terne p]afp
1.4.71.1.2 light railway products Ay\(b
1.1 liquid steel q>)
1.4.1 long product ,ﬂ(,)) -
1.4.9, Note 1 ) lorry chassis %\{)'
1.3.5.1 metal-coated sheet and strip c\O
1.4.7.3 mining frame section ’E\\J
1.3.31 non-oriented grain electrical steel AQ -
1.3.3.1, Note 1 b) non-oriented grain electrical steel in the final annea]@%)a‘te
1.3.3.1, Note ] a) non-oriented grain electrical steel in the semi-prp\&t&d state
1.5.1 open-die forging Qs >
1.4.7.4, Note 4 a) parent sections \%\
1.4.7.2 piling :\Q)Q
1.3.2.1.2 /1.3.2.2.1, |plate (thickness > 3 mm) -
Note 1 b) o \.O
1.5.4 powder metallurgy produc,t_\\ov
1.2.2b) pressure casting . )
1.4.7.1.2 product for other ra,i.k@tems
1.3.6 profiled sheet C)V
1.3.2.1.2 Notd 2a) |quarto plater.AO ’
1.4.71.1.2d) rails for s@i&ﬁes and crossings
Q.
?\
O
R
)
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Table B.1 — (continued)

alphabetical order

Subclause Term
1.4.71.1.2 a) rails of linear mass < 20 kg/m (except those in 1.4.7.1.1)
1.4.71.1.1 a) rails of linear mass 2 20 kg/m (except those in 1.4.7.1.2)
1.4.7.1 railway material
1.4.7.1.1 railway track product
1.3.6 Note 1 h) ribhed sheet
14.2) 14.6.1 rod ND
1.2.2F) rolling, forging, or cutting of ingots or large sections of continuous cﬁ}?rodlucts
1.4.4.1.1 round bar (hot-rolled) Aqg -
1.2.2.4 round semi-finished product Q)\{)v
1.3.7 f) sandwich panel ()\O
1.3.7p) sandwich sheet ‘&\J
1.4.10.1 seamless tube &
1.2.2 semi-finished product O\)‘
1.2.2p semi-finished product of rectangular cross@ctlon
1.2.211 semi-finished product of square cross Qp}}lon
1.44.1.4 semi-round bar (hot-rolled) \\\S\
1.3.58 sheet and strip with mlscellane\ggnorgamc coatings
1.3.5.p sheet and strip with organlﬂz\\atmgs
1.4.7.2.1 sheet piling \5\

1.4.7.2.1 Note 1 g)

sheet piling: corne?-s‘?}\f{ons

1.3.2)1.2/1.3.2.2.1
Note [L a)

sheet (thickness < 3 mm)

P
sintered ](9\d{lct

1.5.4.p
1.2.28 slab,. ()"
1.4.71.1.2 b) s]@ers of linear mass < 15 kg/m

14.7].1.1b) Als

epers of linear mass = 15 kg/m

14751

small U, I, and H sections (web height < 80 mm)
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Table B.1 — (continued)

alphabetical order

Subclause Term
1.4.7.4.5 special heavy section (web height = 80 mm)
1.4.7.5.5 special section

1.4.7.5.5, Note 1

square edged L, U, and T sections

1.4.4.1.2 square, hexagon, and octagon bar (hot-rolled)
1.5.41 steel powder
1.4.7.2.1 Note[1 b)  |straight web or flat sheet piling y\(b
1.3.2.1.3 /1.3.2.2.2 |strip O
1.4.10.2.1 submerged arc welded steel tube (19 -
SAW Q)q
1.4.7.5.3 T section with equal flanges c\O
1.4.7.5.5, Notg 1 T section with unequal flanges ’E\\J
14.74,Note3¢)  |thick sections R
1.4.7.4, Note 3 b) thin sections O\)‘
1.3.4 tin mill and allied products for packaging , \\\\\
1.3.4.3 tinned sheet and strip o, >
1.3.4.2 tinplate \%\
1.4.7.5.5, Notg¢ 1 track shoe section :\Q)Q
14.4.1.4 trapezoidal bar (hotrolled)
1.4.4.1.4 triangle bar (hot-rolled) ﬁ\j?\'v
1.4.7.2.3 tubular fabricated bearing(pﬁl\\)g
1.4.10 tubular product N .v
1.4.5.2 turned product OV‘
1.4.7.4.3 U section (chal}QéL))'
s
QO
Q~
?\
O
R
)
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