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 The present specification pertains to cold-rolled tape made 
out of steel of grades 60C2A, 60C2A-Ш, meant for the 
manufacture of springs and other items.  
 
 Designation of tape made out of steel of grade 60C2A of 
increased accuracy on thickness, normal accuracy on width, dark 
with trimmed edges, cold-hardened ordinary quality, with 
dimensions 0.7 x 20mm while ordering and in the documentation 
of other items: 
 

Tape 60C2A-T-H-0.7x20  TY 14-550-6-94 
 

1.  TECHNICAL REQUIREMENTS 
 
 1.1.  The cold-rolled tape should be manufactured in 
conformity with the present specifications as per the production 
schedules, approved in the established order. 

1.2.  The basic parameters and dimensions 
1.2.1. The tape should be manufactured as follows: 
with thickness   0.2 - 3.0 mm; 
with width 15.0 - 240.0 mm. 
Maximum deviations on thickness and on width of tape 

should conform to GOST 2283-79; 
as per the accuracy of manufacturing   
on thickness: 
normal accuracy 
increased accuracy – Т 
on width: 
normal accuracy 
increased accuracy – Ш 

as per the appearance of surface 
annealed tape: 
 - bright -  С; 

- bright with temper colour – Ц; 
- dark; 

cold-hardened tape: 
- bright – С; 
- dark; 
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as per the appearance of edges 

- with trimmed edges; 

- with untrimmed edges – НО; 

as per the type of treatment 

- annealed, ordinary quality; 

- cold-hardened, ordinary quality – Н; 

as per microstructure 

- with out inspection of microstructure. 

 

1.3.  Characteristics 

1.3.1. The tape should be manufactured from steel of 

grades 60C2A with chemical composition as per GOST 14959-79 

and 60C2A-Ш with chemical composition, given in Table 1. 

 

           Table 1 

Steel 

grade 

Mass fraction of elements 
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Not more than 

60C2A-Ш 
0.58– 

0.63 

0.60– 

0.90 

1.6– 

2.0 
0.020 0.015 0.25 0.25 0.30 

 

 1.3.2. Ultimate break strength,  B should be: 

 - for annealed tape not more than 880 N/mm2 /90 kgf/ 

mm2/, 

 - for cold-hardened tape – 780-1180 N/mm2 /80-120 kgf/ 

mm2/, 

 - relative elongation,  4 for annealed tape should not be 

less than 8%. 

 1.3.3. Depth of unilateral decarburization of tape should 

conform to GOST 2283-79.  
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 1.3.4. There should not be rolling scabs, rolled-in scales, 

rolled-in metallic particles, surface tears and rusts on the surface 

of tape.  Presence of individual scabs, as well as separate fine 

scratches, scoring marks, impressions, ripple marks is permitted, 

provided the value of which does not exceed the following: 

 - for bright and bright tape with temper colours – half of 

maximum deviations  on thickness; 

 - for dark tape – maximum deviation on thickness. 

 1.3.5. Bright tape should have the surface of metallic 

colour from light-grey to dark-grey colour. 

 On bright tape with temper colours, oxidized surface with 

non-uniform temper colours of different shades. 

 The surface colour of dark tape is not specif ied.  On the 

surface of dark tape, spots of contamination are permitted. 

 1.3.6. On the trimmed tape, ragged edge and notches, 

having depth more than half of maximum deviation along width 

and burrs – more than the maximum deviation along the 

thickness of tape of normal accuracy are not permitted. 

 1.3.7. On the untrimmed tape, ragged edge having depth 

more than the maximum deviation along the width of tape is not 

permitted.   

1.3.8.  Ply separation of tape is not permitted. 

1.3.9.  Sickle-shape of trimmed tape should conform to 

GOST 2283-79.  

1.3.10. Other technical requirements -as per GOST 2283-79. 

1.3.11. For steel of grade 60C2A-Ш, the purity of steel on 

non-metallic inclusions should conform to the norms, specified in 

Tab. 2. 

 

           Table 2 

 

Type of non-metallic 

inclusions 

Permissible point, max 

average maximum 

Line-type oxides - ОС 1.5 2.0 
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          Continuation of Table 2 

 

Type of non-metallic 

inclusions 

Permissible point, max 

average maximum 

Fragile silicate - СХ 2.0 2.5 

Ductile silicate - СП 2.0 2.5 

Non-deforming sil icate – СН 2.0 2.5 

Sulphide - С 2.0 2.5 
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УДК 669.14-418.2-122.2:006:354                                                  Group В34 
  

 
THE STATE STANDARD OF USSR 

 
 

Cold rolled tool and spring steel strip 
 

Technical specification                         GOST 
 

2283-79 
ОКП 12 3100 
 

 
      Period of effect   from 01.01.30 

 
 

Present standard pertains to steel of cold–rolled strip, meant for manufacturing of 
springs measuring tape and other articles. 
 

(Amended edition, Amendment No.4). 
 

1.CLASSIFICATION AND ASSORTMENT 
 

1.1.Strip is subdivided: 
According to the accuracy of the manufacturing 
According to the thickness: 
Normal accuracy 
Increased accuracy-T 
High accuracy-В 
According to width: 
Normal accuracy 
Increased accuracy- Ш 
According to the type of the surface 
Bright-С 
Bright with temper colours-Ц 
Dark 
According to the form of edges 
With trimmed edges. 
With untrimmed edges-НО.  
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According to the form of treatment 
Annealed: 
Usual quality 
Increased quality-ОП 
Cold worked: 
Usual quality-Н 
Increased quality-НП 
According to microstructure 
Without the control of microstructure 
With the microstructure of granular pearlite - ЗП 
1.2. Strip is manufactured with dimensions: 
 
Of thickness:0.10, 0.11, 0.12, 0.13, 0.14, 0.15, 0.16, 0.18, 0.20, 0.22, 0.24, 0.25,0.26, 

0.28, 0.30, 0.32, 0.34, 0.35, 0.36, 0.40, 0.42, 0.45, 0.50, 0.55, 0.60, 0.63, 0.65,0.70, 0.75, 
0.80, 0.85, 0.90,0.95, 1.00, 1.05, 1.10, 1.15, 1.20, 1.25, 1.30, 1.35, 1.40, 1.45, 1.50, 1.55, 
1.60, 1.65, 1.70,1.75,1.80, 1.85, 1.90, 1.95, 2.00, 2.10, 2.20, 2.30, 2.40, 2.50, 2.60,2.80, 2.90, 
3.00, 3.10, 3.20, 3.40, 3.50, 3.60, 3.80, 4.00; 

 
Of width: 4, 5, 6, 7, 8, 9, 10, 12, 14, 15, 16, 17, 18, 20, 21, 22, 23, 24, 25, 26, 28, 30, 

32, 34, 35, 36, 38, 40, 42, 45, 48, 50, 52, 55, 60, 63, 65, 70, 75, 80, 85, 90, 100, 110, 118, 
120, 130, 140, 150, 160, 170, 180, 190, 200, 210, 220, 240, 250, 290, 300, 310, 320, 330, 
340, 350, 360, 370, 380, 390, 400, 410, 420, 440, 450, 465 mm. 
  

Width of the strip depending on the thickness of the strip should correspond, as shown 
in table 1. 

Table 1 
MM 

Thickness of strip Width 
of strip 

Thickness of strip Width of strip 

From 0.10 to 0.40 inclusively.  
Above 0.40 to 0.45 inclusively. 
Above 0.45 to 0.50 inclusively. 
Above 0.50 to 0.65 inclusively. 
Above 0.65 to 0.85 inclusively. 
Above 0.85 to 1.00 inclusively. 

4-250 
6-250 
6-300 
8-300 
8-465 
9-465 

Above 1.00 to 2.00 
inclusively. 
Above 2.00 to 3.00 
inclusively. 
Above 3.00 to 4.00 
inclusively. 

10-465 
15-465 
20-465 

 
 Note: Strip with a thickness above 2.00 mm with width up to 30 mm and strip with 
thickness above 3.00 mm with width up to 40 mm is manufactured, according to the 
agreement of manufacturer with the consumer. 
  

As per agreement of manufacturer with the consumer strip is manufactured with 
intermediate dimensions on length and width with the maximum deviations for the nearest 
larger dimension.      
  

1.1, 1.2. (Amended edition, Amendment No.4).    
     

1.3. Maximum deviation on the thickness of strip should correspond as shown in table 2.                                      
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Table 2 
MM 

Thickness of strip  Maximum deviations on the thickness of strip with manufacturing 
accuracy  

Normal       Increased High 
From 0.10 to 0.15 
Above 0.15 to 0.25 
Above 0.25 to 0.40 
Above 0.40 to 0.70 
Above 0.70 to 0.95 
Above 0.95 to 1.30 
Above 1.30 to 1.70 
Above 1.70 to 2.30 
Above 2.30 to 3.00 
Above 3.00 to 4.00 

-0.02 
-0.03 
-0.04 
-0.05 
-0.07 
-0.09 
-0.11 
-0.13 
-0.16 
-0.20 

-0.015 
-0.02 
-0.03 
-0.04 
-0.05 
-0.06 
-0.08 
-0.10 
-0.12 
-0.16 

-0.01 
-0.015 
-0.02 
-0.03 
-0.04 
-0.05 
-0.06 
-0.08 
-0.10 
-0.12 

 
Note: According to the agreement of the manufacturer with the costumer, strip is 

manufactured with bilateral () maximum deviations according to thickness by maintaining 
the tolerance range. 

 
1.4. Maximum deviations on the thickness of the strip should corresponds as shown in 

table 3. 
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Table 3 
 
 

Thickness 
Strip 

Maximum deviation on width of strip 
For trimmed strips with width For untrimmed strips 

Up to 
100 

Above 
100 to 300 

Above 
300 

Up to 100 Above 
100 to 

300 

Above 
300 

Form trimmed roll with width  
From 

untrimmed 
roll Normal accuracy             Increased accuracy Up to 100 Above 

100 to 200 
Above 200 

to 300 
Above 

300 
From 0.10 up to 0.63 

inclusively. 
Above 0.63 to 1.00 

inclusively. 
Above 1.00 to 4.00 

inclusively. 

-0.3 
 

-0.4 
 

-0.6 

-0.4 
 

-0.5 
 

-0.7 

-0.5 
 

-0.6 
 

-0.8 

-0.2 
 

-0.3 
 

-0.4 

-0.3 
 

-0.4 
 

-0.5 

-0.4 
 

-0.5 
 

-0.6 

 
 

+3 

 
 

+4 

 
 

+5 

 
 

+6 

+ 4 % 
Nominal 

width 

 
Note. According to the agreement of manufacturer with costumer, strip is manufactured with bilateral () maximum deviations on width by maintaining 

tolerance range. 
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  Example of the conventional code. 
 
 Strip made of steel of grade У10A, of increased accuracy on thickness and width, 
bright, with trimmed edges, cold-worked increased quality, with dimensions 0.5 X 30 mm: 
   

Strip У10A – TШ – С- HП – 0.5 X 30 GOST 2283-79 
  
 Strip made of steel of grade У8A , Increased accuracy on thickness, normal accuracy 
on width, bright, with trimmed edges, cold-work of ordinary quality, with dimensions 2.0 X 
30 mm. 
 
  Strip У8A  – T- С- H- 2.0 X 30 GOST 2283 – 79 
 
 Also with untrimmed edges: 
 
  Strip У8A  – T- C- HO- H – 2.0 X 30 GOST 2283- 79. 
 
 1.3, 1.4. (Amended edition, Amendment No.4). 
 

2. TECHNICAL REQUIREMENTS 
 

 2.1a. Cold-rolled strip made of tool and spring steel should be manufactured in 
accordance with the requirements of present standards according to the technological 
procedure, certified in established order. 
 
 (Introduced additionally, Amendment No.2) 
  
 2.1. Cold rolled strip should be manufactured from steel of grade: 
 50 G according to GOST 4543-71; 
 У7A, У8A , У8ГA, У10A according to GOST 1435-74 (group 5); 
 60Г, 65Г, 70Г, 85, 50ХФА, 60С2A, 65С2ВA, 70С2ХA according to GOST 14959-
79. 
 9ХФ, 9ХФМ, 13Х, Х6ВФ, according to GOST 5950-73; 
 Р9 according to TУ 14-1-3508-82. 
  
 For strips made of steel of grade 60С2A deviation is allowed on the carbon contents 
up to  0.02%. Strip made of steel 60С2A was manufactured till 01.01.94. For strip made of 
carbon tool steel of grade У7A-У10A according to GOST 1435-74 deviation is allowed on 
the contents of chromium up to plus 0.02 %. 
  
 2.2. Mechanical properties of annealed and cold-worked strip of ordinary quality 
should correspond, as given in table 4. 
 
 2.1,2.2. (Amended edition, Amendments No 4). 
 
 2.2a. Mechanical properties of annealed strip of increased quality (ОП) should 
correspond as given in table 4a. 
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Table 4 
 

Grade of steel 
 

Nominal 
thickness in 

mm 

Ultimate 
strength B,   

N/mm2 
(Kgf/mm2), not 

more than 

 
Relative 

elongation 4, 
%, not less than 

 
Ultimate 

strength B,   
N/mm2 

(Kgf/mm2) 
Annealed strip Cold rolled strip 

50Г, 60Г, 65Г, 
70Г, У7A, У8A  

Up to 1.50 
inclusively. 

640 (65) 15 740-1180 
(75-120) 

Above 1.50 740 (75) 10 
У8ГA, У10A, 85  

From 0.10 to 
4.00 

inclusively. 

740 (75) 10 740-1180 
(75-120) 

9ХФ, 9ХФM, 13Х 930 (95) - - 
Р9, Х6ВФ 880 (90) - - 

50ХФA, 60С2A, 
65С2ВA, 70С2ХA 

880 (90) 8 780-1180 
(80-120) 

 
 
 Cold –rolled strip of increased quality (HП) should be manufactured with deviation 
for ultimate strength as given in table 4, in batch, not more than: 

Table 4a 
Grade of steel Nominal thickness 

strip, in mm 
Ultimate strength B, 
N/mm2 (Kgf/mm2), 

not more than 

Relative elongation 
4, %, not less than 

50Г Up to 1.50 
inclusively. 

610 (62) 15 

Above 1.50 13 
60Г Up to 1.50 

inclusively. 
620 (63) 15 

Above 1.50 12 
65Г Up to 1.50 

inclusively. 
630 (64) 15 

Above 1.50 11 
70Г, У7A, У8A  Above 1.50 640 (65) 10 

85, У8ГA From 0.10 to 4.00 
inclusively. 

670 (68) 10 
У10A 680 (69) 10 

50 ХФA 740 (75) 10 
 
 150 N/mm2 (15 Kgf/mm2) - for strips with thickness up to 0.36 mm inclusively.; 
 180 N/mm2 (18 Kgf/mm2) - for strips with thickness above 0.36 to 1.00 mm 
inclusively.; 
 200 N/mm2 (20 Kgf/mm2) - for strips with thickness above 1.00 mm. 
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 According to the agreement of manufacturer with the costumer, it is allowed to 
establish the specific range of values of ultimate strength, taking into account the permitted 
values of speed pointed out above. 
 
 2.2a, 2.2b. (Introduced additionally, Amendment No.4). 
 
 2.3; 2.4. (Deleted, Amendment No.3). 
 
 2.5. Strip with the microstructure of the granular pearlite is manufactured according to 
the requirements of the costumer. If necessary, scale for evaluation of pearlite and numerical 
score of dispersion of grains of cementite as well as ratio between grains and lamellar pearlite 
is can be set on the demand of customer.     
 
 (Amended edition, Amendment No.4). 
  
 2.6. The overall depth of one-sided de-carbonization of the strips should not exceed: 
  

0.01 mm – For strips with thickness from 0.01 to 0.25 mm, 
 0.02 mm – For strips with thickness above 0.25 to 0.50 mm,  
 0.04 mm – For strips with thickness above 0.50 to 1.00 mm, 
  0.06 mm – For strips with thickness above 1.00 to 2.00 mm, 
 0.08 mm – For strips with thickness above 2.00 to 4.00 mm. 
 
 For the overall depth of the de-carbonized layer, the zone of complete de- 
carbonization (ferrite) plus the zone of partial de-carbonization is accepted. 
 Note. According to the agreement with the consumer, strip can be manufactured 
without the de-carbonized layer or with reduced value of de-carbonization in comparison 
with the specification, and also without checking the depth of de-carbonization. 
 
  
 2.7. (Deleted, Amendment No.3). 
 
 2.7a. According to the requirements of the consumer, in the strip made of carbon tool 
steel, temper carbon (free graphite) should be absent. 
 
 (Introduced additionally, Amendment No.1) 
 
 2.8. Bright strip should have surface of metallic colour, from light gray to dark gray 
nuances / shades. 
 The oxidized surface with heterogeneous temper colours of different hues is allowed 
on the bright strip with temper colours.  
 The colour of the surface of the dark strip is not regulated. The spots of contamination 
are allowed on the surface of dark strip. 
 
 2.9. On the surface of the strip, there should not be flows, rolled slag, rolled metallic 
particles, dents and rusts. The presence of single pin holes, and also, separate small scratches, 
marks, imprints, ripple marks, is allowed, whose  value does not exceed: 
 For bright and bright with temper colours  strip- half the maximum deviations on 
thickness; 
 For dark strip- maximum deviation on thickness. 
 
 2.8, 2.9. (Amended edition, Amendment No. 4.).  
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 2.10. The parameter of roughness of surface of bright strip should not be more than 
Ra 1.25 MKM according to GOST 2789-73. 
 
 2.11. On the trimmed strip cracked edges and notches are not allowed, with depth 
more than half of maximum deviations on width and burrs – more than the maximum 
deviations on thickness of strip of normal accuracy. 
 
 2.12. On the untrimmed strip, cracked edges, having depth more than the maximum 
deviations on width of the strip are not permitted. 
 
 2.13. The exfoliation of strip is not allowed. 
 
 2.14. Trimmed strip is manufactured with the crescent shape, not exceeding in the 
section by 1 m length: 
 5 mm – For strips with width from 10 to 18 mm inclusively; 
 4 mm – For strips with width above 18 to 25 mm inclusively; 
 3 mm – For strips with width above 25 to 50 mm inclusively; 
 2 mm – For strips with width above 50 mm.  
 According  to the agreement of manufacturer with the consumer, trimmed strips are 
manufactured with crescent shape, not exceeding by 1m length: 
 6 mm – For strips with width from 10 to 40 mm inclusively; 
 2.5 mm – For strips with width above 40. 
 Strip with width less than 10 mm with the regulated standard on the crescent shape is 
manufactured according to the agreement of the manufacturer with the consumer. 
 
 (Amended edition, Amendment No. 4.). 
 
 2.15.According to the requirements of consumer the trimmed strip is manufactured 
with non-flatness as per norms, set with the consumer. 
 
 2.16. Strip should be manufactured in coils with an internal diameter from 200 to 850 
mm. Coils of strips should be tightly and evenly wound. 
 
 2.17. Strip with thickness 1 mm and more could be supplied in the form of bars, 
bound in bundles. The length of separate bars in bundle should be from 2 to 3 m. 
Manufacture of short bars with length from 1 to 2 m, in quantity, which does not exceed 20% 
of the batch, is allowed. 
 
 2.18.The minimum mass of coil is established: 
 For strips with width up to 80 mm- from the calculation not less than 0.5 kg on 1 m 
width; 
 For strips with width above 80 mm- not less than 40 kg. 
 Minimum mass of coils is given in the reference appendix. 
 According to the agreement with the consumer, the maximum mass of coil should not 
exceed 80 kg. 
 
 (Amended edition, Amendment No. 2.). 
  
 2.19. Coil should consists of one section. The coils of strip, which consists of two 
sections in quantity, which should not exceed 10% of the batch. The places of winding should 
be marked. 
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In the presence of 3-4 single defects on the edges of the strip, value more than 
specified in point 2.11, according to the agreement with the consumer, it is allowed, not to 
carry out cutting from the coils of defective sections, under delivery specification provided to 
the consumer, of additional quantity of strip (from the calculation for each defect 1 m of 
length). Places of defects should be indicated with paint/colour, padding or by other methods. 
 
 (Amended edition, Amendment No. 4.). 
 

3. ACCEPTANCE RULE 
 
 3.1a. Acceptance rule according to GOST 7566-81. 
  
 (Introduced additionally, Amendment No.4). 
 
 3.1. Strips are received in batches.  
  

Batch should consists of strip of same grade of steel, same melt, same dimension, 
same group of accurate manufacturing, same form of surface and edges, same form of 
treatment and accompanied by same document about quality, which contains: 
  

Trademark or name and trade mark of manufacturing plant; 
 Convention code of strip; 
 Melt number  with the indication of the results of chemical analysis of melt; 
 The result of tests; 
 The number of coils, bundles (packets) or cargo areas in batches; 

Net mass of the batch 
 
According to the agreement with the consumer, batch can consist of coils of two 

different melts of same grade of steel. 
 
(Amended edition, Amendment No.2). 
 
3.2. For checking of dimensions quality of surface and edges, 5% of coils and bundles 

of strip is selected, but not less than two coils or bundles from the batch. 
 
3.3. Strip from the batch, checked as per point 3.2, should be selected:  
 
For checking of ultimate strength, relative elongation, depths of de-carbonized layer, 

microstructure, exfoliation, crescent shape, parameters of surface finish, non-flatness and 
chemical compositions (if necessary)- 1 coil from batch with mass up to 25 T or 2 coils from 
the batch with mass above 25 T. 

 
3.2, 3.3. (Amended edition, Amendment No.4). 
 
3.4. Repeated testing is carried out in double quantity of coils on at least one of the 

Indices, while obtaining non- satisfactory results of testing. The results of repeated testing 
pertains to entire batch. 
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4. TESTING METHODS. 
 
 4.1. The quality of surface and edges of strip should be checked visually without 
using of magnifying instruments. Carry out the quality control of the surface and edges on 2-
5 turns of coils. 
 If necessary the value of surface defects of coil is determined with the help of 
profilograph – profilometer according to GOST 19300-86 and other means of measurements, 
which corresponds to the accuracy according to the normative-technical documentation. 
  
For checking of ultimate strength, relative elongation, depth of the de-carbonized layer, 
microstructure, exfoliation, crescent shape, parameters of surface finish, non-flatness and 
chemical composition (if necessary), one sample is cut for each type of tests from each 
selected coils or bundles according to point 3.3.  
 (Amended edition, Amendment No.4). 
 
 4.2. The parameters of the roughness of surface of coil should be determined with the 
help of profilograph-profilometer according to GOST 19300-86 and other means of 
measurements which corresponds to the accuracy. 
 
 4.3. Dimensions of strips and the size of defects on the edges of strip should be 
checked by micrometers GOST 6507-90, GOST 4381-87, Vernier caliper GOST 166-89 and 
other means of measurements, which corresponds to the accuracy according to normative- 
technical documentation. 
 Thickness of strip with trimmed edge and with width 20 mm and less should be 
measured in the middle of its width, with width more than 20 mm – at a distance not less than 
10 mm from the edge. 
 Thickness of strip with untrimmed edges should be measured at a distance not less 
than 20 mm from the edge. 
 4.2, 4.3. (Amended edition, Amendment No.4). 
 
 4.4. Testing on the tension of strip with thickness less than 3.00 mm should be carried 
out on the samples of type I or II according to GOST 11701-84.  
 
 Testing on strip with thickness 1.7 mm and may be carried out on samples with an 
initial calculated length l0 = 80 mm and width b0 =20 mm. 
 
 Strip with thickness 3.0 mm and more, is tested on samples with initial calculated 
length l0 = 80 mm and width b0 =20 mm. 
 
 Preparation of samples for tests should be carried out in accordance with GOST 
11701-84. 
 Testing of strip with width less than 20 mm may be carried out on samples with 
width, which is equal to width of manufactured strip, with initial calculated length l0 = 4b, 
where b- width of the manufactured strip. 
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 Samples for testing are cut along the direction of rolling. 
 (Amended edition, Amendment No. 2,4). 
 
 4.5. Control of microstructure of strip, annealed to the granular pearlite, - according to 
the scale 2, GOST 8233-56. 
 
 4.5a. Check on the absence of temper carbon (free graphite) in carbon tool steel 
should be carried out on longitudinal micro sections at increased magnification 350-400X.  
 
 (Introduced additionally, Amendment No. 2). 
 
 4.6. The depth of de-carbonized layer of strip should be determined according to 
GOST 1763- 68. 
 
 Selection of magnification during metallo-graphic inspection method should ensure 
appropriate accuracy for determination of depth of de-carbonized layer. 
 
 (Amended edition, Amendment No. 4). 
 
 4.7. The exfoliation of strip is revealed by visual inspection of the edges of the strip or 
with the use of 7X magnification glass and also during its testing for tension. If necessary, for 
the detection of exfoliation, hot etching of micro sections in 50% aqueous solution of 
hydrochloric acid at temperature 60-800 C for 10 minutes is applied. 
 
 4.8. Crescent shape should be checked with the combination of edges of sample of 
strip with a length of 1 m in straight line. Measurement is conducted at the place of largest 
curvature of scale according to GOST 427-75, by feeler gauge TУ 2- 034-225-87 and by 
other means of measurements, which corresponds to the accuracy according to the normative 
technical documentation. 
 
 (Amended edition, Amendment No. 4). 
 
 4.9. Measurements of non-flatness of strip is made by the method, as per agreement 
with the consumer. 
 
 4.10. The chemical composition of strips of metal is certified in the document on 
quality by manufacturing plant of metal. If necessary, the chemical composition of metal strip 
is determined according to GOST 22536.0-87-GOST 22536.12-88, GOST 27809-88, GOST 
12344-88, GOST 12345-88, GOST 12346-78, GOST 12347-77, GOST 12348-78, GOST 
12349-83, GOST 12350-88, GOST 12351-81, GOST 12352-81, GOST 12353-78, GOST 
12354-81, GOST 12355-78 and GOST 20560-81*. 
 
 4.11. It is allowed to use the non-destructive methods for inspection of mechanical 
properties and other physical characteristics according to agreed procedures. 
 
 4.12. The weigh of loading cargo areas in batches, and if necessary weighing of coils 
(bundles) of strip should be carried out on the weighing machines according to GOST 23676-
79 or other weighing machines, which ensure error of weighing up to 1%. 
 
 (Introduced additionally, Amendment No. 2). 
_____________ 
 *From 01. 07.91 taken into action GOST 28473-90. 
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5. PACKING, MARKING, TRANSPORTATION AND STORAGE 

 
5.1.  Each coil or bundle (packet) of strip should be tied up not less than in three 

places by soft metallic strip or wire according to GOST 3560 —73, GOST 3282 —74 or 
other technical-normative documentation. 

 
Other methods of fastening of coils, are allowed which ensures the density of winding 

and reliable anchorage of the coil edges and preservation of shape of coils during the 
transportation. With anchorage of the coils by spot welding, the weld penetration should not 
exceed double thickness of strip.  

  
  The ends of the coils of the strip with a width of   30 mm and more, spot welding are 
not allowed according to the requirements of   consumer.  
 
  (Amended edition, Amendment No.1, 2, 4).   
 

5.2. Strip should be covered with the thin layer of the inhibited lubricant, which 
prevents strips from corrosion. 

     
 Types of the lubricants:  mixture ЖКВ and oil И-12A or И –20A according to GOST 

20799—88 * (in ratio 1:1), the mixture НГ –203A according to OST 38.01436 —87, and oil 
И–18A or И-20A (in ratio 1:1), K -17 according to GOST 10877—76 and other forms of 
lubricants in ratios of the components of lubricants, which ensure protection of corrosion. 

 
(Amended edition, Amendment No. 4).  

   
  5.3.  The coils of the strip with a thickness of   0.25 mm and less, should be wrapped 
up by the layer of paper and packed   into the wooden boxes of type II according to GOST 
18617—83 or other technical-normative documentation, metallic jars, containers according to 
the technical-normative documentation.     
   

The strip with a thickness of more than 0.25 mm is packed:     
   

During transportation on the pan, prepared according to the technical-normative 
documentation, the coils are placed by one of the methods:   

 
 On the wooden or metallic pans in the stack   (packet) with mass to 1.25 T. the coils 

or the stack of coils should be wrapped up by paper and fastened to the   pan “under the lock” 
not less than with three metallic strips   according to GOST 3560 —73 or other technical-
normative   documentation.  Fastening of coils or stack of coils to the pan by the soft metallic 
wire according   to GOST 3282 —74 or other technical-normative documentation is 
permitted;  

    
  On wooden or metallic pans in stack (packets) form having mass up to 6 t, during this 
the lower coil of stack is packed in paper or film. Stack is fastened to pan “under lock” with 
minimum three metallic strips according to GOST 3560 —73 or other normative - technical 
documents. Additionally excluding pan, stack is wound by fourth strip with metallic label.  
_____________ 
 *From 01.01.92 effective GOST  20799-75. 
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Then the stack of rolls are wrapped by paper and substandard metallic sheet or sheet, 
obtained by welding of substandard of sheets or strips and bound by one metallic strip << 
under lock>>. Rolls are covered by metallic cover on the top of stack, which is manufactured 
from substandard sheet or strip and having round form with bent back lobes with height not 
less than 50 mm, and bound << under the lock >> on lobes by one metallic strips. The packed 
stack is bound << under the lock>> by two-mutually perpendicular metallic strips to one on 
which fasten the metallic tag.  

Change of packing, which ensures the quality of packing and safety of strips, is 
permitted.   
 

 According to the agreement of manufacturer with the user the mass of stack should 
not exceed 5 T;  

  
During transportation without the pans of coils, the bundles (packets) of strip should 

be wrapped up by   the layer of paper, then by the layer of polymer film or cloth are fastened 
by soft metallic strip or by the wire according to GOST 3560—73, GOST 3282 —74 or other 
technical-normative documentation not less than in three places or in another method, which 
ensures the safety of packing.   

   
 With the mechanized method of packing the strips are packed by one of the following 

methods:   
  

The coils of strip should be wrapped up by the layer of the paper according to GOST 
10396—84 or by another crepe paper according to the technical-normative documentation, 
equivalent to the protective properties;   

 
  Coils must be covered with the demountable   inhibited polymeric coating on the 
technical-normative documentation;  
    

 The coils of strip must be wrapped up by the   withdrawals of metallic strip.  Packing 
is fixed by welding on entire perimeter of coils;   

 
Coils of the strips should be wrapped by the layer of paper and cloth.  
 
Manufacturer selects the method of packing.  The strip with a   thickness of more than 

0.25 mm is not allowed to pack according to the agreement of manufacturer with the 
consumer.   

 
  The strips with a thickness of 0.25 mm and less can be transported on the pans/pallets.  
 
 (Amended edition, Amendment No. 1, 2, 4).  
  
  5.3.1. Used as the packing materials:   

 Wax paper according to GOST 9569 —79;     
Two-layered paper packing according to GOST 8828 —89;   
Oiled paper according to GOST 8273 —75 and other on the standard technical 
documents;   
Polymeric film according to GOST 10354 —82, GOST 16272 —79 and other on the   
standard technical documents;   
Linen cloth bag / container— according to technical-normative documentation;   
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Other forms of packing materials on the technical-normative documentation, with 

exception of cotton and flaxen fabrics, and also   stitched rag from the wastages of textile 
industry.  

   
 (Amended edition, Amendment No. 2).   
 

  5.4.  Strip is transported by the transport of all forms in covered transportation means 
in accordance with the rules of the   transportation of loads, which act in the field of 
transportation of   this form, and with the transportation by rail transport — in   accordance 
with the technical specifications for loading and fastening loads, approved by the Ministry of 
Railways of USSR. 
 

 Consolidation of cargo places into the transport   packets must be carried out 
according to GOST 21650 —76, GOST 24597 —81.   

 
 The transportation of the packets of the strip with a mass up to 6 t in the metallic 

packing is conducted in open transportation   means.   
 

The transportation of strip in the universal   containers is allowed according to GOST 
15102 —75, GOST 20435 —75, GOST 22225 —76.   
 

 (Amended edition, Amendment No. 4).   
 

  5.5.  To each coil, bundle (packet) or cargo should be fastened by label, which 
indicate:   
  Trademark or name and the trade mark of manufacturing plant    

 Conventional code of strip;   
 The number of batch.   
 
 (Amended edition, Amendment No. 2).   
 

  5.5a.  Transport marking — according to GOST 14192   —77.   
 

 (Introduced additionally, Amendment No. 2).   
 
5.6. (Delete, Amendment No. 2).   
 
5.7. Storage of strip should correspond to conditions 2 GOST 15150 —69.  
  

  (Amended edition, Amendment No. 4).   
 

 5.8.  The strip, sent for the regions of the extreme north and similar to that regions, 
should be packed in correspondence with the   requirements GOST 15846 —79 and present 
standard.   
 

 (Introduced additionally, Amendment No. 4).   
  
 
 
 
 



 - 16 -

 
GOST 2283-79 Page 15 

 
Annexure 

 
Reference 

 
 
 

Width of strips, in 
mm 

Minimum mass of 
coil, in Kg 

Width of strip, in mm Minimum mass of 
coil, in Kg 

 
4 
5 
6 
7 
8 
9 
10 
12 
14 
15 
16 
17 
18 
20 
21 
22 
23 
24 
25 
26 

 

 
2.0 
2.5 
3.0 
3.5 
4.0 
4.5 
5.0 
6.0 
7.0 
7.5 
8.0 
8.5 
9.0 

10.0 
10.5 
11.0 
11.5 
12.0 
12.5 
13.0 

 
28 
30 
32 
34 
35 
36 
38 
40 
42 
45 
48 
50 
52 
55 
60 
63 
65 
70 
75 

80 and more than 

 
14.0 
15.0 
16.0 
17.0 
17.5 
18.0 
19.0 
20.0 
21.0 
22.5 
24.0 
25.0 
26.0 
27.5 
30.0 
31.5 
32.5 
35.0 
37.5 
40.0 

 
 

 
(Introduced additionally, Amendment No. 2).  
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SUPERSEDE GOST 2283-69, EXCEPT STRIPS FOR MANUAL HACK SAW 
CUTTING 

 
REFERENCE TO NORMATIVE TECHNICAL DOCUMENTS  

 
Code NTD on which references are given Point numbers 

 
GOST 166-89 
GOST 427-75 
GOST 1435-74 
GOST 1763-68 
GOST 2789-73 
GOST 3282-74 
GOST 3560-73 
GOST 4381-87 
GOST 4543-71 
GOST 5950-73 
GOST 6507-90 
GOST 7566-81 
GOST 8233-56 
GOST 8273-75 
GOST 8828-89 
GOST 9569-79 
GOST 10354-82 
GOST 10396-84 
GOST 10877-76 
GOST 11701-84 
GOST 12344-88 
GOST 12345-88 
GOST 12346-78 
GOST 12347-77 
GOST 12348-78 
GOST 12349-83 
GOST 12350-78 
GOST 12351-81 
GOST 12352-81 

 
4.3 
4.8 
2.1 
4.6 
2.10 
5.1, 5.3 
5.1, 5.3 
4.3 
2.1 
2.1 
4.3 
3.1a 
4.5 
5.3.1 
5.3.1 
5.3.1 
5.3.1 
5.3 
5.2 
4.4 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
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Code NTD on which references are given Point numbers 
 
GOST 12353-78 
GOST 12354-81 
GOST 12355-78 
GOST 14192-77 
GOST 14959-79 
GOST 15102-75 
GOST 15150-69 
GOST 15846-79 
GOST 16272-79 
GOST 18617-83 
GOST 19300-86 
GOST 20435-75 
GOST 20560-81 
GOST 20799-88 
GOST 21650-76 
GOST 22225-76 
GOST 22536.0-87 
GOST 22536.1-88 
GOST 22536.2-87 
GOST 22536.3-88 
GOST 22536.4-88 
GOST 22536.5-87 
GOST 22536.6-88 
GOST 22536.7-88 
GOST 22536.8-87 
GOST 22536.9-88 
GOST 22536.10-88 
GOST 22536.11-87 
GOST 22536.12-88 
GOST 23676-79 
GOST 24597-81 
GOST 27809-88 
TU 2- 034- 225-87 
OST 38.01436-87 
TU 14-1-3508-82 

 
4.10 
4.10 
4.10 
5.5a 
2.1 
5.4 
5.7 
5.8 
5.3.1 
5.3 
4.1, 4.2 
5.4 
4.10 
5.2 
5.4 
5.4 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.10 
4.12 
5.4 
4.10 
4.8 
5.2 
2.1 
 

  
 

 Republished in (September 1990) with Amendment No. 1, 2, 3, 4, certified in 
November 1981, February 1986, August 1986, June 1990, [IUS 1-82, 5-86, 11-86, 11-90] 






































































