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SPECIALNI VALCOVANE PROFILY
SPECIAL ROLLED SECTIONS



Vyhody specialnich profilti

vélcovany prarez profild se blizi nebo
jefinalnim vyrobkem

eliminace ekonomicky a ¢asové naroc¢-
ného mechanického opracovani-nizsi
naklady naobrabécinastroje

klesa hmotnost nevyuzitého materialu
(odpad)

vhodny design zajisti poZzadované
vlastnosti, pfesny tvar a odleh&eni
finalniho vyrobku

procesem valcovani za tepla dochazi
kzvySovanimechanickych vlastnosti
dobrd homogenita metalurgické
struktury v pricném sméru

vyssi rozmérova presnost a kvalita
povrchu v porovnani s jinymi techno-
logiemi, napt.odlévanim

Valcované materialy

uhlikové oceli
konstruk¢nioceli
automatové oceli
loZiskové oceli
korozivzdorné oceli
specidlnioceli

Vyrobni moznosti

metrovd hmotnost profilu 3-30kg
(podohodé 1,5-30kg/m)

hmotnostjednoho kusu max.350kg
sitka profilu max. 160 mm

tloustka profilut=min.4mm
délkarovnanétyce 3000-12000 mm

SPECIALNI VALCOVANE PROFILY

maximalni odchylka pfimosti tyce
0,15%, tj.1,5mm/1 m délky tyce
obvykly povrch ty¢i dle EN 10163-3/tt.
CneboEN 10221/tf.C

optimalni vyrobni davka podle typu
profilu20-130t

délka stran opsaného obdélnika pro
asymetrické profily a + b = max.
160 mm a pro symetrické profily
a+b=max.230mm

konecné posouzeni vhodnosti profilu
provalcovani provede kalibrér
minimalni vyrobni ddvka od 5 t (nebo
podle dohody)

Vsechny tyto hodnoty jsou orientaéni
azavisinapozadovaném tvaru.

Benefits of rolled profiles

the section of the rolled profile is close
tooristhefinal product

elimination of economical and time-
consuming machining - lower cost
of cutting tools

the weight of unused material (waste)
the right design ensures the required
properties, precise shape and relief
ofthefinal product

the hot rolling process increases the
mechanical properties

good homogeneity of the metallur-
gical structure in the transverse
direction

higher dimensional accuracy and
surface quality compared to other
technologies, e.g. casting

Rolled materials

carbonsteels
engineering steels
free-cutting steels
bearing steels
stainless steels
special steels

Production possibilities

meter mass of the section 3-30 kg
(1,5-30kg/m subject to agreement)

mass of one piece max.350 kg

section width max. 160 mm

section thickness min.4 mm

length of straightened rod 3000
-12000mm

max. departue of the rod straightness
0,15%,i.e.1,5mm/1 moftherodlength
usual surface of rods - according tothe
EN10163-3/CclassorEN 10221/Cclass
the optimal production batch depen-
ding ontype of section 20-1301t

length of sides of the circumscribed
rectangle a + b = max. 160 mm for
asymmetrical profiles and a + b = max.
230 mm for symmetrical profiles

final evaluation of suitability of the
section for rolling will be made by the
rollpass designer

minimum production batch min. 5t
(oraccording to agreement)

All these values are only orientational
andthey depend onrequired shape.



SPECIAL ROLLED SECTIONS

Diagram vyrobnich moznosti
Diagram of production possibilities
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VUHZ a.s., Valcovna
C.p. 240,739 51 Dobra
Czech Republic

tel.: +420 558 601 336
e-mail: profile@vuhz.cz

www.vuhz.cz
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Dobra,

VUHZ SE SKLADA ZE 6 STREDISEK S RUZNORODYM ZAMERENIM
VUHZ CONSISTS OF 6 DIVISIONS WITH VARIOUS FOCUSES

SPECIALNi VALCOVANE PROFILY
SPECIAL ROLLED SECTIONS

POVLAKOVACI CENTRUM
COATING CENTRE

AKREDITOVANE LABORATORE
A ZKUSEBNY
ACCREDITED TESTING
LABORATORIES

ODSTREDIVE LITI
CENTRIFUGAL CASTING

NASTROJARNA
TOOL SHOP

ZARIZENi PRO KONTILITI
A METALURGII
EQUIPMENT FOR CONTINUOUS
CASTING AND METALLURGY
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