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Foreword

This British Standard has been prepared under the
direction of the Mechanical Engineering Standards
Committee and is technically equivalent to ISO
2632/111-1979 'Roughness comparison
specimens—Part |11 : Cast surfaces’ of the International
Organization for Standardization (ISO), differing only with
respect to the minimum size of specimens. The
international standard requires that no side shall be
shorter than 20 mm for R, values of 0.2 pm to 6.3 um,
30 mm for R, values of 12.5 um, 50 mm for R, values of
25 um and over, whereas this standard only requires that
the specimens shall be of a size adequate to permit initial
and periodic verification.

Part 1 of this standard deals with roughness comparison
specimens for turned, ground, bored, milled, shaped and
planed surfaces and is technically equivalent to ISO
2632/1. Part 2 of this standard deals with roughness
comparison specimens for spark-eroded, shot blasted
and grit blasted, and polished planed surfaces and is
identical with 1ISO 2632/11.

For the sake of expediency the format adopted for the
layout of ISO 2632 /11l has been used for this standard
and therefore attention is drawn to the following.

Page
9. Minimum specimen size 2
10. Marking 4
Tables
1. Ranges of roughness grades of roughness
comparison specimens 2
2.Sampling lengths 3
3. Tolerance values for roughness comparison
specimens 3
4. Nominal values and related roughness
numbers of roughness comparison
specimens 4

The comma has been used throughout as a decimal
marker. In British Standards it is current practice to use a
full point on the baseline as the decimal marker. The
references to international standards which appear in the
text should be replaced, where appropriate, with the
corresponding British Standards.

International
standard

1SO 1302-1974

Corresponding
British Standard

BS 308 Engineering drawing
practice

Part 2: 1972 Dimensioning and
tolerancing of size

(Technically equivalent)

The technical committee has reviewed the provisions of
1SO/R 468 to which reference is made in 3.1 and

ISO 1880 and ISO 3274 to which reference is made in
clause 8 and has decided that they are acceptable for use
in conjunction with this standard. There is a related British
Standard to ISO/R 468, BS 1134 ‘Method for the
assessment of surface texture, Part 1 Method and
instrumentation’ and the publication of corresponding
British Standards to ISO 1880 and ISO 3274 is u.ader
consideration.
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British Standard Specification for

Roughness comparison specimens

Part 3. Cast surfaces

1 Scope and field of application

This British Standard specifies the characteristics of
specimens of cast metallic surtaces which are intended
for tactile and visual comparison with workpiece surfaces
produced by similar casting methods and which have been
cleaned by an appropriate treatment, for example shot
blasting, grit blasting, or tumbling.

It is complementary to 1SO 2632/1, Roughness comparison
specimens — Part | : Turned, ground, bored, milled, shaped
and planed, and to ISO 2632/ll, Roughness comparison
specimens — Part |l : Spark-eroded, shot blasted and grit
blasted, and polished.

2 References
ISO/R 468, Surface roughness.

1SO 1302, Technical drawings — Method of indicating surface
texture on drawings.

ISO 1880, /Instruments for the measurement of surface
roughness by the profile method — Contact (stylus) in-
struments of progressive profile transformation — Profile recor-
ding instruments.

ISO 3274, Instruments for the measurement of surface
roughness by the profile method — Contact (stylus) in-
struments of consecutive profile transformation — Contact
profile meters, system M.

3 Definitions

3.1 roughness comparison specimen : A specimen sur-
face of known average roughness height (R,) representing a
particular casting process. The specimen is used to give design
personnel guidance on the feel and appearance representative
of the particular casting process and roughness grade, and to
enable workshop personnel to assess and control workpiece
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surfaces by tactile and visual comparison with the specimen
surface.

Note — There is usually no predominant lay on the surfaces of cast
specimens.

Other terms used to describe surface characteristics or
measurement are defined in ISO/R 468.

4 Methods of manufacture

The specimens shall be manufactured as follows :
4.1 By electroforming positive replicas of master surfaces.

4.2 By making positive replicas, in plastics, of master sur-
faces; the feel and appearance of the natural cast metallic sur-
face should be represented by a coating or by other means.

4.3 By making positive replicas of master surfaces in other
materials and by other methods ensuring that the feel and ap-
pearance of the natural cast metallic surface are represented.

4.4 By direct application of the casting process which the
specimen is intended to represent (individually cast
specimens).

5 Surface characteristics

Master surfaces for reproduction, their resultant electro-formed
and plastics replicas, and individually cast specimens (see 4.1,
4.2, 4.3 and 4.4) shall exhibit only the characteristics resulting
from the natural action of the casting process (including shot
blasting or grit blasting or other appropriate cleaning treatment)
which they are intended to represent. They shall not contain
other surface irregularities, such as occasional defects,
waviness or effects caused by abnormal conditions, which may
be acceptable on actual workpieces.
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