Manufacturing Standards

GENERAL REQUIREMENTS FOR
. GRINDING WHEELS

1. PURPOSE AND SCOPE

This standard applies to grinding wheels and other bonded abrasives.

Thig standard does not apply to diamond teools i.e. vheels or honing stones or to specialties such as
sharpening stones where radically different symbols are commonly used.

Thig standard establishes a symbol for each of the most essential characteristics of & grinding wheel, and
arranges these symbols in uniform sequence. This is an International Standard System of Markings* in
accordance with ISO B525. Wheels bearing the same standard markings if made by different wheel manufsciurers
mey not and probably will not produce the ssme grinding action. This desirable result cannot be accomplished
because of the impossibility of correlating any mezsurable physical properties of bonded abrasive products in
terms of their grinding action. .

* Refer to Page 2 point 2.7.2 for an explanstion of the Ford adaptation to the Standard Marking Systen.

2.  SEQUENCE OF MARKINGS

Each matking will consist of six parts, placed in the following sequence:

Abrasive Type

Grain Size

Grade

Structure

Bond Type
Mamufacturer's Record

Abrasive
Abrasives naturally fall into two distinct groups, namely the Aluminivm Oxide group and the Silicon Carbide
group. Letter symbols are used to identify these two groups, as followa:

P

e

v

N DR N
.
(g« SV, I AW I o

A Aluminium Oxide

(o} Silicon Carbide .

Wnere it ie necessary to demignate some particular type of these broed classes, the manufecturer nmey use

hig own generally recognised symbol or brand designation as a prefix. .

2.2 Grain Size
! Grain size is indicated by a number.

| The following list {from coaxse to fine) includes all of the ordinary grain sizes commonly used by the
! company. It conforms with Bonded Abresive Products - General Features IS0 R525-1966, except the extreme
large and small grain sizes which have been omitted: X

20, 24, 30, 36, 46, 54, 60, 70, 80, 90, 100, 120, 150, 1BC, 220, 240, 280, >20. )

If and where it is necessary to indicete a special mixed grain combinetion, the wheel manufacturer may use
an additional symbol appended to the regular grain symbol.

2.3 Grade
Tne grade is indicated by 8 letter of the alphabet, A to 2, soft to hard, in all bonds or processes.

2.4 Structure
The use of & structure symbol is mandatory. Numbers from O to 14 cover the range of structures used.

Progressively higher numbers are used to indicate progressively wider grein spacing.

2,5 Bond or Process
This bond or process is designated by the following letters:
Vitrified
Silicate
Shellac or elestic
Rubber
Rubber Reinforced
Resinoid (Synthetic resins)
Resinoid Reinforced

Magnesias

2.6 Manufacturer's Record
Merufacturers® records are designated by symbols according to his own preference.
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g.z Sequence Marking Illunh:ationﬂ T . T -—:‘

.. Explanstory illustrations relating to parsgraphs 2.1 to 2.6 inclueive. )

" 22T.1 Interpational Marking System.

Sequence 1 2 3 4 5 ]
PREFIX ABRASIVE GRAIN GRADE STRUCTURE BOND MANUFACTURERS
TYPE {ZE TYPE RECORD

51 A 70 K 9

of Abrusive: Zlh—m.-froi:;xrer'swﬁrivnte
i to Identify
Dense  to tpea . VWheel {Uss Optional)
0 8 — —
Aluminium Oxide -« A 1 9 YV « Vitrified
Bilic ide = C 2 10 '8 = Silicate
ca Carbids 5 1 /R = Rubber
4 12 « RF » Rubber Reinforced
5 13 ! B « Reainoid
240 6 14 _ BF = Resinoid Reinforced
280 7 . . Ba Shellag
320 (Use Mandatory) ¥g = Hagnesia ‘
"[-— LT Befe T “'""]""" . ““‘"i_u;._:j . - TT—— . 4 \_ '
A B 0 D E ? ¢lmB 1 § x LM N OlP R R 8 T U ¥V WX -X él_

‘1t amst be noted that the International Stendard Markings camnot in ite familiar form be applied to the
Ford Computor Ordering System, because the conputor only hee & maximm capacity for 16 charmcters. Thess
“tandard Yarkings have therefore been adapted to suit. This sdaptation is expleined in the illustration
below, For each group of Grinding Wheel Standards an informetion sheet ims supplied specifying all the
Tequizred ordering information, An information sheet can be rooognised when the bese number is suffixed
¥t an X g the information sheet base momber for the Mounted Wheel Standard is U~AMK.

‘These £irst B charmcters identify the ibesl
and egiesdify their paryicular characteristios. m—-

Bee the information shest mentioned above, ¢ €A§r-ai;o_ﬂp-e$1:1-;tion
. =% -\
oy SR RN WA NN SO Y NN A2 SN ) AN A T Y 2 I
[ % il )
1 . | , Rmfoormer =
1 ;listed on Pulletin of
HE GRAIN ] P {{sdividual Standsrd. -
B A o T o I 2 e ———
: e I ] STUCTURE
o1 20 | Coarse | S0 20& 22} o2 3
02 24 51 20& 3014 03 c 2| Clomed
(] bt] 52 24& 30| 04 ] 3
S04 1 36 55 | 24& 36]| 95 E 5
.05 46 54 0 & 36| | 06 ¥
06 '] 54 | Mediwum 5 x0a 46]1 01 C .
1 o7 60 56 3% & 46} 08 :4
1§ o8 70 51 % & 541109 1
1.09 80 58 46 & 54 10 J ‘
Regulax || 10 90 59 46z 60| 1 X Open
— 1 | 100 80 s4& 60f) 12 L
D JCreen 1] 15 } 120 61 s4& 10|} 13 LI S TT—._
.4 3 [1% 2| 6o& 70l 14§ ¥ = '
i| 14 f 180 | Fine | 63 | 60& sof | 15 0 Order BOND TYPE
- i35 | 220 64 70& sof | 16 P ki
' 16 .1 240 €5 70 & 90 17 Q 1 V - Vitrified
17 | 280 66 80 & 90} | 18 R 2 || 5 - silicate
18} 320 Very 67 80 & 100} | 19 s 5 || R = Rubber __
Fine 68 50 & 100 20 T 4 J|RF = Kubber Reinforaed
69 90 & 120 21 ] B « Resinold
70 | 100 & 120 22 v 6 [ BF = Reainoid Heinforce:
71 100 & 150 23 v 1 E « Shellac
72 120 & 150| | 24 X 8 Mz - Magnesia
25 §- Y
26 2z
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