Surface Roughness by Process
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WVery Rough Surface.
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FIGURE 11-8 m Surface roughness range for common production methads
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FIGURE 11-3 @ Basic surface texture symbol
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Rough, low grade surface resulting from heavy cuts and coarse feeds in milling, tuming, shaping, boring,
and rough filing, disc grinding and snagging. It is suitable for clearance areas on machinery, jigs, and
fixtures. casting or rough forging produces this surface.

86/

Co P B R resulting from
surface grind, roughﬁlo.dlmuﬁml mpidluechlnlunlng mlling shapmg drilling, borlng grindlng etc.,
whm.loolmwksmmob]ocﬂombb. natural forgings, mold castings,

, and rolled also produce this rlcenbapmducedoeononﬂeellyandls
uudonpamwhmmsroquimm appearance, and conditions of operations and design permit.

36/

The roughest surface recommended for parts subject to loads, vibration, and high stress. It is also
permitted for bearing surfaces when motion is slow and loads light or infrequent. It is a medium
commercial machine finish produced by relatively high speeds and fine feeds taking light cuts with
sharp tools. It may be economically produced on lathes, milling machines, shapers, grinders, etc., or on
permanent mold castings, die castings, extrusion, and rolled surfaces.

16/

A good machine finish produced under controlled conditions using relatively high speeds and fine feeds
to take light cuts with sharp cuttings. It may be specified for close fits and used for all stressed parts,

except fast rotating shafts, axles, and parts subject to severe vibration or tension. It is satisf:

ory for bearing surfaces when motion is slow and loads light or infrequent. It may also be obtained on

extrusions, rolled surfaces, die castings and permanent mold casting when rigidly controlled.
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Awmmmmmmmwmmmm
etc., but eauym by 2 or surface gri

ordheaﬂhgmayr ible surf: umendguy
Inpwumomeoncemmﬂmhprm It is used for bearings when motion is not continuous and
loads are light. When finer finishes are specified, production costs rise rapidly; therefore, such finishes
must be analyzed carefully.
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A high quality surface produced by fine cy g, emery buffing, coarse honing, or lapping, it is
npocmedwhmmthnmlsofpmnmylmpmum auehasrapmymuﬂngsmﬂbunnga
loaded b and tension
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A fine surface produced by honing, lapping, or buffing. It is specified where packings and rings must
slide across the direction of the surface grain, mnlnwmngorwnrmungprm or for interior
honed surface of hydraulic cylinders. It may also be reqs gauges and ir work, or
sensitive value surfaces, oronrapldtymhﬂngsrnﬁsmonbuﬂngsmmmmmt
dependable.
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Aoosﬂymmaﬂmprodueadbyhmm.wnnatdbufﬂm It is specified only when he design
ts make it Itis in instrument work, gauge work, and where packing and
mmsm“mhmmmmm”mmmmdplﬂmmmm

0'9
O.Dzvs/

Ak

Costly refined surfaces produced by only the finest of modern honing, lapping, buffing, and
wpuﬂnlaﬂngequlpmem Thesostﬂaoumyhaveasaﬂnorhigﬂypol appearance depending on

the finishing operation and material. These surfaces are specified only when design requirements make it
mandatory. MMWMMWWMMMMMMWMWWn
gauge surfaces, such as precision gauge blocks.

FIGURE 11-9 m Surface roughness description and application
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