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in a subject for which a technical committee has been established has
represented on that committee. International organizations, govern-
mental and ndn-governmental, in liaison with ISO, also take part in the work. ISO
collaborates clpsely with the International Electrotechnical Commission (IEC) on all
matters of eledtrotechnical standardization.

Draft Internatipnal Standards adopted by the technical committees are circulated, to
the member bqdies for approval before their acceptance as International Standards by
the ISO Coungil. They are approved in accordance with ISO procedures requiring at
least 75 % apgroval by the member bodies voting.

International
Rubber and ri

andard 1SO 6123-2 was prepared by Technical Committee ISO/TC 45,
ber products.

This second edglition cancels and replaces the first edition(JSO 6123-2 : 1983), which
has been expahded to include an additional section on surface roughness (sub-clause
4.3) and an arjnex giving information on the relationship between surface treatment
and surface roughness.

1ISO 6123 congists of the following parts, under the general title Rubber- or plastics-
covered rollerd — Specifications :

—  Part 1 | Requirements for-hardness
—  Part 2 :| Surface characteristics

—  Part 3 :| Dimensional tolerances

Annex A of tl'fs part of ISO 6123 is for information only.
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Introduction

Covered rollers are cylindrical cores, generally of metal, with a cover of rubber or
plastics for a particular use. They are manufactured in a-wide variety of $izes and hard-
ness grades depending on the intended use.



https://standardsiso.com/api/?name=366a34def5d94a8320760e6041677fc3

This page intentionally left blank



https://standardsiso.com/api/?name=366a34def5d94a8320760e6041677fc3

INTERNATIONAL STANDARD

1ISO 6123-2 : 1988 (E)

Rubber- or plastics-covered rollers — Specifications —

Part 2 :

Surface characteristics

1 Sco

This part df ISO 6123 establishes a classification of rubber- or
plastics-coyered rollers according to surface quality or imper-
fections anld surface finish. A test method for the determination
of surface foughness is also described.

2 Normative references

The following standards contain provisions which, through
reference n this text, constitute provisions of this part of
1SO 6123. |At the time of publication, the editions indicated
were valid| All standards are subject to revision, and parties to
agreements based on this part of ISO 6123 are encouraged to
investigatd the possibility of applying the most recent
editions of|the standards listed below. Members of IEC and\[SO
maintain registers of currently valid International Standards.

1ISO 471 : 1983, Rubber — Standard temperatures,»humidities
and times [for the conditioning and testing of\test pieces.

1ISO 3274 11975, Instruments for the measurement of surface
roughness| by the profile method-~—~Contact (stylus) in-
struments|of consecutive profile~transformation — Contact
profile meters, system M.

ISO 4287-1 : 1984, Surface“roughness — Terminology —
Part 1 : Surface and its\parameters.

1SO 4288 1 1985, Rules and procedures for the measurement of
surface rolighness using stylus instruments.

3.2 Grades

The rollers may be graded according to the permissible
numbers and sizes of imperfections as follows

Grade x/y
This means that

imperfections up to and including x mm2|[in area are ac-
ceptable;

not more than two imperfections each having an area be-
tween x mm2 and y mm?2 inclusive are permissible in any
0,1 m2 of cover area;

roller covers showing imperfections larger [than y mm?2 in
area shall be rejected.

The values of x and y shall be agreed between the interested
parties.

If no requirements for surface quality are necespary, the rollers
shall be designated ‘“grade N"'.

Example: A medium grade of surface quality c@n be described
by the designation :

Grade 0,6/2
This means that

imperfections up to and including 0,5 mm?2|in area are ac-
ceptable;

not more than two imperfections each havjng an area be-
tweerr ;5 mm2 i i missible in any

3 Surface quality

3.1 General

The manufacturing process and the raw materials used in the
manufacture of rubber- or plastics-covered rollers may cause
sporadic imperfections, in the form of holes and foreign matter,
in the surface of the roller covers. The number, size and loca-
tion of permissible surface imperfections shall be agreed be-
tween the interested parties.

The type of surface finish (see clause 4) shall be observed when
selecting the grade of imperfections.

0,1 m2 of cover area;

roller covers showing imperfections larger than 2 mm?2 in
area shall be rejected.

NOTE — If agreement between the interested parties, or special provi-
sions in national standards, are intended, the required quality should be
chosen from the grades given below :

grade 0,1/0,3
grade 0,3/1
grade 0,5/2
grade 2/5
grade 5/10
grade N
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4 Surface finish

The surface finish of a roller cover is dictated by the intended
use. It shall be characterized either as a type of surface treat-
ment (see 4.1) or as the maximum value of surface roughness
(see 4.3), as agreed between the interested parties.

4.1 Methods of surface treatment — terms and
classification

4.25 Type 5 — unground finish

The surface of the roller is without any treatment or dressing,
for example a cloth-marked roller surface as it comes from the
vulcanization process or a rough-cast plastics-covered roller.

4.2.6 Type S — special treatment

This applies to surface finishes other than those in 4.2.1 to
4.2.5, for example a fine-cast plastics-covered roller, or to a
finish for specific applications with a special structure as de-

Table 1 shows [the generally employed principal methods of
surface treatmgnt, by means of which the roller surfaces are
classified (see 4]2). The type of surface finish, and the structure
or texture whigdh can be achieved, are dependent upon the
hardness and cpmposition of the roller cover.

Table 1 — Surface finishes

Type Surface treatment
1 Polishing
2 Grinding, fine 5
| 386
3 Grinding, standard SE
4 Turnipg % @
5 Ungrpund finish n*

4.2 Description by surface treatment — types

The surface strlictures described for types 1 to 4 are produced
by regular treatments and have a roughness without preferen-
tial direction.

The type required shall be chosen by agreement between the
interested partigs.

4.2.1 Type 1| polished finish

In soft elastomers, the surface is velvet-like; in hard rubber
(ebonite) or plaptics, it is smooth.

Grinding marks|and scratches shall/not be visible to the naked
eye. Sporadic grinding blemishes are permissible.

Not all qualitieg permit ‘this finish.

4.2.2 Type 2 [-fine grinding finish

fined by agreement between the interested parties.
4.3 Characterization by surface roughness

4.3.1 Requirement

The surface finish of rubber- or plastics-covered rollers shall be
quantitatively expressed in one of the following units,|as agreed
between the interested parties :

a) arithmetical ymean deviation of the profilg R, (see
I1SO 4287-1: 1984, sub-clause 5.10), in micrometres;

b) ten Jpoint height of irregularities [R, (see
1SO 4287-1": 1984, sub-clause 5.7), in micrometrT.
r visually

The wroughness of the cover surface shall appe
uniform.

4.3.2 Method of testing
4.3.2.1 Test instrument : profile meter

a) General

The determination of surface roughness shall be carijied out by
using a contact profile meter, system M, as sgecified in
ISO 3274. Unless specified below, the basic paranjeters and
metrological characteristics of the instrument shall| be those
specified in ISO 3274.

The instrument shall be equipped with a suitable spipport for
use on curved surfaces.

The contact stylus shall be calibrated at the indicated measure-
ment values, for example by use of a reference gurface of
known roughness.

Slight grinding and feed marks are visible to the naked eye, but
are not noticeable when touching the roller.

4.2.3 Type 3 — standard grinding finish

Grinding marks and grinding feed are visible and just noticeable
when touching the roller.

4.2.4 Type 4 — turned finish

The surface is solely turned, with as little feed of the turning
tool as practicable. Turning grooves are visible and noticeable
when touching the roller.

b) Stylus

Stylus angle: 1,57 rad (90°)
Radius of stylus tip: 5 um max.
Static measuring force at mean level of stylus: 4 mN max.

c) Sampling length, evaluation length and cut-off

The sampling length / and the evaluation length /, shall be as
specified in ISO 4288.

NOTE — For rubber- or plastics-covered rollers, the following values of
cut-off g, sampling length / and evaluation length /, will be en-
countered in practice.
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