Roughness measuring systems from Jenoptik — Surface parameters in practice

Selection of the cut-off (profile filter) according to I1SO 4288:1998 and ISO 3274:1998 The most important roughness parameters according to ISO 4287, ISO 13565 and EN 10049

The cut-off is selected depending on the workpiece surface either according to the valley spacing or the expected roughness values. At the same time the total evaluation length and the corresponding traverse . .
length are defined according to the standards. Deviations are necessary if the workpiece does not allow the required traverse length. See drawing entries. Ra — parameter accordmg to 150 4287 Rz, Rz1max, Rt — parameters accordmg to 150 4287
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Ra does not differentiate between peaks and valleys and has therefore a relatively weak Rt —total height of profile: Rtis the distance between the highest peak and the deepest
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In a periodic profile the mean width of the profile elements RSm is used. With an RSm between 0.4 and 1.3 mm the following measuring conditions result: Cy | / / % SN/ /\/ / .
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If the actual possible traverse length on the workpiece surface is not enough for It, the number of sampling lengths is reduced accordingly and specified in the drawing. - . 2 V U U \
If the actually available traverse length is less than a sampling length, the total height of profile Pt of the primary profile is evaluated instead of Rt or Rz.
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RSm is the arithmetic mean value of the width of the roughness profile elements RPc corresponds to the number of local peaks, which successively exceed an upper section
within the sampling length and requires the definition of height discriminations (c1, c2) line c1 and a lower section line c2. The number of peaks is related to a length of 10 mm
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Drawing entries according to ISO 1302:2002 Drawing entries according to VDA 2005 — dominant waviness
C Specifications for requirements
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surtace parameter in um
e ¢ production method Material removing machining Material removing machining Material removing machining Material removing machining Material removing machining Material removing machining Material removing machining Material removing machining Material removing machining
Rz =max. 4 pm Lower limit value for Rz demanded  Upper and lower limit value for Rz =max. 4 pm P-profile, traverse length =2 mm Transmission characteristic does not comply WDcO or WDt 0: no dominant In the period range up to 2.5 mm, The evaluation length is 12.5 mm and Ac = 0.8 mm,
//////////// d specification of valley direction Rz=min. 2.5 ym Ra demanded The maximum value rule applies Pt =max. 4 ym with standard case (cf. table). Rz=max. 1 ym waviness allowed WDt = max. 2.5 pm applies Rz =max. 3 uym. In the period range of 0.2 to 2.5 mm,
. . Ra=min. 1 um and max. 4 ym Filter selection As = 0.008 mm and Ac = 2.5 mm WDc = max. 1.5 pm applies
e machining allowance in mm
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