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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards bodies (ISO
member bodies). The work of preparing International Standards is normally carried out through ISO technical
committees. Each member body interested in a subject for which a technical committee has been established has
the right to be represented on that committee. International organizations, governmental and non-governmental, in
liaison with ISO, also take part in the work. ISO collaborates closely with the International Electrotechnical

Commissi

Draft Inter|

bn (IEC) on all matters of electrotechnical standardization.

hational Standards adopted by the technical committees are circulated to the member-bodi
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Industrial wire screens — Technical requirements and
testing
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3 Definititlns

For the purp
3.1 aper
distance bety

3.2 wire
diameter of t

NOTE — Thd

3.3 pitch

w

p

Figure 1 — Aperture width, wire diameter and pitch

ses of this International Standard, the following definitions apply.
ure width , w

veen two adjacent warp or weft wires, measured in the projected plane at mid positions (see

diameter , d
e wire in the wire screen (see figure 1)

b wire diameter may be altered slightly during the manufacturing process of the wire screen.

P

1) distance etween the middle points of two adjacent wires

2) nominally

34 warg

all wires runrj

35 weft

all wires runrf

the sum of the aperture width) i and the wire diameter d (see figure 1)

ing lengthwise jn.the screen as manufactured

ing crosswise in the screen as manufactured

3.6 num

per of apertures per unitlength  , n

number of apertures which are counted in a row, one behind the other on a given unit length

3.7

open screening area , A,

1) percentage of the surface of all the apertures in the total screening surface

2) ratio of the square of the nominal aperture width w and the square of the nominal pitch p

p=(

A,=100

w+d), rounded to a full percentage value:

W2

(w+ d)2

©1SO
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3.8 type of screen

way in which the warp and weft wires are pre-crimped or connected to each other to form the screen (see
ISO 4783-3:1981, table 1)

3.9 firmness of industrial wire screen

tension existing between the crossing warp and weft wires and which, together with the interlocking, determines the
firmness of the wire screen

NOTE — It is affected by the tensile strength of the material, by the relationship of wto d, and by the type and the depth of the
crimp.

3.10 ma@ss per unit area , p,

That quantity calculated using the following equation:

d?.p-f
pl= P (2)
618,1- (w+ d)
where
d is the wire diameter, in millimetres;
w is the aperture width, in millimetres;
f is the type conversion factor (see ISO 4783-3:1984, table 1);
p is the material density, in kilograms per cubic métre (see 1ISO 4783-1:1989, table 2).
NOTE — Equation (2) gives the calculated mass per unit area (Kg/im?), although the actual value can be up to 3 P6 lower.

3.11  mapjor blemishes

production defects which significantly affect the aperture size or surface quality of the wire screen

4 Requirements

For requirements on aperture widths; on the metal wire and on aperture width/wire diameter combinations for wire
screens, see 1ISO 2194, ISO 4782/1SO 4783-1 and ISO 4783-3.

4.1 Tolefance on wirediameter

Prior to weaving, the.telerance on wire diameter shall be as specified in ISO 4782. The weaving prodess normally
distorts the¢ wire and\affects its diameter. After weaving, the diameter of the wire is untoleranced. The Yvire diameter
shall be measured-as specified in 5.1.

4.2 Toletances on aperture width

The tolerances on aperture width shall be as given in table 1.

NOTE In the following, the suffix "s" used with the symbols denotes "industrial wire screens".
4.2.1 Tolerance Yg: Average aperture size

Y, is the tolerance of the arithmetical mean value of the aperture widths measured and calculated separately in both
warp and weft directions. The arithmetical average aperture size shall not deviate from the nominal size by more
than + Y;.
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4.2.2 Tolerance Xg: Maximum aperture size

©1SO

No aperture size shall exceed the nominal size by more than the value X;. This is the maximum permissible
deviation of a single aperture measured separately in both warp and weft directions.

Since, on the basis of experience, negative deviations of single aperture widths do not affect the screening process,

values for Xy

have only positive deviations.

4.3 Permis

Table 1 — Tolerances on aperture width

Nominal aperture Tolerances on aperture
width w width

Yy +Xs

mm % %

125 = w> 63 2,5 5
63=w>31,5 3 7
315=w>16 3,5 8
16 =w>8 4 10
8=w>4 5 13
4=w>2 5 16
2=w=1 5 20

Sible number of major blemishes

4.3.1 Wire

Ecréens cannot be produced commercially without there being some manufacturing blem

shes. The

manufacturer and the customer shall agree upon the number and nature of major blemishes which are permissible
per unit area of the wire screen. The percentage of yield of the screen shall be agreed on with the customer and will
vary according to the size of the piece of wire screen.

4.3.2 Unless otherwise agreed, the number of major blemishes as given in table 2 shall not be exceeded.
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Table 2 — Permissible number of major blemishes

Nominal aperture Maximum number of
width w major blemishes per
10 m?
mm
125 = w> 63 2
63=w>315 3
315=w>16 4
16=w>8 5
8=w>4 6
4=w>2 8
2=w=1 10

4.3.3 For| cut-to-size pieces, the permissible number of major blemishies”and their positions shall bg agreed with
the custorper. Otherwise, the permissible number of major blemishes in cut-to-size pieces shall b¢ as given in
table 2.

4.3.4 Minjor manufacturing blemishes which do not produce oversize apertures or significantly affedt the surface
quality of the wire screen shall be acceptable unless othefwise specified.

4.4 Flatrless of wire screens

Wire scregns may be curled in the warp and/or weft direction; the absolute flatness of the scregn cannot be
guaranteef.

4.5 Surface conditions
Wire scregns may be covered with)a film of oil as a result of the manufacturing process.

The wires|may show tracesZof auxiliary materials used in the drawing process. Depending on the Wire material,
there may|be traces of gorresion.

The surfage may stbhow markings caused by drawing, crimping or other processes of manufacture.

NOTE — ['he/depth of crimp may differ between warp and weft wires.

4.6 RectangutarScreening Surfaces fTonT Wire Screens
4.6.1 General

Rectangular screening surfaces can be manufactured from wire screens as cut-to-size pieces with or without hook
strips for fixing in a screen frame with optimum tension.

The overall dimensions of screening surfaces are designated as
a) inthe direction parallel to the flow of the material to be screened, and

b) in the direction across the flow of the material to be screened (see figure 2).
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4.6.2 Tolerances on screening surfaces without hook strips

The tolerances on the nominal length and width of screening surfaces without hook strips shall be as given in

table 3.

Table 3 — Tolerances on screening surfaces without hook strips

4.6.3 Tolergnces on screering surfaces with hook strips
Screening syrfaces cambe tensioned by hook strips

— across (sifle tensioning), see figure 3, or

— parallel (epdensioning), see figure 4,

Dimension aor b Tolerance *)
mm mm
4000 = a,b > 2000 + (6 + 0
2000 = a,b> 1000 +(3+4d)
1000 = a,b > 300 +(2+d)
300 = a,b +(1,5+ d)
*) d = wire diameter

Flow of material
a

E{u_u-u-u_u-u“

Figure 2 — Dimensions of screening surfaces

to the direction of the flow of the material being screened. The dimension of the screening surface between the
hook strips is designated as

— by for side tensioning with upward bent hook strips,

— @i

for end tensioning with downward bent hook strips or
with one downward and one upward bent hook strip,

— aphjo for end tensioning with a downward bent hook strip at one end and a flat tensioning bar at the

other end, see figure 4.
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Dimensions in millimetres

15
10

NOTE —
necessary.

15
10

Figure 3 — Side tensioning

Table-4 — Screening surfaces with hook strips, tolerances and measuremejnt

Ihio

Between the outside of the hook strip andthe inside of the side plate a space of between 10 mm jJand 15 mm is

Figure 4 — End tensioning

Dimension Tolerance*) Measurement
symbol
mm
bno 0 between outsides of the hook strip$
—(8+d) (side tensioning)
Q. ‘o A hatwoaan incidoc af tha hanle ctrinc
“i +\C§1‘U} EAAMAAA A LILLEEdA g L TTOUINV T
0 (end tensioning)
ahio +(8+0d) between inside of downward bent hook strip and outside
0 of flat bent tensioning bar
(end tensioning)
h 0 overall length of hook strips
—(5+2d)
A, +4 mm per parallelism of hook strips
1000 mm length
*) d = wire diameter.
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The length of the hook strips shall comply with the other dimensions of the screening surface and is designated
as k.

The deviation of the parallelism of the hook strips is designated Ap,.

The tolerances and the measurement for the dimensions of screening surfaces with hook strips shall be as given in
table 4.

4.7 Material

The wire of wire screens shall be from

a) high-tengile steel with carbon content between 0,37 % and 0,85 % hard drawn, tensile strength in-relation to the
wire diameter from 900 N/mm?2 to 2 000 N/mm2; or

b) stainlessg steel, the type of alloy to be specified by the customer; or
c) other wdavable metals to be agreed upon.

Materials should be designated in accordance with appropriate standards or, -if none exists, acfording to
commercial gpecifications.

5 Test methods

5.1 Wire dijameter, d
The wire diafneter shall be determined either by measuring th&wire in the wire screen if there is sufficienf space for
the measurinjg instrument, or by measuring a wire which\has been loosened from the wire screen; se¢ figures 5
and 6.
5.2 Apertufe width, w

5.2.1 Average aperture size, Y5 (see 4.2.1)

The aperture| widths shall be measured-separately in the warp and weft directions.

For a full rolllof 30 m length, measure the number of apertures as stated under a), b) and c). An equivalgnt number
of apertures ghall be measured-inparts of rolls and in cut-to-size pieces.

a) 125 mm = w>26"mm
Measure five,individual apertures; see figure 5.

b) 16 mm'=w>4 mm

Lay-asteel rule, graduated in millimetres, along the warp and weft directions of the wire screer). Measure
the span of 10 pitches o the nearest millimetre. Divide the test result by 10 to give the average pitch.
Subtract the nominal wire diameter to give the average aperture size; see figure 7.

c) 4mm= w=1mm

The test procedure shall be as in b) but the span of 20 pitches shall be measured and the test result
divided by 20 to give the average pitch.

5.2.2 Maximum aperture size, X, (see 4.2.2)

When evaluating the test results, a margin of 10 mm on both sides of the roll and, for aperture widths exceeding
5 mm, a margin equivalent to two apertures on each side shall be disregarded.
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