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[1] ISO 291 Plastics—Standard atmospheres for conditioning and testing

[2] 1SO 293 Plastics—Compression moulding test specimens of thermoplastic materials

[3] 1ISO 294(all parts) Plastics—Injection moulding test specimens of thermoplastic materials
[4] 1ISO 295 Plastics—Compression moulding test specimens of thermosetting materials

[5] ISO 468" Surface roughness—Parameters, their values and general rules for specifying requir-

[6] ISO 2557-1" Plastics—Amorphous thermoplastics—Preparation of test specimens with a
specified maximum reversion—Part 1:Bars

[7] 1ISO 2557-2” Plastics—Amorphous thermoplastics—Preparation of test specimens with a
specified maximum reversion—Part 1:Plates

[8] ISO 3002-1 Basic quantities in cutting and grinding—Part 1:Geometry of the active part of
cutting tools—General terms,reference systems,tool and working angles, chip breakers

[9] 1ISO 3855 Milling cutters—Nomenclature

[10] 1ISO 6104 Superabrasive products—Rotating grinding tools with diamond or cubic boron
nitride—General survey,designation and multilingual nomenclature

[11] 1ISO 6106 Abrasive products—Checking the grain size of superabrasives

[12] 1SO 20753 Plastics—Test specimens

[13] 1ISO 21950 Coated abrasives—Plain discs
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