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SRI LANKA STANDARD
SPECIFICATION FOR HACKSAW BLADES

FOREWORD

This Sri Lanka Standard specification was authorised for adoption
and publication by the Council of the Bureau of Ceylon Standards

on 1982-09-30, after the draft, finalised by the Drafting Committee
on Hacksaw Blades, had been approved by the Mechanical Engineering
Divisional Committee. : ‘

All values in this specification have been given in SI units.

Hacksaw blades are commonly used for cutting bars, rolled or extruded
sections and small pieces of mectal plates. The blade is fixed at
both ends in a frame which is usually adjustable. Hacksaws are
operated by hand and also by power. The type and dimensions of the
blades, such as length, thickness, width, pitch and type of teeth

are determined by the individual job reguirements and the available

, frame or machine.

This specification deals with most commonly used types of hand or power
operated hacksaw blades, which are fixed at both ends and have teeth
on one edge only. Bi-metallic and. progressive tooth blades are not
dealt with in this specification.

This specification takes into account the international agreement
so far reached within ISO on hacksaw blades.

The cutting tests specified in this specification are applicable to
hand operated blades only. Cutting tests for power operated blades
have not been included as information available at present are not
sufficient.

For the purpose of deciding whether a particular requirement of this
specification is complied with, the final value, observed or calculated,
expressing the result of a test or analysis, shall be rounded off in
accordance with CS 102. The number of significant places retained

in the rounded off value should be the same as that of the specified
value in this specification.
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The assistance derived from the publications of the International
Organization for Standardization (ISO), the British Standards
Institution and the Indian Standards Institution in'the preparation
of this specification is gratefully acknowledged.

1. SCOPE

This specification covers requirements for single toothed edge
hacksaw blades for hand and machine operation. ‘

2 REFERENCES

ISO/R/643 I1SO RECOMMENDATION - Micrographic determination of the
austenitic grain size of steels.

cs 102 Presentation of numerical vlaues.

CS 122 Method for Vickers Hafdness test.

SIS 428 Random sampling methods.

SLS 569 Part'l ISO limits and fits.

3 DEFINITIONS

For the purpose of this specification the following definitions shall
apply :

3.1 all hard blade : A blade which is hardened uniformly throughout.
3.2 back edge : The longitudinal edge parallel to the toothed edge.

3.3 blade length (1) : The dimension between the centres of the
pin holes, measured along the centre line of the blade.

3.4 centre line : The longitudinal line which passes through the
centres of the pin holes.

3.5 cutting edge : The transverse edge of each tooth, formed by the
intersection of the flank and the face. :

3.6 flexible blade : A blade wnich is hardened uniformly along the
length of toothed edge only.

3.7 flexible centre blade : A blade which is hardened uniformly along
the length of toothed edge and the back edge, the remainder being
spring tempered. ‘

3.8 face : The surface of the tooth adjacent to the cutting edge,
on which the chips impinges as it is cut from the material being
sawn. '
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3.9 flank : The surface behind the cutting edge which extends to
the root radius.

3.10 number of teeth (N) : Number of complete teeth contained in
any 25 mm length measured along the toothed edge.

3.11 overall length : The dimension between the ends of the blade
measured along its centre line.

3.12 pin hole B The hole at each end of the blade by means of
which the blade is held and tensioned when in use.

3.1% pitch (P) : The distance between adjacent cutting edges measured
in millimetres.

3.14 root radius : The radius connecting the face of one tooth and
the flank of thg preceding one.

3.15 spring back blade ! A blade which is hardened uniformly along
the length of toothed edge, the remainder being spring tempered.

3.16 side : The flat surface between the toothed edge and the back
edge.

3.17 set : The projection of teeth from the side of the blade, to
provide cutting clearance.

3.18 staggersd set : The transverse setting or staggering or
individual teeth.

3.19 toothed edge : The longitudinal edge along which the teeth
have been formed.

3.20 teeth : The serrations formed across the thickness of the
blades to provide cutting edges.

3.21 thickness (t) : The dimension between the two sides excluding
the set.
3.22 wavy set : The transverse setting, or staggering of groups

of teeth in the form of a wave.

3.23 width (b) : The dimension between the toothed edge and the back
edge.

4 ABBREVIATIONS

Following abbreviations are used in this specificatiomn

HSS  : High speed steel
LA : Low alloy steel
HCS : High carbon steel



SLS 577:1982

5 TYPES AND DESIGNATION
5.1 Types
A hacksaw blade shall be of one of the following types;

a) All hard type ;

b) Flexible type ;

¢) Spring back type ; and
d) Flexible centre type.

NOTE - See 6.1.2 for usage of above types
5.2 Designation
A hacksaw blade‘shall be designated as follows;

a) Usage of the hacksaw blade .
b) Naminal length (1), width (b) and thickness {t) ;

¢) Pitch (P), No. of teeth (N) contained in 25 ,mm may be given in
parentheses ;-

d) Material ; and
e} The type of the blade

Example :

A hacksaw blade of spring back type for hand operation having
nominal length 300 mm width 13 mm thickness 0.65 mm pitch 1.4 mm
(with 18 teeth along a distance of 25 mm) and made of low alloy
steel will be designated as:

Hand Hacksaw Blade : 300 x 13 x 0.65 x 1.4 (18) L A Spring Back.

6 REQUIREMENTS
6.1 Material

6.1.1 The hacksaw blades shall be made cf either low alloy steel (LA)
or high speed steel (HSS) or high carbon steel (gcs) and shall be
capable, after heat treatment (see 6.3.2) of satisfying the test
requirements given in 6.5.

6.1.2 The types of hacksaw blades for different usages shall depend
on the material of the blade and shall be as shown in Table 1.
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TABLE 1 - Usage of hacksaw blades

Usage All hard Flexible Spring back| Flexible centre
type type type blade

(1) (2) &) (4) ‘ (5)

Hand use HCS, LA, HCS, LA A LA LA
HSS ‘ HSS :

Light power
use LA, HSS A ) LA LA
Heavy power
use LA, HSS - — —

6.1.3 The hardness, when measured as near to the tip of the tooth
as possible, shall be 760 HV minimum.

6.2 Construction
6.2.1 Teeth

The teeth shall be cut regqularly and clearly along one edge of the
blade. The pitch shall be as given in Table 5 to Table 10.

6.2.2 Set

The formulation of the set shall be symmetrical along the toothed
edge of the blades. Typical types of set are staggered and wavy set
(see Fig. 1 and 3.18 and 3.22).

6.3 Workmanship and treatment
6.3.1 workmanship and finish

The hacksaw blades shall be of uniform thickness, free from burrs,
rust, scale and other defects. They shall be reasonably straight
true to shape and size. The pin holes shall be neatly punched. The
ends of hand hacksaw blades shall be rounded but for power hacksaw
blades different shaped ends are permissible.

6.3.2 Heat treatment

6.3.2.1 The hacksaw blades shall be so heat treated that they
satisfy requirements specified in 6.1.3 and 6.5.1 or 6.5.2 as
relevant.

6.3.2.2 On all types of hacksaw blades the area adjacent to the
pin holes shall be suitably softened where necessary to reduce the
risk of end fracturing during use.



) sgorsuswyp JBaUI[ pue sjudWAITH - I mmbunh
(erdwexe STYI UT 01)

.l
Y3993 3O °ON _1 W Gz 4

wltx

yo31d

» , : snTpex 3004
a3pa 3ur3ind N

yuetd

aoed

mﬂﬂ. ax13ua)

; . iw | 3bpe pd sToy utd
-

(1) uabust dpeid

Y. .

(3) ssewpTYL .
: pbueT TTRILAN0

SLS 577:1982
[\t“



SLS 577:1882

6.4 Dimensional characteristics
6.4.1 ILength, width and thickness

The hacksaw blades shall conform to the dimensions given in
Table 5 to Table 10.

6.4.2 7Tolerances
6.4.2.1 Tolerances on length, width, thickness and pitch
The tolerances on above dimensions shall be as given in Table 2.

TABLE 2 - Tolerances on length, width, thickness and pitch

dimension Tolerance
mm mm
Length (1) Upto and including
' 300 : t 2
Over 300 .+ 3
width (b) Upto and including
i6 + 1
Over 16 + 2
Thickness (t) + 0,1
Pitch (p) * 0.05

6.4.2.2 Tolerance on back edge

When a straight edge is head against the back edge of a hacksaw
blade, the gap between the two edges due to any bowing of the blade
shall not exceed blade length.

200

6.4.2.3 Tolerance on side

When the hacksaw blade is tensioned in a hand frame or a machine,
according to the frame or machine manufacturer's recommendations,
and a straight edge is held against the side of the blade along
the centre line, any gap between the straight edge and the side of
the blade shall not exceed blade length.

200
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6.5 Properties and performence

6.5.1 Bend test

The hacksaw blades when tested accordance with 9.1 shall satisfy
following requirements.

6.5.1.1 All hard type, spring back type and flexible centre type

The blade shall straighten again without fracture or permanent bend.

6.5,1.2 Flexible type

The blade, with the exception of the hardened portion, shall be
capable of being straightened again without fracture.

6.5.2 Cutting test (for hand operated blades)

The hacksaw blades when tested in accordance with 8.2 shall cut the
number of sections specified in Columns 3, 4 or 6 of Table 3 and
the maximum time to be taken for the final section shall conform
to the time specified in Columns 3, 5 and 7 of Table 3 respectively.

TABLE 3 ~ Cutting test for hand operated blades

1 2 3 4 5 6 7
Tooth | HCS and LA types HSS all hard type | HSS flexible type
pitch

ram No. of Max, cut-| No. of Max. cut-|No. of Max. cut-
sections ting time | sections ting time| sections |ting time
to be cut | for final | to be cut for final|to be cut|for final
section section section
in min. in min. in min.
1.8 16 36 6 24 6
1.4 16 36 7 24
1.0 16 6 36 9 24 7
0.8 12 12 12 11 8 11

7 PACKAGING

2

The blades shall be coated with a suitable preservative or paint.

Each wrapped packet shall ¢
number of such packets shall be pac

10

ontain five or ten blades and a suitable
ked in a suitable carton.




SLS 577:1982

& MARKING
8.1 Marking of each blade

Each blade shall be legibly and indelibly marked with the following:
a) Size designation of the blade (see 5.2); and

b) Name or registered trade mark of the manufacturer or both.
8.2 Marking of cartons

Each carton shall be legibly and indelibly marked with the
following: ‘
a) Size designation of the blade (see 5.2), and

b) Dbistinguishing name or mark which ensures the identity of the
manufacturing origin of the blades.

9 METHODS OF TEST
9.1 Bend test
9.1.1 Aall-hard type

Bach sample blade of this type shall be bent to lie on the
periphery of a test block 250 mm in diameter {(see Fig. 2a).

9.1.2 Flexible type

Each sample blade shall be bent around the whole circumference of
a test bar 60 mm in diameter (see Fig. 2b).

9.1.3 Spring~back and flexible-centre types

Each sanple blade shall be bent around half the cirrumference of
a test bar 100 mm in diameter (see Fig. 2c¢j.

9.2 Cutting tests
9.2.1 Machine for tests

The cutting ‘tests shall be carried out on a suitable hacksaw machine
which shall be in good condition, particularly in respect of storke
alignment and freedom from excessive vibration. The machine shall
have gravity feed, shall cut on the forward stroke and shall present
the blade at an inclination of between 14%° and 3° relative to the
machine slides, as shown in Fig. 3. The speed of the machine shall

be 64 * 2 cutting strokes per minute and the length of the stroke
shall be 150 mm.

The test bar shall be so located that, when the machine is at

mid-stroke, the bar is positioned in the central portion of thé
blade. ' '

11
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a. Bend test for all hard type

b. Bend test for
flexible type

¢. Bend test for spring-back type

FIGURE 2 -~ Bend tests

12
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The total mass of the reciprocating arm, measured by a spring
balance hanging vertically above the test bar when the machine is
at mid-stroke, shall be 5.5 kg.

The method of measuring the load (That is the total mass of the
reciprocating arm) is shown in Fig. 3.

The reciprocating arm shall not be lifted on the return stroke.

No cutting lubricant shall be used.

Mid point of blade

5.5 kg

1a® to 3°

at
N

]

Direction
of rotation

(anti clockwise)

Mid stroke
position

of test bar

Teeth cut on forward strike

P u— -

FIGURE 3 - Correct method of positioning test bar and measuring load

13
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9.2.2 Test bar

9.2.2.1 The test bar for use during cutting test shall be prepared .
from steel having the following chemical analysis: '

Carbon not less than 0.60% nor more than 0.65%
Silicon not less than 0.15% nor more than 0.30%
Manganese not less than 0.60% nor more than 0.70%
Sulphur not less than 0.025% nor more than 0.05%
Phosphorus not more than 0.053% ,

The steel shall have a McQuid~Ehn grain size of from 3 to 5
(determined in accordance with 1S0/R/643) . The hardness of the
test bar shall comply with 9.2.2.3 and the bar shall be free from
residual magnetism. '

9.2.2.2 when blades of the low alloy steel and high carbon steel
types are to be tested, the séleetion of the test bar shall be

25 mm square machined on all sides and heat treated by normalizing
to a hardness within the range 200-220 HV 30 (See CS 1223).

9.2.2.3 When blades of the high speed steel type are to be tested,‘
the section of the test bar shall be 28 mm diameter machined on ‘
the periphery and heat treated by hardening and tempering to a
hardness within the range 305-335 HV 30 (See CS 122).

9.2.2.4 The position of the test bar shall not be changed for
the purpose of causing any unused portion of the blade to cut.
10 SCALE OF SAMPLING

10.1 In any consignment, all blades of one type and designation
belonging to the one batch of manufacture shall constitute a lot.

10.2 The samples shall be inspected from every lot for ascertaining
its conformity to the requirements of this specification.

10.3 The number of blades to be selected from the lot shall be in
accordance with Column 1 and 2 of the Table 4,

TABLE 4 - Scale of sampling

‘No” of blaées No. of blades Acceptance Sub-sample
in the lot to be selected No. size
(1) (2) (3) (4
Upto 1000 20 1 3
1001 to 3000 32 2
3001 and asbove 50 3 8

14
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10.4 1If the blades are packed in packets, as a first step packets
shall be selected. The number of packets to be selected from the
lot shall be same as the corresponding number of blades to be
selected from the lot. One blade shall be taken from each packet
selected to form a sample.

10.5 Packets and blades shall be selected at random.. In order to
ensure randomness of selection, random numbeyr tables as given in
SLS 428 shall bg used.

11 NUMBER OF TESTS

11,1 All the blades in the sample shall be inspected for the
following requirements:

a) Construction;

b) Workmanship; and

c¢) Dimensional recquirements,

11.2 A sub-sample of size as given in Column 4 pf Table 4 shall

be :salected at random and shall be subjected to ths tests given in 9
as applicable.

12 CRITERIA FOR CONFORMITY

The lot shall be considered as conforming to the requlrements of
this specification if the following conditions are satisfied.

12,1 The number of blades not conforming to any one or more
requirements inspected as in 11.1 is less than or equal to the

corresponding acceptance number given in Column 3 of Table 4,

12.2 All blades of the sub-sample tested as in 11.2 satisfy the
relevant requirements.

15



I 3Ted 699 SIS 995 +
9££Zz OSI Y3TM 80UPPIOOO® Ul »

Sig q ¥e 0°1 8°0 91 oom (#Z)O°1 X 8°0 ¥ 91 X Q0¢
8 £3 S 81 o1 8°0 91 00¢€ {81)%°1T X 8°0 X 91 X Q0¢
1€ S vi 8°1 8°0 91 00€ (P1)8°1T X 8°0 X 91 ¥ (Q0€ |
fiii114 w " i W wE g
(8 ) (8) (s S 2) () | @ ‘ 49
(*XBHE) +Awﬁm sousxeIol) (N) TW g2 (d) (3> (a3 (1)
y38uar - zorswme1p (asd yjeas q3duver .
118240 sToy Uid JO *ON | HUO1Td | SSeusoIUL | UIPTA| =DPEId goi3eudrsep SZI§

. godfy yoeq-B8urxds puw
0I13Us0-2TGIXOIF ‘©IqIXsTF ‘pizy TIe ‘192838 forTe moT :esn aomod 3y317 J07 Sepeld JO SUOTSUSWEG - o FigVL

577:1982

SLS

Gi¢ 4 A3 8°0 S9°QC [ 00t (Z€)8"0 ¥ G9°0 X ¢ X oom*w
SRAY 4 e c°1 S9°0 €T 00¢ (¥Z2)0°7 ¥ 69°0 X €1 X 00¢=
Si¢g v 81 1 59°0 el 00¢ (81)%°7 X G2°0 X £1 X (O0tw
gi¢e 2 A 8'1 S9°0 €T 00¢ (pP1)€°1 ¥ G9°Q X €1 ¥ 00t
S9¢ 14 e 01 S9°C [ 0s¢ (p2)0°1 X G9°C ¥ €1 X Qs8¢
S92 ) ¥ 81 1 S9° 0 €7 0s?¢ (8TYP°T X S9°C ¥ €1 X 08¢
wE W mu wnm | um ’
(8) W (9) () 3 © | @ % ]
(‘xew) | _(yTH SoUBIaTE}) [(N) W& €F ) M | @ W -
yadusy Isjauweip (xod y3zssjy q3Eual
TR ISAQ atoy uid IO ‘ON | Uo3Td | SSIWIdTYL | UIPTA| °2PBlE wor1BUSISOP IZTIS

pue 8I3ued BTQIXIF ‘OIUINATF 'PIEU

TT®

[

t{ee3s AoO[IE MO :9Sn puey IO s3pwId JO sucisudwig ~ ¢ 1Yl

gadLy yoeq-Zuiiads



.

SLS 577

1982

T 3Ted:69G" SIS 995 +

9£EZ OST Y3iTM 8DURPPIOOOP UT

0334 '8 01 4 9°1 [43 ooV (0T)S°C X 9°1 X Z¢ X Q0P«
otvw .28 A 8°1 YA T4 oov, (P1)8°1 X GZ°1T X ST X Q0%
oev Z°8 01 s°Z qZ 1 Y4 0107 (01)6°Z X SZ°1 X' X 00V
08¢ Z°8 (031 S°Z 9°1 (A2 0s¢e (01)8°¢ ¥ 9°1 X 2¢€ X 0S¢&«
08¢ Z°'8 i 8°1 SZ°1 Y4 0s¢ (P1)8°1 X GZ°1 ¥ GT X (0G¢tx
08¢ '8 01 s°c T AN s¢ 0S¢ (01)G°Z X GZ°1 ¥ ST X 0S¢«
(0133 z°8 a3 8°1 YA sZ 00€ | (P1)8°T X SZ°T X GT X 00€x
(013 ‘"8 ot S° SZ°1 14 00€ | (01)G°Z X GZT T ¥ 9Z X 00¢«
wm - o - L wa ww
® w ) (© §) ® | @ )

(- xeum) +Avﬂm aourvI910}) () wm gZ 199

gi8uet I9jowetp. | aed y3say Yy33uag

1183940 aToY uIld | FO °ON | Yo3td SSaWOTYL |YIPTM epe1d uotjeudrsep 9zZTIg

ad£3 pIey-11®

1199318 AOTTE A0

:osn xomod Aaeey J0I sapelq JO suorsuawid ~ 2 ATAVL

17



SLS 577:1982

I ITed:695 SIS 935+

9€£Z OSI Y3aIM 8OUPDIOIOR Uy

91

S1€E S ve 0°1 8°0 oo¢c ($P2)0°T ¥ 8°0 ¥ 91 X 00€
Ste S 81 1 8°0 21 00¢ (81)%°1 ¥ 8°0 X 91 X 00¢
S1¢ S v 81 8'0 91 00¢ (P1)8°T X 8°0 X 91 X 00€
uw i1 W we T &a .
(8) w o5 | ® @ 1 @ )
(‘xew) |  (y1H POUBISTO03] (N) wm gzl (&) ( qy (0
yafueay I932WT IR Isd yzse: qafuay
1181840 sT0q uTd 30 "ON| Yo3Td | SSSuUNOTYL | UIPIM| °PeIg uorszuldrsep 9zTS
. ad£1 pieg-II® :1ee1s paods yIty :ssn Joamod 3y81T X0F SSPBIQ FO SUOTSUSHWIG - 6 HTAVL
Sle v £t 8°0 S9°0 i 01039 (Z€)8 0 X G9°0 X €1 X (00t~
Si¢ ¥ 1’44 0°1 S9°0 13 0C¢ (P210°1 ¥ G970 X ¢ X 00t~
St ¥ - 81 Vo1 S39°0 £l 00¢ {(81)FP°1 X §9°0 X €1 X Q0¢€+«
Sie ¥ A 8°1 S9°0 €1 oo¢ {(P1)8°1 X 9970 X €1 X Q0F
S9Z 14 144 0°1 S9°0 3! 0S¢ (PZ¥0°T X G9°0 X €1 X 0&C
s9¢ R ¥ 81" LA 5270 €l 0s< (81)%°1 X §9°0 X €1 ¥ 0S¢
i e W uan unm w
(8) @) (@) () %) ) (2) (T
(- xeu) +mvﬂm 85UBJIITO}) {N) wa gZ (d) 1) . .Anv (m
y33uog ID}oWRIp Jod Yyj3so3l yi3uat
1181340 atoy wid 70 *ON| Uo31d | sseuxo1yl |UyipIm| opeld uoT312uUdTSOpP 9ZIS.
adA3 91qTX3TF
pue paey-I[e [293S uoqIed Y3y pue (2935 peads ySiy :9sSn puey I0J SIPE(Q JO SUOTSUdWIQ - 8 ZTEVL

18



I 3Ied:699 SIS 995 +

SLS 577:1982

9££Z OSI Y3TM SOUBPIOIDE U 4 a
508 Z°01. i €9 §°¢ £9 08 (F)gr9 x S'C ¥ £9 X 0sL
SE9 Z°01 9 0¥ - sz 0S 009 (990°F ¥ G°Z X 0§ X 009
S€9 €701 ¥ €9 Sz 0§ 009 (PY€°9 ¥ S°Z X 0S5 X 009
SE9 2701 9 o'y TAR4 sy 009 (9)0°% ¥ SZ°Z X S¥ ¥ 009
09s AN 9 0°v ST ¢ 14 SZS {(9)0°y X §7°C X GV X GZS
09s AR 9 o'v 0°¢ ov SZs (9)0°¥ X 0°C X OF X Gi§
s8v 2701 9 0w 0°¢ ov oSy (9)0°v X 0°C X OV X 0S¥=
S8Y g7 01 v o- €°9 02 ov 0sP (v)€°9 X 0°Z X OV X 0S¥«
S8Y z°01 01 g 91 43 0osv (01)GS°2 X 9°1 X Z& X 0S¥«
S87v ctot 9 o'y 9°1 A oSy (HO°v X 971 X Z¢ X 0Gb=
oty AN ] 9 (0 4 0°¢ - oF 620174 {(230°F ¥ 0°Z X OF X OO¥=»
10257 .¢°8 1% £°9 0t ov oob (PYE°9 X 0°C ¥ OV X Q0¥+«
0237 7°8 (0R1 s°¢ 9°1 [A2 00F ! (01)S°Z X 9°1 X ZTE€ X Q0b«
ocev Z°8 9 o'y 9°1 43 00¥ | {(20°F X 971 X ZE X OO0V«
08¢ '8 01 S°Z 91 43 0s¢ (01)S°C ¥ 9°1 X ZE X 0G¢Ex
08¢ (A 9 o'y 9°1 (A 0s¢ {(9)0°y X 9°1T X Zg X 0S¢€=»
08¢ '8 1Al 8°1 SZ°1 S¢ 0S¢ {(P1)8°T X GZ°1 X GZ X 0GEx
08¢ (A ) 0t s°¢ SC°7 14 0S¢ (01T)G°C X GZ'1 X GZ X 0S¢t=»
oge - '8 . vl 871 s¢'r T4 00¢g (P1)8°1 X §Z°1 X GZ X 00€«
0133 '8 01 s°c YA ST 00t (01)S°C X GT°T X GT X 00¢«
L] e wm urm ure wa
(8) @ - (9 (s) ) €) (2 49
(- xew) (¥ TH 20uRIDTO3}) () W& gZ (d) 1) (qQ) (D
yj33uay * JIajomeip Jad yjeag yi3uog
1121940 a1oq uid 30 ‘ON| U93Td | SsewIOTUL |UIPTIM | °PEld uorjsudisap 9z1§

adfq paesy-11e :1o@e1s peaods ydry :osn Jomod Laeey JI0F SIPEIQ FO suoiswdwWIg - 0T FTdVL






rﬁ

SLS CERTIFICATION MARK

The Sri Lanka Standards Institution is the owner of the
registered certification mark shown below. Beneath the mark,
the number of the Sri Lanka Standard relevant to the product
is indicated. This mark may be used only by those who have
obtained permits under the SLS certification marks scheme.
The presence of this mark on or in relation to a product
conveys the assurance that they have been produced to comply
with the requirements of the relevant Sri Lanka Standard
under a well designed system of quality control inspection
and testing operated by the manufacturer and supervised by
the SLSI which includes surveillance inspection of the factory,
testing of both factory and market samples.

Further particulars thhe terms and conditions cyrthe permit
may be obtained from the Sri Lanka Standards Institution,
17, Victoria Place, Elvitigala Mawatha, Colombo 08.

Printed at SLSI (Printing Unit)
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SRI LANKA STANDARDS INSTITUTION

The Sri Lanka Standards Institution (SLSI) is the National Standards Organization of Sri Lanka
established under the Sri Lanka Standards Institution Act No. 6 of 1984 which repealed and
replaced the Bureau of Ceylon Standards Act No. 38 of 1964. The Institution functions under
the Ministry of Science & Technology.

The principal objects of the Institution as set out in the Act are to prepare standards and
promote their adoption, to provide facilities for examination and testing of products, to operate
a Certification Marks Scheme, to certify the quality of products meant for local consumption
or exports and to promote standardization and quality control by educational, consultancy

and research activity.

The Institution is financed by Government grants, and by the income from the sale of its
publications and other services offered for Industry and Business Sector. Financial and

administrative control is vested in a Council appointed in accordance with the provisions of

the Act.

The development and formulation of National Standards is carried out by Technical Experts
and representatives of other interest groups, assisted by the permanent officers of the Institution.
These Technical Committees are appointed under the purview of the Sectoral Committees
which in turn are appointed by the Council. The Sectoral Committees give the final Technical
approval for the Draft National Standards prior to the approval by the Council of the SLSI.

All members of the Technical and Sectoral Committees render their services in an honorary
capacity. In this process the Institution endeavours to ensure adequate representation of all

view points.

In the International field the Institution represents Sri Lanka in the International Organization
for Standardization (ISO), and participates in such fields of standardization as are of special

interest to Sri Lanka.

Printed at the Sri Lanka Standards Institution, 17, Victoria Place, Elvitigala Mawatha,
Colombo 08.
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	SAMPLING
	APPENDIX B
	DETERMINATION OF MOISTURE
	APPENDIX C
	Spread about 25 g  of the sample in a petri dish or any suitable dish and dry by the method given in B.2. The dried material shall be referred to as the dried sample and shall be used in the tests where so indicated.

	APPENDIX D
	DETERMINATION OF FAT
	D.1      APPARATUS
	
	D.2      REAGENTS


	D.2.1   Hydrochloric acid , concentrated
	
	D.3      PROCEDURE



	DETERMINATION OF TOTAL ASH
	
	
	E.1APPARATUS


	E.1.6Other laboratory equipment
	
	E.2PROCEDURE
	E.2.4Place the dish in the muffle furnace at  550
	E.3  CALCULATION



	APPENDIX F
	DETERMINATION OF pH OF RECONSTITUTED MILK
	
	
	F.1APPARATUS


	F.1.3Other laboratory equipment
	
	F.2PROCEDURE



	APPENDIX G
	DETERMINATION OF FREE FATTY ACIDS OF THE EXTRACTED OIL
	
	
	G.1APPARATUS
	G.3PROCEDURE



	APPENDIX H
	
	
	Gently invert the sample six times and prepare serial decimal dilutions immediately.
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