T BUFF ang 7 POLISH

l'lHDDUEIHG i high=luster fnlsh on a

metal surface divides ifself inta thres
distinct processes; grinding. polishing
praper, and buling. Grinding with an em-
ery wheel leaves a multitude of fine
zcrafches on the surface. Paolishing almply
removes these finer maorks by grinding
away small amoiants of mefal. Where a
vty [me fnish is desired, the polishing
apetalions are fallowed by bufing with a
gt wheel and very fine ahrasives. This
Feimeves even the hne macks left by the
prlishing abrasives and leaves a sarface
whiich iz gliz=s smooth.

Pulishing and buffing are similar proc-
cases, the only difference being that in
palishing the abrasive is glued permanently
o the wheel, while in baffing the abrasive
is fed to the wheel during the operation.
Polishing abrasives usually are identified
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by number, from Noo 120 4o e 220, while
buffing ahrasives aze numbered above 230,
Polishing wheels, Fig. 1. ore made from o
mumiber of materials. Wood feed with
lemther, sheepsking, bull neck and walrus
leather, convas, felt, musling and Aannel
are muaterials commenly used. Leather=
fapad wsiden whesls are, af course, Figil,
and are suitoble only for palishing flat
work, For curved surfoces wheols fmeed
with the more flexible materials are used.
Zaft bulfs are made of dizsks of cloth or
slirepskin boosely sewed together.

O palishing wheels such arilcial grits
as aluminum axide, silicon earbide and
nafural emery are most generally ueed. For
bufing, & number of notural abrasives o
used, these being in the form of o cake
miade of the abrasive and grease or tallow
ma that the grit may be applied {0 the bul=
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firgg wheel by friction, as shown in Fig. 8.
The ardinary bulfing compounds, in de=
soending order of hordness and sharginmes,
are emery, tripeli, pumise, crocus, lime
and rouge,

Antmal-kide glue in the ground form is
generally used for applying abrasives to
palishing wheels. Tt should be mixed with
waler by weipght as shawn in Fige. 2 and 1.
The water must be measured accurately as
in Fig. 4 on the basis of 1 oz avedrdupois
equals 1 fluid oz. The glue sheuld sanlk in
cold water for one hour, Affer soaking,
the ghie solution Is earcfully heated to s
tempernture of 1407 F,, e clther a water-
jacketed gluepot or one electrically Beated
ae in Fig 5 Omee the glee b peolied, it
should be applied quickly to the wheel
with o brush, Fig. i, I{'= a pood idea to
have the wheel heated to the sume tem-
perafure to avedd chilling and jelling of the
glue. The glue=coated wheel is then rolled
throwgh & aheet-metal trough containing
the ahraslve until it is thercughly and
oyenly conted, aa shows In Fig. 7. Lat it
dry for 24 kours. A new wheol shoald al-
ways he glven & thin sixpg eont of glee
Followed with twe coats of aheasive. H an
old wheel ia 1o e recaated, frst true it up
with o slll-on-carblde stick and then treat
11 as n new whesl.

Abrasivea uaed in buffing have special
charncteristics, ench oni beling suited to s
own particular uess. Emory cake comes in
a great variely of defress of finonoas. Tt ke
frequently used as o peoliminnry baffing
compound Fair “culling dewin" the last Ane
seratehes Ieft by polishing, It should Bot
be used on =ainless stesls, hawener, s i
contains iran. Tripoli is composed of 2o,
porous grains without sharp, hard surlaces
It prodduces o wery high polish on wf | met-
als such ns hrass and aluminum. Croces is
sometimes used for a high Anish on iron of
steel. Vienna Iime or venedian lime is ex-
terslvely used in polishing nickel-plate
whils rouge is one of the softest buffing
compaunds and 13 used for the finess finish,
Chromium oxdde or “green rouge” is used
far the fnal finishes on stainless stec,
Muanel metal ond nickel. Fig. 12 gives sug-
gested modor sizes for eporating wheels of
varinig diameters. Although nod essential,
it is betber to have the wheel run chockwise
as viewed from the operator's lefl, as this
makes it handier to hald the larger work,
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Iy any ease the whesl should run toward
the operator so that the work con be hold
againsl the whael @k o pazinak balaw the
harizonial cender lime as in Fig, 10

Both polishing and bulfing wheels are
operated ot speeds varying from 2,500 to
74000 surface fect per mioute, and some-
times higher, the most general practice
being operation at 3,000 to G000 3,f.m, Fig
13 shews you how te ranslate surface (o
per minute te revolulions per minule far
variois whesl sizes. To use the chart, il
the dinmeder of the wheel on the bottom of
the graph, then follow the vertical line
corresponding to this diameter up to the
curve marked with the desired sorfoce
gpecd and from this point read straight
ncross to the left-hand margin whers the
e, can he found, Should vou roguire o
surface apeed nol shown, lor example, if &
speed of 3500 g.fm. = desired, the rpm
can be found by averaging the next small-
er and the next larger volues. These wheel
speeds are only approximate and there is

no mecessity for adjusting them closer than . :
within 100 or 200 .fm. -
Now the sequenee of aperations followed BT o :'J"__'

in polishing and huffing amy metal article
miEt be determined by the condition of
the wark, the final fnieh destred, and the
metal of which the article iz made, Sali
metals may need fewer operalions thano
harder metals. A rough casting will re-
quire mare pelishing than & sheet of metal
that §e aleendy quite smoath, If & mirear
finish. Ia deslred, aperations mast be con-
tiawed down 1o the aofteat huflng moterl-
als; if 0 duller surfaee bs patlalactory, -
!'|||],||;: (Er ]luﬂ.!m: cpEraliohis pf all weill T
neeled, Tl =kill of the cperator alsa hag
mmibch Lo da with the Bnal fesull,. Matucally
& =killful workman will produce a given
linizh with fewer operalions than a lems ox-
perienced man, Heoce, the following sug-
gostions ave anly peneral. In certain easzes
whoel speeds have been suggested; where
they have naolb, a speed of 5,00 to 000
afm, will be antisfactory, Far polishing
steel, use first a Ko. 120 abrasive on a dry-
g whesl, [ollowed with a MNa, 1650 on a
greased=rag wheel, and finally with Mo, 180
on a Eressd-rag of sheepskin wheel, The
article can then be Bufed with Na, 180
ety coke or paste on a Tampics brush
wheel. Rough steel castimgs or forgings,
caf be given a prelirui.'n.a.l.'_l.' rough polishing
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off and the article is plated. Castings may
be buffed aleo with tripoli ond lime.
Alunslnum k= wery soft, and henee it is
diretralsle o hubrieate gl] thie finer polishing
wheels sl oo aluminum to prevent Lene-
ing af the metal, All wheels frer fhan Mo,
120 used on oluminum should be preased,
Thie wheel is greased by applying & tollow
stick or cale tn its surface while it is run-
nlng. Eerceene b sometines used oz n lu-
brleant, Aluminuem articles should e pol-
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with a No. 60 polishing whesl. This gives
a lmal Anish which {5 suitable for ploting.
CGienerally synihedic aluminumi-oside write
are peod for the polishing and the ficst
baffing apoeatians on sainbess steel. Trip-
oli may alos e uped for |:II.1|.:FIJ'I.E. and the
hiphest luster developed wilh chromium=
oxide or green Touge. JA sirppesind an-
quenee of cperations would be polishing
with Ma, 80 gnd Na. 120 artificial oluming
any drv-rag palishing wheels, a final polish a
witly Mo 180 om n greased polishing w vl
arnd g with iripoll. For 2 mirror fin-
jaly, U0 artlcle b baffed opain with yery

fine pliaminum-exide buffing !:I.I-'.'I1.:|:|'l.'-|.l1|l:|I B
nod finally with green rouge. For o sadin - T
finizl the fmal opeention is brushing with E
pumice an 8 Tnn'._p"_{m hrush. E
Broag, being polter, will vsually require
fewer polizhing and buffing operations. = e
Castings can be pelished with No, Bl and 2 |
Mo, 120 znd ﬁlulﬂ}' with Mo, 180 cm o =

greased wheel, and then buffed with an
amery=grease compound,  Siamplags can
Ts pollshed similarly ot 5,500 o G000 «{m
sind thon bufed on a loose muslin bull &1 8
slower apeed, such ps 4,000 s.fm. Bullisg
minx be o with flne tripoll, For nicke]-
plnting theve slould be & finn] buifing with =
lime on & muslin of Inen whesl after @ WHEIL SEALITERR
which the bulfng compaunds are elenned
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lshed at 5,500 51.m. using Mos, B, 120 anedl
180 writs on the wheels., The Na. 80 whesl
may |t 1|'\-||_-|,] -:|1':|'. Than the work la bufed
with |_|_-|r|q_._ll_ and e o0 & mikkin |II!|'E: and
fnally with roage. The baffing eporatéons
enn be corried out oi o somewhnd higher
ppeed, T,000-7.500 u.im, Scrntch=hrushing
at low speeds, 600 rpm. with a f-in. brush,
produces i diall ErRy flzsikzh, A sotin finlsl
can be produced by brushing with fme alu-
e o g T::||:|1||'|'| birnals &t 3000 20, A
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gimilor fnish can be produced on brass or
eteel with pumice and water at 3,000 5.f.m.

Zine die costings can be polished with
Moo 120 grits then buffed with iripoli, and
finally buffed ot 6000 sfm. with a safi
buffing compound. As an alternative final
aperation, zine articles can be brushed
with fine pumlce and water an o Tompico
brusls at n low specd. Zine-plated surfaces
can be huffed with tripoli and lime. Nickel
andl copper=plated surfaces should be
TnidTed with liwse an g solt whoel, and then
with rauge, A nkckel surlfaee which is to be
chromium-piated seguires earelul buffing,
as the final finish will show up any marcks
left after buffing. Monel metal cn be
buffed with fine emery coke, then iripali,

then with Ume or chromlume=-oxide roupge.
Where buffing and polishdng is dooe with
n amall hench grinder, such as that shown
in Fijga, 4 and 14, some precaution must be
fakeén to amure safely sz woll as good
work. First see that the guard iz sof prop-
erly to clear the wark, Figs. ®and 18, Then
muike sure that the wheel &5 tight on the
shaft amd that it runs trae, Fig. 14 SBome
grinders af this fvpe moy require an exir
washer 1o hald eloth buffing wheels. Figs
11 and 15 ghow two things 1o avoid in any
polizshing or buffing cperntion, In edther
cagn should tho whood run against & square
edge or inte a vee in the casting or ather
abject. the work iz likely (o be thrown
from the hamds with dangerous foree,

Parking-Garage Charts Give Customers Lubrication Data

For the convenienos of his cusiomers,
ane owner of o parking gorage hos a
blackboard hung om the wall ot each park=
img stall showing the customer's name,
stall nomber and the mileage at which the
car shoald be greased amd the oil changed.
The gerageman clalms that his ustomers:
appreciate this service and they give him
moat of their Tubrieation johe

—{ipie Bead, Jr., Chicago.




