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INTERNATIONAL STANDARD

1SO 2075-1972 (E)

Cutting netting to shape - Determination

of the cutting rate

1 SCOPEFAND FIELD OF APPLICATION

This Intg¢rnational Standard describes a method for the
determingtion of the cutting rate for both knotted and
knotless [netting, with or without regard to the general
course of{the netting yarn.

2 REFHRENCES

ISO/R 1107, Netting for fishing — Basic terms and defi-
nitions.

ISO/R 1832, Cutting knotted netting to shape (*'Tapering”).

3 PRINCIPLE

In order [to determine the cutting rate C for cutting netting
to shape,[the following must be known :

a) thg total number of rows of meshes to be gained-or
lost;

b) the number of rows of meshes at the end.of which
the desired taper shall be reached.
NOTES
1 In accqrdance with ISO/R 1532, the letters'N, T, K, B used in
this docurpent designate one cut each in the“direction indicated :

ong cut in the N-direction;

ong cut in the T-direction;

ong cut in either the N- op-Tudifection;
ondg cut in the AB-direction.

mARHAZ

i

2 A cleaf distinction between ‘“‘rows of meshes’’ and ""meshes”
(lost or ghined) exists @nly in the case of the manufacture of a
tapered pigce of nettig'by hand. Here, after the first row of meshes
has been knotted,meshes are lost or gained in relation to the first
row when knotting-the adjacent rows.

In the casp of tapering machine-made netting, which is the subject
of this Iftefnational Standard, existing rows of meshes in both

M is the larger of the numerical values for a and bj;

m,is the smaller of the numerical values for a and|b;

M and m are the numerical values obtained by s|mplification of the
fraction arising from M and m (see section 4).

If the general course of the netting yarn has to regarded for the
calculation of the cutting rate,~it\must be known whether M is
parallel to the N-direction (then'N- and B-cuts dre needed) or M is
parallel to the T-direction, (then T- and Bicuts are needed).

4 TAPER RATIO; DEFINITION AND CALCULATION

The taper ratioR is the ratio between the number of meshes
counted in\the T-direction and the number of meshes
counted, in the N-direction of the desired taper. It is
writter\as a fraction :

,_ number of meshes counted in T-diregction (m or M)

number of meshes counted in N-dirdction (M or m)
becoming after simplification

’

. m
either B =— (see 4.1)
M

r

M
or R =—; (see 4.2)
m

When regarding the general course of the|netting yarn the
following is valid :

4.1 M parallel to the N-direction :

!

directions are severed by taper cuts. It is however admissible, for
simplicity, to speak of meshes instead of rows of meshes.

For calculating the number of rows of meshes the following rule
is valid :

The rows of meshes to be counted are only those that are severed
by cuts belonging to the cutting rate. Rows of meshes severed by
initial or final cuts not belonging to the cutting rate, for example,
an N-cut for the cutting rate 1T3B or an N- or T-cut in the case of
an AB-cut, do not count.

3 Whereas all K-cuts of a taper cut are executed in the direction of
the larger of the two values a and b (symbol M, see below), all
initial or final K-cuts that do not belong to the cutting rate will
always be in the direction of the value m (the smaller of the two
values a and b, see below).

For the calculations as described below, letter symbols for the
number of rows of meshes (or of meshes, see Note 2) are' used as
follows :

p=m : e . _m
R= o after simplification, R = "W
Example
M = 15, parallel to the N-direction
m= 6
_m_ 6 TP m_2
R= TR or, after simplification, R =—— =5
T-direction
&
s w
8 o
|| L2/ o=
= / S
Lm FIGURE 1
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4.2 M paraliel to the T-direction :

!

m o m
R =— or, after simplification, R =—,;)—,

5.2 By calculation
The cutting rate can be calculated either

a) by means of the values M' and m’ (that result from a
simplification of M and m before the calculation); or

Example b) by means of the values M and m and a simplification
M = 15, parallel to the T-direction at the end of the calculation.
m= 6
5.2.1 Using the values M' and m' the following values are
M _15 . o _M'__5 obtained :
ft = -2z or. after simplification. A === —the-pumber—of-K—{N—orT--eutsin-the-curtting rate :
M —-—m.
e —— These cuts are N-cuts, if M is parallel to the N-direction,
o~ and T-cuts, if M is parallel to the T-djrection.
M =5 I
& — the number of B-cuts in the~cutting rate|: 2 m'.
The cutting rate is designated~{se€ ISO/R 1532) by the
formula
o ©
9 Il ’ '
i g C=MEm)K2m'B
3 Examples ,
p= . m 2 ' . .
1 Taper ratio-R =ﬁ, :E'M parallel to the N-direction
FIGURE (see 4.1) :
T-direction

The values for ' and m' indicate the number of meshes
severed by one element of the taper cut, the numerator of
the fraction repilesenting the number of meshes in the T-
direction, the d¢gnominator the number of meshes in the
N-direction.

Example

2
R= g means thdt by any element of the desired taper cut

2 meshes are sejered in the T-direction and ‘5 Jmeshes in
the N-direction.

5 DETERMINATION OF THE CUTTING RATE

5.1 By reading from a table

After calculation| of the tapen ratio, the cutting rate can be
read immediately] from thé table on the next page.

In this table the [nGmerators 1 to 10 of the fraction repre-

NumberofN-cuts : M —m'=5-2=3
Number of B-cuts : 2m'=2x 2=14
Cutting rate C = 3N4B

! 5 ,
2 Taper ratio R = —, = —/M parallel to the T-flirection
(see 4.1) : m. 2

Number of T-cuts : M ' —m'=5-2=23
Number of B-cuts : 2m'=2x 2=14
Cutting rate C = 3T4B.

5.2.2 Using the values M and m the following vplues are
obtained :

— the total number of K- (N- or T-) cuts in the taper
cut: M—m.

These cuts are N-cuts, if M is parallel to the N-direction,
and T-cuts, if M is parallel to the T-direction.

— the total number of B-cuts in the taper clit : 2.m.
The cutting rate is found by simplification of the|fraction

senting the taper Tatioare giverrabove the cotummns and The
denominators 1 to 20 are indicated on the left. The desired
cutting rate C is found at the intersection of the numerator
column and the denominator row.

Examples
3

R=—- C=1N3B
5
2

RZT C=1T2B
1

R=T C=AB

l'otal number ot K-cuts _ M—-—m

Total number of B-cuts 2 m

After simplification, the numerator of the fraction indicates
the number of K-cuts, the denominator the number of
B-cuts in the cutting rate. These values correspond to the
results of the calculations using M — m' and 2 m'.

Examples

1 M =15, parallel to the N-direction, m = 6
Total number of N-cuts M-m 15-6 9
Total number of B-cuts 2m  2X6 12

3
and after simplification = 2

Cutting rate C = 3N4B


https://standardsiso.com/api/?name=b5c1e78e80b3adb9d0bcc2cecbf75716

ISO 2075-1972 (E)

AN ~
ADLEC — LUl

ting rates
Numerator of the taper ratio R
Denominator
of the taper i Z 3 4 5 6 7 8 9 i0
ratio R
Cutting rate C
1 AB 1728 2728 3728 | 4728 5T28 6728 7728 8728 o728
1T1B 2T18B 3T1B 4T1B
2 1N2B AB 1T4B 2T4B 3T4B 4T4B 5T4B 6T4B 7748 8T4B
1T28B 1T1B 3T2B 2T18B
3 ZINZD TINGD AD TToD Z 10D S 1T00D 41700 Q100D O GB 7TBB
1N1B 1T3B 1T28B 2T3B 111B
a 3N2B 2N4B 1IN6B AB | 1T78B 2T8B 3T8B 4T8B 5788 6788
1N2B 1748 1728 3748
5 4N2B 3N4B 2N6B 1N8B AB 1T10B | 2T10B{\3T10B| 4T10B | 5T10B
2N1B 1N3B 1T58 27158 1728
6 5N2B 4N4B 3N6B 2N8B | 1N10E AB AT428 | 27128 37128, 47128
1N1B 1N2B 1N4B 1T68B 1748 1T3B
7 6N2B 5N4B 4N68B 3N8B | 2N10B | 1N128B AB 1T14B | 2T14B | 3T14B
3N1B 2N3B 1N5B 17178
8 7N2B 6N4B 5N6B 4N8B | 3N10B/|\2N12B | 1N14B AB 17168 | 2T168B
3N2B 1N2B 1N6B 1T8B
9 8N2B 7N4B 6N6B 5N8B | 4N10B | 3N12B| 2N14B | 1N16B AB 1T18B
4N1B 1TN1B 2N5B 1N4B 1N7B
10 9N2B 8N4B 7N6B 6N8B.¢/ 5N10B | 4N12B | 3N14B | 2N16B| 1N18B AB
2N1B 3N4B 1N2B 1N3B 1N8B
1 10N2B 9N4B 8N6B N8B | 6N10B | 5N12B| 4N14B | 3N16B| 2N18B | 1N20B
5N1B 4AN3B 3N5B 2N7B 1!}]98
12 11N2B | 10N4B 9N6B 8N8B | 7N10B | 6N12B| 5N14B | 4N16B| 3N18B | 2N20B
5N2B 3N2B 1N1B 1N2B 1N4B 1N6B 1N10B
13 12N2B | 11N4B\ " 10N6B ON8B | 8N10B | 7N12B| 6N14B| 5N16B| 4N18B | 3N20B
6N1B 5N3B 4N5B 3N7B 298
14 13N2B 1\12N4B | 11IN6B | 10N8B | 9N10B | 8N12B | 7N14B | 6N16B 5Ih188 4N20B
3N1B 5N4B 2N3B 1N2B 3N8B 1N5B
15 14N2B | 13N4B | 12N6B | 11N8B | 10N10B | 9N12B | 8N14B| 7N16B| 6)18B | SN20B
7N1B 2N1B 1N1B 3N4B 4N7B 1N3B 1N4B
16 15N2B | 14N4B | 13N6B | 12N8B |11N10B [1ON12B | 9N14B | 8N16B| 7N18B | 6N20B
7N28B 3N2B 5N6B 1N2B 3N10B
17 16N2B | 15N4B | 14N6B | 13N8B | 12N10B | 11N12B | 10N14B | 9N16B| 8IN18B | 7N20B
8N1B 7N3B 6N5B 5N78B 4IN9B
18 17N2B | 16N4B | 15N6B | 14N8B | 13N10B | 12N12B | 11N14B | 10N16B| 9IN18B | 8N20B
4N1B 5N2B 7N4B 1N1B 5N8B 1N2B 2N5B
19 18N2B | 17N4B | 16N6B | 15N8B | 14N10B | 13N12B | 12N14B | 11N16B | 10N18B | 9N20B
9N1B 8N3B 7N5B 6N7B 5IN9B
20 19N2B | 18N4B | 17N6B | 16N8B | 15N10B | 14N12B | 13N14B | 12N16B | 11N18B | 10N20B
9N2B 2N1B | 3N2B 7N6B 3N48B 1N2B

2 M = 15, parallel to the T-direction, m = 6
Total number of T-cuts M—m _ 15—6 _ 9

2x6 12

Total number of B-cuts T 2m

3
and after simplification = a

Cutting rate C = 3T4B

NOTE — The formulae for the number of K-cuts (W —m) and for
the number of B-cuts (2 m) can be explained as follows :

By any B-cut a half mesh both in the N-and T-direction is severed.
2 m B-cuts, therefore, will sever m meshes both in the N- and T-
direction. Thereby, all meshes to be lost in the direction of m are
severed and furthermore m of the M meshes to be cut in the other
direction. In this direction, therefore, M —m meshes remain to be
cut (see also Figure 3). The number of K- (N- or T-) cuts and the
number of B-cuts in any element of the cutting rate is found by
M—m

simplification of the fraction

Correspondingly this explanation is valid for the formulae M —m'
'
and2m.
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N-direction

1) N and =B

T-direction
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Example

1
R = T cutting rate for flying meshes IN1T

Pt

in the indicated djrection.

Example
M = 15, parallel

Total number of

N-cuts M

respectively = total number of cuts to be made

FIGURE 3

o the N-direction,m =6

-m 15-6 9

Total number of

and after simplifi

Cutting rate C =

B-cuts 2
3

cation =—
4

BN4B

m 2X 6(A2

’..".0 - (ﬁ) R= 7 cutting rate for flying meshes TN2T
XXX L
XK PO ”
QRIS e L
"’. Ir\ " LI(‘—: ;z E : TN
= N

Y

Flying meshes-obtained
by TN1T cut

Flying meshes obtained
by TN2T cut

FIGURE 4

7 SPECIAL CONDITIONS FOR KNOTLESS NETTING

In knotless netting a general course of the ndtting yarn
cannot always be determined. In many cases, however, it is
possible to determine the largest possible lendgth of the
stretched mesh in the netting. For this reason, ISO/R 1107
defines the designation of directions in knotless|netting as
follows :

N-direction : The direction of the longest posfible mesh
axis.

T-direction : The direction at right angles to the N-direction.
The definition of the AB-directions is the sam¢ for both
knotted and knotless netting.

6 DETERMINATION OF THE CUTTING RATE FOR
FLYING MESHES

For special purposes ““flying meshes’’ at the edges of the cut
are sometimes needed.

The cutting rate for flying meshes can be read immediately
from the fraction that indicates the taper ratio. The number
of T-cuts is found in the numerator, the number of N-cuts

in the denominator of the named fraction (see section 4).

For all knotless netting, where the N- and T-directions can
be determined as explained above, the corresponding rules
for knotted netting are valid accordingly.

If a determination of the direction is impossible, it is also
impossible to discriminate between N- and T-cuts. In such
cases only the number of K-cuts can be determined by
means of the general formulae :

Total number of K-cuts=M —m

Number of K-cuts in the cutting rate =M —m'.
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