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AEROSPACE 	 IAMS 3136 
MATERIAL SPECIFICATIONS 	

~.,~.~ 1-15-62 
iOCltT1►  OR AUTOMOTIVt tNO1NttRS, Ina. 	486 L~xinpton Av~. , N~w York 17, N.Y. R~vINd 

PHENOLIC RESIN COATING MATERIAL, TFE PIGMENI'E~ 
300 F Cure 

1. ACIQd(7WI~EDGMENP: A vendor shall mention this specification number in all quotations 
and When acl~owledging purchase ordera. 

2. APPLICATION: Prime~rily for use as a dry film lubrica.nt, applied by spray techni- 
ques~ on materiels not adversely affected by cure temperature of 300 F. 

3. MATEFtIAL: A forimulation consisting of two parts: a colloidal dispersion of poly- 
tetra.fluoroethylene pigment and dispersing agents, and a binder consisting of 
phenolic resin with dye and dispersing agents. 

4. CONg'06ITION • 

~+.1 TFE Pi~nent Component, by weight: 

Non-Volatile 	59 - 61 ~ 
volat~.le 	 39 - ~+1 ~ 

~+.1.1 Non-Volatile: Sha11 be polytetrafluoroethylene resin particles with necessa.ry 
wetting agents and dispersing agents. 

~+.1. 2 Volatile : Shall be wa.ter. 

~+. 2 Phenolic I~sin Co~rcponent, by weight : 

Non-Volatile 	10 - 12 $ 
Volatile 	 88 - 90 ~ 

~+.2.1 Non-Volatile: Sha11 be a thermosetting phenolic type with dye and necessary 
dispersing agents. 

~+.2.2 Volatile: Shall be an or~anic solvent composed of alcohols, esters, and dilu- 
ents. 

~.3 Mixed Prod.uct, by weight: Shall conform to the following, when mixed in accord- 
ance with mariufacturer s recottunendationss 

Non-Volatile 	19 - 21 $ 
volatile 	 79 - 81 ~i 

5. ~c~caz ~Qvzx~rm~rrs: 

5.1 General: 

5.1.1 Shelf L3.fe: The colloidal polytetrafluoroethylene resin, after storage in a 
f~Zll~ elosed 1 qt container at 77 F+ 2 for 60 days, shall shaW no evidence of 
gelation and sha11, after mixing with phenolic resin binder in accordance with 
ma,nufacturer's recouanendat3ons~ produce a uniform dispersion free from curds. 

Coprrlsht ~-962 bY Sool~b of Automotiv~ [esln~~~s. Ina 	 rrintN In U. f. A. 
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5.1.2 Pot Life: Material in 100 g batches~ a.fter mixing in accord.ance srith msnufac- 
turer~s reco~endations, sha11 have a useful pot life of not less than 22 hr 
when mainta3ned at 60 - 8~ F. 

5.1.3 Curing: When mixed and applied in accordance with manufacturer's reco~endation 
and cured at 300 F+ 10 for 1 hr, the phenolic resin sha11 polymerize to produce 
a coating with a uniform dispersion of polytetrafluoroethylene resin solids. 

5.2 Corrosion Resista,nce: A low carbon steel panel with a cured coating 0.0002 - 
0.0007 in. thick sha11 pass 100 hr salt spray test in accordance with ASrM 
B117-~+9T, without evidence of cleterioration of the coating or corrosion of the 
basis metal. 

5•3 ~~ting Teraperature F~nge: The coating shall aho~w no evidence of chalking~ 
blistering~ or loss of adhesion after exposure at 350 F+ 5 for 100 hours. 

5.~+ Adhesion: An anodized aluminum alloy test panel with a cured coating 0.0002 - 
0.0007 in. thick shall have one half of its surface ium~ersed in distilled water at 
room temperature for 2~+ hours. The panel shall then be removed and wiped dry with 
a soft cloth. ~anediately thereafter, two para11e1 scratches 1 in. apart shall be 
made by a sharp stylus on the coated surface subjected to i~ersion. Within 1 min. 
after the panel has been re~ved from the Water~ a piece of pressure sensitive 
paper maskin~ tape ahal.l be placed across the two scratches and sufficient pres- 
sure applied to ensure ad.hesion. Removal of the tape~ using an abruprt mption~ 
stia.7.l cause no sepaxa.tion of the coating from the basis metal. 

5•5 Coefficient oY Friction: The cured coating shall hav~e a coefficient of friction 
not greater than 0.1 when tested at a speed of 25 fpm and a load of 10 lb an a 
Timken Tester~ or equivalent, at a temperature of 70 - 8~ F. 

6. QUALaY: The cured coating sht~.tl be smooth~ uniform~ and free from tackiness, 
craters~ pin holes~ sags~ runs~ bubbles~ heavy edges~ and other imperfections 
detrimental to perforn~ance of parts. 

7. REPOftPS; Unless other~aise specified, the vendor of the product sha11 ftizrnish with 
each shipmerrt three copies of a report of the results of testa on eaeh batch of 
me.terial to determine confox~ma,nce to this specification. This report sha]1 include 
the purchase order number~ material specification number~ ~ormula number, batch 
number~ date of m~nufacture, and quantity. Shelf life need not be reported. 

8. PAC~NG: Unless otherwise specified, material shall be supplied in kit .form 
with the pigment and resin in separate containers with sealed openings. Each 
eontainer shall be legibly marked to show this specification number and title, 
vendor t s name or trade mark, .formula number, batch number, date of manufacture, 
qvantity, directions for mixing, and precautions for storage. 

9. APPROVAL: 

9.1 To assure adequate per.form~ance aharacteriatics, compounds shall be approved by 
purchaser before material.for product~on use is supplied, unless such appraval 
be waived. Results af tests on production material shall be essentially equi- 
valent to those on the approved sample. 
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