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MATHRIAL AND FABRICATION: Flat sheets, consisting of lamipetions of cotton
Fabrdic whioh have becn impregnated with a the mosetting,. phenolie type of
synthetic resin, and properly ocured. '

ible for protecting th

4, TECHNICAL REQUIREMENTS:
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4,1,1 Golor: Unless otherwise specified, the color shall be naturals. Supplementary

oloring, when specified, shall be ‘substentially uniform throyghout the
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4,14 Corrosions The product shall not have a corrosive effect on gther materials
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" Section 7C of the SAE Technical Board rules
use by anyone engaged in Indust
to conform to or be guided by a

heet., The faces of sheets shallibe substantially free from gtreaks or

tains.
inish: Semi-gloss, unless otherwise specified.
eathering: When spegified, the sheet shall have weather reslstance

cceptable to the purchaser as detormined by & procedure agregd upon by
purchaser and vendor.

Yhen exposed to conditions normally encountered in service. Jiscoloration of
tals shall not be considered objectionable.

4,1.5 chinability: Sheet, at room temperature, shall not split, grack, chip or
~Tosinate when punched in thickness up to end including 1/8 in. or when

$11ed, sawed or machined in any thickness.

4,2 Properties: Unless otherwise specified, the product shall conform to the
following requirements; tests shall be performed on the product supplied and
in eccordance with listed ASTM methods, or as otherwise spwcified.

____Value, Min
Property Warp Filling Test Method
4,2,1 Tensile Strength, psi 7500 7.800 ASTM D638-49T
4,2.2 Modulus of Elasticity in '
Tension, psi 910,000 940,000 ASTM D638-49T
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-2 -
' Value, Min
Property Warp Filling Test Method
4.,2,3 Ultimate Compressive Strength 30,000 30,000 ASTM D695 =4 9T
Flatwise, psi
4,2.4 Flexural Strength
Flatwise, psi- 16,000 16,000 ASTM D790-49T
4.2.5 Impact Strength, Edgewise
(Notched Ized)
f4-1b per 1in. of notech 1.5 1.5
Property | Value Test Methbd
4.2.8 Density, g|per cu em 1.35 + 0,05 _(ASTM D634144
'4.2.7 Bend Radiug, Room Temp. 401 , O Para. 4.3}1
4.2.8 After-glow| sec, max 156 Paras 4.3p2
4,2,9 4,2,10 4,2,11 4,2,.12
Water Absorption Dimensional
Properties (24 hr immersion) Post Forming Stability Drawin

.Test Methods AYTM D570-42 Para. 44343 Para. 4.3.4 Para. 4.3.5
Values % |zain, max Heating Inside Spring back, Depth of
Time Range Radius Degrees, max Draw, Inches
Limits Inches
Seconds

(See Notes 2, 3, & 4)

Nominal Thickness, Inch

(See Note 1)

1/32 _ 7e5 20 to 30 1/32 32 1-5/8
3/64 562 30 to 45 1/16 27 1-1/8
1/16 4.4 40 4o 60 3/32 25 1
3;32 3.2 60 to 90 3/16 20 13/1
1/8 —h—ﬁ—&e—h—kze—ﬁﬁﬁ—rﬁ—sfﬁj
5/32 2.2 100 to 160 7/16 12 -
3/16 1.9 . 130 o 200 9/16 9 —
7/32 1.8 160 to 240 13/16 7 -—
1/4 1.6 180 to 260 1 6 -

Notes (1) For intermediate thicknesses not listed in the table, the values of
heating time, bend radius emd draw ring for the next larger thickness
shall be used.

(2) The optimum heating time for each acceptable material shall have at
loast a five-second spread within the acceptable time range limits. The
manmufacturer shall record the optimum time for his material, as specified
in 7.1

/
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(3) After forming, specimens shell show no signs of splitting or delamination
which causes a break in the fabrie reinforcement. Small oracks or checks
not exceeding 1/8 in. long by 1/64 in. wide are permissible. Small blisters
up to 1/4 in, in diameter are permissible provided they do not exsceed 4 per
sq £+, per side and are not gathered together in clusters.

(4) After removal from the forms the specimens shall retain an angle of not -
over 93 deg. A

4,3 Test Methodss

4.,3.1 Bending: A 1 in, wide specimen cut from eny direction of sheet shall not
split, crack, craze or deleminate when bent at room temperature, through an
angle of 180 deg using a radius as given in 4.2,7. Permanent set of the

slcimen 1s permissible.

226 F + 12 for
a of subdued
ASTM

lar large
ip of the
by the flame.

4.3.2 verglow: Three specimens 6 x 1/2 in. shall be conditioned)at

D635-44, except that the screen need not be used. A Meker or s
burner with a flame 1 in. long shall be placed“so that the
flame contacts the plastic, and 1 in. of the plastic is covered
Thed specimens shall be heated 15 sec for eachl)/32 in. of thic
frection thereofs At the end of the ignition/ period the burner
removed and the flame on the specimen shellibe blown out. The

Pogt=Forming:s Six 2 x 6 in. specimens, three longitudinal and :
¢ shsg be tested., The specimens shall be heated in a forced=-cir
oven at 476-5256 F for the optimum time as given in 4.2.,10, I

4,3.3

woen wooden or cast resin forms and allowed to cool in the forms. The male
form shell have a radius a8 spscified and the female shall have

to [the male plus the sheet thickness.

4,3,4 Dinensional Stab'ili-t;y:‘ The speclimens successfully formed in 4.
: hedted by immersing in water at 180 % 2 F for 1 hour. After re

water and cooling unrestrained, The amount of springback shall not exceed

wings . ‘Specimens 6 in, in dismeter shall be heated as speciffed in £.2.10.

diately (within 10 seo) after the heating, the specimens shall: be drawn

in |a-suiteble jig having & steel mandrel and drew ring. The mapdrel (male die)
- ter ©ylinder with m 1.5 in, spherical rafius on the

contact end, The draw ring (female die) shall have a cylindrical hole .

(diametsr equal to 3 in, + 2.5 times the thickness of sheet) through which the

mendrel travels in making the draw, end shall be maintained at 275-300 F.

A draw radius of 0,125 in. shall be provided on the inside of the draw ring.

The specimen shall be clamped at 20 psi against the draw ring before the draw

begins. Under these conditions, the sheet shall produce satisfactory draws

a8 given in 4,2,12.

4.3.5

6. QUALITY: The product shall be uniform in quality and condition, free fram
blisters, wrinkles, cracks, crazing and surface roughness, and reasonably free
from other small defects such as scratches and dents,

6. SIZES AND TOLERANCES: Unless otherwise specified, the following shall apply:

6.1 Length and Width: Shall not vary more than + 1 in. from the nominal dimensions.
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6+2 Thiockness: Standard thicknesses and__ tolerances shall be as follows:

Nominal Thickness Tolerance
Inch Ineh
1/32 + 0,0065
3/64 % 0.0075
1/16 + 0,0076
3/32 ¥ 0,009
1/8 - + 0,010
5/32 ¥ 0.011
5/16 1+ 0.0125
7/32 + 0,014

+ 0,030
1/a - 0.000

6.3 Warp and Twisk: The warp and twist shall not exceed 1% based on.a 36 in,|length,
#  and shall be fletermined in accordance with ASTM D709-49T.

7. FREPORTS:

7.1 TUnless otherwlse specified, the vendor of the product.shall furnish with each
shipment three coples of a report steting that the product meets the require-
ments of this|specification. This report shall jnclude the purchase orde:
nunber, materjal specification number, vendor's compound nunber, form or part
number, and qyantity. P

742 Unless otherwlse specified, the vendor of)finished or semi-finished parts|shall
furnish with ¢ach shipment three copies of & report showing the purchase qrder
number, material specification number, contractor or other direct suppliexg of
material, parf number, and quantitys’ When material for making parts is produced
or purchased by the perts vendor, that vendor shall inspect each lot of mgterial
to determine tonformence to the-'requirements of this specification, and shall
include in the report a statement that the material conforms, or shall inglude
coples of laboratory reports showing the results of tests to determine
conformance.

8., IDENTIFICATION; Unless otherwise specified, each sheet shall be marked on |one
' corner with the mamufacturer's ldentification, month and year of manufacture, and
AMS 3605B. Th¢ cha.racters sha.ll be not less than 3/8 in. in height, shall [be
applied using & suita 2 be
handling.

9. PACKAGCING:

9,1 Packaging shall be aoconiplished ir such & manner as to ensure thet the product,
during shipment end storage, will not be permenently distorted, and will be
protected against damage from exposure to weathering or any normal hazard.

9,2 Each package or lot shall be permanently and legibly marked %o give the following
infomretion:
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