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2.1 ASTM Publications:
Available from ASTM, 100 Barr Harbor Drive, West Conshohocken, PA 19428-2959.

ASTM D 792  Density and Specific Gravity (Relative Density) of Plastics by Displacement

ASTM D 4745 Filled Compounds of Polytetrafluoroethylene (PTFE) Molding and Extrusion
Materials

ASTM D 4894 Polytetrafluoroethylene (PTFE) Granular Molding and Ram Extrusion Materials

3. TECHNICAL REQUIREMENTS:
3.1 Detail Specifidations:

The requirements for a specific product shall consist of all requirements specified herein in addition
to requirements specified in the applicable detail specification. Incase of conflict hetween
requirements pf this specification and an applicable detail spetification, requiremepts of the detail
specification ghall govern.

3.2 Material:
All products shall be molded or extruded from fresh virgin or filled polytetrafluoroethylene (PTFE)
powder. The Virgin PTFE powder used in both, unfilled and filled compounds to thi$ specification

shall conform fo ASTM D 4894, Type Il or.Type IV. The blending of fillers with the yirgin PTFE for
each type shall be as shown in Table 1.

TABLE 1 - Material Types

Type Description Detail $pecification
1 Virgin PTFE AM$ 3678/1
2 PTFE filled with 15% graphite AM$ 3678/2
3 PTFEAilled with 15% glass fiber and 5% molybdenum disulfide AM$ 3678/3
4 PTFE fittedwith 259 giass fiber AMS 3678/4
5 PTFE filled with inorganic pigment AMS 3678/5
6 PTFE filled with 60% bronze powder AMS 3678/6

3.2.1 Virgin polytetrafluoroethylene shall mean resin that has no pigment or filler added and the resin
has not experienced any previous pressure or heat history.
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3.2.2 Filled material shall mean that at least one pigment or filler has been uniformly blended with the
virgin PTFE polymer prior to any pressure or heat process. The percentage(s) of pigment(s) or
filler(s) added shall be measured by weight.

3.2.3

3.24

3.25

3.2.6

3.2.7

3.2.8

3.29

Pigmented material shall mean that a small percentage of inorganic pigment which may also
include a color enhancing agent, total additive(s) usually less than 2% by weight, has been added
to color the material and uniformly blended.
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Type 6 material is used typically for bearing and wear ring applications in a lubricated environment
against steel, stainless steel, and chromium plate. Type 6 material has very good compressive
strength and abrasion resistance.

3.2.10 Unless a specific type is ordered, Type 1 shall be supplied.

3.3 Properties:

The product shall conform to the requirements of this specification and those shown for each type in
the applicable detail specification; tests shall be performed on production product in accordance with
specified test methods, insofar as practicable.
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3.3.1 Color shall be as described for each type with no discoloration or inclusions detrimental to the
performance requirements of the final components. For Type 5, color is solely dependent upon
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4.3.1 Acceptance Tests: Sufficient production moldings or extrusions or parts shall be taken at random
from each lot to perform required tests. The number of determinations for each requirement shall
be as specified in the applicable test procedure or, if not specified, not less than three.

4.3.1.1 A batch of virgin PTFE polymer shall not exceed 4400 pounds (2000 kg) and a batch of filled or

pigmented

PTFE polymer shall not exceed 200 pounds (91 kg).

4.3.1.2 A lot of moldings or extrusions shall be all the parts made from the same batch of compound in
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uous run and presented for manufacturer’s inspection at one time.
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4.3.1.3 A statistical sampling plan, acceptable to purchaser may be used in lieu of sampling as in 4.3.1
and the report of 4.6 shall state that such plan was used.

4.4 Approval:

4.4.1 Sample product shall be approved by purchaser before product for production use is supplied,
unless such approval is waived by purchaser. Results of the tests on production product shall be
essentially equivalent to those on the approved sample. Production product made by a revised
procedure shall not be shipped prior to receipt of reapproval. If necessary to make any change in

4.4.2
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4.5.2 Specific gravity shall be determined in accordance with ASTM D 792, Method A with two drops of
wetting agent added to the water.
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