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PLASTIC SHEET, POST-FORMING 
Cotton Fabric Reinforced Phenol-Formaldehyde 

1. ACKNOWLFDQ~IIIVT: A vendor shall mention this specification number and its 
revision letter in all quotations and when acknowledging purchase orders. 

2. APPLICATICRd: Primarily for draWing and bending, by the post-forming method, 
into parts where good rnechanical properties are important but electrical 
properties are of secondary importance. 

3. MATERIAL AND FABRICATION: Flat sheets, consisting of laminations of cotton 
fabric which have been impregnated with a thermosetting, phenolic type oY 
synthetic resin, and properly cured. 

!~. TECI~TICAL REQUIRFIKF~ITS: 

1~.1 General: 

~i.l.l Color: Unless otherwise specified, the color shall be natural. Sup- 
plementary coloring~ wYier~ specified~ sha11 be substantially uniform through- 
out the sheets. The faces of the sheets sha11 be substantiallp free Prom 
streaks or stains. 

4.1.2 Finish: Semi-gloss, unless otherWise specif`ied. 

lt.l.3 Weathering: When specified, the sheet shall have weather resistance 
acceptable to the purchaser as determi.ned by a procedure agreed upon by 
purchaser and veador. 

lt.1.~t Corrosion: The product shall not have a corrosive effect on other materials 
when exposed to canditians normally encaun tered in service. Discoloration 
of inetals shall not be considered ob~ectionable. 

11.1.5 Machinabilit,y: Sheet, at room temperature, shall not split, crack, chip or 
delaminate when punched in thic~messes 1/8 in. and under, or when drilled, 
sawed or machined in any thiclmess. 

lt.2 Properties: Unless otherwise specified, the product shall conform to the 
following requirements in both warp and fill directions; tests shall be 
performed on the product supplied and in accordance with listed ASZM methods, 
or as otherwise specified. 
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1~.2.1 TensilP Strength~ psi, min 7~ 50o As~ D638-52T  

?~.2.2 Ultimate Compressive Strength, 
F1atWise, psi, min 309000 AS~I D6q5-52T 

1j.2.3 Flexural Strength, 
F'lat~ise, psi~ min 16,000 AS~+~I D790-li9T 

4.2.1~ Impact Strength, Edgewi~e AS~"I D256-li7T 
(Notched Izod)~ 
ft-lb per in. of notch, min 1.5 

4.2.5 Bend Radius, Room Temp. 40T See 4.3.1 

~.2.6 Af"ter~lox ( as received) ~ sec, See 1~.3.2 
~ max ~t 

~.2.7 Afterglow, Subsequent to Con- See Lt.3.2 
ditioning 168 hr at 225 F± 5, 
sec, max 15 

1~.2.7.1 	Material ahall be capable of ~eeting the requirement of 1~.2.7 but 
J~ individual lots need not be tested. 

l~.2.8 1~.2.10 lt.2.11 
Water Ab~orption lt.2.9 Dimensional Drawing 
(21~ hr inmersion) 	Post Forming Stability 

AS1M D570-l~2 	See }~.3.3 and See 4.3.~t See ~t.3.5 
Notes 2, 3 & 4 

~ gain, max 	Heating 	Inside 	Springback 	Depth oP 
Time Range Radius 	degrees, max 	Draw, Inches 
Limits 	Inch 

Nominal ~ 	 sec 
Thiatmess 
(See Note 1) 

1/32 7.5 20 to 	35 1/32 32 1-3/8 

~S 	3/6!t  5.2 30 to 	50 1/16 27 1-3/8 
1/16 1~.I~ !~0 to 	?0 3/32 25 1-1/~ 
3/32 3.2 6o t,o 	95 3/16 20 1-1%8 

1/8 2.5 8o to 120 5/16 15 3/~t 
S/32 2.?_ l0o to 160 7/16 12 --- 
3/16 1.9 130 to 200 9/ib 9 --- 
7/32 1.8 160 to 2lto 13/16 7 --- 
1/!t 1.6 18o to 260 1 6 --- 

Note 1. For internediate thiclmeases not listed in the table, the values of 
heating t3me, bend radius and draw ring for the next larger thickness 
shall be u~ed. 
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Note 2. The optimum heating t,ime for each acceptable material shall have at least 
a fisec spread within the acceptable time range limits. The manufacturer 
shall record the optimwn ti.me fo r his material in the report specified in 
7.1. 

Note 3. Small blisters up to 1/1~ in. in dian' ►eter are erMissible after heating but 
prior to forming provided they do not exceed ~ per sq f't per side, and are 

~6 	not gathered together in clusters. After forming, specimens shall show no 
si~s of splitting or delamination which causes a break in the fabric 
reinforcement. S1na11 checks not exceeding 1/8 in. long are pen ►iissible. 

Note 4. After removal from the forms the specimens shall retain an angle of not 
over 93 degrees. 

~.3 Test Methods: 

1~.3.1 Bend3ng: A 1 in. ~nde specimen cut Prom any direction of ~heet shall not 
split, crack, craze or delaminate when bent at room temperature, through an 
angle oP 180 deg around the radius given in ~t.2.5. Permanent set of the 
specimen ia permissible. 

l~.3.2 Afterglow: Three specimens, 6 x 1/2 in., shall be placed in a shielded area 
of subdued light, such as an unlighted fume hood, mounted horizontally as in 

¢ ASTM D635-~~l,., except that the screen need not be used. A Meker or similar 
large top burner with a flame 1 in. long shall be placed so that the tip of 
the flame contacts the plastic, and 1 in. of the plastic is covered by the 
f].ame. The specimens shall be heated 15 sec for each 1/32 in. of thiclmess 
and fraction thereof. At the end of the i gizition period the burner shall 
be removed and the flame on the specimen shall be blown out. The duration 
of visible glow shall then be noted. 

4.3.3 Post-Forming: Six 2 x 6 in. specimens, three longitudinal and three 
transverse, shall be tested. The specimens shall be heated in a forced- 
circulation tq~pe air oven at 475-525 F Por the optimwn time gieen in lt.2.9. 
Inmiediately (within 10 sec) after heating, the specimens shall be bent 
through an angle of 90 deg betw~een wooden or cast resin fortns and allowed 
to cool in the forms. The male form shall have a radius as specified and 
the female shall have a radius equal to the male plus~the sheet thiclrness. 

4.3.1~ Dimensional StaMlity: The specimens + uccessfully f After removing sfro the heated by irrmiersing in water at 180 F_ 2 iba~ 1 hour. 
water and cooling unrestrained, the amount of springback shall not exceed 
the values sho~n in lt.2.10. 

11.3•5 Drawin : Specimens 6 in. in diameter shall be heated as specif'ied in l~.2.9. 
mm iately (within 10 sec) after the heating, the specimens shall be dra~n 
in a suitable 3ig having a steel msndrel and draW ring. The mandrel (male 
die) shall be a 3 in. diameter cylinder ~th a 1.5 in. spherical radius on 
the contact end. The draW ring (female die) shall have a cylindrical hole 
(diameter equal to 3 i~. + 2.5 times the thiclmess of sheet) through Which 
the mandrel travels in making the draw, and shall be maintained at 275-3~ F. 
A draw radius of 0.125 in. shall be provided on the inside of the draw ring. 
The specimen shall be clamp~d at 20 p~i against the dra~ ►  ring before the 
draw begins. IInder those conditions, the sheet shall produce satisfactory 
draWS as given in lt.2.11. 
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5, QtTALITY: The product shall be uniPorm i.n quality and condition, free f~om 
blisters~ xrinklea, cracks, crasing and surface rough~ ► ess, and reasonably free 
from other ~ma11 defects such as scratches and dents. 

6. SIZFS AND TOLERANCESs Unless otherwise specified, the following shall apply: 

6.1 Length and Width: Shall not vary more than ± 1 in. from the nominal dimensions 
except in cases where test specimens have been renoved to ensure compliance 
with this specification. In the event that these tests are necessary, no more 
than !~ sq ft should be cut from a given batch. In these cases the size of the 
portion of material removed must be noted by legibly marking on the outside of 
the package. 

6.2 Thiclmess: Standard thicknesses and tolerances shall be as folloWS: 

Naminal Thiclmess Tolerance, Inch 
Inch Plus Minus 

1/32 0.0065 0.0065 
3/b!~ 0.0075 0.0075 
i/i6 0.0075 0.0075 
3/32 0.009 0.009 
i/8 a.oio o.oio 

5/32 o.oii o.ou 
3/16 0.0125 o.oi25 

~; 	 7/32 o.oi~ o.oi4 
1/!~ 0.030 0.000 

6.3 Warp a~d ~i.st:  Shall not exceed 1~ based on a 36 in. length, and shall be 
determined in aecordance with ASTM D709.•52T. 

7. REPORTS: 

7.1 IInless otherwise speciPied, the vendor of the product shall furnish ~ith each 
shipment three copies of a report stating that the product meets the require- 
ments of this specification. This report shall include the purchase order 
rnimber, materl.al specification nwnber, vendor~s campo~md number, optim~ 
heating time, form or part niunber, and quantity. 

7.2 Unless otherWi.se specified, the vendor of finished or se4ni-fir~i.shed parts shall 
furnish with each shipment three copies of a report showing the purchase order 
nurnber, material specification number, contractor or other di rect supplier of 
material, part number, and quantity. When material for making parts is 
produced or purchased by the parts vendor, that vendor sha11 inspect each lot 
of material to determine conformance to the require~nents of this specification, 
and shall include in the report a statement that the material cariforms, or 
shall include copies of laboratory reports shoxing the results of tests to 
determine conformance. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s3

60
5c

https://saenorm.com/api/?name=97f5d8869f2fcac132dcca5c520b4988

