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British Standard Methods of testing
Plastics

Part 9. Sampling and test specimen preparation

Method 902A. Compression moulding test specimens
of thermosetting materials

[ISO title: Plastics — Compression moulding test specimens of thermosetting materials]

Méthodes d'essai des matieres plastiques
Partie 9. Echantillonage et préparation des éprouvettes
Méthode 902A. Moulage par compression des éprouvettes en matiéres thermoduraissables

Priifverfahren fiir Kunststoffe
Teil 9. Probenahme und -vorbereitung
Verfahren 902A. Formpressen von Proben aus warmhértbaren Stoffen

IMPORTANT NOTE. Before reading this method it is essential to read the foreward, general introduction and instructions to 8BS 2782,
issued separately.

Foreword .
This method is identical with 1SO 295 'Plastics — Compression moulding test specimens of thermosetting materials’.

Terminology and conventions. The text of the international standard has been accepted as suitable for publication,

* without deviation, as a British Standard. Certain terminology and conventions are used, however, that are not identical

with those used in British Standards. Attention is therefore drawn to the following.

Wherever the words ‘International Standard’, relating to this publication, appear, they should be interpreted as ‘British
Standard’.

The comma has been used in the Annexes as a decimal marker In British Standards |t is current practice to use a full
point (full stop on the baseline) as the decimal marker.

Cross references. For each of the following references to other International Standards that are given in the text, there
is an equivalent British Standard; these are as listed below,

Reference to international standard Equivalent British Standard
ISO/R179 - 1961 Plastics — Determination of the BS 2782 Methods of testing plastics
Charpy impact resistance of rigid plastics Method 351A : 1977 Determination of Charpy impact
{Charpy impact flexural test) resistance of rigid plastics and ebonite -

(Charpy impact flexural test)
ISO/R180 — 1961 Plastics — Determination of the Method 306A : 1970
1zod impact resistance of rigid plastics Impact strength (pendulum method)
(izod impact flexural tests) ) )
1SO 178 — 1975 Plastics — Determination of ‘Method 335A : 1977
flexural properties of rigid plastics Determination of flexural properties of rigid plastics®
ISO/R 627 — Plastics — Determination of Methods 320A to F : 1976
tensile properties Tensile strength, elongation and elastic modulus
1SO 75 — 1974 Plastics and ebonite — Methods 121A and B : 1976
Determination of temperature of deflection under load Determination of temperature of deflection under a

bending stress of 1.8 MPa and of 0.45 MPa of plastics

and ebonite
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Reference ta international standard . Equivalent British Standard

ISO/R 181 — 1961 Plastics — Determination of . Method 508E : 1970 .
incandescence resistance of rigid self-extinguishing Incandescence resistance of rigid thermosetting plastics

thermosetting plastics

ISO/R 62 — 1958 Plastics — Determination of water Methods 502F and G:: 1970

absorption Water absorption. Procedures A and B of 1SO method

ISO/R 117 — 1959 Plastics — Determination of Methods 503B and C : 1970 Boiling water absorption.

boiling water absorption Procedures A and B of 1SO method

ISO 1325 — 1973 Plastics — Determination of Methods 202A and B : 1970

electrical properties of thin sheet and film Volume resistivity with and without guard ring

Methods 205A to D : 1970

Loss tangent and permittivity of moulding material,
sheet, tube, casting and laminating resin systems at
50 Hz

Methods 206A to D : 1970

Loss tangent and permittivity of moulding material,
sheet, tube, casting and laminating resin systems at
800 Hz to 180Q Mz

Methods 207A to C : 1970
Loss tangent and permittivity of moulding material,
sheet, tube at 10 kHz to 100 MHz ‘

Methods 201 : 1970

Electric strength
WARNING NOTE. This method, which is identical with ISO 295, does not necessarily detail all precautions necessary
to meet the requirements of the Health and Safety at Work etc Act.

Attention should be paid to any necessary safety precautions, and the method should only be operated by trained
personnel.,
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1 SCOPE AND FIELD OF APPLICATION

This {nternational Standard is intended to serve as a basis
for ensuring the preparation of equivalent test specimens
from identical thermosetting. compounds mouided under
heat and pressure and the submission of equivalent and
comparable statements in the reports issued by different
testing organizations. This recommended practice applies
only to thermosetting moulding materials such as
phenoplasts, aminoplasts and polyesters and epoxy
moulding compounds.

This International Standard, therefore, contains a general
outline regarding the equipment and the normal methods of
preparation of test specimens, as well as the particulars to
be included in the reports concerning the preparation of the
specimens. Complementary details concerning phenolic,
aminoplastic, and polyester and epoxy resin moulding

‘materials are given in annexes,

In many cases, special procedures covering the preparation
of the test specimeris may be necessary depending on
composition, flow properties and other variables. Such
procedures should be made part of the procurement
specifications, or agreed upon between seller and purchaser.
Tables of the characteristic properties of test specimens
should include reference to such special procedures.

2 APPARATUS

21 Compress}on mould

This moulding tool shall be designed and constructed so
that the force of compression is transmitted ta the plastics
without appreciable losses until the conclusion of the
compression cycle, A three-part mould consisting of a shell
and an upper and a lower die has been found satisfactory
for this purpose. Other moulds may be used, where it can
be shown that equivalent resultsgare obtained.

The dimensions of the mould cavity shall be such that the
compound can be introduced in one single charge. It may
be necessary however, especially for bulky materials, to
agree on a method of tabletting prior to introduction into
the mould.
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2.1.1 Ejector pin

In order to ensure the preparation of plane or flat moulded
shapes” without subsequent distartion, it is preferred that
they be ejected from the mould with the entire mould
bottom. Ejector pins may be used, if equivalent results can
be obtained,

NOTES

1 In order to facilitate the removal of the moulded shapes from the
mould, it is permissible to design the mould walls with a draft
(taper) of not more than 3°.

2 Pronounced flashing is associated with a correspondingly strong
local flow of moulding compound, resulting in test specimens
exhibiting partly deformed shapes and deviating properties.

2.1.2 Temperature control device

Moulds shall be provided with efficient heat regulation so
that the optimum temperatures required can be maintained
constant within a range of £3°C in all sections of the
mould; i.e. the mould temperature shall not deviate from
the nominal temperature in temporal and spatial respects?)
by more than =3 °C.

Bore-holes for the introduction of pyrometric or
thermometric heat-measuring devices shall be provided in

. the ‘three main parts of the mouids. The surface of the

mould walls shall be polished and may be chromium plated
if necessary. The compression face of the lower die shall
carry a mark indicating on the mouided shape the surface
which has been formed by the lower die. Care shall be
taken to ensure that such marks do not interfere with
subsequent testing. :

NOTES

1 The two main surfaces of test specimens are not exactly
equivalent with regard to all their properties, since, during the
period between filling and compacting, the surface of the shape
directed toward the lower die is heated longer and to a higher
temperature than the other surface. It may therefore be advisable in
preparing test methods, specifications, property tables, etc., to state
the particular surface to which specifications or properties should be
referred,

2 Standardization of moulding tools of specific design is in
progress. ’

1) spatial temperature differences : Differences of temperature existing simultaneously at various points of the interior of the moulds after the
temperature control has been definitely fixed and a state of permanent thermal equilibrium attained.

temporal temperature deviations : Deviations of temperature which may occur at one and the same point of the interior of the mould at
different times after the temperature controf has been definitely fixed and a state of permanent thermal equilibrium attained.
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