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BRITISH STANDARD SPECIFICATION FOR

PHENOLIC MOULDINGS
FOR AERONAUTICAL PURPOSES

FOREWORD

This British Standard replaces British Standard PL.1, ‘Synthetic (phenolic) mouldings for aircraft’, which was published in
1951. During the revision no changes have been made to the technical requirements, but the standard has been editorially
modified to clarify those requirements and to bring them and the methods of test, previously described in appendices,

up-to-date by reference to other current specifications.

This standard makes reference to the following British Standards:

B.S. 771.

Phenolic moulding materials.

B.S. 2026. Tolerances for mouldings in thermosetting materials.
B.S. 2782. Methods of testing plastics.

SPECIFICATION

SCOPE

1. This British Standard specifies the requirements for
phenolic mouldings, for use for aeronautical purposes,
made from any of the types of moulding materials listed in
B.S. 771.

DESCRIPTION

2. A moulding shall consist of a shaped article cured by
heat and pressure in a mould. It may include any metal or
other accessories inserted during the process of moulding.
After removal from the mould, the moulding may be
trimmed, machined or polished.

MATERIAL

3. a. The mouldings shall be manufactured from phenolic
moulding material, complying with B.S. 771, in powder,
flake or granular form, or this form compressed to pellets
or tablets suitable for loading into the mould.

b. The type of moulding material (in B.S. 771) shall be as
stated on the drawing for the moulding.

¢. The inserts shall meet the requirements specified on
the drawing for the moulding.

POST-STOVING

4. If specified on the drawing, the mouldings shall be
subjected to post-stoving after removal from the mould.

The stoving conditions shall be as specified on the
drawing and the mouldings shall then be allowed to cool
to room temperature, before examination for compliance
with the requirements of Clauses 5 to 11 inclusive.

NOTE. It may take a considerable time for thick mouldings to cool
throughout.
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COLOUR

5. The colour shall be black unless otherwise specified on
the drawing.

FREEDOM FROM MOULDING DEFECTS

6. The mouldings shall comply with the following
requirements:

a. They shall be free from porosity, blisters or gas
pockets; cut sections shall show a uniform texture.

b. They shall be free from included metallic particles
or other foreign matter.

c. They shall be fully formed.
d. Surface finish shall be smooth.

e. Fin or flash marks which would be visible in use, or
interfere with the behaviour of the mouldings in use, shall
have been sufficiently removed.

[ Inserts shall be correctly positioned as specified on the
drawing.
NOTE. The position of hidden inserts can be verified by radi-
ological examination.
DIMENSIONS

7. The dimensions shall be within the tolerances specified
on the drawing.
NOTE. Attention is drawn to B.S. 2026.

DENSITY

8. When determined by Method 509A of B.S. 2782, the
density of the mouldings or pieces of the mouldings, free
from inserts, shall be not less than 94 per cent of the maxi-
mum density obtainable with the moulding material from
which they are manufactured. This maximum density shall
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be determined on a sample cut from any test specimen
(of suitable dimensions) required by B.S. 771 and moulded
in accordance with the conditions specified in that standard.

DEGREE OF CURE

9. The mouldings shall be considered to be adequately
cured when the acetone soluble matter, determined by
Method 401A of B.S. 2782 (except that the thickest part of
the moulding shall be selected for test) is not greater than
the value L shown in Table 2 of B.S. 771 for the particular
type of material from which the moulding has been made.

MECHANICAL STRENGTH TESTS

10. Mechanical strength tests, if any, shall be made in
accordance with the details given on the drawing.

ELECTRICAL TESTS

11. Electrical tests, if any, such as insulation resistance
between each adjacent insert and the nearest earthed point,
shall be made in accordance with the details given on the
drawing.

FREQUENCY OF TESTING

12.  Unless otherwise agreed, the frequency of testing and
inspection shall be as follows:

a. Each moulding shall be inspected by superficial visual
examination for compliance with the requirements of
Clauses 5 and 6b to f inclusive.

b. Each ‘first off” moulding from a new or significantly
modified mould or moulding procedure shall be inspected
and tested for compliance with the requirements of

Clauses 6, 7, 8, 9, 10 and 11 in order to verify that both
the mould and the moulding procedure are satisfactory.
This shall also apply whenever the source of the specified
moulding material is changed.

c. Sample mouldings of each design from each press
shall be selected at random, as and when decided by the
inspector, for inspection and testing as defined in Clause
12b in order to verify that mould wear is not excessive and
that the appropriate established moulding procedure is
being adhered to in production (see Clause 13).

MOULDING PROCEDURE

13. In order to justify the low frequency of testing speci-
fied in Clause 12, the moulder shall establish moulding
procedures for each design of moulding and these shall be
adhered to during production.

A moulding procedure established as satisfactory for
the specified moulding material from one source may not
be satisfactory for that material from another source.

Adherence to a moulding procedure during production
involves working to definite limits in respect of the follow-

ing:
a. Weight of moulding material loaded into mould.

b. Time and conditions of pre-heating, if any, of mould-
ing material prior to loading into mould.

¢. Mould temperature.

NOTE. The maintenance of uniform temperature depends on a
uniform moulding cycle. If the mould is left open for abnormally
long periods, the temperature may fall below that necessary for the
production of properly cured mouldings.

d. Moulding pressure and curing time.

This British Standard, having been approved by the Aircraft Industry Standards Committee and endorsed by the Chairman
of the Engineering Divisional Council, was published under the authority of the General Council of the Instituition on
31st January, 1966.

The Institution desires to call attention to the fact that this British Standard does not purport to include all the
necessary provisions of a contract.

British Standards are revised, when necessary, by the issue either of amendment slips or of revised editions. It is
important that users of British Standards should ascertain that they are in possession of the latest amendments or editions.

The following B.S.1. references relate to the work on this standard:
Committee reference ACE/35. Draft for comment D65/5441.
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