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I BS 5131 : Subsection 4.12.2 :1978
. U [Fastness of fibreboard finish — perspiration]

UDC 685.31:620.1:676.017.44 : 639,62

British Standard Methods of test for .
Footwear and footwear materials

Part 4. Other components

Section 4,12 Fastness of finish of fibreboard

Subsection 4.12.2 Resistance of board finish to rubbing
when damp with perspiration

Méthodes d'essai des chaussures et des matériaux entrant dans leur confection

Partie 4, Autre composants

Section 4.12 Résistance de I'apprét du carton

Alinéa 4.12.2 Résistance de I'apprét du carton au frottement lorsqu'il est mouillé par la transpiration

Priifverfahren flir Fussbekleidung und Fussbekleidungswerkstoffe
Teil 4. Sonstige Bestandteile

Abschnitt 4,12 Bestiindigkeit von Farbanstrichen auf Hartpappe
Unterabschnitt 4.12.2 Festigkeit des Hartpappenanstrichs gegen Reibung wenn schweissfeucht

NOTE. It is recommended that this Subsection should be read in conjunction with the information in the General introduction to
BS 65131, published separately,

1. Score covered with a worsted repp fabric and rotated under a
This Subsection describes a procedure for evaluating the specified force on a specimen board, The number of
ability of a fibreboard finish to withstand rubbing under revolutions needed for the fifst sign of damage and the
conditions simulating wetting with perspiration. The amount of damage to the finish after 6000 rotations,
method is particularly suitable for Insole finishes which expressed in terms of a ‘damage index’, are measured.
are intended to last well into the life of the footwear with R

which they are used, For comparing the performance of 4. Apparatus and materials

insole finishes which have a comparatively low resistance The following apparatus and materials are required.

to rubbing, the equivalent but less severe test described in

! 4.1 A machine capable of rotating a felt disc (the rubbing
Subsection 4.12.1 may be found more useful.

pad) about its axis at 150 r/min, with a flat surface of the
NOTE, Subsection 4.12.2 is based on SATRA*® Physical Test disc in contac* with the fixed test specimen under a force
Method PM8 Appendix P. This test was developed from the tests of 24.5 N. The specimen shall be held on a horizontal

for the resistance of leather finishes to rubbing described in BS 1006. platform with the surface under test uppermost. Figure
4.12.2/1 iilustrates a convenient way of obtaining these
2. References test conditions.

This Subsection refers to the following British Standards: NOTE. The SATRA rub fastness tester STM.102 is a suitable
BS 5690 Method of test for determination of the machine,

abrasion resistance of fabrics 4.2 Standard wool felt rubbing pads, 25 mm outside
BS 1006 Methods of test for colour fastness of textiles  diameter, 3 mm inside diameter and 6 mm thick.

and leather NOTE. These are obtainable from Bury and Masco Industries

+BS 5131 Subsection 4.12:1 Resistance of board finish ‘2-:5"‘"“’( P °)B°x 14, Bury, Lancs, as ':“‘;diur;‘ soft felt washers,
N f mm (1 in) outside diameter, 3 mm (1/8 in} inside diameter,
to rubbing when damp with water 6 mm (% in) thick'. Inevitably there are variations between washers
and any which ara thin and highly compressed should not be used.

3. Prmc'pk’. . L. . . 4.3 Standard worsted repp fabric approximately 90 mm
A pad soaked in a simulated perspiration solution consisting ¥ 90 mm, as specified in BS 6690.

of a mixture of sodium chloride, ammonia and water, is .
NOTE. A fabric quality 6786 to this specification is available from

* Shoe and Altled Trades Research Assoclation Myers and Robinson (Fine Worsteds) Limited, Lumb Lane Mills,
t In course of preparation, t.umb Lane, Bradford, Yorkshire.
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4.4 Simulated perspiration, consisting of a solution of 6 g
of sodium chioride and 6 ml of 0.88 ammonia solution per
litre of distilled water.

5. Test pieces

13
From the sample of board cut out three test pieces, each
measuring 40 mm x 40 mm.

6. Procedure

6.1 Place four pads in the simulated persplration solution
and allow them to become saturated.

Press one pad on to the rotating head at the bottom of the
spindle and cover this with a square of worsted repp,
securing the edges of the repp on to the spindle by tying.
At this stage the pad is ready for use.

Clamp the test piece on the supporting platform, finished
surface uppermost, with its centre vertically below the
centre of the felt pad.

Lower the felt pad on to the test piece and leave for 1 min.

Start the machine and carry out a preliminary test to
establish the approximate number of revolutions of the pad
required to produce damage, and to remove the finish
completely. Stop the test after 6000 revolutions if the
finish has not been removed completely by then,

Having carried out this preliminary test, proceed with the
test proper. Replace the pad and fabric cover with fresh
ones and start rubbing a new test plece,

6.2 Examine the test piece at suitable intervals for the
first sign of damage to the finish and record this number
of revoll.uons. ‘Damage’ in this context means a distinct
change in colour of the finish or complete removal of the
finish at any point. Initially the intervals can be large but
when approaching the number of revolutions to produce
damage, as indicated by the preliminary test, examine the
test plece at least every 100 rubs, or at intervals between
examinations which are no more than 45 of the number of
rubs reached, whichever is the smaller.

6.3 Continue the rubbing and record the number of
revolutions required to remove the finish completely from
all the rubbed area, using the examination intervals
specified in 6.2,

6.4 If, however, the finish has not been removed
completely by 6000 revolutions of the pad, stop the test

and record the proportion of the tested area removed. In
some instances where little finish is removed the perimeter
of the rubbed area can be marked on the board before it is
removed from the apparatus, to help in measuring the
amount of finish removed,.

6.5 Repeat the test on the remaining test pieces using fresh
pads and repp covers.

7. Calculation and expression of results

7.1 First sign of damage. Calculate the arithmetic mean of
the number of revolutions for first signs of damage on each
of the three test pleces, If there is no damage to any of the
three test pieces after 6000 revolutions, record the result
‘no damage’ and quote the individual results.

7.2 Damage index

7.2.1 Calculate a ‘damage index’ for the finish at the end
of the rubbing period in the following way:

(a) For test pieces where some of the finish remains
after 6000 revolutions, (see 6.4), the damage index is
the proportion of the finish which is removed
completely, i.e. it has a value somewhere between 0.0
{no finish removed) and 1.0 (complete removal of
finish).

(b} For test pieces where the finish was removed
completely in a number of revolutions less than 6000
(see 6.3), divide 6000 by this number to give the
damage index. For complete removal of finish the
damage Index will always be greater than 1.

7.2.2 Calculate the arithmetic mean of the damage indexes
for the three test pieces.

8. Test report
Include the following items in the test report:

{a) either the mean or individual values of the number
of revolutions for first sign of damage in accordance
with 7.1;

(b) the ‘damage index' at the completion of the test,
in accordance with 7.2;

(c) the nature and full identification of the sample of
board;

(d) reference to the method of test {i.e. BS 5131
Subsection 4,12.2);

(e) the date of testing.
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