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FORD LABORATORY TEST METHOD BU 119-01

INDUCTION CURE TEST FOR METAL BONDING ADHESIVES

Application
This method is used to determine the adhesion strength characteristics of heat-cured metal bonding
adhesives subjected to induction heating.
Apparatus Required
Induction Equipment Schematic Diagram - See Figure 1.

Power Supply
A 20 kW, 10 kHz, high frequency generator. Robotron #08001-04 or equivalent.

Heat Station
Robotron 20 kW - 10 kHz heat station to match impedance load of coil to power supply.

Inductor
Fabricated as shown in Figure 2.

Clamping Fixture
Fabricated as shown in Figure 3.

Temperature Pyrometer
Temperature measurement instrument with capability of 23 — 30 °C temperature range and +/- 3
°C accuracy. lrcon infra-red pyrometer or equivalent.

Test Coupons
Test coupons shall be 25 x 100 x 0.76 mm CRLC steel body stock or otherwise specified by the
applicable Engineering Material Specification.

Tensile Tear Machine
Instron or equivalent with an accuracy of 0.5 % of the range used.
Conditioning and Test Conditions
All test values indicated herein are based on material conditioned in a controlled atmosphere of 23 +/-2°C

and 50 +/- 5 % relative humidity for not less than 24 h prior to testing and tested under the same conditions
unless otherwise specified.

Date Action Revisions
2000 12 01 Revised Editorial — no technical change A. Cockman
1991 05 03
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FORD LABORATORY TEST METHOD BU 119-01
Procedure
1. Prepare overlap shear test assemblies as shown in Figure 4. Use CRLC steel substrates unless

otherwise specified in the applicable Engineering Material Specification.

2. Remove excess adhesive squeeze-out after coupon assembly prior to positioning in induction
clamping fixture.

3. Mount test assembly in clamping fixture, then induction heat at a schedule of 160 +/- 2 °C, or as
specified by the engineering document, for 4 s. Power and temperature curves representing this
schedule are shown in Figure 5.

4. Condition bonded test assemblies to 23 +/- 2 °C, then conduct shear pull test at a rate of 13 mm
per minute.
5. Report peak load and type of separation (i.e., "adhesive". adhesive to substrate separation;

"cohesive": separation within the adhesives).

Chemicals, materials, parts, and equipment referenced in this document must be used and handled
properly. Each party is responsible for determining proper use and handling in its facilities.
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FORD LABORATORY TEST METHOD BU 119-01

INDUCTION CURE TEST FOR METAL BONDING ADHESIVES
Figure 1

Equipment Schematic
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