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FORD LABORATORY TEST METHOD BV 151-02

COLD ADHESION OF SOUND DEADENER PADS

Application

This procedure is used to determine the adhesion properties of sound deadener pads, when subjected to
impact at low temperature.

Apparatus Required

Mechanical Convection Oven
Capable of maintaining temperatures up to 250 +/- 2°C.

Balance
Precision +/- 0.5 g - maximum permitted load 3 kg.

Cold Box
Capable of maintaining a temperature of - 40 +/- 1 °C. The box must be large enough to
accommodate the fixture during the slamming test.

Impact Test Fixture
As described and illustrated in FLTM BV 151-01.

Materials Required

Test Panels
Preparation as in Attachment 1.
Steel Body Skin Panels.
Dimensions: 300 x 300 x 1.5 +/- 0.10 mm Load A. (1.0 kg)
300 x 300 x 1.5 +/- 0.10 mm Load B. (2.5 kg)
Surface finish 0.9 - 1.8 micrometre C.L.A.

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.
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FORD LABORATORY TEST METHOD BV 151-02

Procedure

Method A (for Self-adhering Deadener Pads)

1.

Prepare 3 test panels in accordance with FLTM BI 120-01. Determine the weight of the individual
panels (W, ).

2. Cut 3 specimens 300 x 280 mm from the material under test. Remove the release paper from the
specimens and apply to the test panels by hand pressure or roller, leaving a 20 mm strip on the top
of each panel where it fits into the clamping fixture.

3. Condition the test assemblies according to Attachment 1, ltem 1.

4. Determine the total weight (W, ) for each individual assembly.

5. Insert an assembly into the clamping fixture (with deadener side outermost). Remove the load (Part
5) and balance the assembly by means of the adjustable counterweight (Part 3).

6. Attach load A or B as required, to lever (Part 4) and fix at a distance of 300 mm from the pivot center.

7. Place the assembly and impact test fixture in the Cold Box for a minimum of 3 h at a temperature of
- 40 +/- 1 °C, if not otherwise specified by the applicable Engineering Material Specification.

8. While still in the Cold Box allow the lever to fall 6 times in rapid succession from a horizontal
position.

9. Remove assembly from the Cold Box and condition for 16 h at 23 +/- 2 °C.

10. Remove any loose particles of test material and determine the weight (W3 ) of the assembly.

11. Repeat steps 5 - 10 using the other 2 assemblies.

Note: If required by the applicable Engineering Material Specification, the assemblies may be
subjected to additional testing cycles according to Steps 7, 8, 9 and 10.
Evaluation

Calculate the percentage of material retained on each panel as follows:

Retain material (%) = W; — W, x 100
W, —-W,

Where: W, = Weight of test panel.
W, = Weight of test panel plus deadener pad.
W,; = Weight of test panel plus deadener pad after impact testing and removal of loose
particles.
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