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JAPANESE INDUSTRIAL STANDARD JIS K 6892-1995

Testing methods for polytetrafluoroethylene
powder for paste extrusion

. 1. Scope

This Japanese Industrial Standard specifies the testing methods for
' polytetrafluoroethylene powder for moulding (1), hereinafter referred to as
the “moulding powder”, using for paste extrusion.

Remarks (!) Normative references to this Standard and related standard:
See page 16.

() The units and numerical values given in { } in this Stan-
dard are based on the traditional units and are appended for
informative reference only.

Note (1) The polytetrafluorocethylene powder for moulding described
herein does not contain fillers and pigments.

2. Methods for Sampling

Choose vessels of the number shown in Table 1 at random from the lot
capable of being considered to have the same Quality. Take moulding powder

of almost the same quantity from each vessel. Sufficiently mix and take it
as the sample.

Table 1

Number of vessels The minimum number of
in a lot vessels for sampling

1 : 1

2 2

3to5s 3

6 to 10 4

11 to 100 5

101 to 1000 6
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3. Preparation of Test Pieces

The test pieces shall be of cylinder form with about 5 mm in outer
diameter and about 4 mm in inner diameter. The test pieces shall be prepared
by the following method:

3.1 Preliminary Forming Keep the moulding powders at a temperature *
of 25 + 2 °C for 1 h and over. Sufficiently sieve that with the sieve of
1.7 mm specified in JIS Z 8801 at that temperature. Weigh the sieved mould-
ing powders of 100 + 0.1 g and make that the sample. Put that into the
wide-mouthed glass bottle of 500 ml. Gradually add the first grade toluene
specified in JIS K 8680 of 25 + 0.1 g not to get the bottle wall wet by that (2).
Sufficiently mix the sample with toluene by sufficiently shaking that for 3 min
after stoppering the bottle. Uniformly put that in the mould for preforming
shown in Fig. 1 not to be pressed as soon as possible. Slowly press that with
the compression test machine or the oil hydraulic press so that the transferring
speed of the push rod does not overcome 50 mm/min. Keep the forming pressure
of 0.98 £ 0.098 MPa {10 * 1 kgf/cm?} for 1 min and carry out the preforming.

Note (2) Preliminarily convert the mass of toluene to volume.
Weigh that by burette or measuring pipet. It is
preferable to pour that on the sample.
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Fig. 1. Mould for Preforming
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3.2 Extrusion Moulding Use the mould for extrusion moulding shown in

Fig. 2 for extrusion moulding. A reference example of extrusion moulding test
machine is shown in Fig. 3. Take out the preformed part prepared by 3.1 from
the mould for preforming. Transfer that to the extrusion moulding test machine
the bottom part of mould kept at a temperature of 60 + 5 °C as soon as possible.
R Further, fit that to the compression test machine or the oil hydraulic press

of not less than 3 ton in capacity. Move the ram at a speed of 5 to 10 mm/min
and carry out the extrusion moulding. Discard about one meter after starting
production of moulding part. Cut and take fifteen parts of 25 + 1 cm in length
by a sharp edged tool from the moulding part thereafter. Put that in the bar

of the table for supporting sample shown in Fig. 4 and keep at room temperature
for 12 to 24 h.

Documents
Document Sharing Hub

Full document details: JIS K 6892-1995


http://www.avadocuments.com/doc/jis-k-6892-1995
http://www.avadocuments.com/doc/jis-k-6892-1995

STD.JIS K L&93-ENGL 1995 W 4933608 05L1835 53L WE

4
K 6892-1995

Fig. 2. Mould for Extrusion Moulding
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Unit: mm
Code Name of part Size
Diameter of upper
Dy part of die 3.0
Diameter of lower
D: part of die 5.0
pi £ hole i 1
Do | thermocoupte ¢ oeTHRE | g
d Diameter of upper 5.0
! part of mandrel )
d Diameter of lower 40
: part of mandrel )
Radius of upper
Ry part of die 2
Radius of lower
R, part of die 0.5
R, Radius of tip of 0.5
mandrel
L .Die rand 25
L. Mandrel rand 56
Distance from
L centre 17
« Angle of die 30°
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