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3 TECHNICAL REQUIREMENTS:

3.1 Material: The product shall be extruded from polytetrafluoroethylene powder
without admixture of fillers, pigments, or adulterants, and shall be
sintered and stress-relieved.

3.2 Color: Shall be opaque white. Minor discolorations or contamination shall
not in themselves be unacceptable.

3.3 Properties: Extr nts; tests
shall be performed on the extrusions supplied and in accordancewlith
specifipd test methods, insofar as practicable:

3.3.1 Tensile Strength at 23°C + 1 4.5.1

(73PF + 2), min
3.3.1.1 Rodp and Shapes
Nominal Diameter or Distance
Between Parallel Sides
Inches Millimetres
Up tp 0.500, excl Up to 22.50, excl 1800 psi (12.5|MPa)
0.500 tp 1.500, incl 12.50 t0,'37.50, incl 1900 psi (13.0(MPa)

Over 1.500 Over 37.50 2000 psi (14.0(|MPa)

3.3.1.2 Tubeés, All Sizes 1800 psi (12.5|MPa)

3.3.2 Elonghtion at 23°C + L\(73°F + 2), min 4.5.1

3.3.2.1 Rods and Shapes

Nominal Diameter or Distance
Between Parallel Sides
Inches Millimetres
Up tp“01500, excl Up to 12.50, excl 150%
0.500 to 1.500, 'incl 12.50 to 37.50, incl 175%

Over 1.500 P Over 37.50 200%

3.3.2.2 Tubes, All Sizes 150%

3.3.3 Specific Gravity at 23°/23°C (73°/73°F) ASTM D792
add 2 drops
of wetting
agent to
the water
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3.3.3.1 Rods and Shapes

Nominal Diameter or Distance

Between Parallel Sides

Over 1.500

AMS 3658B

Inches Millimetres
Up to 0.500,.excl Up to 12.50, excl 2.14 - 2.19
0.500 to 1.500, incl 12.50 to 37.50, incl 2.15 - 2.20
Over 37.50 2.15 - 2.20
2.14 - 2.19

3.3.3.2 Tubes, All Sizes

3.3.4 Dielpctric Strength, Short Time Test, min

3.3.4.1 Rofls and Shapes

Between Parallel Sides

Nominal Diameter or Distance

Inthes

Up ko 0.500, excl
0.500 to 1.500, incl
Over 1.500 Over 37.50

3.3.4.2 Tubes, All Sizes

Millimetres

Up to 12.50; excl
12.50 to 37.50; incl

700 V per mil
750 V per mil
800 V per mil

700 V per mil

3.3.5 Dimepsional Stability: Rods(and shapes up to 1.500 in. (37.50
in npminal diameter or distance between parallel sides and all
not fhange in length by more than 1.5% and in diameter or distance between
paralllel sides by more than 0.5%, determined as in 4.5.3. Dim

3.4 Qualitly:
4

3.4.1 Extrusions sha

ility of rods and shapes over 1.500 in. (37.50 mm) in nomi

Extrusions, as received by purchaser, shall be uniform

(27,600 V/mm)
(29,500 V/mm)
(31,500 V/mm)
(27,600 V/mm)

mm), incl,
tubes shall

ensional

Ial diameter

urchaser

in quality
from

iograpnic procedures

and standards for acceptance shall be as agreed upon by purchaser and

vendor.

3.5 Tolerances: Unless otherwise specified, the following tolerances apply at

23° - 30°C (73° - 86°F):



https://saenorm.com/api/?name=5c14c8bc7411cd344f7b6522fa4434b6

AMS 3658B

3.5.1 Rods and Shapes:

TABLE I
Nominal Diameter or Distance
Between Parallel Sides Tolerance, Inch
Inches plus only

Up to 0.250, incl 0.008
Over 0.250 to 0.500, incl 0.01l6
Over|0.500 to 0.750, incl 0.020
Over| 0.750 to 1.000, incl 0.024
Over|1.000 to 1.250, incl 0.030
Over|1.250 to 1.500, incl 0.038
Over|1.500 to 1.750, incl 0.046
Over| 1.750 to 2.000, incl 0.052
Over|2.000 to 2.250, incl 0.068
Over| 2.250 to 2.500, incl 0.076

TABLE I (SI)
Nominfl Diameter or Distance
Bekween Parallel Sides Tolerance, Millimetres
Millimetres plus only

Up to 6.25, incl 0.20
Over| 6.25 to 12.50, incl 0.40
Over|12.50 to 18.75, incl 0.50
Over| 18.75 to 25.00, incl 0.60
Over| 25.00 to 31.25, dincl 0.75
Over| 31.25 to 37.504incl 0.95
Over| 37.50 to 43.757 incl 1.15
Over|43.75 to 50,00, incl 1.30
Over| 50.00 to 56.25, incl 1.75
Over| 56.25 to)62.50, incl 1.95

3.5.2 Tubesk
TABLE 11
Nominal OD or ID ID Tolerance, Inch OD Tolerance, Inch
Inches minus only plus only
Over 0.187 to 2.000, incl 0.062 0.062

TABLE TI (SI)

Nominal OD or ID ID Tolerance, Millimetres OD Tolerance, Millimetres
Millimetres minus only plus only
Over 4.75 to 50.00, incl 1.55 1.55

]



https://saenorm.com/api/?name=5c14c8bc7411cd344f7b6522fa4434b6

AMS 3658B

4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibility for Inspection: The vendor of extrusions shall supply all

'] samples for vendor's tests and shall be responsible for performing all
required tests. Results of such tests shall be reported to the purchaser as
required by 4.6. Purchaser reserves the right to sample and to perform any
confirmatory testing deemed necessary to ensure that the extrusions conform
to the requirements of this specification.

4,2 Classification of Tests:

2.1 Achptance Tests: Tests to determine conformance to all technfical
g reqyirements of this specification are classified as acceptancp tests and
shall be performed on each lot.

2.2 Pregroduction Tests: Tests to determine conformance to all technical

'] reqyirements of this specification are classified-as preproduction tests
and |shall be performed prior to or on the initial shipment of extrusions
to 4 purchaser, when a change in material or-processing, or both, requires
reapproval as in 4.4.2, and when purchaser.deems confirmatory ftesting to
be fgequired. '

4.2.2.1 PFgr direct U.S. Military procurement,; substantiating test data and, when
'] requested, preproduction extrusions shall be submitted to t cognizant
agency as directed by the procu¥ing activity, the contracting officer,
of the request for procurement.

4.3 Samglhgg: Shall be as follows:

3.1 For|Acceptance Tests: -Sufficient extrusions shall be taken af random from

g eaclt lot to perform<all required tests. The number of determinations for
eachh requirement shall be as specified in the applicable test |procedure
or, |if not specified therein, not less than three.

4.3.1.1 Al1ot shatl{be all extrusions of the same configuration madd from the
'] same bateh of compound in one production run and presented flor vendor's
inspection at one time.

4.3.1.2 An—inspection—lot—shall be not more than 200 1b (90 kg) of dxtrusions.
g A lot may be packaged or delivered in small quantities under the basic
lot approval provided the lot identification is maintained.

4.3.1.3 When a statistical sampling plan and acceptance quality level (AQL) have
'] been agreed upon by purchaser and vendor, sampling shall be in
accordance with such plan in lieu of sampling as in 4.3.1 and the report
of 4.6.1 shall state that such plan was used.

4.3.2 TFor Preproduction Tests: As agreed upon by purchaser and vendor.

g
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4.4 Approval:

4.4.1

Sample extrusions shall be approved‘by purchaser before extrusions for

production use are supplied, unless such approval be waived by purchaser.
Results of tests on production extrusions shall be essentially equivalent
to those on the approved sample.

Vendor shall use ingredients, manufacturing procedures, processes, and

methods of inspection on production extrusions which are essentially the

same as those used on the approved sample extrusions.

If necessary to

make any change in ingredients, in type of equipment for proces
manuffacturing procedures, vendor shall submit for reapprovalia
of the proposed changes in material or processing, or both; -and

reque
proce

4.5 Test Me

ted, sample extrusions. Production extrusions made- by th
dure shall not be shipped prior to receipt of reapproval.

thods:

4.5.1 Tensi

le Strength and Elongation: Shall be determined in accord

ASTM
elong
and £
speci
may b

Diele

D638 using a testing speed of 2 in. (50.mm) per min. and m
ation over a 2 in. (50 mm) gage lengths The test specimen
br shapes where size permits, shallCconform to Fig. 1 of t
fication except that rods 0.250 fh: (6.25 mm) and under in
e tested in full cross-sections

=

ctric Strength: Shall be_determined in accordance with AS

specimens 0.040 in. + 0.001 (1.00 mm + 0.02) thick.

‘condu
steel
diame
from
(1.00
the s
in th

+ + The test s
cted under oil using 0.062 in. (1.55 mm) diameter corrosio
electrodes with rounded edges. If flash-over is a proble
fer rod or on shapes, specimens shall be prepared by drill
ppposite ends ofla piece of product, leaving a web 0.040 i
mm + 0.02) thiek in the middle of the specimen. Electrod
ame as used«or the wafer specimen and shall be inserted i
e Specimen,

5ing, or in
tatement

, when

e revised
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basuring
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4.5.3

4.6.2

AMS 3658B

Dimensional Stability: Cut specimens from the product, each
1.000 in. + 0.005 (25.00 mm + 0.12) in length, and measure their length
and their diameter or distance between parallel sides at midlength to the
nearest 0.001 in. (0.02 mm). Mark the points of original measurement so
that measurements after heating and cooling can be made at the same
points. Place the specimens in a heating chamber which is at
approximately 23°C (73°F) and raise the temperature of the chamber to
290°C + 3 (555°F + 5). The heating medium may be either oil or air. Hold
the specimens at 290°C + 3 (555°F + 5) for 120 min. *+ 5. Lower the
temperature at a rate not greater than 30 C (55 F) deg per hr to
approximately 23°C (73°F). Measure the length and diameter Qf |the
specfimens to the nearest 0.001 in. (0.02 mm) at the same pointg as used
for the original measurements. Calculate the changes in @imendions by the
follpwing equation and average the results for each dimension:

where, D dimensional change in %
Ly dimension of section after heating
L

i = dimension of section before heating

?l?
o}
lal
ot

endor of extrusions shalk'furnish with each shipment thred copies of
rt showing the results'of tests to determine conformance [to the

ile strength, elongation, specific gravity, and dielectric [strength
rements and stating that the extrusions conform to the other

ical requirements) of this specification. This report shall include

the purchase order mumber, lot number, AMS 3658B, vendor's comgound
number, form and size or part number, and quantity.

The yendor of finished or semi~finished parts shall furnish witlh each
shipment three copies of a report showing the purchase order nymber,

AMS B658B; contractor or other direct supplier of extrusions, dupplier's
comppund number, part number, and quantity. When extrusions fqr making
part r shall

inspect each lot of extrusions to determine conformance to the
requirements of this specification and shall include in the report either
a statement that the extrusions conform or copies of laboratory reports
showing the results of tests to determine conformance.

Resampling and Retesting: If any specimen used in the above tests fails to

meet the specified requirements, disposition of the extrusions may be based
on the results of testing three additional specimens for each original
nonconforming specimen. Failure of any retest specimen to meet the
specified requirements shall be cause for rejection of the extrusions
represented and no additional testing shall be permitted. Results of all
tests shall be reported.
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5. PREPARATION FOR DELIVERY:

5.1 Packaging and Identification:

5.1.1 Packaging shall be accomplished in such a manner as to ensure that the
extrusions, during shipment and storage, will not be permanently distorted
and will be protected against damage from exposure to weather or any other
normal hazard.

5.1.2 Each package shall be permanently and legibly marked to show not less than
the Following information:

POLY['ETRAFLUOROETHYLENE EXTRUSIONS

Premium Strength, Stress-Relieved, Radiographically Inspected
AMS B658B

SIZE| OR PART NUMBER

LOT NUMBER

PURCHASE ORDER NUMBER

QUANTITY
MANUFACTURER'S IDENTIFICATION

5.1.3 Packpges shall be prepared for shipmentoin accordance with comhercial
[} practice and in compliance with applicable rules and regulations
pertpining to the handling, packaging, and transportation of the
extrysions to ensure carrier acceptance and safe delivery. Pa kaging
shal}l conform to carrier rules and regulations applicable to the mode of
trangportation.

5.1.4 For direct U.S. Military(procurement, packaging shall be in ac¢ordance
with|MIL-STD-794, Level A or Level C, as specified in the reque¢st for
procyrement. Commercial packaging as in 5.1.3 will be acceptalple if it
meets the requirements of Level C,

6. ACKNOWLEDGMENT: Atvendor shall mention this specification number |and its
revision letter—in all quotations and when acknowledging purchase|orders.

REJECTIQNS: “(Extrusions not conforming to this specification or td
modifications authorized by.purchaser will be subject to rejectioq.

8. NOTES:

8.1 Marginal Indicia: The phi (f#) symbol is used to indicate technical
changes from the previous issue of this specification.

[ 1
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