
FLUOR/SC: ETCHED CALIBRATED SLIDING TAPES

FLUOR/SC 



PROPERTY STANDARD UNITS F10-57 F10-50 F10-58 F10-143 F10-144 F10-144

MATERIAL DESCRIPTION / /
lubricated 

bronze 
filled PTFE

bronze 
filled PTFE

bronze 
filled PTFE

bronze 
filled PTFE

bronze 
filled PTFE

bronze 
filled PTFE

DENSITY ASTM D792 g/cm3 3,1 3,91 3,1 3,1 3,1 3,1

TENSILE STRENGTH ASTM D638 Mpa >18 >15 >18 >18 >18 >18

ELONGATION ASTM D638 % >200 >200 >200 >200 >200 >200

DEFORMATION  
UNDER COMPRESSION 
(14 MPA AT 25°C /24H)

internal 
method % 6 5 6 6 6 6

PERMANENT RESIDUAL  
DEFORMATION                                   

(14 MPA AT 25°C /24H)

internal 
method % 3 2,5 3 3 3 3

DEFORMATION 
UNDER COMPRESSION                         
(14 MPA AT 260°C /24H)

internal 
method % 17 15 17 17 17 17

PERMANENT 
RESIDUAL DEFORMATION                                 

(14 MPA AT 260°C /24H)

internal 
method % 8 7 8 8 8 8

COMPRESSION STRESS 
FOR 1% DEFORMATION ASTM D695 Mpa 8,1 8,5 8,1 8,1 8,1 8,1

E MODULUS 
COMPRESSION ASTM D695 Gpa 0,77 0,8 0,77 0,77 0,77 0,77

COEFFICIENT OF 
THERMAL EXPANSION ASTM D696 10-5 / °C 9,5 9,3 9,5 9,5 9,5 9,5

COEFFICIENT OF 
THERMAL CONDUCTIVITY ASTM D177 W/m·K 0,46 0,46 0,46 0,46 0,46 0,46

COLOR / / dark 
brown

light 
brown

light 
brown

light 
blue

light 
green

dark 
green

 TYPICAL VALUES

APPLICATIONS

CUSTOMIZED SIZES AVAILABLE ON DEMAND

Whilst data and information given here are the result of our considerable experience, they are only intended as guide line and 
Fluorten can accept no responsibility either for the results obtained from this information or for situations in conflict with any 
existing patents.

FLUOR/SC TECHNICAL DATA



FLUOR/SC 
etched calibrated  

sliding tapes

Fluor/SC calibrated tape, suitably treated to be bonded to metal, in F10PTFE with bronze and metal oxide additives with laminar 
structure, has long been used to obtain self-lubricating tapes.

APPLICATION FIELD OF FLUOR/SC TAPES

Fluor/SC etched tape is widely used in machine tools as sliding bearings thanks to the following benefits:

•	 Easily bonded with suitable adhesives, after surface preparation;
•	 Optimal coefficient of friction and consequent smooth movement and precise and repeatable positioning;
•	 Minimal wear, with or without lubrication, even with varying specific loads;
•	 Self-lubricating, therefore no maintenance required;
•	 High specific load capacity, both static and kinetic;
•	 Linear distribution of loads even between shapes that are not perfectly complementary;
•	 Option of preloading the couplings to cancel the clearances;
•	 Resistance to vibratory stress and sensitive damping capacity;
•	 Protection of the bearing tape in presence of abrasive contaminants that are gathered by the tape;
•	 Compatibility with all lubricants and cooling fluids used in machine tools.

WORKING WITH REDUCED OR WITHOUT LUBRICATION

•	 Higher degree of precision causes elimination of the variations in width of the fluid channel, or rather the «floating» of the 
slide on the bearing tape;

•	 Elimination of dirt due to adhesion of abrasive powders on the bearing tape.



Conditions of use
DEFORMATION UNDER COMPRESSION

In figure 1, the curves relative to crushing the Fluor/SC tape F10-57 under compression for thicknesses 1,5 and 2,5 mm are shown.

tape 2.5 thick
tape 1.5 thick

Elastoplastic deformation under compression of Fluor SC/F10-57 calibrated tapes after 24 hours under load. 
Temperature 23°C / Tape glued on to bearing pad with FCB 150 adhesive
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FRICTION

From the diagram in figure 2, for speeds nearing zero, the coefficient of friction remains practically constant which confirms the 
absence of stick-slip effects between the Fluor/SC and the countersurface. The coefficient of friction, not being excessively low, 
helps to make the movements smooth as it can be seen in the fluid-static or balls circulation systems. These friction characteristics 
are particularly important in bearing tapes for movements under numerical control.

The low and constant friction relieves the stresses in the electromechanical or electrohydraulic devices preset for activation and it 
reduces the regeneration times near level and it improves reproducibility of this. Damping of motion inertia, due to the presence 
of a coefficient of friction which is not excessively low, and the absence of stick-slip permit high definite solution, a fact of particular 
importance in the generation for successive points of bi-or tridimensional curves.

Statistic convergence of the experimental values of the coefficient of friction as a function of speed.
Conditions: Fluor SC/F10-57 on a lamellar cast iron HB 220 0,4     from 0,5 to 2 N mm-2
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PV

In the diagram in figure 4, the max. PV advised are indicated for conditions of specific constant wear, at different temperatures and 
both dry and with lubrication.

max PV advised - Fluor SC/F10-57 (with specific constant wear value)
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WEAR

The graph in figure 3 shows the field of dispersion of the wear values from sliding.

Field of dispersion of wear values between dry and lubricated friction conditions: Fluor SC/F10-57 on lamellar cast iron - 
HB 220 0,4           _  p=0.6 N mm-2   _  V=3 m min-1 .

Figure 3

Figure 4



The Fluor/SC can be glued without difficulty to any suitably 
prepared surface using an appropriate adhesive and it is 
noticeably economical compared with traditional mechanical 
fixing systems. Resistance to compression of the material is 
above all improved with fixing by means of adhesive.

SURFACE PREPARATION

The surface, which cannot have roughness over 12μm, 
must be free of traces of oxidation and grease. The traces 
of oxidation are removed by sand blasting or sand papering, 
whereas for degreasing solvents such as chlorothene NU 
(Dow Chemical Corp.), trichloraethylene, perchloraethylene 
or acetone can be used. Degreasing is done with a pad soaked 
with solvent to remove the powdery remains of the previous 
mechanical pickling treatment. 

For cast iron bearing rings, which have already been used and 
which are therefore impregnated with oil, the surface must 
be treated with a naked flame to carbonize any residue and 
then be washed with solvent. The use of compressed air is 
not advised to speed up evaporation of the solvent from the 
bearing ring surface because the air is often polluted with 
traces of lubricating oil. 

After washing, be careful not to touch the bearing ring 
surface with your hands. It is necessary to work in a dry 
environment to avoid the formation of a film of condensation 
on the surface of the bearing rings, which might jeopardize 
the adhesive result. This risk is greater in winter. If necessary, 
preheat the bearing tape.

PREPARATION OF THE FLUOR/SC TAPE

If necessary, the cementable surface of the tape (i.e. the 
one treated to make it sensitive to adhesives, marked 
with embossing and of a darker color) can be degreased, 
preferably with acetone, and handled with the same attention 
as the bearing rings.

ADHESIVE

A double component epoxy-based adhesive is usually used 
far glueing the Fluor/SC bearing tapes. We advise the use of 
FCB 130 adhesive and the relative FI 130 hardener.

SHAPES AVAILABLE

The Fluor/SC tape is produced in a thickness of 1,5 mm 
(2.5mm in special cases) with a tolerance of ±0.1 and 20-
30-40-50-60-80-100-120 mm widths. Special dimensions are 
available on request. The Fluor/SC tape cementable surface 
is marked with embossing to make it more easily identifiable, 
even if it is already darker in color.

Installation
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Italy
Factory and Head Office
Via Cercone 34,
24060 Castelli Calepio (BG) Italy
P +39 035 44 25 115

info@fluorten.com

Germany, Switzerland, Austria 
Fluorten Sales Office
Leutenbach - Germany
Mr. Martin Schuster
P +49 7195 590 9267
M +49 151 7005 4012

martin.schuster@fluorten.com

North America 
Sealcore LLC Sales Office
Ohio - USA
Mr. Henrik Zimmer
P +1 440 324 1144
M +1 419 706 1651 

�hzimmer@sealcore.net

EN 9100: 2018 - CERTIFICATE N.5695/3 ISO 9001: 2015 - CERTIFICATE N.21 ISO 14001: 2015 - CERTIFICATE N.27

Asia-Pacific
Sealcore Network Sales Office
Shanghai - China
Ms. Helen Song
P +86 137 01 977 508

china.office@fluorten.com


