Test Data Documents

Note: The following documents represent examples of numerous QMI product performance
tests accumulated worldwide since 1986.
All QMI product performance claims are based on “real world” tests (no bench tests)
from the most reputable testing laboratories and industrial applications.
Page Benefits Documented
3-8.  Wear reduction and safety — Sequence III-E test by Southwest Research Institute
utilizing a V-6 Buick engine; 88% wear reduction after applying QMI Engine
Treatment, safe in all categories, see coverletter.
9. Wear reduction — Marine ship engine (7500 hp), wear metals reduced 79% after apply-

ing QMI Engine Treatment, reported by oil analysis.

10.  Wear reduction — Marine ship engine; wear metals reduced after applying QMI Engine
Treatment, reported by oil analysis.

11.  Wear reduction — Marine ship engines; wear metals reduced on four auxiliary engines
after applying QMI Engine Treatment, reported by oil analysis.

12.  Wear reduction — Marine ship engine, wear metals reduced after applying QMI Engine
Treatment, reported by oil analysis; demonstrates wear reduction at retreat interval 12
months after initial treatment.

13.  Friction reduction — Norwegian newspaper article; Norwegian language — ship engine
lost oil pressure and stopped, ship blown toward breakers, engine restarted with no oil,
QMI “... saved the engine ... and we were able to save the ship.”

14.  Friction reduction — Norwegian newspaper article (previous page); English language
translation.

15.  Wear reduction — Caterpillar 777B mining truck engine (938 hp); wear metals reduced
56% after applying QMI Engine Treatment, reported by oil analysis; compiled results
from nine oil samplings representing 2078 hours of operation.

16.  Wear reduction — Singapore Technical Marine Institute; Fuji Power Brush Air Tool used

for ship building and repair; QMI Air Tool treatment reduced vane wear 82%. Lubricat-
ing twice daily with “normal oil,” 4 days average wear; 0.66. Applying QMI Air Tool
treatment once with no further lubrication, 4 days average wear; 0.12.

Continues, page 2



QMI Test Data Documents

— continued from page 1

Page Benefits Documented

17.

18.

19.

20.

21-22.

23.

24.

25.

26.

27.

28.

29.

30.

Horsepower increase, CCA (Cold Cranking Amps) decrease — Cummins diesel en-
gine; semi tractor on dyno, 260 hp before, 280 hp after applying QMI to engine,
transmission, differentials. Also CCA (Cold Cranking Amps, amperage needed to crank
cold engine) reduced from 400 amps before, to 325 amps after applying QMI to engine.

Horsepower increase — UPS delivery vehicle on dyno; 102 hp before, 107 hp after
applying QMI to engine, transmission, differential.

Restored compression — Ford 302 Industrial air compressor engine; average cylinder
compression 70 psi. before, 99 psi. after applying QMI Engine Treatment and Fuel
Treatment. This phenomenon occurs frequently in engines with reduced compression due
to piston ring sticking, as the QMI PTFE treatment process frees stuck piston rings.

Improved fuel economy — diesel powered school busses, 6.8% improvement in fuel
economy after applying QMI Engine Treatment, QMI Gear Treatment and QMI Fuel
Treatment.

Reduced energy usage report — China electric power plant fan bearings and coal grind-
ing machine gear; Testing Result 1 and 2; English language translation, bearing and gear
treatment reduced energy usage producing 4 to 15 times return on investment; see bold in
report, also see tables following.

Reduced energy usage table — China electric power plant industrial fan bearings;
English language translation, Test Result 1 (above), 15.58 times return on investment.

Reduced energy usage table — China electric power plant gears; English language
translation, Test Result 3 (above), 4.74 times return on investment.

Reduced energy usage report — China electric power plant compressor; English transla-
tion, QMI Compressor Treatment application saving 89936 kwh annually.

Reduced energy usage report — plastic molding machine gearboxes; QMI applications
payback in 5 weeks, 4 weeks.

Reduced energy usage report — plastic molding machine gearboxes; QMI applications
payback in 15 weeks, 2 weeks.

Reduced temperature — Ford farm tractor; engine oil, hydraulic (gear) oil, power
steering oil.

Improved performance — Ingersoll-Rand Impact wrench air tool; on sluggish impact
wrench QMI Air Tool Treatment increased torque 97%, RPMs 67%.

Reduced emissions — Daewoo automobile engine; test by National Institute of
Environmental Research (S. Korea), after applying QMI Fuel Treatment/Fuel System
Cleaner, CO reduces 59.9%, HC reduced 38.1%, NOx reduced 34.4%.
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Sequence IlIE Test
Re: QMI Engine Treatment / Sequence IIIE test shows 88% wear reduction

A QMI Engine Treatment test was performed by Southwest Research Institute. The test is
Sequence llIE, an American Society for Testing and Materials (ASTM) test designed to place
demands on engine lubrication similar to “pulling a heavy load across a hot desert at high speed.”
A V-6 Buick engine is operated under heavy load with oil temperature maintained at a high 300°F
(149°C). Before and after the test, camshaft lobes and valve lifters are measured for wear, and a
full set of lubrication conditions are evaluated.

QMI Engine Treatment produced an 88% reduction in wear rates. The QMI test is registered with
the Chemical Manufacturer's Association (CMA), and meets their standards. The CMA number
for this test is: QM-ETSR692101-A-1-1lIE-1-SR-76.

Test information

Sequence llIE is part of the program to determine API's SG Service Classification and several
Military Specification qualifications. Reference oils are used to correlate the performance seen in
the Sequence lIIE test to the performance of lubricants in vehicles used in severe field conditions.
The ASTM maintains statistics on the performance level of each reference oil, establishing 95%
confidence bands and industry average performances.

The test engine is a 1986 231 C.I.D. Buick V-6 gasoline engine especially equipped for test
monitoring. The reference oil blended with QMI for this test is Reference Oil 402, chosen because
it is the reference oil required by the US Army’s “Automotive Engine Oil Additive Test
Requirements” for Oxidation and Wear Tests. Test oil blend ratio was 20% QMI Engine
Treatment with 80% Reference Oil 402.

Wear Results:

Our primary interest is wear results, using two sheets from the test report; “Current Statistics,
Reference Oil 402” and “Valve Lifter and Camshaft Wear Data” (See CMA number for QMI test in
upper right corner.) All measurements are in microns.
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The sheet “Current Statistics, Reference Oil 402” indicates that the average camshaft and lifter
wear (“AVG CAMSHAFT +LIFTER WEAR”) for Reference QOil 402 is 33.9 microns. To calculate
QMI Engine Treatment’s wear reduction, refer to the sheet “Valve Lifter and Camshaft Wear
Data.”

1. The first column records the camshaft lobe and valve lifter numbers.

2. The second column records camshaft lobe wear figures. Notice that all camshaft lobes
except 4 and 10 showed no wear.

3. The third column records valve lifter wear figures. Notice that valve lifters 2, 3, 10 and 12
showed no wear.

4. The fourth column records combined camshaft lobe and valve lifter wear. Notice that 2, 3,
and 12 showed no wear for either camshaft lobes or valve lifters.

The average wear with QMI Engine Treatment is the figure at the extreme lower right, the
average “Combined Lifter & Cam Lobe Wear,” or 4.0 microns.

To calculate wear reduction, compare 4.0 microns with the average (“MEAN”) wear for Reference
Qil 402 (test sheet “Current Statistics, Reference Oil 402”), or 33.9 microns. Comparing 33.9
microns with 4.0 microns, QMI produced an 88% reduction in wear rates.

Safety Test Results:

QMI test results fell well within the normal performance range for Reference Oil 402,
demonstrating QMI safety under demanding conditions. See test sheet “SEQUENCE IIIE
CANDIDATE TEST RESULTS.” QMI Engine Treatment proved safe in all categories, including
viscosity increase, sludge, varnish, oil ring land deposits, cam and lifter wear, rod bearing weight
loss, scuffed and worn parts, oil consumption, rings plugged, stuck or sluggish, and stuck lifters.

Sincerely,

(ﬁWW

Owen Heatwole
Vice President, Technical Services
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CURRENT BTATIETICSH
REFERENCE OIL 402

FPARAHMETER

AVERARGE PISTON VARNISH
AVERAGE ENGINE BLUDGE

HMAX CMHEHAFT + LIFTER WERR
HOURE TO 375% VIECOSITY

AVG CAHEHAFT 4LIFTER WEAR

HEMRH BTANDARD

OIL RING LAND DEFOSIT

DEVIATION
B.90 0.220
2.35
90
B1l.2 7.19
33.%
G.71 1.050

ACCEPTANCE
BANDS
B.51-9.29
9,18-9.55
124
48.6-73.7
7.8-147.8

4.87-8.56



QM-ETSRE92101-A-1-111E-1-5R-76
SEQUENCE 111E
VALVE LIFTER AND CAMSHAFT WEAR DATA

(All Measurements, micrometara)

Gliene 011 Code: OM-ETSEG692101-A-1 Test Ho.: o Thadis
Sull] Coda: LO-56656

_ Combined Lifter
Husber Camshaft lobe Yalve Lifter & Cam Lobe Wear

1 0 5 5

2 0 PR | 0

3 a 0 0

& B 3 11

E ] 3 -

& 0 | |

! SR - T 2 3

B a 3 5

g 1] 3 3

Lo 3 ] 3

11 1] i i

12 0 0 0

HMaximum 8 g 11

Minimum o 0 K
Average 1.1 2.3 ‘ %'_;i E #
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SEQUENCE IIIE CANDIDATE TEST RESULTS

SPONSOR CODE:QH-ETSRE92101-A-] TEST HUMBER:*IIIE-78-4-970 TEST LENOTH: B4
SAE VISCOSITY ORADE:__ SAE 30 TEST STAND NO.: 58 EOT DATE: 06=28-93
FUEL BATCH: mﬂﬂﬂi—!l ENZINE HUHRER i iiﬂli—n] EOT TIME: I;H:“n!
SwRI OIL CODE: LO=56456

4 VIscosITY INCREASE DATA [cSt @ 40%c)

HouRs . MISCOSITY __CHANGE = _FERCENT

¥EW OIL 78.84
INITIALD 74.43

8 — B0.15
18 — B2.08
4 B3.08
R Hi.27
a0 111.92
a8 163.40
1 259.33
B 453,30

¥ HEAE:
CAH=-PLUS-LIFTER [pm) TARNSFORMED UHITS
HAXITHUHA 11
MINIMUM _ 0
AVERMRGE 4 1.386
5.732 8_ S.h. —_— 0,000
J.65 10 RDJ. RVG. 4 2 I:JEL
— 6.84 9 MEOD BRG. WT. LOSS (mg)
37.4% 50
B8.97 120 EOD HUHBER 3 R 1. [
184.79 248  ROD NUMBER 5 - B3
- v — |
AVERAGE —Tta

HOURS TG 375% VISCOSITY INCREARSE £§9.9

.k, -4, 68

ADJ. HOURS TO 375% V.I. 55,2 XSCUFFED (S) AMD/OR WORN (W| PARTS:

HUHBER
= W BEW
ChM 1]
LIFTERS 0
VALYVE STEH TIFS Q ] #]
ROCKER RRH PRDS 0 o o

A RING AREN:

#m
FRONT COVER 9.50 TRANS .
ROCKER COVER{RC) RIGHT 9.27 UNITS
ROCEER COVER(RC) LEFT 2.27
R C BAFFLE  RIGHT 9,35
R C BAFFLE LEFT 5,35
AVERAGE §.31 _0.37
B.A- a 1]
ADJ. AVERAGE 9,31 0,37
OIL SCREEN DEBRIS, % 10
pﬁm PISTON SKIRTS
THRUST 9,03
ANTI-THRUST 9,27
AVERAGE 9.15
5.A. [
ADJ. AVERAGE 9,158
.I'ﬁ OIL RING LAND DEPOSITS:
ORIGINAL §.09
ADJUSTED !ti!
B.A. )
ADJ. AVERAGE 1.54

OIL RING PLUGGING, %
HUHBER OF STUCK RINGE

RUHMBER OF SLUGGISH RINGS

¥ OIL CONSUMPTION: (L)_2.15 AT ___64 h

Ampplicable Refersnce Tests [four most receEntly
approved Laboratory Referance Tests)

[Signature

(Typed Hame)
— Test Wo, pats Stand Ho, | 011
— 960 06-08-92 76 424-1 Ressarch Enginser
919 04-14-97 78 424=-1 (Titla)
835R8 RY=04=-93 58 424-1
S04 02=-24-92 ik 4032

F At end of timing runm.



Reductionon of wear on the camshafits on board M/F Peter Wessel after OMI treatment. -

Metal [rirficle Before freabment  Aosage:  Aferieatment | Average % reduction ﬂ!. mnb_.__ﬂ____-} h
" Exginess | % 2] [ 4] Enginesr | 1 3] 3 & Avers; wear
Al Auminium | 20 10 3t 20 178 W w0 b 100 18 Ak
Fe R L T a0l 7O 70l H0 T %
Gr Smem 61 0o B3 o0 i3 T Tap o6 00 o8 oo 2o %
Cu copper | 720 mp g 80 28 | 40l 80| 50 30 45 7B %
NI  Micket | 28 uu_ 7| 25 isA 00 00 00 R o0 100%
Pb  Lead |23 14 28 25 Iag | o4, an a0 o# | 028 Mm%
SRS S T T T Jomireduction in % of e ss metas: ™ %

Reductionen of wear on the camshafts on board I hﬂ.n_-!_...finl aftar QM Ireatment.
pam before traatmant :

23 =g

Reductionon of wear on the camshafts on board M/F Peter Wesse! after QM| treatment.

- « MAN B&W Diesel
5 21 {Burmaister & Wain)
A = 7,500 horsepower
._.m 0
=
%“ 18 |
i
s
| = 10|
g
ig 8
N . — '|-I-|-|ll-|-l.llI!
Eo .
Fo Cu NI Pt cr
METALS OF WEAR

RED COLOUR: BEFORE TREATMENT
BLUE COLOUR AFTER TREATMENT



Fe
Cu

_Cr
Al

~Pb
Si
Na

QMI Treatment of the auxiliary engine on "M/F GULEN"
Volvo TMD 102

140583100294 010594 190594 280455 Average QM ireatment0s 10 95

29,04 88
19 |81 | 61 | 32 | 43 | 432 12
12 7 7 3 20 78 2
2 _| 2 2 L 28 1
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1 | 10 | 10 7 11 9,6 0
11 8 8 B B8 86 4
14 17 17 12 10 | 10 2

QMI Treatment of the auxiliary engine on "M/F GULEN"

Volvo TMD 102
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2 [
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2
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B Croms seclion of § of lesis prior 0 O8] freatment B8 455 ol afer DM raabmant ‘




Takker tilsetningstoff

for berging av bat

et var tegn Gl dramatikk
nir del plutselig oppsto Tull
maskinstans i lastebdten
“Nyvang™ nir den lor noen
uker siden var under veis Ira
Bergen Ul Ridal 1 Rylylke.
Biten var lom for lasl og slo
hayl 1 gpeen. Del var krallig
vind 1 omridel og kort av-
stand 11l land. Vindretnin-
gen var ugunstig og biten
drev raskt mol brenningene.
Maskinen var uten olje-
irykk, men mannskapel
hadde ikke noe valg. De
miille starle opp igjen ulen
olje pi motoren, hvis de
skulle berge biten. Det gjor-
de de. Summiuidig prevde de
& pumpe olje inn pd motoren
og lykies delvis med det.

Femiten minuller sencre var
biten brakt 1 sikkerhet,
Reder Kurt Einarsen lakker
det at det gikk sd bra og
moloren ikke ble edelagt, del
lakium at den var behandlet
med et stofTsom kalles QM|
PTFE. Dette stoflet blir
lilsatt smereoljen 1 moloren
for i forhindre [riksjon mel-
lein maskinoverllatene. “Jeg
er er sikker pil ol delie reddel
motoren. Egentlig skulle vi
ikke engang klart i starte
opp maskinen ulen olje-
trykk men takket vacre detle
stollet si gikk det og vi likk
berget larteyel, sier han.

—

Av Magonus Ther [lalfsteinsen

Der holdt pa & ga ille forleden ndar hovedmotoren il laste-
Jartayer “Nyvang " stoppet pluiselig nar baten var pa seiling i
sterk vind sor for Bergen. Mannskapet mdtie starte opp wien
olfetrykk pd motoren for a berge farteyet fra a drive pa land.

ARKIVFNTN



Ppm of wear and tear metals

10

QM treatment of the collar shaft system on board "M/S PETER WESSEL"

Molice how the wear and tear metals generally obtain lower values after each treatment**

W 1/20/96 before QM| treatment

M 6/29/96 1 month after QM| treatment no. 1
B 616/97 12 months after QMI treatment no, 1
B 6/29/97 1 month after QMI treatment no. 2
0 10/30/97 4 months after QMi treatment no. 2
M 3/19/98 9 months after QM| treatment no, 2

ri!.ﬁ!ﬁ

Iron Copper Aluminum Nickel Chromium
Wear and tear metals according to the oil analysis company Invicta, Oslo
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Prevents
Shipwreck

English translation,
see page 2

Article provided by
Mr. Thor Johansen,
QMI Scandavania

Page 1

B s

1. mai 1998

Kystans naeringsavis
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TakKer tilsetningstoff
for berging av bat

Det var tegn Uil dramatikk
nar det plutselig oppsto full
maskinstans i lastebdilen
“Myvang” niir den lor noen
uker siden var under veis Ira
Bergen (il Ridal i Rylylke.
Baten var tom for last og slo
havt i sj@en. Del var kraflig
vind i omridel og kort av-
stand til land. Vindretnin-
gen var ugunstig og bilen
drev raskt mot brenningene.
Maskinen var ulen olje-
trykk, men mannskapel
hadde ikke noe valg. De
mélle slarle opp 1gjen uien
olje pd moloren, hvis de
skulle berge biten, Det gjor-
de de. Summtidig prevde de
a pumpe olje inn pd motoren
og lyktes delvis med del.

Det heldt pa a gad ille forleden nar hovedmotoren 1il lasie-

Femlen minuller senere var
baten brakt i1 sikkerhet,
Reder Kurt Hinarsen takker
det al det gikk si bra og
moloren ikke ble adelagt, det
Faktum at den var behandlet
med et stofl som kalles QMI
PTFLE. Dette stoflel blir
tilsalt smarcoljen 1 moloren
[or & forhindre friksjon mel-
lom maskinoverflatene. “Jeg
erer sikker pd al delte reddet
motoren. Egenthg skulle vi
tkke engang klart & slarle
opp maskinen uien olje-
trykk men takket vaere dette
stoflel sd gikk det og vi likk
bergel larlayel, sicr han.

—r= —_—

Av Magnus Thor Halsteinson

Sfartayer “"Nyvang " sioppet plutselig nar baten var pd seiling i

sierk vind sar for Bergen. Mannskapet mdtie starte opp ilen
aljetrykk pa motoren for a berge fartayer fra a drive pd land.

ARKIVEOTH



Kystens naeringsavis (newspaper)
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QMI

Prevents Credits additive for rescuing of ship

Shipwreck

Original Norwegian
article,
see page 1

Article provided by
Mr. Thor Johansen,
QMI Scandavania

Page 2

There were signs of drama when
a complete engine stop suddenly
took place on the cargoship
“Nyvang” some weeks ago, when
it was on its way from Bergen to
Radal in Ryfylke. The ship had
no cargo and sat high in the wa-
ter. There were heavy winds in
the area and the land was close.
The wind direction was unfavor-
able and the ship was moving to-
wards the breakers. The engine
had no oil pressure and the crew
had no choice. They had to start
the engine up again without oil,
if they were to save the boat. So
they did. At the same time, they
tried to pump oil into the engine
and they were partially success-
ful. Fifteen minutes later, the ship
was in safe harbor. Kurt Einarsen,

the ship’s owner, claims that the
credit for everything turning out
so well and that the engine was
not destroyed, was due to the fact
that it had been treated with a ma-
terial called QMI PTFE (QMI En-
gine Treatment with PTFE). This
material is added to the lubricat-
ing oil in the engine in order to
prevent friction between the en-
gine surfaces. “I am sure this is
what saved the engine. Actually,
we should not even have been
able to start the engine without oil
pressure, but because of this ma-
terial, we were successful and we
were able to save the ship,” he
says.

By Magnus Thor Hafsteinsson

Things were on the verge of going totally wrong when the main
engine of the cargo ship “Nyvang” stopped suddenly as it was
sailing during heavy winds south of Bergen. The crew had to start
the engine with no oil pressure in order to save the ship from drift-
ing ashore.
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Schadulsd Oil Sampng GIFSTOMER EQUIPFMENT NUMDER: 83
J0 BITE:
Masuracungr: O
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OVERKLL EVALUKTION:

M1 mote:  56% wear reduction—Caterpillar 7778 diesel englne with (M1 Engloe Trestment

The oil analysis reports below represent oil analysis samples taken from o Caterpillar TTTB
dizse] engine &t oil chasge intervals during 2,078 hours of operation. Dates begin al the botbom
(monthiday'year), and bave been combined on ooe sheet for convenionce.

M1 Engine Treatmen! was applisd to the oil analysed on | 20755, Reduction of wear malals

fedlenwing QI spplication:
o CU (capper); 61% = FE (iroal; 41% * PB (lesd); 7%% = AL {alumizum}; 42%
Avernge wear reductlon; 56%
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Wear & Tear of Power Brushes' 4 Air Vanes
Comparison Between Normal Oil & QMI Air Tool Treatment

Test Period 12th November 2002 to 16th December 2002

Test Procedures:

Item No. 1 to 10 are treated ONCE with QMI Air Tool Treatment and operated with load during entire test.
Item No. 11 to 20 are treated TWICE DAILY with normal oil and operated with load during entire test.
Calibration on 4 vanes (A,B,C,D) shows the wear of the tools.

ltem Before After Total Before After Total Before After Total Before After Total
No. S/No. A A Wear B B Wear C C Wear D D Wear
1] 552370 10.77 10.35 0.42 10.94 10.61 0.33 10.94 10.63 0.31 11 10.68 0.32
2| 854045 11.35 11.28 0.07 11.28 11.26 0.02 11.28 11.26 0.02 11.32 11.27 0.05
3| 152040 10.44 10.36 0.08 10.42 10.33 0.09 10.44 10.35 0.09 10.49 10.36 0.13
4] 162102 11.32 11.28 0.04 11.34 11.25 0.09 11.33 11.27 0.06 11.32 11.25 0.07
5| 854089 11.56 11.48 0.08 11.57 11.52 0.05 11.56 11.48 0.08 11.58 11.53 0.05
6| 058096 10.92 10.93 |ERR 10.88 10.93 |[ERR 10.9 10.93 |ERR 10.88 10.88 |ERR
7] 162107 10.51 10.27 0.24 10.56 10.37 0.19 10.55 10.35 0.2 10.56 10.37 0.19
8| 854013 10.91 10.96 |ERR 10.94 10.93 |[ERR 10.96 10.9 |[ERR 10.96 10.86 |ERR
9] 162132 10.8 10.79 0.01 10.84 10.79 0.05 10.81 10.78 0.03 10.78 10.78 0
10| 854130 10.35 11.55|ERR 10.42 11.57 |ERR 10.38 11.47 |ERR 10.45 11.53|ERR
11| 752197 11.25 10.27 0.98 11.24 10.23 1.01 11.27 10.31 0.96 11.16 10.15 1.01
12| 552188 11.68 11.3 0.38 11.68 11.34 0.34 11.68 11.33 0.35 11.68 11.31 0.37
13| 162198 11.68 10.73 0.95 11.68 10.63 1.05 11.68 10.62 1.06 11.68 10.71 0.97
14| 958066 11.68 10.78 0.9 11.68 10.67 1.01 11.68 10.77 0.91 11.68 10.75 0.93
15| 552340 10.25 9.26 0.99 10.26 9.28 0.98 10.34 9.39 0.95 10.23 9.2 1.03
16| 956040 11.68 11.61 0.07 11.68 11.63 0.05 11.68 11.65 0.03 11.68 11.62 0.06
17| 957015 11.68 11.66 0.02 11.68 11.67 0.01 11.68 11.67 0.01 11.68 11.66 0.02
18| 162171 10.83 9.83 1 10.93 9.95 0.98 10.91 9.94 0.97 10.82 9.86 0.96
19| 856039 11.68 11.3 0.38 11.68 11.4 0.28 11.68 11.4 0.28 11.68 11.36 0.32
20| 962047 11.51 10.62 0.89 11.52 10.54 0.98 11.59 10.62 0.97 11.5 10.52 0.98
Avg wear (QMI) 0.134 Avg wear (QMI) 0.117|Avg wear (QMI) 0.113 Avg wear (QMI) 0.116
Avg wear (Normal Oil) 0.656|Avg wear (Normal Oil) 0.669]|Avg wear (Normal Oil) 0.649|Avg wear (Normal Oil) 0.665
Total average wear WITHOUT QMI 0.660|NOTE: Tools are lubricated twice DAILY
Total average wear WITH QMI 0.120|NOTE: Tools are only lubricated ONCE throughout the test

Test conducted by:

Mr Philip Chan, Tool Room
ST Marine



CUMMINSG ATLANTIC, INC.

CHASSISIENGINE oare: _8*30- 7/
CUSTOMER: P '&’r.f-rl-
ENGINE MODEL: LT -ie ENGINE &mN:_ S8 3/274 o & e 35
TRUCK UNIT #: /Do crLk_f 314 Fp cooe: X 224
SPECIFICATIONS (PER FUEL PUMP CODER
Aaied Horsepower: =1-1] & { Feo RP#
Engina Fusl Prassure: _ f'LL" - /54 __ Engine Fusl Rate: 75 -99 PRH
Intake Mfid Pressure: 2o- 29 AFC M&&I{f‘rﬁnum: @ RPM
Before Thiato il wpa RSB /g
AN /Feo /gee
APM . Panel/Engine
Total Whaal HP #za a ﬁﬂ-ﬂ'
MPH Truck Lo Lo CLA fefee At
MPH Dyna f & s CLA- PFTee 325
*Fusl Pregsurs J7o /15
*In. MIid. Press. 2a 22
*Fual Rate (PPH) Joe feo
Waler Temparalure / Fa 85
il Pressuna 1 5_" 'qrﬂ
Oil Temp. (Opt)
Crankcase Prass,
Wa Alr Rail PSI ~ With AFC line disconnectad. -

- -+ REGORD FOLLOWING AT RATED HORSEPOWER AND RPM [(Optlionall: - - -

intake Restco ____ Exhaust Rest: Fuel Raal In: Qut:

Mechania: 4zt W -na_ Chock i
Branch: Ir:':-i'l'l'-'-'-'l- i

@ik Temp. /87
TRans Tewp FET
Rerenid TEmpe (40

"Mecassary for 8 meaningful powser check [readings at Rated Speed)



RIDGE VO-TECH CENTER
7700 STATE ROAD 544
WINTER HAVEN, FL 33881
PHONE #(813)299-2512

Test Conducted by: Ridge-Vo-Tech Automotive Lab
Technician - Reginald Flowers

Company: United Parcel Service
Truck #505802

License Plate #H34665 FL
Vin #1GDB4T1TXHV502225
Milage 95,286

Lubricant: QM| PTFE Engine Treatment and Gear Treatment

Test #1 Dyno - Horse power Test Before Treatment

4/17/91 3rd gear - 30 mph - 102 hp

Test ,#2 Dyno - Horsepower Test After Treatment

4/18/91 3rd gear - 30 mph - 107 hp

Ridge Vo-Tech Automotive Lab

Lab Technician: ﬁW

Regitald Flowers




2401 M. BLh BT,

70 WHOW IT MAY CONCERN:

P.C. BOX 7368 PADUCAH, EY 42002.7368 (S03443-8243

On March 28 1999, we treated the following Air Compressor with QNI Engine and Fusl

Mig s Crimmar Schmidt
Model » 138 cFM - Gasolline
Engine: & Cyl. Ford 302 Industrial

4 cyl. Compressor
d cyl. Engine

Hours: §542.9

Treatment s
oyl . Jizas99 3/28/90
# Sefora 30 Min.
Tredtmant  Running
5 75 85
& #0 20
*7 55 73
) il i5
428 143
Total % Change +10%
m;piplfﬂllgf-

KIT-NO RENTAL & Supply Co.

MM

&.N. Bdwards
Prasidant

CONPRESSION TEST
o THE 4 ENGINE CYLINDERS

4/2/30
4 Hrs-.
Running

25
&
23
105

196
+41%

*# o, 7 Plug was damp with ¢il and gas before treatment,; after brgatsment and
30 minuces of running., the plug was dry.

Rentals ® Sales ® Sarvice ® Coniraciors & Indusirial Equipmant and Bupplies



Bus Fuel Mileage — Before and After QMI Applications

June 2, 2002 Test conducted by:

Paul & Mark Landry
PM & Associates, Inc.
Baton Rouge, LA USA

The following represent fuel MPG (miles per gallon) figures recorded on four diesel powered
school busses, before and after QMI applications:

1. Engine — QMI Engine Treatment

2. Transmission — QMI Gear Treatment
3. Differential — QMI Gear Treatment

4. Diesel fuel — QMI Fuel Treatment

Bus Fuel MPG
10+
Before After |
Bus QM ami 81
| 8.00 8.80 O Ber ami 611
2 6.00 6.46 etore 4H
3 6.50 6.30 B After QMI N
4 7.00 7.85
0-"
I 2
Average Fuel MPG
(all busses)
7.4
Before QMI 6.88
After QMI 7.35 7.2
O Before QMI .
B After QMI
Fuel MPG Increase: 6.8% 6.8
6.6




THE TESTING RESULT OF OMI TREATMENT FOR THE THERMAL
POWER PLANT OF LIAOYANG PETROCHEMICAL FIBER CORP.

The Thermal Power Plant is owned by Liaoyang Petrochemical
Fiber Corporation for its own power supply. The plant is
with the capacity of 270,000kw/hour. (since the plant is
built mainly for supplying the heat for the Corp., it
supplies 60% heat and 40% thermal power. Therefore, the
plant has the actual capacity of 500,000kw/hour). The first
time when QMI treatment was employed on a few subordinated
equipment in this plant was in November, 1996. QMI
treatment proved to be very successful in reducing the
friction and the machinery wear after being tested for one
month and by using QMI, the Corp. will gain incredible
profit. Because of the initial encouragement, the plant
began to apply OMI on its 30% subordinated equipment in
late December, 1996. The plant engineers made the detailed
reports for the QMI results. According to the first quarter
power consumption report of 1997, the power consumption of
the whole plant is reduced by 5% comparing to the same
period of 1996. With only 30% of the subordinated equipment
using QMI, the plant gained such impressive power saving
result, so what if the rest 70% with its major equipment
use QMI?

The plant began to use QMI products on all its subordinated
equipment from April, 1997 and the planning to apply QOMI is
underway for the 6 major equipment. The following are the
testing results of the equipment with QOMI products:

Testing Result 1
Test equipment: 780kw Industrial Fan Bearings

The data sheet shows that before QMI is applied, the
current average is 47.8 amp. After QMI treatment is
applied, the current is consecutively reducing for 5 days
until it stops at 45.6 amp during the last 2 days. (This
reflects the gradual film forming process on the friction
surface of QMI treatment. The process proves the theory
that the film will completely be in form after the
equipment runs continuously for about 100 hours and until
the film is formed, the metal surface friction ratio is
reduced to the lowest point). Therefore, from 47.8Amp to
45.6Amp, the current is reduced by 2.2 amp:

2.2 A x 1.732 x Power Factor 0.8 x Voltage 6000 = 18.2899
Therefore, the saved power for this equipment is 18.29%kwh.

(Continued next page)



(Continued from previous page)

Liaoyang Thermal Power Plant is also the network plant of
Xiaofeng Plant of North Eastern China. The power cost of
Liaoyang plant is 0.25RMB/kwh. When in over demand, the
power is sold to Xiaofeng at 0.35RMB/kwh, when in need, the
plant buys power from Xiaofeng at 0.55RMB/kwh. If Liaoyang
can largely reduce its power consumption, it means the
plant can sell more power to Xiaofeng. Therefore:

The above-mentioned fan can save power annually:
160,220.40kwh

Then saving cost: 56,077.14 RMB

QMI products cost: 3,600.00RMB

As calculated, only on the power saving, using QMI can gain
the efficiency at 1:15.58, not mentioning the doubled time
for equipment maintenance and the equipment operation life.

Test Result 2
Testing Equipment: 800 kw Coal Grinding Machine Gears

The current reads 50.80AMP for 3 days before the QMI is
applied. After 46.5 hours with QMI, the current reads

48 .90AMP. After 159 hours, the current reads 48AMP, with
the difference of 2.8AMP:

2.8A x 1.732 x PF 0.8 x 6000v=23.28kwh

Machine power annual saving: 203, 932.80kwh

Saving Cost: 76,376.48RMB

QMI Cost: 15,060.00RMB

Investment/Production Ratio (power saving): 1:4.74

(Remarks: All data is supplied by the Equipment Division,
Technology Division, Energy Saving Office of Liaoyang
Thermal Power Plant)

OMI Industrial Application Office
Beijing QMI General Technology Co., Ltd.
OMI Sole Distributor In China

Date: May 18, 1997



LIAOYANG THERMAL PLANT TEST DATA ON QMI PRODUCTS

EQUIP NAME: INDUSTRIAL FAN EQUIP NO.: 16#1 LUB. POSITION: BEARINGS QMI AMT.: 2.838LIT.(3Q) ADDED TIME: 4:00PM 05/15/97

EQUIP SERIAL NO.: G4-73-NO22F WORKING VOTAGE: 6KV CURRENT: 91A POWER: 780KW AIR AMOUNT: 257000CBM/HOUR

PROJECT CURRENT VALUE(A)(MEASUREMENTX30) TESTING TEMPRETURE °C
TIME/DATE R.PANEL P. RETAINING RETAINING FRT. BRING. REAR BERG. ENVIRONT. REMARK
BOTT. OPENING PANEL PANEL BOTTOM 16% B. 16%
16% POSITION POSITION OPENING OPENING
05/13 6:15PM | 46.8(1.56) 20.163 30.256 25 W/NO QMI
05/13 4:15PM | 48.0(1.60) 19.953 29.275 22 W/NO QMI
05/14 6:10PM | 48.6(1.62) 20.467 29.626 21 W/NO QMI
05/16 5:00PM | 46.2(1.54) 20.630 30.490 21 W/QMI
05/17 4:00PM [ 47.4(1.58) 20.771 30.397 22 W/QMI
05/19 9:20AM | 46.5(1.55) 20.326 29.883 20 W/QMI
05/20 9:25AM | 45.6(1.52) 20.256 29.696 20 W/QMI
05/21 9:20AM | 45.6(1.52) 20.677 30.116 21 W/QMI

TEST PROCEDURE: THE RETAINING PANEL IS ADJUSTED TO THE PROPER OPENING, THE POWER FACTOR METER (FLUKE 41B POWER
HARMONICE ANALYZER) IS USED TO CLAMP ON THE OPERATION CURRENT WIRE OF THE FAN. THE CURRENT(AVG) IS READ FROM THE
RECORD DISPLAY WHEN CURRENT(A) SWITCH IS IN GEAR THEN, MULTIPLY BY THE CURRENT METER VARIATION, THE OPERATING
CURRENT VALUE OF THE FAN IS ACHIEVED.




LIAOYANG THERMAL PLANT TEST DATA ON QMI PRODUCTS

EQUIP NAME: COAL GRINDING MACHINE EQUIP NO.: 16#2 LUB. POSITION: BEARINGS/SPEED REDUCTION GEARS

QMI AMT.: 18.92LTR.(20Q) ADDED TIME: 7:40PM 05/14/97

EQUIP SERIAL NO.:.DTM320/570 VOTAGE: 6KV CURRENT: 91A POWER: 800KW METAL BALL AMT.: COAL PROCESSING AMT.:

PROJECT CURRENT VALUE(A)(MEASUREMENTX30) TESTING TEMPRETURE °C
TIME/DATE MATHY RMP: FRT. BEARING REAR BEARINGS ENVIRONMT. REMAKRKS
500 RMP: 500 RMP: 500
05/12 6:00PM 52.5(1.75) 25.798 26.850 25 W/NO QMI
05/13 4:10PM 50.7(1.69) 25.154 26.056 22 W/NO QMI
05/14 6:25PM 49.2(1.64) 25.438 26.185 21 W/NO QMI
05/16 5:00PM 48.9(1.63) 24.974 25.489 21 W/QMI
05/17 4:10PM 51.6(1.72) 25.798 25.695 22 W/QMI
05/19 9:30AM 49.5(1.65) 24.767 25.257 20 W/QMI
05/20 10:30AM | 48.9(1.63) 23.015 23.376 20 W/QMI
05/21 9:20AM 48.0(1.60) 24.587 24.845 21 W/QMI

TEST PROCEDURE: THE GRINDING MACHINE RMP IS ADJUSTED TO THE PROPER SPEED, WAITING FOR 10 MINUTES, THE POWER FACTOR
METER (FLUKE 41B POWER HARMONICE ANALYZER) IS USED TO CLAMP ON THE OPERATION CURRENT WIRE OF THE GRINDING

MACHINE. THE CURRENT(AVG) IS READ FROM THE RECORD DISPLAY WHEN CURRENT(A) SWITCH IS IN GEAR THEN, MULTIPLY BY THE
CURRENT METER VARIATION, THE OPERATING CURRENT VALUE OF THE GRINDING MACHINE IS ACHIEVED.




TEST DATA OF OMI PRODUCTS ON THE DUST-WIPING
WORKSHOP EQUIPMENT OF GAOJING POWER PLANT

Gaojing Power Plant is a 600,000kw mid-sized coal power plant, whose equipment is
with the problem of high energy consumption and high maintenance. During April and
May, 1997, the plant, together with QMI’s Distributor in China made the test use of QMI
treatment on its 230kw Grade 2 Piston Compressor in the Dust-Wiping Workshop in the
Dust-Wiping Workshop. This compressor was in the smooth working condition since it
was just in between the overhaul maintenance period. Before QMI Compressor
Treatment was added, the compressor was tested for 3 days for the original data: w/o
Load current AVG is 39.57A, w/full load current AVG is 45.57. After running for 72
hours with QMI, the compressor reduced its w/load current by 1.17A and the w/o load
current by 1.07A. Up to 94 hours, the wo/o current by 1.37A and the w/load by 1.87A; up
to 120 hours, the w/o load by 1.87A and the w/load by 3.07A(these figures remained
stable for the later-on tests). The average reduction of the current is 2.47A:

2.47x 1.732 x PF 0.8 x 3000V = 10.2676kwh

The test result shows clearly that with QMI, this compressor saves the power for
10.267kwh per hour, 246.4kwh per day and 89936kwh per year. The temperature change
is not as obvious as in other cases in the data since the temperature originates from the air
compressing of the compressing cabinet, where there is not much friction.

This test is carried out by Gaojing Plant and QMI Rep. in China in May 1997.

QMI COMPRESSOR TREATMENT TESTING DATA

EQUIP. NAME: GRADE 2 PISTON STYLE COMPRESSOR EQUIP. NO:. 7#
AIR QTY: 40CBM/M RPM 600/M SHAFT POWER: 210KW
OUTPUT PRESSURE: 8KG/SQUARE METER

MOTOR NO.: JS148-10 230KW 3000V 59A 500/M PF 0.82

QMI AMT.: 3.5 LTR. ADD TIME: 11:30AM 04/30/97
L H H intake L enviro lub. lub. w/old.
presr.  presr.  presr. air presr.  temp. oil oil current
water  water  open temp.  openg temp  presr
temp.  temp. g.tem

p temp



Corme Play Products Co.

(Missouri Division)
Toy Manufacturing
PO.
Plant Mansger Maerahfield, Hg :;{:IIG*
(417) 468- 6841
Fex (417) 468-6048

December 03, 1996

Eight weeks ago QMI Gear Treatment was applied to the gearbox

units of four plastics molding machines and performance improvements
wvere carefully measured. The results were as follows:

Machine: UNILOY Blowmolder model 5835, 4 head
Power: 480V 3 phase AC variable-speed 75hp extruder
Product: +toy bowling pins

Motor RPM and Volts: 78.4% (1331 rpm) at 254 volts

Power Consumption: reduced 4.5 amps from 43.6 to 35.1
Amount of Gear Treatment: 1 gallon

Electric Savings: 3.4kv = $13.20/120hr weekly
Payback (just in electricity): 5 weesks

Machine: PRODUCTO Blowmolder 2 head

Power: 480V 3 phase AC varlable-gpeed 75hp extruder
Product: toy bowling balls, toy cauldrona

Motor RPM and Volts: 1440 rpm at 371 wvolts

Power Consumption: reduced 4.6 amps from 44.9 to 40.3
Amount of Gear Treatment: 5 quarts

Electric Bavings: 5.1kw = $23.20/120hr weakly

Payback (just in electricity): less than 4 weeks



Come Play Products Co.
(Missouri Division)
Toy Manufacturing

Kermit D. Barr
Plant Manager Murahfield, MO. 68705

P.O. Box [,

(417) 4586841
Fux (417) 468-6848

Machine: HARTIG Blowmolder 2 head 8lb acoumulator

FPower: 480V 3 phase AC variable-speed T5hp extruder
Product: +toy piggy banks
Motor RPM and Volts: 730 rpm at 194 volts

Power Consumption: reduced 5.4 amps from 51.1 to 45.7
Amount of Gear Treatment: 1 gallon

Electric Bavings: 1.04kw = 54.73/120hr weakly
Payback (just in electricity): less than 15 weeks

Machine: IHPCCO Injection molder model MAT00-125
Power: AC fixed speed &0hp

Product: toy shopping carts

Motor RPM and Volts: 1150 at 480 volts

Current Consumption: reduced 3.5 amps from B7.5 to B4.0
Power Consumption: reduced S5040vatts during extruder f£ill --

{(one-third of each cycle = 40.320kwh/day = $1.82 per day)
Amount of Gear Treatment: 1 gquart

Electric Bavings: $9.10/120hr weekly
Payback [just in electricity): less than 2 weeks

These figures do not consider the lncreased life of the gears,

motors, and drive components; nor their reduced operating temper-

atures.

We expect to see less frequent service requirements and

longer machine life based on increased protection from frictional

. Sy
Hobdsg P



LYKES BROS. RANCH DIVISION
TWE FORD TRACTOR
Boller lofe. Dise. Last
Before After Test
Cutside Air Temp.= B5® 5" 94"
/ gydraulic 0Ll Temp.= 157% 125* 13g= =27°
/Engine 0il Temp,.= 178* 171 153+ =16°
“power Steering 01l Temp.= 166* 157" 123° _*_j_':‘;:
Fan hir Temp.= 120° 114° 121" EE‘..,M'-
HEM= B00-850 950-1000 350-1000
Fuel Consumption Gal. Far Hour d.73GFH = 3.45GFH

27° pearsase in fuel consumption. %500 less cost of treatmant savings per
1000 hra. of usa at 75¢ Gal. Diesal.

FrmEent:
Chip Lewis = Farmeo USA
Terry Marone = Lykes
Dale Willis = [MI

CMI

Bhana Willis




Cameron & Barkley Company

Industrial, Electrical, &Elractrnnll: Supplies
904 5. 20th 5t. Box 99
Tampa, FL 33601

(813) 248-6211 cam Bar

Agyil 22, 1998

Air Tool Torque and RPM Test - QMI Air Tool Treatment
- Air 100l brought to repair shop by customer, with low torque and RPMs.

Test Results:
Before QMI Air Tool Treatment After QM| Air Tool Treatment
Torque 175 ft.Abs. 345 f1.Nbs
RPMs 2 437 APMs 4,084 RPMs

Air Toel: Ingersoll-Rand 1/2 Inch Impact Wrench

Tast Equiprmant:
Torgue: Skidmore Witham Model J Torque Tester
APMs: Herman Stitcht 1881 Digital Tachometer

Air Pressure:;
80 PS5 {at air tool, as recommanded by manufacturer)

Test Procedure:
1. Record “Before QMI Air Tool Treatment” torque and RPM readings.
2. Apply approximately 3 - 4 ml QMI Air Tool Treatment through air inlet
while operating air tool for approximately 2 - 3 minutas.
3. Record "After QM| Air Tool Treatment” torgue and RPM readings.

Test conducted by:

Dfooict Bl

Johnny Banks - Air Tool Technician



QMI / Ever-Wear Fuel System Cleaner
“Before™ and “after” exhaust emiszions test by South Korea's
Mational Institute of Environmental Research (NIER).

Reduced %: CO - 59.9%, HC - 38.1%, NOx - 33.4%

(W= A7TEM4]
" S
L1
AAAE) GASAAA FAA | reassio
“IEEE (F)7 o0 T N e R
d B Hegd Al AESHE | 118-81-01371
2 alMg AT SANE 06| A HWE | 02-830-6600
Az A R Azx= ¢ =
24 94 2001, 4 Ndw | seedand
Ned9d] % £ A (98D AeEIA | % 7 2 Q)
ARMY | a4 WE 5 AsAs freed dArEd
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2 Wgsta FAEY : A

L & 8d AT | Toxic Particles Test Results |
Y FHE | C| Cu Cr N1 in Fe Min Al
ANEEE
(mg/¢) ND |09 | ND |0001 | ND | 0034 | ND 0.078
2 H]*J”l':‘". g*‘]‘iﬂ' | Emisslons Gas Test Resualts |
AR HClg/km) | NOx{g/lcm) | PMig/lam) | (%)
Before |3 713 1.72 0.21 0.32 - =
Aner |37} 0.69 013 0.21 - -
Reduced % |5 - 7} 9% | 59.9% $ 381 1344 = -

® HAME AEa ZF : et (QAEE ¢ 1997'd) | Test vehicke: Duewoo, 1997 |

AWA FaAEGA : 75120km, AUFE FAFGA : 75548km
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| Volume sdded per Hier |
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