@2 Engincering Material Specification

Material Name

Specification Number

ADHESION REQUIREMENTS - PRESSURE SENSITIVE ADHESIVE ESB-M11P25-A
FOR HOOK AND PILE FASTENERS

1. SCOPE

This specification defines the performance of a pressure sensitive adhesive applied to woven or
molded nylon tape fasteners.

2. APPLICATION

The adhesive bonded hook and pile fastener tape was originally released to attach the panel
assembly - package tray to the painted upper back panel sheet metal.

Compliance with the performance requirements of this specification does not guarantee
adhesive bonded hook and/or pile fasteners will function for all applications within the vehicle.

The specifie substrates, environments, and load eonditions must be considered when evaluating
each design concept.

3. REQUIREMENTS

3.1 CONDITIONING

All test values indic%ted herein are based on material conditioned in a controlled
atmosphere of 23 + 2°C and 50 *+ 5% relative humidity for 24 h prior to testing, and
tested under the same controlled conditions.

3.2 INFRARED SPECTROPHOTOMETR Y

Ford Motor Company, at its option, may conduct infrared analysis of material/parts
supplied to this specification. The spectra established for initial approval shall
constitute the reference standard, and shall be kept on file at Ford. All samples shall

produce spectographs that correspond to the reference standard when tested under the
same conditions as those specified on the master spectra.

3.3 PEEL ADHESION, min. N/mm

The minimum adhesion values indicated shall be obtained when test specimens are
bonded to the substrates indicated in para. 5.2, and exposed to the following

environments:
A
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Engineering Material Specification

ESB-M11P25-A
CRS - ABS CRS -
Painted M-4D236-A Clean
3.3.1 Normal Adhesign
(72 h at 23  2°C)
ESB-M7H4-5-A 1.4 1.4 1.4
ESF-M4D314-A 1.8 1.8 1.8
3.3.2  14days at 83 +1°C
ESB-M7H4-5-A 1.4 1.4 1.4
ESF-M4D314-A 1.8 1.8 1.8
3.3.3 14 days at 38 + 1°C
and 95 - 100% R.H.
ESB-M7H4-5-A 5 .5 5
ESF-M4D314-A 5 .5 .5
3.3.4 Thermal Cycle (10 times)
ESB-MT7H4-5-A 1.4 1.4 1.4
ESF-M4D314-A 1.8 1.8 1.8

One Thermal Cycle Equals:

Test Method: Prepare five samples per exposure.

4hat83 1 C
4hat-29 1 C
16 h at 38 + 1°C and 95 - 100% R.H.
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Test per ASTM D1000

Wipe painted and plastic substrates with a lint free rag; wipe plain CRS

panels with isopropyl aleohol.

After completing exposure test specimens shall be conditioned at 23 #
1°C for a minimum of 1 h and a maximum of 3 h prior to testing on a
tensile machine at a jaw separation rate of 300 mm/min. Recommended

speed for data recording chart - 125 mm/min.

Prior to conducting 180° peel tests, apply masking tape to the hook or
pile side of the non-bonded end of the tape. This prevents the hook or
pile surfaces from contacting during the peel procedure, which may

result in erratic test values.
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