ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

SEALING REQUIREMENTS, ADHESIVE, SEALING ACRYLIC ESB-M11P52-A
LENSES TO ABS LAMP BODIES, SERVICEABLE

SCOPE

This specification defines the adhesion and sealing requirements for a
serviceable adhesive or serviceable adhesive system suitable for

bonding/sealing acrylic to ABS rear lamp assemblies in conjunction with
mechanical fasteners.

APPLICATION

This specification was released originally for materials used to
seal/bond WSB-M4D687-A acrylic lens to ESF-M4D236-B ABS body in
construction of rear lamp assemblies with mechanical fasteners. This
material will provide a water tight seal and also be serviceable.

REQUIREMENTS

3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard Q-101. A mutually acceptable Control Plan as described
therein is required for material/source approval. Appropriate
statistical tools must be used to analyze process/product data so
that variation in the final product is continuously reduced.

3.2 INFRARED SPECTROPHOTOMETRY AND/OR THERMAL ANALYSIS

Ford Motor Company, at its option, may conduct infrared and/or
thermal analysis of material/parts supplied to this specification.
The IR spectra and thermograms established for initial approval
shall constitute the reference standard and shall be kept on file
at the designated material laboratory. All samples shall produce
IR spectra and thermograms that correspond to the reference
standard when tested under the same conditions.

3.3 CONDITIONING AND TEST CONDITIONS

All tvest values indicated herein are based on materials conditioned
in a controlled atmosphere of 23 +/- 2 C and 50 +/- 5 % relative
humidity for not less than 24 h prior to testing and tested under
the same conditions unless otherwise specified.
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ESB-M11P52-A

3.4  ADHESION STRENGTH - TONGUE AND GROOVE

3.4.1 Normal
(Condition for 30 minutes at
specified temperature prior to test)

Test at 23 +/- 2 C 100 - 450 N
Test at - 29 +/- 2 C, min 300 N
3.4.2 Environmental Aging
(Condition for 24 h at

23 +/- 2 C after exposure,
then test at 23 +/- 2 C)

14 days heat age at 88 +/- 2 C 100 - 450 N
14 days humidity at 38 +/- 2 C 100 - 450 N
and 95 - 100 & RH

14 days water immersion at 100 - 450 N
32 +/-2¢C

500 h salt spray described per 100 - 450 N
(ASTM B 117)

500 h ultraviolet light exposure 100 - 450 N
8 thermal cycles: 100 - 450 N

4 h at 88 +/- 2 C, 4 h at

- 29 +/- 2 C, 16 h humidity

(38 +/- 2 C and 95 - 100 % RH.
Samples shall remain in humidity
if delays in testing occur)

Test Method:

The tongue and groove plaques shall consist of materials
identified in para 5.1 and must be molded by an approved source
as recommended by Body and Chassis Engineering.

Clean the surfaces to be bonded with a hot, socapy water
solution. The soap shall be free-rinsing, similar to that used
for glassware. After cleaning, the plaques are blow dry and
aged at 23 +/- 2 C for 24 h to insure dryness.

Dispense an adequate amount of adhesive into the groove plaque.
After the appropriate open time for the adhesive being tested,
the tongue is inserted into the adhesive filled groove. Remove
any excess adhesive. Maintain proper alignment of the
assemblies during cure.
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