@ ENGINEERING MATERIAL SPECIFICATION

Material Name : Specification Number

CLEAR TOPCOAT, ABRASION RESISTANT, ESB-M16J8-A
TRANSPARENT PLASTIC PARTS

1. SCOPE

The material defined by this specification is a clear UV stabilized resin
solution.

2. APPLICATION

This specification was released originally to describe the typical
properties necessary for a clear protective coacing for a polycarbonace
headlamp lens. However, in order to manufacture a particular lens or
other part(s) additional requirements for the coating will be listed on
Engineering Drawings. These requirements must be met before any coating
is approved to this specification. Refer to para 5 for a partial list of

the tirles of the known documents and specifications.
3. REQUIREMENTS
3.1  STATISTICAL PROCESS

Suppliars must conform to tha requirements of Ford Quality System
Standard Q-101. A mutually accepcable Control Plan as described
therein is rsquired for material/sourcs approval. Appropriace
statiseical tools must be used to analyze process/product data so
that variation in the final product is comcinuously reduced.

3.2 COMPOSITION
3.2.1 Vehicle
Organic resins with a UV absorber blended in appropriace
marmer to meet all the requirements of this specification.
Minor amounts of modifiers and/or plasticizers are allowed.

3.2.2 Specific Composition

The supplier will furnish the specific composition of the
formulacion upon requast,

3.3  PHYSICAL PROPERTIES

3.3.1 Viscosicy, Package 16 - 21 s
(FLTM 11-1)
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3.3.2 Non-Volatile, min 65
(FLTM BI 2-1)

3.3.3 Volatile Organic Compounds - 0.40 kg/L, max
Allowable Content at Application
Viscosicy

(ASTM D 2369, Procedure B)
3.4 PREPARATION OF TEST PANELS
Prepare according to the following procedure:
3.4.1 Panels

Unless otherwisa specified, thammoplasctic or thermosetting
plascic wmaterials, 2.5 - 4.0 mm thick of any convenientc
size, representative of production macerial. The panels
shall be cleaned by an acceptable commercial process Cto
ramove mold releasg agents, fingerprincs, oils, dire,
moiscure and any other surface contamination prior to
coating.

3.4.2 Primer (If Required)

Apply sufficient primer to achieve 8 - 18 micrometre dry
film thickness. Cure primar per manufacturer's
reccamendacion.

Film Thickness: FLIM BI 17-1, usa Fischerscope MULTI 630
or equivalent.

Procedure: Substituts a steel panel for the thermoplastic
panel, (para 3.4.1), apply primer and cure per
manufacturer's recommendation. Measure film thickness on
the steel panel.

3.4.3 Clear Topecocat

Apply sufficient clearcocat to achieve 25 - 38 micrometTe
dry film thickness. Curs clear topcoat per manufacturer's
racommendation.

Film Thickness: FLIM BI 17-1, use Fischerscope MULTI 650
or egquivalenc. -

Procsdure: Substitute a steel panel for the thermoplascic
panel, (para 3.4.1), apply primer and cure per
panufacturer’'s racommendation. Measurs film thickness on
the stsel panel.
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3.5 APPEARANCE

3.5.1 Color, max Clear, Yellowmes$
(ASTM D 1925) Index, YI 3.00

3.5.2 Gloss
(FLTM BI 110-1, 60 deg Glossmeter)

Not more than a 10 % decrease in gloss relative to the
uncoated plastic,

3.5.3 Claricy
(ASTM D 1003)

Haze may not increase by more than 0.5 % from che
uncoated plascic.

Luminous transmittance may not decrease by more than
0.5 & from the uncoated clear plascic.

3.5.4 Ganeral

The coating when cured shall be a presentable serviceable
film showing mo craters, pinholes, seediness or abmormal

roughness.
3.6 FILM PROPERTIES

3.6.1 Film Hardness

Shall be sufficiently hard at time of packing to wicthscand
normal handling.

3.6.2 Adhesion
(FLIM BI 106-1)

No more thar 1 % loss of adhesion.

3.6.3 Abrasion Rasistance, max 7 & increase in haze
(FLTM BN 8-2, Taber Abradar,
CS-10 wheel, 500 g load, 300 cycles)

3.6.6 Watsr Resistance, min 240 h
(FLIM BI 4-1)

Test Method: Immersa the panels for 240 h in distilled or
daionizad water maintained ac 32 +/- 1 C. Remove parts
from the watar and immadiataly scribe an X through che
enamel to the substrate. Dry the scribed area with a paper
towel, cloth or air pressurs and immediacely apply, with
firm thumb praessurs, a min of 13 cm2 of ESF-M3G48 cape.
Remove the tape by pulling one end at 90 deg angle at a
moderate speed.
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