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ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

PAINT PERFORMANCE - NON-VISIBLE CORROSION RESISTANT, ESB-M2P120-A
EPOXY POWDER COATINGS

1. SCOPE
This specification defines the performance requirements for thermosetting epoxy powder coatings
as applied to unprimed steel. The powder coating shall provide excellent corrosion resistance
propetties for non-visible applications.

2. APPLICATION
This specification was released originally as a coating specified for bumper attachment and
reinforcement components as an isolation coating between the steel components and aluminum
bumpers.

3. REQUIREMENTS
Material specification requirements are to be used for initial qualification of materials.

3.1 QUALITY SYSTEM REQUIREMENTS

Material suppliers and part producers must conform to the Company's Quality System
Requirements.

3.2 SYSTEM COMPONENTS
3.2.1 Substrates
CRLC, HRLC, HSLA steels.
3.2.2 Metal Preparation

Zinc phosphate coating per ESB-M3P1 or iron phosphate coating per
ESB-M3P2.

3.2.3 Powder Coating
(Ref. para 5.1)

A fully cured single coating of thermosetting epoxy powder coating
characteristic of the properties described in para 3.2 and 3.3.
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FILM PROPERTIES

3.3.1

3.3.2

3.3.3

Color
(Unless specified otherwise)

Dry Film Thickness, min
(FLTM BI 17-1)

Adhesion
(FLTM BI 6-1)

RESISTANCE PROPERTIES

3.4.1

3.4.2

Chip Resistance, max
(SAE J 400, 1 pt. (0.5L)
of gravel)

Salt Spray Resistance, min
(FLTM BI 3-1)

Black
0.003 in
(76.2 micrometre)

No flaking or chipping
(Grade 0)

4B

240 h

All parts shall be scribed prior to testing. Failure shall be defined as follows:

Rust, corrosion creepage, or loss of adhesion more than 1/8 in (3.2 mm)
from the scribe line, near the edges or around holes.

Blistering or rust spots in any areas.

FINISHED PARTS

3.5.1

3.5.2

3.5.3

This specification applies to finished parts which are defined as parts painted
with the complete system including phosphate coating and powder coating as

described in para 3.1.

When it is not feasible to test the actual part because of its size, laboratory
panels may be substituted. Test panels shall be processed concurrently with
parts and shall be representative of parts with respect to substrate, phosphate
coating, powder coating thickness and bake and all other operations.

All parts shall be aged 16 h at 43 °C or 72 h above 23 +/- 2 °C before testing

for resistance properties.
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