@ Engineering Material Specification

Material Name . Specification Number

PAINT PERFORMANCE, MOLDED-IN COATING FOR HIGH VISIBILITY ESB-M2P124-A1
FRP PARTS, EXTERIOR

PAINT PERFORMANCE, MOLDED-IN COATING FOR HIGH VISIBILITY ESB-M2P124-A2
FRP PARTS, ELECTROCOAT EXPOSURE - EXTERIOR

1. SCOPE

These specifications define the performance requirements of molded-in primer surfacer
coatings on highly visible FRP plastie parts painted with primer(s) and enamel. Parts which
are not processed through electrocoat facilities are identified by the suffix Al. Parts which
are processed through electrocoat facilities are identified by the suffix A2.

2. APPLICATION

These specifications were released originally for highly visible exterior FRP parts such as
liftgates, hoods, and front end panels processed with a molded-in surfacer coating.

3. REQUIREMENTS

3.1 SYSTEM COMPONENTS
3.1.1 Substrate
Compression molded fiberglass reinforced polyester.
3.1.2 Molded-in Coating

Refer to para 3.2.5 for minimum film thickness.

3.1.3 Molded-in Coating Preparation

Any approved commercial method may be utilized to clean the molded-in

coating of all traces of dirt, fingerprints, mold release agents, oil, ete.
prior to painting. ’

3.1.4 Primer(s)
Baked primer(s), dry film thickness as in para 3.2.5.
3.1.5 Color Coat

Baked acrylic enamel, dry film thickness as in para 3.2.5. '
3.1.8 Repair

All repaired areas must meet the durability properties as outlined in para
3.3.

3.1.6.1 Molded-in Coating

All materials and processes used to repair the molded-in
coating must be approved by the affected product engineering

office.
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3.1.6.2 Primer Repair

Any part supplier primer repair, sanded to the molded-in
coating requires a 0.0007 in (18 pym) dry film thickness coat
of the current production approved repair primer.

3.1.6.3 Assembly Plant Repair

Any paint repair, sanded down to molded-in coating may be
(not mandatory) given a covering flash coat of the current
production approved flash primer as specified in ESB-M2P4.

3.2 FILM PROPERTIES
3.2.1 Color
3.2.1.1 Molded-in Coating Grey or Black

3.2.1.2 Color Coat
(FLTM BI 9-1)

Shall match master color panel approved by Styling.

3.2.2 Color Coat Gloss
(FLTM BI 10-1)

See latest revision of the ESB-M2P4 paint performance specification for
min gloss values. The pertinent suffix level of ESB-M2P4 is determined by
the primer-topcoat system used by the affected assembly plant.

3.2.3 Distinetness of Image
(FLTM BI 10-3)

The painted part when designated as having an "A" gloss level, shall have a
distinetness of image value as required by the pertinent suffix level of the
latest revision of ESB-M2P4, determined by the primer-topcoat system
used by the affected assembly plant.

Note: Applicable only to parts having a surface geometry sufficient to
conduct FLTM BI 10-3.

3.2.4 Initial Hardness

3.2.4.1 Molded Coating Hardness F-3H
(ASTM D 3363, use Eagle
Turquoise T-2375 pencils
or equivalent)

3.2.4.2 Primer and Topcoat Hardness

Shall be sufficiently cured at time of packing to withstand
normal handling and shipping without damage. Little or no
evidence of color transfer, softening, or dulling when tested

: as follows:
1082 11 19 L/

Page 2_ of _§_

Eno Res 3948-b ,5[2)%

June 77

- B 9009160 0015802 336 M Documents

Copyright by the Ford Motor Company

Fri Aug 26 142554 2016
Full document details: FORD ESB-M2P124-A11982


http://www.avadocuments.com/doc/ford-esb-m2p124-a1-1982
http://www.avadocuments.com/doc/ford-esb-m2p124-a1-1982

