ENGINZERING MATERIAL SPECIFICATION

Material Name Specificaticn Nurper

PAINT PERFORMANCE, AUTOMOTIVE SHEET METAL-LOW VISIBILITY ESB-M2P129-3
1. 'SCOPE
This specification was released originally to define the painzabilicy

requirements for sheet metal used on unexvosed and low visipilicy
extarior automeotive body parts.

2. APPLICATION

This specification defines the paintability requirsmencs for the both
sides of the following types of sheet metal:
Uncoated ecold rolled and HSLA sceel

One and two sided zinc and zinc alloy coated sceel
Aluminum sheet

3.  REQUIREMENTS

3.1  STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Qualicy Syscenm
Standard Q-101. A mutually acceptable Control Plan as cdascribed
therein is required for material/source approval. Appropriaca
sctacistical tools must be used to analyze process/produéi caza so
that variation in the final product is continuously raducad.

3.2 SURFACE APPTARANCE

3.2.1 The uncoated and coated surfaces shall be free fron rusc,
staining, or discoloration of any kind.

3.3  SURFACE CLEANLINESS

3.3.1  The uncoated and coated surfaces shall not have any drawing
oils, lubricants, -or rust preventative materials aspliec
which are not approved by che B&a - Quality Control QZfice

3.3.2  Carbonaceous Material. 7 mg/=z2
Co FLTM BZ 2-3, Mechod "aA"
(requirad for uncoated crs surfaces only)

The sampling frequency for the above raquirsment shall be
determined by the B&\ Quality Concrol Office. Tes: samples
for zll evaluations shall be taken as incdicated in

Illuscration A.
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3.4 PAINTABILITY

This paragraph defines che iequirémencs for the paintabilicy ctescts
which are required for initial approval or requalificazion purposes
ounly. : :

The requirements in this paragraph can be performed by the sources
listed in para. 5.3 as d service to those without the required
preparation or testing facilities.

3.4.1 Panel Preparation o
' (Refer to Para. 5.1 for material references)

3.4.1.1 Zinc Phosphate Coating

Zinc phosphate to a coating weight of 1.6-3.2
g/m2 using a Ford approved zinc phosphats system
for auromotive assembly plants.

3.4.1.2 High Build Electrococat (HBEC) Primer/Enamel
" System- -

Panels which have been phosphate coacted per
3.3.1.1 shall be primed using the currencly
released High Build Cathodic Elecctrocoat Primer
to a film thickness of 30 micromecre. The panels
shall be cured for 10 minutes at 182 +/- 2 C
metal temperature or as recommended by the
supplier.

Panels which have been primed per above shall be
top coated with white enamel using che currtencly
released High Solids Enamel to a film thickness
of 42 +/- &4 micromecre. The panels shall be
cured for 17 minutes at 129 +/- 2 C ambient or as
recommended by the supplier.

Suitable laboratory test panels shall be processad
concurrently as controls (Reference Para. 5.2). Panels
shall be aged 72 h ac 23 +/- 2 C or 16 h ac 45 +/- 2 C
before testing. ’
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