ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

PAINT PERFORMANCE, WATER BASE, AUTODEPOSITED, ESB-M2P133-4
NON-VISIBLE AUTO PARTS

1. SCOPE

This specification defines performance requirements for a polyvinylidene
chloride autodeposited finish for non-visible body parts. :

2. APPLICATION

This specification was released originally for an autodeposited finish
generally used on body and chassis parts, such as seat tracks, seat
frames, leaf springs, axle components and head lamp mounts.

3. 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 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material 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.

3.3 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.

3.4, Substrate

Cold rolled or hot rolled steel which is subsequently cleaned and
water rinsed prior to the application of the autodeposited

coating.
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ENGINEERING MATERIAL SPECIFICATION

3.5. Appearance

ESB-M2P133-A

3.5.1 Color
(FLTM BI 109-01)

Shall match master panel approved by Styling.
3.5.2 Gloss

Shall be within limits specified on engineering drawings

3.6 Film Properties

The specimen under test shall be equivalent to current production
materials and processing and conformed to material specification
ESB-M64J27-A1 for test specimen preparation.

3.6.1 Film Thickness, micrometre 20 - 30
(FLTM BI 117-01)

3.6.2 Initial Hardness, min 4 H

Shall be sufficiently cured at time of packing to
withstand normal handling and shipping without marring.

Pencil hardness shall be 4 H min.

3.6.3 Adhesion Grade 0
(FLTM BI 106-01, Part B)

No flaking or chipping
No paint removal

3.6.4 VWater Immersion 24 h
(FLTM BI 104-01)

Scribe "X" through film to substrate immediately after
removal from water for adhesion test.

No blistering, dulling or color change. No removal of
paint from any scribe line with 3M #898-2 tape.

3.6.5 Mar & Scratch Resistance 100 cycles
(FLIM BN 108-04)

Shall withstand normal handling and shipping.

No wear through of coating to expose substrate using scuff
head "A" with a 0.9 kg load after 100 cycles.
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