ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number
PAINT PERFORMANCE, ELASTOMERIC, EXTERIOR ESB-M2P166-A

1. SCOPE
This specification defines the performance requirements for painted body
side moldings with adhesives for bonding to automotive exterior surfaces.

2. APPLICATION

This specification was released originally for body side moldings
fabricated from thermosetting and thermoplastic flexible materials.

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 BONDING SURFACE

When these moldings are to be used on surfaces other than exterior
grade enameled steel, such as glass, aluminum, stainless steel or

on other coated surfaces, the moldings shall be evaluated on that
surface.

3.4 SYSTEM COMPONENTS
3.4.1 Substrate

Shall be specified on the engineering drawing.

3.4.2  Substrate Preparation

The surface to be painted shall be cleaned by a power wash
system or an acceptable commercial process to remove mold
release agents, fingerprints, oils, dirt and any other
detrimental surface contamination.

Date Release No. Release/Revision
1992 06 02 |NBOOE10043064084| Revised 3.4.3, 3.6.5, 3.6.6 D.M. Keller
1991 04 10 [NBOOI10043054073] Released GAM D.M. Keller MP
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ENGINEERING MATERIAL SPECIFICATION

Addition of surface enhancements that modify surface
tension, surface resistivity or chemical reaction(s) that
change surface chemistry shall be specified on the
engineering drawing.

ESB-M2P166-A

3.4.3 Film Thickness As specified in applicable paint
Material Specification

3.4.4 Production Paint

All repaired areas must meet the FILM PROPERTIES and
RESISTANCE PROPERTIES of para 3.5 and 3.6.

All repair materials and processes used must be approved by
the affected product engineering office.

3.5 FILM PROPERTIES

The testing is to be conducted on parts prepared with the complete
paint system released for the part and applied under production

conditions. When it is not feasible to test the actual part
because of its size or shape, either a similar part or laboratory
panels may be substituted. Test panels shall be processed

concurrently with parts and shall be representative of the parts
with respect to substrate, surface finish, all paint coatings and
respective cure or dry times.

3.5.1 Color and Gloss
(FLTM BI 109-01 and BI 110-01)

Shall match the approved master sample or the initial
sample approved by the Design Center.

3.5.2 Adhesion
(FLTM BI 106-01)

No more flaking than Fig 1 (less than 5 %).

3.5.3  Flexibility at 23 +/- 2 C No cracking when bent over
appropriate mandrel.

SUBSTRATE FLEXURAL MODULUS

ASTM D 790 METHOD 1 /B MANDREL DIAMETER
350 MPa 13 mm
550 MPa 25 mm
790 MPa 50 mm
1000 MPa , 100 mm
above 1250 MPa no requirement
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ENGINEERING MATERIAL SPECIFICATION

3.5.4  Cold Flexibility at - 20 +/-1¢C

ESB-M2P166-A

No cracking when bent over the mandrel listed below.

Test Method: Condition the test specimen, 13 x 150 mm
minimum size, the appropriate sized supported mandrel and a
pair of gloves for a minimum of 4 h at - 20 C. At the end
of the conditioning period, open the freezer, put on the
gloves, grasp the sample firmly at each end and bend 180
deg around the mandrel (finish side out) as quickly as

possible,
MANDREL DIAMETER

SUBSTRATE FLEXURAL MODULUS NON-CLEAR BASE/CLEAR
ASTM D 790 METHOD 1 /B COAT COAT

350 MPa 13 mm 25 mm

550 MPa 25 mm 50 mm

790 MPa 50 mm 75 mm

1000 MPa 100 mm 100 mm

3.5.5 Initial Hafdness

Shall be sufficiently cured at time of packing to withstand
normal handling and shipping without damage. Any tackiness
or printing resulting from hard pressure with the flat
thumb shall be cause for rejection.

3.5.6 General

The system shall dry/bake to a presentable, serviceable
film, showing no craters, pinholes, seediness or abnormal
roughness. It shall have good resistance to cleaning and
polishing procedures recommended in the owners manual.

3.6 RESISTANCE PROPERTIES AND ADHESION PROPERTIES

3.6.1 Water Resistance, min ' 240 h
(FLIM BI 104-01)

The following conditions shall be the basis for rejection.
Removal of paint beyond 1.6 mm from any scribe line.
Any evidence of blistering or dulling of the coating.

3.6.2 Thermal Shock Resistance
(FLTM BI 107-05)

Shall exhibit no blistering or loss of adhesion when
subjected to the following cycles:

4 h water immersion at 32 +/- 1 C.

4 h minimum exposure at - 29 C.

WP 3948-~b Page 3 of ¢
009160 0015991 592 W
- - - , . Documents
Copyright by the Ford Motor Company Document Sharing Hub

Fri Aug 26 14:26:16 2016
Full document details: FORD ESB-M2P166-A 1992


http://www.avadocuments.com/doc/ford-esb-m2p166-a-1992
http://www.avadocuments.com/doc/ford-esb-m2p166-a-1992

