&2 Engineering Material Specification

Material Name ’ Specification Number

PAINT QUALITY, DECORATIVE FINISH FOR BRIGHT A ESB-M2P69-C
METAL PARTS - EXTERIOR

1. SCOPE

This specification defines the paint performance requirements for partially painted
exterior perts made from.chromium plated die castings, chromium plated steel or
plastie, ehromium flashed stainless steel, anodized aluminum &and stainless steel,
including hub ceps, wheel covers, grilles, back panels, moldings and large appliques.

2. APPLICATION

This specification was released originally for performance requirements for partially
painted exterior bright metal parts employing air dry or beking enamel, and for fully
painted saluminum (not anodized) surfaces where & single coat of baked enamel is

satisfactory.
3. REQUIREMENTS
3.1 METAL PREPARATION

3.1.1 Partially Painted Anodized Aluminum, Chromium Plate, or Stainless Steel
Surfaces

Adequate preparation per process C-250E, or equivalent performing
process when specifically so approved by the using Ford Menufacturing
Division.

3.1.2 Fully Painted Aluminum
Bare aluminum (not anodized) shall be oxide coated per ESB-M6P2.

3.2 PRIMER FOR CHROMIUM SURFACES

The use of ESA-M6J73 primer is optional if necessary to obtain the required
adhesion. The primer film thickness requirement is 13 - 19 um,

3.3  ENAMEL

Shall consist of a single coat of air dry or baked enamel. Prior to use of an
enamel, the manufacturer of the enamel shall obtain approval for the specific
color and gloss in question from the appropriate product engineering office.
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3.4  FILM PROPERTIES

3.4.1

3.4.2

3.4.3

3.4.4

Color and Gloss
(FLTM BI 9-1 and BI 10-1)

Paint shall match master sample approved by Styling or initial samples
submitted on Form 292-A and approved by Quality Control for color
match and gloss.

Initial Hardness

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

Film Thickness, min Paint only
(FLTM BI 17-1)

. Frontal, perpendicular surfaces (high 25 um
visible) of radiator grilles and all
surfaces of all other parts.

. Side, recessed and rear surfaces of 13 um
grilles and mirror shells.

Curing-Painted Chromium Plated Plastic

The painted parts shall be conditioned according to one of the
following cure schedules before testing durability properties under para
3'5.

. 30 min at 71 + 3°C
. 16 h at 43 t 3°C
. 72 h at 21°C min

3.5 DURABILITY PROPERTIES

3.5.1

1984 09 o7
e 3948-b
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Water Resistance, min 2 h

Test Method: Immerse the parts for 2 h in distilled or deionized water
at 5 ppm water soluble impurities (NaCl equivalent) maximum maintained
at 38 + 1°C as described in FLTM BI 4-1. Remove part from water
and wipe dry with a clean unused paper towel or cloth. Parts that are
difficult to wipe dry by hand, particularly in recessed aress, may be
blown dry with oil and moisture free compressed air. Immediately
apply with firm thumb pressure, ESF-M3G48-A tape to all painted areas
of the part. In the event that part complexity requires significant
time for tape application, areas of greatest visual contact should be
tested first. In no case should the time between dry-off and testing
exceed 10 min. Remove the tape by pulling one end at a 90° angle at
& moderate speed.
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