&2 Engineering Material Specification

Material Name
PAINT PERFORMANCE, VINYL BASE - INTERIOR

PAINT PERFORMANCE, VINYL BASE - INTERIOR MAR RESISTA

1. SCOPE

This specification defines performance requirements fg
body parts. Two types are defined, as follows:

ESB-M2P8-A Normal interior quality.
ESB-M2P37-A Where high abrasion resistance

2. APPLICATION

This specification was released originally ¢ap
spray painted to match vinyl trim. '

3. REQUIREMENTR
3.1 SUBSTRATE

Cold rolled steel or upf
cleaned and zine pha

3.2 PRIMER

Specification Number

ESB-M2P8-A
ESB-M2P37-A

for interior

body interior parts,

casting which is subsegquently

Flash primer 2 rimer is optional when necessary to obtain

3.3 COLOR Baked vinyl organosol coating.

3.4 APPEA

Colo
(FLTM BI 8

Shall

Nat Hardness

andling and shipping without marring.

»’panels approved by Styling.

within limits specified on engineering drawings and/or charts.

] be sufficiently cured at time of packing to withstand normal
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ESB-M2P37-A

3.5.2  Adhesion No flaking or chipping.
(FLTM BI 6-1)

3.5.3 Film Thickness, min
0.003 in (76 um) unless otherwise specified on engineering drawing.
3.5.4 Accelerated Aged Adhesion (Humidity Exposure)

The sprayed plastic film shall not blister or exhibit loss of adhesion beyond
the limits provided for in the adhesion test listed below. It shall also
protect the base material from corrosion as a result of the humidity
exposure.

Test Method
. Expose finished part to 98 + 2% relative humidity at 38 * 1°C for 24 h.
. Condition at 23 + 2°C for 15 min.

. Cut two parallel lines through the plastic film 3/32 * 1/32 in (2.4 + 0.8
mm).

. Attempt to pull the film between the parallel cuts from the bare metal.
The pull may be started by means of a knife blade. The pull may be
accomplished by grasping the loosened film end between a finger and
the knife blade.

. The film shall not pull free for more than 1/8 in (3.2 mm) before
breaking due to adhesive force.

. Indication of brittleness or peeling resulting from knife cuts shall be
cause for rejection.
3.5.5 Resistance to Elevated Temperature

No evidence of loss of grain, color change, plasticizer migration or
sofsening of the film when exposed in & mechanical convection oven at 88
+1°C for 8 h.

3.5.6 Fogging
(FLTM BO 16-2)
Light Transmission, min 75
Exudations resulting in running liquid, heavy beads, and/or droplets, or &
continuous film deposit on the surface of the glass plate when examined
visually against daylight or room light shall be cause for rejection even if
light transmission reading is 76 or above.
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