Engineering Material Specification

Material Name Specification Number

SEALER, VINYL - SPRAYABLE - CHIP RESISTANT - HEAT CURING ESB-M4G215-A
NONPAINTABLE
1. SCOPE

The material defined by this specification is a vinyl base, heat curing material which ean be
airless sprayed to 0.02 - 0.05 in (0.5 - 1.3 mm) film on phosphated CRS, phosphated
galvanized, zine rich primer coated steel sheet and electrocoated substrates, to provide a
corrosion resistant film which will withstand stone chipping.

2. APPLICATION

This specification was released originally for material used in underbody areas such as
fenders and wheel housings. Film thickness and bake temperatures are restricted as follows:

Minimum Maximum
2.1 FILM THICKNESS 0.02 in (0.5 mm) 0.05 in (1.3 mm)*
2.2 BAKE SCHEDULE 8 min at 135°C 50 min at 165°C

(Metal temperature)

*0.05 in (1.3 mm) maximum permissible in areas where spray patterns overlap.
Coating thickness in excess of 0.05 in (1.3 mm) will cause blistering and cracking of
the coating in high temperature primer bake ovens.

3. REQUIREMENTS

3.1 COLOR Medium blue or as specified in the
' Welding Manual

3.2 SOLIDS, min o 97%
(ASTM D 2834, except heat for 3 h at 100°C in
a mechanical convection oven)

3.3 VISCOSITY
(FLTM BV 3-1, 0.052 in (1.32 mm) orifice, 40 psi (276 kPa) air pressure).
3.3.1 As Received 15-40 s
3.3.2 Aged, max | 80 s
(72 hat 43°C)

3.4 WEIGHT PER VOLUME
(ASTM D 816)

The weight tolerance for any one supplier shall be + 0.2 1b/gal (0.02 kg/L), based on
the recorded weight of the original approved production sample. (See para 5.1).
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3.5 SPRAYABILITY

Shall be suitable for use in the airless spray equipment designated by the Process
Engineering Department. (See para 5.2)

3.6 INVERTED BAKE
No evidence of cracking, blistering, separation from the metal or loss of material.

Test Method: Apply a 1 x 8 x 0.05 in (25 x 200 x 1.3 mm) ribbon on an electrocoated
4x12x0.033 in (100 x 300 x 0.89 mm) CRS panel. Invert the panel and air dry for
30 min at 23°C. Heat the panel in_the inverted position for 15 min in & mechaniecal
convection oven maintained at 135°C. Repeat the above procedure except heat for
50 min at 165°C.

3.7 SAG, max 0.06 in (1.5 mm)

Test Method: Apply a 1 x 8 x 0.05 in (25 x 200 x 1.3 mm) ribbon on an electrocoated
4x 12 x 0.035 in (100 x 300 x 0.89 mm) CRS panel. Permit the panel to air dry for
30 min at 237°C in a vertical attitude with the 8 in (200 mm) dimension of the ribbon
vertical. Heat the panel for 15 min at 135" C in a mechanical convection oven. The
panel is to be held in a vertical attitude with the 8 in (200 mm) dimension of the
ribbon vertical. Allow the panel to cool to 23°C and measure the sag. Repeat the
above procedure except heat for 50 min at 165°C.

3.8 ABRASION, ADHESION, AND CORROSION RESISTANCE

The coatingfhall protect body substrates from stone abrasion when subjected to 10
pt (5500 em”) of gravel per SAE J 400, and corrosion after exposure to 100G h salt
spray per ASTM B 117. There shall be 100% coating retention to all substrates after
the abrasion test with no corrosion extending more than 0.12 in (3.0 mm) from
seribed or abraded areas after salt spray exposure.

Test Method:
. Prepare panels as deseribed in Table I

. Scribe an "X", with approximately 4 in (100 mm) legs, through to base metal on
the top portion of all prepared panels

Allow panels to set for 72 h at 23°C, then check coating adhesion before
environmental exposure. Evaluate the adhesion by cutting a 1 in (25 mm) wide
ribbon along the bottom edge of the panels. Grasp the ribbon and attempt to
peel at 180°. Acceptable achesion requires a minimum 2.5 1b/in (440 N/m) peel
strength or 90% minimum cohesive failure at film thicknesses greater than .02
in (0.51 mm).

. Sub‘g'ect the bottom portion of the 0.02 in (0.51 mm) coated panels to 10 pt (5500
em®) of gravel. Examine panels for coating retention loss.

Expose the abraded panels to 1000 h salt spray.
After salt spray exposure, allow the panels to dry at 23°C for 48 h and then
reevaluate adhesion as deseribed in the third paragraph above. Remove the

coating from the lower half of the test panels and along the scribed area
Examine for evidence of corrosion and corrosion extension from the seribe
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