@D Engineering Material Specification

Material Name Specification Number

SEALER, VINYL BASED - THUMBABLE GRADE - ESB-M4G250-A
FEATHER ABLE - PAINTABLE

1. SCOPE

The material defined by this specification is a vinyl resin based, thumbable grade, heat curing
sealer.

2. APPLICATION

This specification was released originally for materials used to seal and feather exterior lap
joints and voids such as corners in door openings. This material has good feathering
characteristies which improves sealer handling and final sealer appearance after body painting.

3. REQUIREMENTS
3.1 CONDITIONING

All test vsalues indic%ted herein are based on material conditioned in a controlled
atmosphere of 23 + 2°C and 50 + 5% relative humidity for 24 h prior to testing and
tested under the same controlled eonditions.

3.2 INFRARED SPECTROPHOTOMETRY AND/OR THER MAL ANALYSIS

Ford Motor Company, at its option, may eonduct infrared and/or thermal analysis of
material/parts supplied to this specification. The curves established for initial approval
shall constitute the reference standard and shall be kept on file at Central Laboratory.
All samples shall produce curves that correspond to the reference standard when tested
under the same conditions as those specified on the master curve.

3.3 SOLIDS, min 99%
(ASTM g 2834, except heat at
102 £ 1°C for 3 h in a mechanical
convection oven. Save sample for
next test, para. 3.4)

3.4 ASH, max 950%
(Based on solids weight)
Test Method:
. Place the crucible containing the solids residue in & cool muffie furnace.
. Slowly heat to and maintain at 760 + 30°C for 1 h.
. Cool crueible in desiceator and weigh.
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WEIGHT PER YVOLUME 1.4-1.8kg/1
(ASTM D 816)

The weight tolerance for any one supplier shall be + 0.024 kg/1, based on the weight of
the original approved production samples.

CONE PENETRATION (UNWOR KED)
(ASTM D 217, 150 g total load)

Bulk As received o 5.0-20.0 mm
Aged72h at43°C 5.0 - 20.0 mm
HARDNESS, DUROMETER "D" 15 - 40
(ASTM D 2240)
Test Method:
. Apply enough material into two ointment tin type containers to attain a cured

material seetion approximately 6.4 mm thick.

. Bake one sample at the minimum bake schedule and the other sample at the
meximum bake schedule identified per para 5.3.

. Condition test samples at 23 # 2°C for 4 h, then check instantaneous material
hardness. Save samples for next test.

CONTRACTION OR EXPANSION DURING CURE

Shall not pull away from sides or show more than 3 mm evidence of overflow.

Test Method:

. Examine the samples prepared in para 3.7 for conformance to this requirement.
ADHESION

Shall not be peeled off in a continuous film at any thickness.

Test Method:

. Apply a material daub (approximately 10 g) to each of two electrocoated panels
prepared per para 5.2. Using thumb, feather material along edges.

. Subject one test panels, to the minimum bake schedule and the other one test
panel to the maximum bake schedule indentified per para. 5.3.

. Condition panels after beking at 23 * 2°C for 1 h minimum.

. Evaluate adhesion by eutting &8 25 mm wide strip across the material daub.

Using the tip of & squared ospatula, lift the material at one edge, then attempt
to hand peel material at 90~ from substrate.

. Save test panels for Corrosion Resistance Test, para 3.10.
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