ENGINEERING MATERIAL SPECIFICATION

Material Name File control No. Specification Number

SEALER, ELASTOMER BASED - HOT MELT EXTRUDED - ESB-M4G304-A
HEAT CURING - HIGH FLOW - NON TACK

1. SCOPE

The material defined by this specification is a extruded E.V.A. based hot
paint melt sealer. This material has high flow characteristics during
high bake cycles.

2. APPLICATION

The specification was released originally to seal horizontal and vertical
interior joints. This material can be applied in the body shop over oily
CRLC steel, zincrometal and galvanized substrates.

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  INFRARED SPECTROPHOTOMETER AND/OR THERMAL ANALYSIS

Ford Motor Company, at its option, may conduct infrared and/or
thermal analysis of material/parts supplied to this specification.
The IR spectra and thermogram established for initial approval
shall constitute the reference standard and shall be kept on file
at the designated material laboratory. All samples shall produce
IR spectra and thermogram that correspond to the reference standard
when tested under the same conditions.

3.3 CONDITIONING

All Test values indicated herein are based on materials 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 conditions.
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ENGINEERING MATERIAL SPECIFICATION

3.4  DIMENSIONS As specified on engineering
drawing and/or in trim &
Sealer Manual

ESB-M4G304-A

3.5 CONSISTENCY
ASTM D 1321, 100 g total load)

3.5.1 As received 1.5-2.0mm
3.5.2 Aged, 72 h at 49 C 1.3 - 1.8 mm
3.6 SOLIDS, min 99%

(ASTM D 2046, except heat at 102 +/- 3¢
for 3 h in a mechanical convection oven)

3.7 ASH (Based on solids weight), max 40%
Test Method:

Place the crucible containing the solids residue in a cool muffle
furnace. slowly heat to and maintain at 760 +/- 30 C for 1 h, cool
in desiccator and weigh.

3.8 SPECIFIC GRAVITY, 1.35
(ASTM D 297, Hydrostatic Method)

Tolerance for any supplier shall be +/- 0.03 based on the recorded
specific gravity of his originally approved production sample.

3.9 TENSILE STRENGTH, min Low Bake 3444 kPa
High Bake 3444 kPa

Test Method:

Extrude a bead of material to the standard adhesion button
described in ASTM D 429 (Figure 1).

Place the companion adhesion plate over the material face,
inserting the spacer pin to provide 3 mm controlled mass
over 13 cm2 area.

. Subject the test specimens to the low and high bake
schedules identified for Para 5.3.

Remove the excess material from the edges of the adhesion
fixture with a spatula or other suitable means.

Cool the specimens to 23 +/- 2 C for 4 h minimum and not
more than 24 h. Determine the adhesion in a tensile tester
operated at the rate of 25 mm/min (a minimum of 3 adhesion
buttons shall be used to establish the average adhesion
value).
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ENGINEERING MATERIAL SPECIFICATION
ESB-M4G304-A

Place two panels, one conditioned vertically and
horizontally, in an oven to cure material at the minimum
bake schedule per Para 5.3 Subject the other two panels to
the maximum bake schedule per Para 5.3 Maintain panels in
conditioned attitude during baking and cooling.

Coat the outer surface of the adhesion fixtures with a
light film of o0il or grease to prevent corrosion of
fixtures.
3.10 SHEAR ADHESION 1444 kPa

(FLTM BV 1-6, material bondline thickness

3 mm, substrates per para 5.2, material cure

temperatures per para 3.5)

3.10.1 Normal

3.10.2 2 weeks heat age at 70 +/- 3 C

3.10.3 500 h salt spray per ASTM B 117

3.11 FLOW CHARACTERISTICS

Flow Flow
Horizontal Vertical
3.11.1 Minimum Bake 30-45 mm 90-120 mm
3.11.2 Maximum Bake 30-45 mm 90-120 mm

Test Method:

Vertical flow panel preparation heat stake a 6 mm dia. bead
% 54 mm along the center lien of two oily CRS panels
prepared per Para 5.2.

Horizontal flow panel preparation heat stake a 6 mm dia.
bead x 152 mm along the center line of two oily CRS panels
prepared per Para 5.2.

Flow Test

100 x 3 mm PANEL

ﬂb 152 x 300 mm PANEL
DIA
:BEADm; 55 m % 4__@ mm DIA
T e READ x 152 mm

53°\
HORIZONTAL

530 ATTTTUDE

VERTICAL
ATTTIUDE

988 10 12
Wb 3948-b V.73 ooe B ot 8
B 9009160 0010345 b0 EM Documents

Copyright by the Ford Motor Company Document Sharing Hub

Fri Aug 26 14:47:34 2016
Full document details: FORD ESB-M4G304-A 1988


http://www.avadocuments.com/doc/ford-esb-m4g304-a-1988
http://www.avadocuments.com/doc/ford-esb-m4g304-a-1988

