ENGINEERING MATERIAL SPECIFICATION

Material Name File Control No. ESB-M4G305-A

SEALER, ELASTOMER - WELDABLE - HOT APPLY - NON EXPANDABLE

1. SCOPE

The material defined by this specification is a pumpable, weldable,
non-expanding, highly wash resistant, hot apply, elastomer sealant.

2. APPLICATION

This specification was released originally for material used for sealing
the down standing flange of the door opening panel and the front floor
side inner, thereby preventing wind noise and dust from entering the
"rocker panel” area. This material can be applied to lightly oiled CRLC
and galvanized steel surfaces. The material should be applied hot at a
temperature of 120°C- 134°C utilizing a positive displacement pump.
Maximum temperature overrun not to exceed 177°C.

3. REQUIREMENTS
3.1 GENERAL REQUIREMENTS
3.1.1 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 hours prior to testing and tested
under the same controlled conditioms.

3.1.2 FUNCTIONAL APPROVAL

Material being evaluated for initial approval to this
specification shall be subjected to a production trial.
Functional trial results should be available to Design and
Materials Engineering prior to material approval and
release.

3.1.3 INFRARED SPECTROPHOTOMETRY

Ford Motor Company, at its option, may conduct infrared
analysis of material/parts supplied to this specification.
The spectra established for initial approval shall
constitute the reference standard and shall be kept on file
at the designated material laboratory. All samples shall
produce spectra that correspond to the referenced standard
when tested under the same conditions as those specified on
the master spectrum.
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3.1.4 QUALITY CONTROL

ESB-M4G305-A

Suppliers must conform to all requirements of Ford Motor
Quality System Standard Q-101, with control charts and
process data analyzed according to Ford Continuing Process
Contreol Capability Improvement Manual. Additionally, a
control Plan is required for initial materials source
approval.

3.1.5 SUPPLIER'S RESPONSIBILITY

All materials supplied to this specification must be
equivalent in all characteristics to the material upon
which approval was originally granted.

Prior to making any changes in the properties, composition,
construction, color, processing, or labeling of the
material originally approved under this specification,
whether or not such changes affect the material's ability
to meet the specification requirements, the Supplier shall
notify Purchasing, Toxicology, and the affected Materials
Engineering activity of the proposed changes and obtain the
written approval of the Materials Engineering activity.
Test data, test samples, and new code identification are to
be submitted with the request.

Substances restrictions imposed by law, regulation, or Ford
apply to the materials addressed by this document. Their
restrictions are defined in Engineering Materials
Specification WSS-M99P999-A1, unless a different suffix
(e.g., A2 or A3) is specified on the engineering document
for the application.

3.1.6 THICKNESS AND WIDTH

As specified on the engineering drawing and/or weld sealer
manual.

3.2 FUNCTIONAL PERFORMANCE REQUIREMENTS
3.2.1 ADHESION, COLD IMPACT No cracking or adhesion failure.

Test Method: Apply a ribbon of sealant material 1.5 x 25 x 200
mm to two 0.89 x 300 x 300 mm oily steel panels.
Bake one panel to each cure schedule per paragraph
5.3. Position panels in a horizontal attitude
during material bake. After bake, condition
panels at 2342°C for 1 hour minimum. Condition
the panels in a mechanical convection oven at
70+2°C for 7 days. Condition the panels at 23+20C
for 1 hour. Place panels in the slamming
apparatus (FLIM BV 1-2) at -2942°C for 3 hours.
Each panel shall be slammed a total of 10 times.
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3.2.2  ADHESION, HOT APPLIED

ESB-M4G305-A

The material shall adhere when hot applied to an oily steel
surface.

3.2.3 BRIDGING, Sag, maximum: 6mm

Test Method: Apply a 9.5 x 150 mm length of bead over the
holes in the bridging fixture. Prepare two
assemblies and condition at 23+2°C for 1 hour.

Subject one assembly to each oven schedule per
paragraph 5.3,

3.2.4 CORROSION RESISTANCE 500 hour Salt Spray
(ASTM B 117, use "Paint Test
Quality" PTQ steel panels)

3.2.4.1 Unassembled less than 1.5 mm of

corrosion undercut on CRLC
steel surface and less
than 10 mm for galvanized
steel surface. Loss of
adhesion shall not be 3 mm
more than corrosion limit.

Test Method: Apply a 1.5 x 25 x 200 mm ribbon of
sealant to two 0.89 x 100 x 300 mm
oily test panels of each substrate
material. Subject one panel of each
substrate material to each oven
schedule per paragraph 5.3. Allow
assembly to cool to room
temperature, then expose to 500
hours salt spray. After exposure,
condition panels at 23+°C for 24
hours minimum. Remove sealant with
a spatula and clean residue with a
suitable solvent. No loss of
adhesion of sealant to panel when
removing. Examine the metal surface
for any evidence of corrosion.

3.2.4.2 Welded Assembly Adhesion and corrosion
limits same as for
unassembled panel except
that areas where weld
expulsion has caused loss
of sealant shall be

discounted.
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