ENGINEERING MATERIAL SPECIFICATION

Material Neme File Control Neo. Specification Number
SEATLER, REPAIR, TWO COMPONENT - EPOXY BASE - HIGH FLOW ESB-M4G316-Al
SEALER, REPAIR, TWO COMPONENT - EPOXY BASE - 1OW FLOW ESB-M4G316-A2
1. SCOPE

The material defined by this specification is a two component, room
temperature curing epoxy base repair sealer.

2.  APPLICATION

This specification was released originally for material to seal and repailr
defects such as pinholes and skips in vinyl plastsol. The sealer is also
used to repair drip rail, coach joint and roof ditch sealer areas. The
sealer can be painted and baked in current production and repair procedures.

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 SPECTROPHOTOMETRY/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 thermograms 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 thermograms that correspond to the reference standard when tested
under the same conditiouns.

3.3 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on materials conditioned in
a controlled atmosphere of 23 +/- 2 C and 50 +/- 5 % relative humidicy
for not less than 246 h prior to testing and tested under the same
conditions unless otherwise specified.
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ENGINEERING MATERIAL SPECIFICATION
ESB-M4G316-Al1

ESB-M4G316-A2

3.4 SOLIDS, min
(SAE J 243, ADS-7, Method A)

Base 99 % by weight

Hardensr 90 § by weight
3.5 WEIGHT PER VOLUME _ '

(ASTM D 816)

Base 1.25 - 1.35 kg/L

Hardener 1.10 - 1.20 kg/L
3.6 GEL TIME (after mixing) 5 - 20 minutes

(ASTM D 2471, 10 g at 23 +/- 2C)

3.7 SHEAR ADHESION STRENGTH, min
(SAE J 1523, substrate per para 5.2, 0.25 mm bondline thickness,
material cure per specified time and temperature.)

3.7.1 Normal

After 1 h at 23 +/- 2 ¢C 1.0 MPa
After 72 h at 23 +/- 2 C 1.0 MPa
3.7.2 Aged (After Normal Cure of 72 h)
14 days at 70 +/- 2 C 5.3 MPa
14 days at 38 +/- 2 C and 95-100 % 5.6 MPa
relative humidity (RH)
4 cycles of 4 h at 82 +/- 2 C,. 2.2 MPa
4 h at 38 C and 95-100 $ RH
and 16 h at -29 +/- 1 ¢C
3.8 FLEXIBILITY No cracking or loss
(FLTM BV 22-1) of adhesion

Apply 2 1 x 25 x 150 mm ribbon of material to two 100 x 300 x 0.8 mm
E-coated panels per para 5.2. Cure the material for 72 h at 23 +/-
2 C.

3.8.1 Test at 23 +/- 2 ¢
3.8.2 Test at -23 +/- 2 C
3.9 REPAINT CRACK RESISTANCE No paint or sealer

cracking
Test Method:

Fill the inside of six % pint can lids with ESB-M4G177-B2 or
equivalent and six with ESB-M4Gl77-C2 or equivalent sealer.
Fill the lids approximately half full.
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