ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

SEALER, POLYOLEFIN, HOT MELT, THERMOSETTING, ESB-M4G331-A
EXTRUDED, NON-FLOW

1. SCOPE

The material defined by this specification is an extruded hot melt
thermosetting polyolefin based sealer which is non-flowable.

2. APPLICATION

This specification was released originally for materials used over
electrocoated steel to seal horizontal and vertical lap joints, such as
on the floor pan, and recessed joints such as quarter panel to rocker

panel. It 1is suitable for use "involving interior exposure and is
paintable with topcoat enamels presenting an acceptable appearance free
from tackiness, checks and porosity. Slight yellow staining is

acceptable. Not suitable for Class "A" surfaces.
3. REQUIREMENTS

3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard Q-10l. 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 AND/OR THERMAL ANALYSIS

All samples shall produce spectrz or thermograms that correspond to
the reference standard when tested under the same conditions. The
infrared spectra or thermograms established for initial approval
shall constitute the reference standard and shall be kept on file
at the designated material laboratory.

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
humidity for not less than 24 h prior to testing and tested under
the same conditions unless otherwise specified.

Date Release No. Release/Revision

1990 10 19 |[NBOOE10071915001|Released W. Curtiss E. Rezendes M. Perchard
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3.4 HARDNESS, DUROMETER A 60 - 80
(ASTM D 2240)

ESB-M4G331-A

3.4.1 As received
3.4.2 Aged 72 h at 49 C

The hardness tolerance for any one supplier shall be +/- 5 hardness
units based on the recorded hardness value for their originally
approved production sample.

3.5 SOLIDS, min 98 &
(ASTM D 2046, except heat at 190 +/- 2 C
for 3 h in a mechanical convection oven)

3.6 ASH (Based on solids weight), max 50 %

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

3.7  SPECIFIC GRAVITY 1.10 - 1.30
(ASTM D 752)

3.8  PAINT COMPATIBILITY

No tackiness or cracking effects on light colored enamel as a
result of painting.

Test Method:

Apply an eitruded section of material 150 x 25 x 1.5 - 2.0 mm to
four 75 x 225 x 0.89 mm electrocoated steel panels per para 5.3,

Bake sample per para. 5.4.1. Cool to 23 +/- 2 C and examine.

Spray with currently released white (two panels) and light
metallic enamels (two panels), and bake per para 5.4, Use
currently released enamels. Cool to 23 +/- 2 C and reexamine
for any of the above conditions.

3.9 FLOW PROPERTIES, max Vertical Horizontal
1 om 1 mm
Test Method:

Apply an extruded section of sealer 150 x 25 x 1.5 - 2.0 mm to
two 300 x 300 x 0.89 mm electrocoated steel panels per para 5.3.
Preheat the panels for 15 minutes at 90 +/- 2 C prior to sealer
application. This will heat stake the sealer to the panel.
Allow the panels to cool at 23 +/- 2 C for 30 minutes,

WP 3948-b Page 2 of 6

B S009L6L0 NOLN4Y?9 924 EE Documents

Document Sharing Hub
Copyright by the Ford Motor Company g

Wed Aug 31 00:15:35 2016
Full document details: FORD ESB-M4G331-A 1990


http://www.avadocuments.com/doc/ford-esb-m4g331-a-1990
http://www.avadocuments.com/doc/ford-esb-m4g331-a-1990

