ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

DEADENER, ASBESTOS FREE MASTIC, EXEMPT SOLVENT, ESB-M5G46-A
CORROSION RESISTANT

1. SCOFE

The material defined by this specification 1s an asphalt base, asbestos
free, exempt solvent type, sandless deadener with good corrosion
resistance and improved low temperature adhesion properties for use over
oily zincrometal and galvanized metal, minimum air dry between
application and phosphating.

2. APPLICATION

This specification was released originally as a material for use as a
spray-on deadener for galvanized 1987 truck doors utilizing airless spray
equipment. ’

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 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 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 conditioms.

3.3 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material 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.
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ESB-M5G46-A

3.4 DRYING CHARACTERISTICS (Stamping and Assembly Plants)

Oily test panels, 300 x 300 mm, are sprayed with deadener to be
tested and immediately conditioned per each of the following drying
cycles prior to phosphating. Individual panels will be required
for each process condition. The following processes are specific
requirements for the subsequent durability and compatibility
testing.

NOTE: Mask all four edges with 25 mm wide tape prior to deadener
application and remove tape immediately after spraying.

Process A: 15 minutes at R.T. + five (5) hours at - 29 C +
15 minutes at R.T.

Process B: 15 minutes at R.T. + five (5) hours at - 29 C +
one (1) hour at R.T.
Process C: Six (6) hours at R.T.
Process D: Seven (7) days at R.T.
3.5 SOLIDS, min 82 %

(ASTM D 2834, except heat at 121 +/- 3 C
for 3 h in a mechanical convection oven)

3.6 WEIGHT PER VOLUME 1.44 - 1.56 Kg/L
(ASTM D 816)

The weight tolerance for any one supplier shall be +/- .02 Kg/L
based on the recorded weight of the original approved production

sample.

3.7 VISCOSITY
(FLTM BV 3-2, using 69 kPa line pressure with
3.2 mm orifice)

3.7.1 As Received 20 - 40 s
3.7.2 Aged, max 50 s
When stored 45 days or less at a temperature between 18 C
and 32 C.
3.8 SAG, max 12.7 mm

3.8.1 30 minutes after application
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3.8.2 After Process A, B, C, D,
(Para 3.4)

ESB-M5G46-A

Test method: Apply 25 mm wide masking tape to lower edge
of an oily galvanized 300 x 300 mm metal panel. Apply
deadener to a wet film thickness of 2.3 mm. Immediately
after spraying, remove the masking tape and place the panel
in a vertical position with the uncoated strip at the
bottom. Measure the sag distance of the deadener mass
after 30 minutes and after the processes A, B, C, and D.
Individual panels will be required for each process

condition.
3.9 ADHESION, min 85 % and no lifting
(FLTM BV 1-1 modified, of material

FLTM BV 1-2 modified)
3.9.1 After Process A, B, C, D (Para 3.4)

Test Method: The conditioned panels from para 3.4 shall be
slammed 6 times at 23 +/- 2 C. The results after slams
shall be reported. See para 5.5, 5.6, and 5.7.

3.9.2 After Phosphate Cycle and E-Coat Bake

Test Method: The conditioned panels in para 3.4 shall be
processed through phosphate cycle, E-coat bath, and E-coat
bake. After the E-coat bake, the panels are conditioned at
23 +/- 2 € for 1 hour. Then the panels shall be slammed 36
times at 23 +/- 2 C. The results after the slams shall be
reported. The tested panels shall be used in para 3.9.3.
See para 5.5, ‘5.6, 5.7.

3.9.3  Cold Slam

Test panels from para 3.9.2 are conditioned for 4 hours at
- 29 ¢ +/- 1 C and slammed per FLIM BV 1-1, para 9 through
12. The results after each cycle (max 6 cycles) shall be
reported. See para 5.5, 5.6, 5.7.

3.9.4 Cold Slam with Excess 0il

Test Method: Mask 6 galvanized steel panels, as per para
3.3, and oill as per para 5.6.3. Spray 3 panels with
deadener at 2.3 mm and an additional 3 panels with 1.15 mm.
Remove the tape and air dry for 48 hours at 23 +/- 2 C and
50 +/- 5 % R.H. Process the panels through the phosphate
cycle, E-coat bath, and E-coat bake. Condition the panels
at R.T. for 6 hours, then test the panels' cold adhesion
per para 3.9.3 and report results.
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