ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

METALLIZE, PLASTIC PARTS, FIRST SURFACE, ESB-M5P10-A

1.

INTERIOR OR EXTERIOR

SCOPE

This specification defines the performance requirements and processing
procedures for bright decorative coatings on interioer and/or exterior
thermoplastic or thermosetting rigid plastic parts produced by vacuum
deposition of metals. The finish consists of an organic type base primer
to provide adhesion to the plastic substrate, a vacuum deposited metal
layer to provide a bright appearance, and an organic type clear topcoat
to protect the metallic surface.

APPLICATION

This specification was released originally for plastic parts, where a
bright metallic appearance is desired. Usage shall be limited to "low
abrasion prone"” applications, due to the limited abrasion resistance of
the protective clear coat over the metallized surface. Parts subjected
to direct sunlight exposure may also be finished with this process.

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 continuocusly reduced.

3.2 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.

3.3 SUBSTRATE

Shall be specified on the engineering drawing.
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3.4 COLOR AND GLOSS
(FLTM BI 109-01 and BI 110-01)

Metallized parts shall have the appearance of a bright, lustrous,
. buffed, chrome plated surface and shall match the approved master
sample in color and gloss.

3.5 INITIAL HARDNESS

The finish shall be sufficiently cured at time of packaging to
withstand normal handling and shipping without marring.

3.6  ADHESION
(FLTM BI 106-01, Method B)

No flaking or chipping of the metallized coating.
3.7 FLEXIBILITY AT 23 +/- 2 C

(ASTM D 790 tangent, Method I,

Procedure B, room temperature)

No cracking when bent over the specified mandrel

Flexural Modulus of the Substrate Mandrel

Less than 552 MPa 13 mm
552 MPa or greater 25 mm

3.8 COLD FLEXIBILITY AT - 20 +/- 1 C

Test Method: Condition the test specimen, 13 x 150 mm minimum
size, the mandrel, and a pair of gloves for a minimum of 4 h at
- 20 C. At the end of the conditioning period, open the lid of the
freezer, put on the gloves, grasp the sample firmly at each end and
bend (finish side out) as quickly as possible, 180 deg around the
mandrel. . : '

No cracking when bent over a 13 mm mandrel. (Substrate must be
capable of passing this test with no coating) :

3.9 TOPCOAT STABILITY _ 10 cycles
Test Method: Each cycle comsists of the following three
conditions:

. 26 h at 38 +/- 2 C and 100 % Relative Humidity

. 20 h in cold chamber at - 23 +/- 2 C

.4hat 23 +/-2C

After exposure, there must not be any evidence of blistering,

cracking, loss of adhesion, gloss or color change, or any other
defects affecting appearance. :
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