@ ENGINEERING MATERIAL SPECIFICATION

MaterZal Name Specificatior Number
METALLIZE PLASTIC PARTS - REFLECTORS ESB-M5P8-A
1. SCOPE

This specification defines the performance requirements and processing
procedures for functional first surface coatings on the reflector

parabola (third surface to exterior). The coatings on the thermoplastic
or thermosetting plastic parts involve vapor deposition of metals in a
vacuum.

2. APPLICATION

This specification was released originally for the coatings used on
reflector parabolas of composite type aerodynamic headlamps. See para 5
for definitions of procedures and materials found to produce acceptable
metallized coatings.

3. REQUIREMENTS
3.1 APPEARANCE
3.1.1 All parts shall be free from any objectionable blemishes
on the reflective surface. A blemish 1is defined as the

presence of any one or combination of the following:

Orange peel, weld marks, crazing, etc. unless otherwise
designated on the drawing or visual standards.

3.1.2 All parts shall be finished off smoothly; flash, gates,
etc. removed. All wvisible surfaces shall be highly
polished unless otherwise specified.

3.1.3 Photometry
(Engineering Test Procedure SM-22)

Sample must meet requirements of para 5.1.1 and 5.1.2 of
SM-22.

3.2 ADHESION

3.2.1 Adhesion to Plastic
(FLTM BI 6-1, Method "B")

No chipping, flaking or 1loss of adhesion to the base

plastic.
Date Action Revisions
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3.2.2 Scratch Test
Scratch the finished surface with a sharp instrument, 16
lines/25 mm in one direction. Scratch at right angles to
the first lines, forming complete squares. Repeat the
adhesion test as listed in para 3.2.1.

3.2.3 Intercoat Adhesion
(FLTM BI 6-2)

The coating system shall show satisfactory adhesion of all
coats to one another.

3.3 INITIAL HARDNESS

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

3.4 RESISTANCE PROPERTIES
3.4.1 Resistance Requirements

Parts tested as outlined in para 3.4.2 shall conform to
the following:

The finished part shall not warp, craze, crack, check
or sustain a dimensional change greater than the
tolerances specified on the engineering drawing.
Bright metallic surfaces shall show no indications of

oxidizing, peeling, blistering, tarnishing or cther
discoloration.

Colored surfaces shall show no indications of checking,
blistering, loss of adhesion, chalking and only slight
fading.

3.4.2 Resistance Tests

3.4.2.1 Resistance to Cycling
(FLTM BC 15-1)

3.4.2.2 Resistance to Heat

3 h at 80 +/- 2 °C or as specified on the
engineering drawing.

3.4.2.3 Resistance to Humidity

120 h at 98 +/- 2% relative humidity and 38 +/-
1 °C.
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