Engineering Material Specification

Material Nam§ . Specification Number
PRIMER, WATER BORNE ELECTROCOAT - INITIAL FILL -

LOW SOLIDS TYPE ESB-M64J18-A1
PRIMER FEED, WATER BORNE ELECTROCOAT - HIGH

SOLIDS - SOLUBILIZER DEFICIENT TYPE ESB-M64J18-A2

SCOPE

The materials defined by this specification are water borne electrocoat body primers and
associated make-up feed components.

APPLICATION

This specification was released originally for material which, when properly reduced and
electrodeposited on vehicle bodies, sheet metal components or small parts will provide good
corrosion resistance, adhesion and enamel holdout properties.

ESB-M64J18-Al: This primer is applied directly over zinc phosphate coated cold rolled
steel, galvanized and any other type of steel classified as precoated, and aluminum
substrates. Typical applications are as follows:

. Visible Exterior Surfaces: The electrocoated primer film is followed by an approved
sanding guide coat or sealer coat. The initial primer and guide/sealer coats ere
baked separately.

Visible Interior Surfaces: The baked electrocoated primer film is followed by an
exterior enamel color coat. .

Non-Visible Interior or Underbody Surfaces: The baked electrocoated primer film is
not usually followed by an additional primer or enamel color coat.

ESB-M64J18-A2: This material is the make-up feed used to replenish the solids of the initial
fill electrocoat bath.

REQUIREMENTS

ESB-M64J18-A1 initial fill material shall meet all detailed requirements of this

specification. All make-up feed materials

shall meet the requirements of para 3.1, 3.2, and

3.3. When the appropriate feed materials are used in production, the resultant primer film
shall conform to the requirements detailed in para 3.4 through 3.8. These requirements
apply to both laboratory prepared and assembly plant electrocoat tank materials.
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ESB-M64J18-A1
@ Engineering Material Specification ESB-M64J18-A2

3.1 COMPOSITION

3.1.1 Non Volatile, min
(FLTM BI 2-1)
ESB-M64J18-A1 34 %
ESB-M64J18-A2 70 %

3.1.2 Volatile

The volatile portion of ESB-M64J18-Al initial fill material shall be
essentially water and not exceed 13% solvent.

The volatile portion of ESB-M64J18-A2 feed material shall not exceed
30% solvent.

3.2 PHYSICAL PROPERTIES

3.2.1 Weight per Volume at 25°C
(FLTM BI 2-2)

ESB-M64J18-A1 8.90 + 0.2 .
ESB-M64J18-A2 9.60 + 0.2 Ib/gal (1.

3.2.2 Flash Point, min
{(ASTM D 56)

ESB-M64J18-A1 79°C
ESB-M64J18-A2 16°C

3.3 STABILITY

3.3.1 Pumping Stability
(FLTM BI 20-4)

After 15 days min agitation,' the bath prepared from the initial fill or feed
materials shall meet the requirements of para 3.6 and 3.7.

3.3.2 Continuous Process Stability
(FLTM BI 20-35)

The bath prepared from the initial fill or feed materials shall meet the
requirements of 3.6 and 3.7 after 5, 10, 15 and 20 turnover cycles.

3.4 PREPARATION OF TEST PANELS
(FLTM BI 20-1 with the exceptions noted below)

The substrates used shall be unpolished, cold rolled steel - Parker steel panels and
PTQ steel panels plus ESB-M1A62 galvanized steel, coach joint panels (salt spray
only) and aluminum panels - alloy AA 3003 H-14. (See para 5.1) All substrates shall
be zinc phosphated per Process Standard PL53-33 and conform to the requirements
of ESB-M3P1.

Use current black enamel topcoat ESB-M50J100 quality, for condensing humidity
(para 3.7.5), and hold-out evaluation (para 3.6.3). Use current white enamel topcoat,
1978 11 27 ESB-M50J100 quality, for all other tests requiring an enamel topcoat. Page _2_of _1_
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ESB-M64J18-A1

Engineering Material Specification ESB-M64J18-A2

3.4.1 Paint Systems for Testing
2 primer only systems to Primer Primer
be tested Guide coat* Enamel sealer*
Low film Moderate film  Enamel** Enamel**
thickness thickness
Dry film thickness mils um mils um mils um mils um
. Primer 0.5-0.6 13-15 0.7-0.9 18-23 0.6-0.8 15-20 0.6-0.8 15-20
. Guide coat - - - - 0.5-0.7 18-23 - -
. Enamel sealer - - - - - - 0.5-0.7  18-23
. Enamel - - - - 1.5-2.0 38-51 1.5-2.0 38-51
Min bake Minutes at °C Minutes at °C Minutes at °C Minutes at °C
. Primer
Metal temp. 10 at 182 10 at 182 10 at 182 10 at 182
Oven temp.*** 20 at 182 20 at 182 20 at 182 20 at 182
. Guide coat
or
Enamel sealer
Metal temp. - - - - 8 at 135 8 at 135
. Enamel '
Metal temp. - - - - 8 at 119 8 at 119
* Apply to one-half of the test panel only.
**  Sanding between primer and enamel coats is not permitted.
Also, panels must be topcoated within 1 h after priming.
***  As specified in FLTM BI 3-2.
3.4.2 Aging
A1l panels shall be aged 72 h at 23 + 2°C or 16 h at 43 + 1°C prior to
testing. =

3.5 FILM COMPOSTION
(FLTM BI 20-12)

The percent pigment and carbon in the deposited film of the initiel fill material shall
be determined by preparing a CRS steel panel according to para 3.4.1 but do not

bake.
. Percent pigment 28 + 3%
. Percent carbon 4 :'196

3.6_ APPEARANCE
3.6.1 Color

Black or gray (must be within limits of master color panels).
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