ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

CHIP RESISTANT COATING, ONE-COMPONENT URETHANE, (ESB-M99J337-A
PAINTABLE, HEAT CURING, NON MASKING,
130 MICROMETRE MINIMUM FILM THICKNESS

CHIP RESISTANT COATING, ONE-COMPONENT URETHANE, ESB-M99J337-A2
PATNTABLE, HEAT CURING, NON-MASKING,
130 MICROMETRE MINIMUM FILM THICKNESS,
ACCENT TOPCOAT COMPATIBLE

1. SCOPE

The materials defined by these specifications are heat curing
one-component urethane coatings which can be sprayed to a 130 - 200
micrometre film on cathodic electrocoated CRS and cathodic electrocoated
galvanized steel. The materials shall provide a paintable corrosion
resistant film which will withstand stone chipping.

2. APPLICATION

These specifications were released originally for a one-component
urethane coating that provides stone chipping protection on a vehicle's
lower bodyside. This area of a vehicle received severe stone chipping
abuse. Since the material has good adhesion at extremely low film
thicknesses, no masking operations are required during its application.

ESB-M39J337-A2 is also capable of a wet-on-wet-on-wet application, under

the body spray primer and followed by a low gloss topcoat. This 3 layer
system is cured by the spray primer bake cycle.

3.  REQUIREMENTS

The material shall meet all requirements detailed in this section.
Approved production material applied and tested under identical
conditions shall be used as the control. 1In the event that both the
sample under test and the control material fail any requirements, that
test shall be repeated. These requirements apply to both
laboratory-prepared and production batches of the coating.

3.1 COMPOSITION

3.1.1 Non-Volatile, %, min 60
(FLTM BI 102-01)

Date Release No. Release/Revision

3

<)
7 A 4
1991 01 14 NED0I10043054-057 Revised & Retyped, Added ESB-M99J337- 77 Md’vf
1985 12 20 |CAP1-CR535123 Released v
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ENGINEERING MATERIAL SPECIFICATION

3.1.2  Toxicity

ESB-M99J337-A/A2

The material shall be non-toxic and shall not cause skin
rash or irritation (dermatitis) to exposed handlers in
normal production operations.

Benzene and chlorinated hydrocarbon solvents are considered
toxic and their use is strictly prohibited in compounding
material to these specifications.

3.2 PHYSICAL PROPERTIES

3.2.1 Weight per Volume at 23 +/- 2 C, kg/L 1.15 - 1.40

3.2.2 Viscosity, KU 70 - 95
(ASTM D 562)

3.2.3 Heat Stability, KU, max , 105
(FLTM BI 102-03)

Test Method: Make the following exceptions to FLTM BI
102-03:

Measure the viscosity per ASTM D 562.

Place in an oven at 49 C for 5 days.

3.3 PREPARATION OF TEST PANELS

Materials submitted for initial approval shall be tested on both
cold rolled steel and minimum spangle temper rolled quality
galvanized steel (ESB-M1A62 type) panels for all requirements of
this specification.

3.3.1 System Components
3.3.1.1 Panel Preparation with Spray Primer

Substrates: Ford PTQ c¢old rolled steel and
WSB-M1A250-C3 98G98G galvanized steel.

Pre-treatment: ESB-M3Pl zinc phosphate.
Primer: ESB-M64J28 high build cathodic
electrocoat primer, 30 - 33 micrometre

followed by the specified bake cycle.

Stone Chip Material: 130 - 200 micrometre.
Do not reduce the material.
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ENGINEERING MATERIAL SPECIFICATION

Within 3 minutes after the stone chip material
application, make a wet-on-wet application of
spray primer.

ESB-M99J337-A/A2

Spray Primer: ESB-M6J152, 19 - 25 micrometre;
co-bake stone chip material and the spray
primer as specified in para 3.3.2.

Topcoat: Prepare three sets of topcoated
panels,

Set I: ESB-M50J107 - Quality acrylic enamel,
38 - 51 micrometre followed by the specified
bake cycle.

Set II: ESB-M33J100 - Quality high solids
acrylic enamel, 38 - 51 micrometre followed by
the specified bake cycle.

Set III: ESB-M33J3-A - High solids
basecoat/clearcoat; dry film thicknesses -

basecoat: 15 - 20 micrometre, and clearcoat:
40 - 50 micrometre, followed by the specified
bake cycle.

3.3.1.2 Panel Preparation with Spray Primer
and Low Gloss Topcoat
(ESB-M99J337-A2 requirement only)

Substrates: Ford PTQ cold rolled steel and
ESB-M1A62 galvanized steel.

Pre-treatment: ESB-M3Pl zinc phosphate.
Primer: ESB-M64J23 high build cathodic
electrocoat primer, 30 - 33 micrometre

followed by the specified bake cycle.

Stone Chip Material: 130 - 200 micrometre.
Do not reduce the material.

Within 3 minutes after the stone chip material
application, make a wet-on-wet application of
spray primer.

Spray Primer: ESB-M6J152, 19 - 25 micrometre.

WP 3948-b Page 3 of 8
L=
B 9009160 0014720 583 IR
Documents
Copyright by the Ford Motor Company Document Sharing Hub

Fri Aug 26 15:42:53 2016
Full document details: FORD ESB-M99J337-A2 1991


http://www.avadocuments.com/doc/ford-esb-m99j337-a2-1991
http://www.avadocuments.com/doc/ford-esb-m99j337-a2-1991

