ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
ADHESIVE, SYNTHETIC RUBBER BASE ESEB-M2G1003~-A
1. SCOPE

The material defined by this speczflcatlon is a
solvent release type adhesive. \

rubber base

2. APPLICATION
This material is generally used to bond vig i shmainted
metal in the fabrication of headlining assé ; A~ d. by
Engineering.

3. REQUIREMENTS
3.1 COLCR
3.2 VISCOSITY

(ASTM D 1084, Method B,
No. 4 Spindle at 10 R.P.

3.3 SOLIDS, min
(ASTM D 553, except h
at 215 +/- 5 F)
Save sample fo
3.4 ASH, max
Based on
ontaining the solids residue in a

Heat to and maintain at 1400 +/-
igcator and weigh.

8.5 - 9.5 1bs

alerance for any one supplier shall be +/- 0.2 1lb
dety weight of his original approval production
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ESEB-M2G1003-A

3.6 DOUBLE COAT ADHESION STRENGTH

3.6.1 As Received

Open Time Minimum Adhesion
3 minutes 4 lbs
10 minutes 10 1bs

Test Method: Apply the adhesive over slightly more than cne
square inch area to enameled steel panels prepared as per
FLTM BU 2-1. Scrape immediately to approximately 0.010 inch
thickness. Allow the coated panels to dry at 72 +/- 5 F for
the specified cpen time and then combine with 1 inch x 3 inch
pieces of ESEB-M2F1001-A White Vinyl Coated Fabric with the
longer dimension on the wale direction, in the following
manner. Coat the supported vinyl coated fabric with the
adhesive and scrape immediately to approximately 0.010 inch
thickness, allow to dry at 72 +/- 5 F for the specified
period. Then place the wvinyl coated fabric on the coated
area of the enameled steel so that the bonded area is one
square inch. The assembly is then rolled with a one pound
roller in six forward and six backward strokes.

After rolling, the assembly is allowed to set for 10 minutes
and is then pulled in a tensile tester, operated at the rate
of 1 inch per minute.

Note: Plan work so that the open time of the adhesive is the
same on both the steel and vinyl coated fabric.

3.6.2 Aged, min 15 1bs

Test Method: The test specimens are prepared as described in
paragraph 3.6.1 with a 5 minute open assembly time. Allow
assembly to dry at 72 +/- 5 F for 24 hours, then age the
assemblies for two weeks in a mechanical convection oven
maintained at 158 +/- 2 F. Cool at 72 +/- 5 F for one hour.
Determine the shear adhesion strength in a tensile tester
operated at the rate of 1 inch per minute.

3.6.3 Humidity Aged, min 18 1lbs

Test Method: Prepare test specimens as described in
paragraph 3.6.1 allowing 5 minutes open assembly time. Allow
assemblies to dry at 72 +/- 5 F for 24 hours. Age the
assemblies for 5 days in a humidity cabinet maintained at 98
+/- 2 F and 96 +/- 2 % relative humidity. Test immediately
on removal from cabinet using a Tensile Testing Machine.
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