@ Endlneedng Material Specification

Material Name Specification Number
ADHESIVE, POLYAMIDE - HOT MELT - LOW FLOW ESP-M2G261-A
1. SCOPE

The material defined by this specification is a heat activated (hot melt) injection moldable
thermoplastic polyamide resin.

2.  APPLICATION

This specification was released originally for material used as an electrical potting com-
pound for neutral start switches on automatic transaxles.

3. REQUIREMENTS
3.1 CONDITIONING

All test values indica(;ced herein are based on material conditioned in a controlled
atmosphere of 23 + 2°C and 50 + 5% relative humidity for 24 h prior to testing and
tested under the same controlled conditions.

3.2 COLOR Transparent Amber
3.3 DENSITY 0.98 - 1.00 g/em®
(ASTM D 792)
3.4  HARDNESS, DUROMETER "A" 80 - 90
(ASTM D 2240) .
3.5  SOFTENING POINT, min 175°%¢C
(ASTM E 28)

3.6 PROPERTYOCHANGES AFTER AIR AGE
(70 h at 150°C in a conveetion oven)

Test Method: Cut sample into 80 mm lengths and suspend in oven. After immersion
cool sample to room temperature.

- 3.6.1 Hardness, Durometer "A", max -10
3.6.2 Length, max ~2%
3.6.3 Weight, max -3%

3.7 PROPERTX CHANGES AFTER EXPOSURE TO HUMIDITY
(70 h at 38"C in 100% RH)

Test Method: Cut samples into 80 mm lengths and suspend in humidity cabinet.
After immersion cool sample to room temperature.
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3.7.1 Hardness, Durometer "A", max -10
3.7.2  Length, max 2%
3.7.3  Weight, max +4%

3.8 ADHESION CHARACTERISTICS

3.8.1 Normal Adhesion No Adhesion Failure

Test Method:

Prepare test samples as described in para 3.8.4.

Evaluate adhesion by first making two parallel cuts, 25 mm apart,
across the matgrial ribbon. Loosen one edge between cuts and attempt
to peel at 180°. Observe for any indication that the material fails to
adhere to substrate.

Save panels for thermal cyele test, para 3.8.3.

3.8.2 Low Temperature Resistance No Cracking or Adhe-
(FLTM BV 1-2) sion Failure
Test Method:

Prepare test samples as described in para 3.8.4.

Condition prepared test panels for 4 h at -29°C and slam s total of 10
times.

3.8.3 Thermal Cycle Test No Cracking or Adhe-

sion Failure

Test Method:

Eng Res
June 77 3948-b

Condition test panels prepared in para 3.8.1 for 24 h at 23 + 2°c.
Subject the prepared panels to 5 cycles with each eycle consisting of:

4 hat 150°C + 2°C

4 h at 38 + 2°C and 98 + 2% relative humidity
16 h at -40 + 3°C

4 h at 38 + 2°C and 98 + 2% relative humidity
4 h at 150 + 2°C

16 h at =40 + 3°C

After completion of all exposure cycles, evaluate adhesion as de-
seribed in para 3.8.1.
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