@ Engineering Material Specification

Material Name Specification Number
CORROSION PREVENTIVE COMPOUND - SPRAYABLE ESR-MT7C54-A
1. SCOPE

1.1 This specification establishes the performance and product requirements of a

sprayable corrosion preventive compound suitable for application in an automotive
dealership or Vehicle Predelivery Service Center.

1.2 This specification is not intended to limit the compound to any specific material, but
defines the performance required of the entire system.

2. APPLICATION

This specification was released originally for a compound used to provide supplemental
corrosion protection to the vehicle underbody, the inner surfaces of body sheet metal, and
other portions of the vehicle which may be subject to severe corrosion.

3. REQUIREMENTS

3.1 The material shall meet all the requirements of this specification and must be in a
ready-to-use form.

3.2 SPRAYABILITY

The material must be capable of being applied with either "air" or "airless" spray
equipment which is readily available to automotive dealers and Vehicle Predelivery
Service Centers. It must be capable of being sprayed at material temperatures
ranging between 4 C and 38 C without using abnormal spraying techniques or
applying excessive pressure. The affected product engineering office shall judge
whether the spray pattern is acceptable for the intended application. In addition the
material must be capable of being packaged in, and delivered from, an aerosol
container without excessive plugging of the spray orifice, valve, or delivery tube.
The spray pattern produced must be suitable for the intended application. The
material must also be of such a consistency that it can be hand brushed onto small
irregular surfaces. If desired, the requirements for aerosol packaging and hand
brushing may be waived by the affected produet engineering office.

3.3 The test compound, when applied to substrates such as elastomers, sliding
mechanisms, plasties, sound deadeners, sealers, other corrosion resistant coatings,
nonferrous metals, ete. shall not have any detrimental effect on the substrate.

3.4 ODOR

The material must not have an objectionable odor either during or after application.
The odor shall be subjectively evaluated by both the affected produet engineering
office and by the Industrial Hygiene Section, Employe Health Services Department.

Date Pﬁ? Raevisions
. RU=0 .
1978 11 17 Metricated and ﬁg%yg%d W S s 0 77 2F
1976 08 25 Released CPF22-792517 R -
Eng Res Page'l_‘)fﬁ_
June 77 3948-a
B 90091L0 0002059 399 WA
_ . Documents

Copyright by the Ford Motor Company
Fri Aug 26 17:17:59 2016


http://www.avadocuments.com/doc/ford-esr-m7c54-a-1978
http://www.avadocuments.com/doc/ford-esr-m7c54-a-1978

& Engineering Material Specification ESR-M7C54-A

3.5 SAFETY

The material must be reasonably safe to apply and to handle. It must meet all
federal, state and local regulations, and must be formulated to minimize employee
health hazards due to toxic or otherwise injurious ingredients.

3.6 COLOR

The material must be black and provide complete hiding of the substrate to which it
is applied at 5 - 6 mils (0.13 - 0.15 mm) wet thickness. However, this requirement
may be waived by the affected product engineering office.

3.7 CONSISTENCY

The material must be homogeneous and free from grit and foreign matter. In
addition, the material must not contain ingredients which would cause unusual wear
to the components of conventional pumping equipment or which could plug an orifice
0.015 in (0.38 mm) in diameter.

3.8 EFFECTS ON PAINT

The material must not stain, soften, lift, or otherwise degrade production or service
paint films.

Test Method: Apply a 1 in (25 mm) circular spot of the test compound to
appropriate size steel panels painted with the materials listed below. Apply the test
compound to both a light pastel and a light colored metallic for each of the paints
listed. Prepare painted panels for production materials using the most recent
application techniques. Prepare painted panels for service material per label
directions (including compounding of AR60 lacquers). Age all panels 168 h at 23 +
2°C followed by 16 h at 43 + 3°C. -

Production Enamel (ESB-M32J100-A, or latest equivalent coating)
. Production Enamel (ESB-M50J100-A, or latest equivalent coating)

Production Enamel Repair (Catalyzed ESB-M32J100-A, or latest equivalent
coating)

. Production Enamel Repair (Catalyzed ESB-M50J100-A, or latest equivalent
coating)

Service Air Dry Lacquer (ESR-M2P100-B, AR60 Series, or latest equivalent
coating)

. Service Air Dry Enamel (ESR-M2P100-B, AE60 Series, or latest equivalent
coating)

After 168 h at 23 + 2°C and 50 + 5% relative humidity, remove the test compound
from the painted panels with Ford Silicone and Wax Remover or mineral spirits and
observe for failures described above.
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3.9 CREEP

After a 7 day test period, the material shall show evidence of creep (movement of
material) of at least 1/4 in (6.0 mm) at some point between the 2 test panels
described below. At least 1/3 of the overlap area must be covered with a thin film
of the material.

Test Method: Fasten the ends of 2 panels (same size and type as specified in para.
3.10) together with a 1/2 in (13 mm) overlap by means of three 1/8 in (3.0 mm) steel
blind rivets centered uniformly in the 1/2 in (13 mm) overlap area (max shear
strength of rivets: 325 Ib (1450 newtons)). Mechanically expand the rivets by a pull
stem. Apply the compound liberally to the top edge of the joint bér means of a
spatula. Hang the panels in a vertical position for 168 + 2 h at 23 + 27C. Carefully

separate the panels to avoid disturbing the compound between them. Examine for
compliance with requirements noted above.

3.10 PREPARATION OF TEST PANELS

Test panels for para. 3.11, 3.12, 3.13, 3.14, 3.15, 3.16, 3.17, 3.18, and 3.19 must be
prepared as follows:

Spray the test compound to a wet film thickness of 10 + 1 mils (0.25 + 0.025 mm)
using an airless spray pump (such as AR Model #612-862) equipped with appropriate
size orifice to produce a "flat" (in one plane) spray pattern. Test panels to be used
unless otherwise specified, are clean 4 x 12 x 0.032 in (100 x 300 x 0.81 mm) cold
rolled 1008/1015 low carbon sheet steel (Rockwell B hardness 60 - 65), such as Q-
Panel No. R-412.

Maintain the coating thickness applied to the panels by mounting the spray gun in an
apparatus that will maintain a fixed distance from the test panel, yet permit side-
to-side motion in a fixed plane (similar to ASTM D 823). During spraying, verify the
film thickness actually applied every 10 panels using a wet film thickness gage such
as a Nordson No. 790010. Verify that the coating thickness applied is correct and
that it is uniform across the face of the panel. Discard this panel after checking the
film thickness. If the coating thickness is not within the range specified above, the
previous 10 panels must be discarded and new panels sprayed.

All panels for eventuel salt spray testing must be coated on both sides. However,
clearly identify the back of the panel (drilled holes, plastic tag, ete.) to be sure that
the front face of the panel is correctly exposed in the salt spray cabinet.

Do not touch the face of the panels prior to or after spraying. Handle by grasping at
the edges only. Do not stack panels or allow othem to touch. Air dry panels by
hanging in a vertical position for 168 hat 23 + 2 C and 50 + 5% humidity.

3.11 DRY TIME

Panels prepared per para. 3.10 must be dry to touch (no more than a slight tacky
condition with no transfer ofo material to the fingertip upon application of firm
pressure) within 24 h at 23 +2°C and 50 * 5% relative humidity.
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