@ ENGINEERING MATERIAL SPECIFICATION

Material Name

SEALER, RUBBER BASE - FOR RADIAL OIL SEALS

1. SCOPE

The material defined by this s

Paint type sealer.

2. APPLICATION

This specification was released ori

suppliers to the 0.D.

of o0il seals to ultimatel
seal between the o0il seal 0.D. and the housin

assemblies and transmission radial oil seal assemblies.

3. REQUIREMENTS

3.1 CLEANING

Specification Number

ESW-M4G153-A

pecification is a hypalon rubber base,

ginally for material applied by seal
y provide an oil tight
g bore of rear wheel bearing

Surfaces to be coated shall be cleaned free from grease, oil, rust

and/or other foreign materials and shall be tho
coating is applied.

3.2 MODE OF APPLICATION

May be applied electrostatically or s
It shall dry on the seals in 10 min

force dried as follows:

3.2.1

3.2.2

In air circulatin

C.

Electrostatic Application

Spray Application

roughly dry before

prayed by the seal suppliers.
(depending on seal size) when

g convection oven maintained at 183 +/- 5

Under infrared lamps located approximately 250 mm from

seals.

Nontacky, indicates that two surfaces may be brought into
contact and then separated without injury to either of the

surfaces.

3.3 MIXTURE

3.3.1 Viscosity 15 - 22 s
' (FLTM BI 11-2, Ford Cup #4)
or
3.3.2 Zahn Viscosity at 27 C 18 - 26 s
(#2 Cup)
Date Release No. Release/Revision
1988 03 o) |CR/cK 132394-P |Revisep 7 Plod.
1978 11 15 Metricated & Retyped PCR RD782440-P3
1966 10 17 Released CP5-45720
WP 3948-a Page 1 of 3
| EIUDFIIED UUU':rlr&l:U V?T"!"- ﬂerOGruments

Copyright by the Ford Motor Company
Fri Aug 26 22:11:03 2016

Full document details: FORD ESW-M4G153-A 1988

Document Sharing Hub


http://www.avadocuments.com/doc/ford-esw-m4g153-a-1988
http://www.avadocuments.com/doc/ford-esw-m4g153-a-1988

@ ENGINEERING MATERIAL SPECIFICATION
ESW-M4G153-A

3.4
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3.6

3.7

3.8

3.10

3.11

3.12
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TOTAL SOLIDS 14 - 18 &
(ASTM D 2834, except heat at 102 +/-

3 C for 3 h or until sample reaches

constant weight)

DRYNG TIME AT 23 +/- 2 C Tack free in 30 min

SPECIFIC GRAVITY AT 27 C 0.89 - 0.93
(ASTM D 891, Method B)

FILM THICKNESS
Shall be as specified on the engineering drawings.
ADHESION OF COATING

Cut an "X" in the coated surface to the metal in several places
with a razor blade. Press scotch tape onto the area firmly. After
5 min, remove the tape, pulling at a direct tangent to the outside
diameter of the seal. Regardless of the rate of tape removal, no
coating shall adhere to the tape.

FLAKING OR POWDERING

Scrape the coated surface until clean metal appears. The scrapings
shall be free from flakes or powder.

INFRARED SPECTROPHOTOMETRY

Ford Motor Company, at its option, may conduct infrared analysis of
material/parts supplied to this specification. The spectra
established for initial approval shall constitute the reference
standard and shall be kept on file at the designated material
laboratory. All samples shall produce spectra that correspond to
the reference standard when tested under the same conditions as
those specified on the master spectrum.

STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System

Standard Q-101. A mutually acceptable Control Plan as described '

therein is required for material/source approval. Appropriate
statistical tools must be used to analyze process/product data so
that variation in the final product is continuously reduced.

SUPPLIER'S RESPONSIBILITY
All materials supplied to this specification must be equivalent in

all characteristics to the material upon which approval was
originally granted.
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