ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
FORMED PRESSED WOOD FIBRE BOARD COATED WITH S-M2E4634-A

AN HF-WELDING ADHESIVE DELTA S-M2E4634-B
1. SCOPE

The material defined by this specification is a fdyy ressed wood fibre
board, where the upper formed part is coated or ¥rs Jwi synthetic
resin. The lower section is coated with an 3 :

side and waterprcofed by impregnation or paingj

2. APPLICATION

3. REQUIREMENTS

The material must be conditioned
50 +/- 5 % relative humidicy
conditions.

3 4+/- 2 C and
‘under the same
3.1 REQUIREMENTS FOR ARE

3.1.1 S-M2E4634
DELTA 3.1.2 DELTA

3.2

100 N

d area shall recover the original form
y deformation or any other defects.

fier from the formed part of the board on a
face. Apply a load of 100 N at the point specified
ngineering drawving. Use a circular compression
in area and a test speed of 100 mm/minuce.

.

Date Release/Revision
1992 06 30 (C10176272 Revised clause 3.2.3 and 3.3.1.
1989 02 28 |B/031521TC Retyped min changes, was 8 sheets
1970 06 13 [2GO/E17658/HC Released
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3.2.2 Contact Staining

The synthetic resin coating must not give rise to change in
colour or cause tackiness of the contact materials
(e.g.vinyl Plastic Film).

Cut a plain test specimen 100 x 50 mm from the synthetic
resin coated part of the board. Place a vinyl film
(production material) 100 x 50 mm on top of it (face side
to face side). Cover with a glass plate and apply a load
of 36 N. Transfer the assembly into a mechanical
convection oven maintained at 80 C for 4 h. Cool the
assembly and examine the vinyl material.

3.2.3 Form Stability Afrer Cold Soak and Humidity Conditioning

After test the formed area of the board must comply with
the dimensional tolerances for c¢old soak and humidity
conditioning as specified on rthe relevant Engineering
drawing for the parc.

A test specimen of the complete formed panel shall be fully
trimmed as per production conditions or otherwise
completely covered on the front face and edges with an
impermeable plastic sheet to prevent moisture ingress
through its outer surface. The specimen is then fitted to
the appropriate body inner metal panel by means of trim
clips (Note the body inner metal panel must have the normal
plastic barrier sheet fictcted). If due to space
considerations only a half board can be tested, both halves
of the same board must be tested independently on separate
half body panels.

Thoroughly soak the top flange of the door board by running
200 cm3 minimum of water along the board adjacent to the
weatherstrip region and allowing to soak in. The complete
assembly is then placed in a vertical position in an
environmental chamber for 16 h at 5 C followed by 38 +/- 1
C and 98 +/- 2 % relative humdiity for 24 h. At the end of
this period the panel shall be conditioned for 24 h at a
temperature of 20 +/- 2 C and humidity of 65 +/- 3 %.
After the conditioning period the panel shall be removed
from the body panel and the formed area shall be measured
at the centre and each ends velative to a mandrel
representing the design contour for the part.

A minimum of five parts shall be tested and the maximum
value of the mandrel gap measurement in millimetres in both
the vertical and horizontal planes shall be reported as the
mandrel movement.
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