ENGINEERING MATERIAI SPECIFICATION

Material Name Specitication Number
METAL ADHESIVE, SPOT WEﬁDABLE, SOLVENT FREB S5-M2G4665-A
1. SCOPE

The material defined by this specification is an epox
solvent free and heat curing adhesive sealer.

ot weldable,

5-M2G4665-AA, Low Viscosity; S-M2G4665-AB, High
2. APPLICATION
This material is used for bonding oiled b
White stage such as clinch flanges and/
drawing.
3. REQUIREMENTS
3.1 COLOR

3.2 SCLIDS, min
(FLTM EU-BV 50-10)

3.3 ASH, max
(FLTM EU-BV 50-10)

28 %

3.4 DENSITY at 20 C
(ASTM D 1475)

1.5 +/- 0.2 g/cm3

3.5 VISCOSITY at 20
(FLTM EU-BV 3-
2 mm dia n

-M2G4665-AA 5-M2G4665-AB

As Received 150 +/- 25 s 340 +/- 30 s

200 s 500 s
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@ ENGINEERING MATERIAL SPECIFICATION
5-M2G4665-A

3.6 IMPACT RESISTANCE AFTER AGEING No loss of adhesion or chipping

Test Method:

1) Apply two beads of material under test to six body skin panels
300 x 300 mm prepared in accordance with FLTM EU-BV 50-11 "oiling
grade normal"”, and scrape to a semicircular bead form of 5 mm
radius using a template (see Fig. 1).

2) Place six body skin panels according to Fig. 2 and prepared in
accordance with FLTM EU-BV 50-11 "oiling grade normal" on top of
specimens as prepared above. Insert suitable steel spacers and
compress to a thickness of 1.0 mm and tighten screws (see
Fig. 3).

3) After 10 minutes conditioning at room temperature expose three

specimens each to minimum and maximum curing cycle according to
FLTM EU-BV 50-5, Table 1.

4) Expose all six specimens in a mechanical convection oven at a
temperature of 80 +/- 2 C degrees for 2 weeks.

5) After cooling to room temperature remove screws and clamp
specimen in an impact test fixture according to FLTM EU-BV 51-1.
Allow lever to fall six times in rapid succession from a
horizontal position at room temperature (X-30 kpem).
3.7 COLD IMPACT RESISTANCE No loss of adhesion or chipping
Test Method:

1) Prepare test specimen as outlined under clause 3.6, Section 1
to 3.

2) After cooling to room temperature, remove screws and test

according to FLTM EU-BV 51-1, Section 5 to 8 (- 40 C; X =
30 kpcm) .
3.8 CORROSION RESISTANCE No corrosion

Test Method: (see Fig. 4)

1) Apply material under test at a coating thickness of 0.15 to
0.20 mm between body skin panels, prepared in accordance with
FLTM EU-BV 50-11, "oiling grade normal", and place spot welds at
a distance of 25 mm from each other (FLTM EU-BV 59-1).

2} Expose test specimen prepared as above in a mechanical convection
oven maintained at 220 +/- 2 C for 45 minutes.

' 3) Cool to room temperature and subject to the salt spray test
: according to ASTM B 117 for 500 hours.
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4) Remove spot welds by drilling, separate panels and examine for
evidence of corrosion.

3.9 WASH RESISTANCE

There shall be no evidence of material wash-out or displacement due
to precleaning and phosphating solutions.

Test Method:

1) Apply two ribbons of material under test 250 x 50 x 1 mm and
50 mm apart from each other to a 300 x 300 body skin panel,
prepared in accordance with FLTM EU-BV 50-11, "oiling grade
normal®.

2) Condition for 10 inutes at room temperature and expose in a
mechanical convection oven at a metal temperature of 165 +/- 2 C
for 3 minutes. The warm-up time to reach this temperature shall
not exceed 10 minutes.

3) After cooling to room temperature position panel horizontally and
maintain a spray of water at a temperature of 50 +/- 5 C using a
jet spray with a pressure of 0.7 kgf/cm2 (Nozzle No. 1/2 GG-25
Full Jet of Spraying System Co.). Direct the spray between the
two ribbons at a distance of 250 mm and maintazin for 1 minute.

3.10 WELDABILITY 1000 spot welds
(FLTM EU-BV 59-1, Type A and B, coating
thickness 0.15 to 0.20 mm, condition
for 1 h at room temperature)

3.11 PAINT COMPATIBILITY
(FLTM EU-BV 53-8)

The paint shall cover the adhesive satisfactorily. Slight
discoloration or staining of paint film is permitted.

3.12 SHEAR STRENGTH
(FLTM EU-BV 54-3, Type 1, thickness 0.3 mm)

3.12.1 At 20 +/- 2 C

After Minimum Curing Cycle: min 70 kgf/cm2
After Maximum Curing Cycle: min 70 kgf/cm2

3.12.2 At 90 +/- 2 C

After Minimum Curing Cycle: min 40 kgf/cm2
After Maximum Curing Cycle: min 40 kgf/cm2

3.12.3 At - 40 +/- 2 C

After Minimum Curing Cycle: min 50 kgf/cm2
After Maximum Curing Cycle: min 50 kgf/cm2
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