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CORROSION PROTECTIVE COATINGS-CHROMATE, ZINC, ORGANIC TYPE SA-M1P9108-A/B
1. SCOPE

This specification defines the performance level(s) of a corrosion
protective coating which is produced by dipping in an aqueous dispersion
of zinc flakes, chromium salts and organic material and stabiliser by
baking.

2.  APPLICATION
The coatings are suitable for small ferrous components which can be bulk
handled through a cleaning, dip spinning and bake curing operation. Dip
draining and bake curing operations may be used on parts which have to be
treated individually. It is not suitable for parts which contact metals
that are unfavourable to zinc, due to bimetallic corrosion, e.g.
stainless steel, or parts which are adversely affected by baking
temperatures of 330 C maximum. The finish is suitable for high hardness
components where embrittlement is likely to cause cracking.
3.  REQUIREMENTS
3.1  STATISTICAL PROCESS
Suppliers must conform to the requirements of Ford Quality System
Standard Q-101. A muruzlly 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.
3.2 APPEARANCE
The coating shall have a uniform metallic grey appearance free from
tears and other discontinuities.
3.3 CURING
The coating shall be fully cured, as indicated by the appearance of
a slight pale yellow colour when concentrated ammonium hydroxide
(NH40H) is dripped on to the surface of a coated part and left for
30 seconds at room temperature.
3.4 COATING WEIGHT AND THICKNESS
Variant 'A' 20 - 24 g/m2 0.005 - 0.007 mm
Variant 'B' 28 - 36 g/m2 0.008 - 0.010 mm
Date Release No. Release/Revision
1992 03 31 |C10176266 Rev'd & retyped. Was 6 pages. Not for new design
1986 10 01 |B/021666TC Chg'd to 'N' status.Replaced by WSD-M21P13-A1/A2
1981 10 23 |SM/ER4939TC Released
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COATING WEIGHT AND THICKNESS (continued)

The coating thickness has been included for guidance only.
Undersizing of threaded components is not permitted without prior
approval of Materials & Fastener Engineering for standard and
utility parts, or the responsibie Engineer for threaded production
parts. The coating may be thicker at thread roots and in recesses,
and thinner at ecrests and edges. Tightness to thread inspection
ring gauges may be experienced, however, the coating thickness
shall not adversely affect the mechanical performance of the part
or have any adverse effect on normal installation and removal
practices.

The coating weight shall be determined using a sufficient quantity
of parts to give a minimum surface area of 2000 mm2. Unless
otherwise agreed by Materials & Fastener Engineering or stated on
the part drawing, the coating shall be applied in two or more dip,
spin and bake operations, to ensure uniformity of thickness and
freedom from tears and other discontinuities.

CORROSION RESISTANCE

Finished components shall be tested in accordance with ASTM B117.
After the specified test time, without using supplementary
magnification, one red rust spot per 1600 mm2? of significant
surface area is acceptable provided the spet is no greater than
1.5 mm in diameter.

SALT FOG RESISTANCE

Variant ‘A 240 h
Variant *B° 336 h

ADHESION

The coating shall withstand normal handling, storage and
installation without flaking or peeling or other loss of adhesion.

CLEANING

Prior to coating, the parts shall be free from oil, scale and
simflar foreign materials. The cleaning process shall have no
detrimental effect on the substrate (including freedom from
embrittlement).

HEXAVALENT CHROMIUM TEST
After sufficient time for the surface to stabilise, the parts shall

give an indication of not more than one part per million of
chromate ions when tested to Ford Laboratory Test Method EU-AQ 6-2.
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