@ ENGINEERING MATERIAL SPECIFICATION

Material Name Bpeciiication Number

SEALER, WELDABLE, EXPANDING, HEAT CURING " 'SK-M4G9508-2
POLYACRYLIC ESTER

SEALER, WELDABLE, HEAT CURING, BUTYL RUBBER SK-M4G9508-A2

1. SCOPE

The materials defined by these specifications are spot weldable, heat
curing sealers based on polyacrylic ester or butyl rubber.

2. APPLICATION

These materials were released originally for materials used for sealing
spot weld seams e.g. sealing of side panel to wheel arch (SK-M4G9508-2) and
sealing of floor pan (SK~M4G9508-A2) or as specified on Engineering drawing
and is applied to oiled surfaces in body assembly.

3. REQUIREMENTS
3.1 QUALITY SYSTEM REQUIREMENTS

_Material suppliers and part producers must conform to Quality System
Requirements, QS-9000. Material specification requirements are to be

-~ used for initial qualification of materials. A Control Plan for
ongoing production verification is required. This plan must be
reviewed and approved by the relevant Ford Materials activity and/or
Ford Supplier Technical Assistance (STA) prior to precduction parts
submission. Appropriate statistical tools must be used to analyze
process/product data and assure consistent processing of the
materials.

- Part producers using this material in their products, must use Ford
approved materials and must conform to a process control plan which
has been approved by STA and/or the relevant Materials Activity.

3.2 INFRARED SPECTROPHOTOMETRY AND/OR THERMAL ANALYSIS

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

Date Action - Changes
1996 03 06 [Revised Updated and retyped W. Scholz
1995 04 25 [EPOOE1051124G000} Released - A2 W. Scholz
1975 01 09 |SM/ET0859 TP Released - 2
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3.3 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material conditioned in
a controlled atmosphere of 23 +/- 2 C and 50 +/- 5 % relative
humidity for not less than 24 h prior to testing and tested under the
same conditions unless otherwise specified.

3.4 COLUR Black
3.5 SOLIDS, min SK-M4G9508-A: 85 &
(FLTM BV 150-10) SE-M4G9508-A2: 98 %
3.6 ASH, max : 45 &
(FLTM BV 150-10)
3.7 FLASH POINT >56C
(ASTM D 56)
| 3.8 DENSITY AT 20 C : 1.0 to 1.6 kg/1
| — (ASTM D 1475)

3.9 VISCOSITY AT 20 C
(FLTM BV 103-1, line pressure 0.392 MN/m2,
! nozzle diameter 2 mm)

If the finished part does not allow the preparation of specimens, the
supplier is required to provide, together with the Initial Sample
Report, specimens of same material and equivalent manufacture used
for the finished part. Samples for control and routine checks shall
be submitted assured by Quality Control.

3.9.1 As Received SK-M4G9508-A: 70 - 200 s
SK-M4G9508-A2: 200 - 600 s

3.9.2 After Ageing SK~-M4G9508-A: max 200 s
SK-M4G9508-A2: max 600 s -

3.10 FLOW RATE max 3 mm
(FLTM BV 153-1, Method A, except
oiled panels according to FLTM BZ 150-11,
"Normal Grade"™)

3.11 COLD RESISTANCE AFTER AGEING
No loss of adhesion or chipping.
Test Method:

1. 2pply 250 x 30 x 3 mm ribbons of test material in the middle of
300 x 100 x 0.8 -~ 0.9 mm test panels prepared accerding to FLTM
BZ 150-11, "Normal Grade".
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2. Expose separately test assemblies according to FLTM BV 150-5,
Table 1:

a) minimum curing cycle
b) maximum curing cycle

3. Expose test assemblies in a mechanically convected air-drying
oven at 80 +/- 2 C for two weeks.

4. After cooling to 23 +/- 2 C expose test assemblies and bending
fixture (see FLTM BV 153-4, except 100 mm mandrel) in a cold box
at - 30 +/- 1 C for 4 h.

5. While still in the cold box bend test assemblies within 2 s
around the 100 mm mandrel through an angle of 90 degrees.

3.12 FLAMMABILITY AND CORROSION
(FLTM BV 159~2, Method A. Immediately after
welding separate the welded parts using a test
_ fixture according to FLTM BV 159-1, Figure 4.
Examine after 48 h at 23 +/- 2 C.)

No burning, no corrosion.
3.13 CORROSION RESISTANCE

The material shall protect the test panel from corrosion. No
corrosion or blistering at the borderline sealer/EC/steel.

Test Method:
1. Test panel preparation according to FLTM BV 159-2, Method A.

2. After 2 h at 23 +/- 2 C wash, phosphate and electrocoat test
assemblies under normal production conditioms.

3. Expose separately test assemblies according to FLTM BV 150-5,
Table 1.

a) minimum curing cycle
b) maximum curing cycle

4. After 24 h at 23 +/- 2 C expose test assemblies to a salt spray
fog according to ASTM B 117 for 240 h.

5. Separate welded assemblies using a test fixture according to FLTM
BV 159-1, Figure 4 and examine.
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