ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
ANODIC COATING FOR EXTERIOR ALUMINUM PARTS SK-M4PS100-A

(BRIGHT OR COLORED)

1. SCOPE

This specification defines performance requirements for bright and colored
anodic coating on automotive parts.

Coatings are hard, corrosion resistant and clear (transparent) unless
otherwise specified.

For increased "Blush" resistant coating use SK-M49101-A.

2.  APPLICATION

Anodic coatings are specified for aluminum parts where brightness,
specified color and corrosion resistance are required. Use is limited to
those aluminum alloys which can be demonstrated to produce the desired
appearance properties.,

3. REQUIREMENTS
Tests are to be conducted on parts, or section of parts.

3.1 QUALITY

The coating desired shall consist essentially of transparent hydrated
aluminum oxide of uniform density and film thickness, colored by dye
or pigment where specified.

3.2 APPEARANCE
3.2.1 Color and Lustre
The color and lustre of the finished part shall comply with

- the specification for the visual inspection of appearance
items established by Product Development.
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3.2.2 Crazing

The anodised aluminum part when installed in vehicle, shall
show no more crazing than the approved Master Sample on file
in the Materials Laboratory, Product Development, after the
vehicle is subjected to one cycle in the paint repair oven.

Note: Where parts are made from preanodised sheet, there
shall be no significant increase of original "crazing" after
the paint repair cycle.

3.3 FILM PROPERTIES

3.3.1 Coating Thickness, min 0.007 mm
(FLTM EU-BQ 10-1, light section microscope)

On High Purity Aluminum, min 0.004 mm

For parts using material based on aluminum of 99.8 % purity
or higher.

3.3.2 Sealing
Finish to be aged not more than two days before testing.

3.3.2.1 Acid Dissolution Test
(FLTM EU-AQ 6-3)

Weight loss, max 20 mg/dm2
Method FLTM EU-AQ 6-3
(Acidified sulphite solution ISO 2932 1973 (E)).

Note: As a pretreatment, parts are to be dipped in
50 % nitric acid for 10 minutes at 18 - 22 C with
no greater weight loss than 10 mg/dm2. Failure to
meet this weight loss limit constitutes rejection.

3.3.2.2 Dye Absorption Test (Bright or light colors)
(FLTM EU-BQ 9-3)

The test determines the increase in dye-absorptive
property of sealed anodic coating after contact
with an acid solution.

Method: (ISO/TC 79/SC 215E using Aluminum Blue 2
LW dyestuff, and pretreatment with sulphuric
acid/potassium fluoride.)
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