ENGINEERING MATERIAIL SPECIFICATION

Material Name Speclrication Number
PLASTIC PART INTERIOR, HOT STAMPED SK-M99D9565-—AINACTIVE
PLASTIC PART INTERIOR, HOT STAMPED DELTA SK-M99D9565-B

1. SCOPE

This specification defines requirements for plastic parts hot stamped by
using a metallized film.

2. APPLICATION

The hot stamped coating is specified where a decorative metallic coating
is required.

3. REQUIREMENTS

Note: The material shall be conditioned for a minimum of 24 h at 23 +/-

2 C and 50 +/- 5 % relative humidity prior to test and tested under the

same conditions.

3.1 FINISHED PART REQUIREMENTS

3.1.1 Appearance

The surface of the metallic layer shall be uniform and smooth
and free from shades, color rings, visible pits, blisters or

cracks.

These requirements do not apply to areas not visible after
assembly.

If a protective coating is used, it must unobjectionably
cover the whole metallized area and in addition, meet the
following requirements.

3.1.2 Area of Hot Stamped Metallic Layer
As specified on Engineering drawing.

3.1.3 Gloss

The gloss shall match the Master Appearance Sample as
approved by the Design Department.

Date Release No. Released

1994 12 05 Revised and Retyped, was 11 pages

1976 12 16 |SM/EQ B196 MP Added suffix 'B' Flammability, sheets renumbered

1971 09 15 |2G/PE 1810KP Released
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3.1.4 Adhesion
(FLTM EU-BI 6-1, Method B, except scribe
2 parallel lines 2 mm apart only and as
long as possible)

There shall be no loss of adhesion of metallic layer to
plastic substrate.

If a protective coating is used, there shall be no loss of
adhesion of protective coating to metallic layer and metallic
layer to plastics substrate.

3.1.5 Heat Ageing

The finished part shall not show any surface failures, loss
of gloss or adhesion. Test for adhesion as per clause 3.1.4.

Test Method: Place a complete part or 2 section of it on a
] wooden panel and expose in a mechanical convection oven for
} 7 days at 80 +/- 1 C. Examination and test for adhesion
] shall be done after cooling down to room temperature.

3.1.6 Environmental Cycling

The finished part shall not show cracks, or other surface
failures, loss of gloss or adhesion after 3 cycles. Test for
adhesion as per clause 3.1.4.

Test Method: Subject finished part 3 times to the following
cycle:

3 hat 80 +/-1C

1 h at room temperature

3hat - 30 +/-1¢C

1 h at room temperature

16 h at 38 +/- 1 C and 98 +/- 2 % relative humidity

3.1.7 Fastness to Light 120 SFH
(FLTM EU-BN 1-1)

Specimen shall not stain or show any change in color tone
after light exposure. Further, it shall show no surface
change or loss of gloss or adhesion. Test for adhesion as
per clause 3.1.4.

3.1.8 Resistance to Synthetic Perspiration Solution
(FLTM EU-BI 13-3)

The specimen shall not show any surface failure or loss of
gloss or adhesion. Test for adhesion as per 3.1.4.
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3.1.9 Resistance to Cleaning Agent

The specimen shall not show any surface failure or loss of
gloss or adhesion. Test for adhesion as per 3.1.4.

Test Method: Rub off the specimen surface with a smooth and
clean tissue soaked with a mixture of white spirit and xylol
(ratio 75:25). Examination and test for adhesion shall be
done after complete evaporation of cleaning agent.

3.1.10 Resistance to Artificial Weathering
{FLTM EU~BO 15-2)

The specimen shall not show any surface failure or loss of
gloss or adhesion. Test for adhesion as per 3.1.4.

3.1.11 Resistance to Abrasion

The specimen shall not show evidence of wear through after

the required abrasive cycles or shall be better than the

master sample approved by the Body Materials Development

Laboratory, Body Engineering.

Original:

1000 abrasive cycles or as specified on Engineering drawing.

After Heat Ageing:

1000 abrasive cycles or as specified on Engineering drawing.

7 days at 80 +/- 1 C in a mechanical convection oven.

After Environmental Cycling:

1000 abrasive cycles or as specified on Engineering drawing.

3 cycles according to clause 3.1.6..

Test Method:

1) Use equipment according to FLIM EU-BN 8-1; except as
follows: Substitute the rubber diaphragm of the
abrasion head by the edge abrasion clamp ({special
accessory to Stoll Quartermaster Abrader - see
supplier’'s technical brochure).

2) Mount a section of trim welt 40 mm in length, covered
with two layers of duck cloth - warp in longitudinal
direction - in the edge abrasion clamp (see sketch).
Mount the assembly with the longer side parallel to the

stroke in the abrasion head and tighten it with the ring
clamp and lock the rotary motion pawl.
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