ENGINEERING MATERIAL SPECIFICATTION

Material Name

STONE PECK RESISTANT REPAIR MATERIAL
STONE PECK RESISTANT REPAIR MATERIAL
1. SCOPE

The materials defined by this specification are
materials for areas on which originally sto
SK-M399J9587-A has been applied and has

' Furthermore, the materials can be used as a
very small spots which due to unavoidable prGas
of body skids, are only degreased, zinc P
SK-M99J9589-A is a waterborne stone pe

SK-M99J9589-C is a two pack materi :
addition of polyisocyanate hardener SK

2. APPLICATION
The material will be mainly
mainly on smaller areas an
resistance is required.

3. REQUIREMENTS
3.1 COMPOSITION

3.1.1

9J9610-A

ne synthetic resins
with hydroxyl groups, capable of
yetion with polyisocyanate

Speclrication Number

SK—MSSJSSSS—.&N
SK-M3838J5589~C ACTIVE

airless spraying,
re high stone peck

he vendor, preferably 3:1 (by weight).

min 10 h/20 ¢
89-C only with
=H99J9610~2)
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ENGINEERING MATERIAL SPECIFICATION
SK~-M33J9589-A/C

3.1.4 Pigment

Inert pigments and fillers to provide the desired color. The
use of non-inert pigments or fillers, e.g. zinc oxide, zinc
sulfide, calcium carbonate is not permitted.

3.2 PHYSICAL PROPERTIES

3.2.1 Non-Volatile
(FLTM EU-BI 2-1)

According to approved initial sample report +/- 1 &.

3.2.2 Density
(FLTM EU-BI 2-2)

According to approved initial sample report +/- 0.05 %.

3.2.3 Package Viscosity (= application viscosity)
(FLTM EU-BI 11-1}

According to approved initial sample report +/- 10 s (if
thixotropic within acceptable tolerances).

3.2.4 Flash Point

The flash point shall conform to the safety regulations
applicable to the plant and/or country where the material
shall be used.

3.2.5 Shelf Stability

During a storage of 3 months at room temperature, the
material as received shall not gel or liver upon standing and
must be free from settling which cannot be dispersed by
normal agitation. The viscosity of the material shall not i
increase in excess of 20 seconds when tested according to
FLTM EU-BI 2-3.

3.3 PREPARATION OF TEST PANELS
3.3.1 Substrate

Use test panels prepared in accordance with SK-M99J9587-3,
sections 3.3.4.1. (Version A) and 3.3.4.2 ({Version B). In
the center of one half of the test panel clean an area about
20 mm diameter to bare metal or electrocoat as required,
using a knife, rotating wire brush and sanding paper. Final
sanding should be with 360 grit paper and the edge of the
cleaned ares should be feathered to expose the various
layers.
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ENGINEERING MATERIAL SPECIFICATION
SK~-M99J9589-A/C

3.3.2 Preparation of Test Panels

3.3.2.1 Version A

Use test panels prepared in accordance with
SK-M99J9587-A, section 3.3.4.1 ({(Version A) and
clean an area to bare metal as described in 3.3.1.
Sand the half of the test panel with simulated
damaged area to improve the ‘adhesion of the repair
material. Use 360 grit paper.

Apply the following materials to the 'damaged’ and
surrounding areas and to about one half of the test
panel in such a manner as to achieve a neat repair.
Avoid overspray as much as possible.

Unavoidable overspray should be removed by approved
processes, e.g. using a clean cloth saturated with
solvent as for SK-M99J9589-A demineralized water.
Use 360 grit sanding paper to obtain a smooth
transition between the ‘damaged" and the
surrounding area. The final enamel coat should be
polished if necessary.

Spray one coat of approximately 10 - 15 micrometre
dry film thickness of repair primer SK-M6J9566-3,
flash off 3 minutes and bake 10 minutes at 130 C
metal temperature.

Spray SK-M98J9589-A/C in sufficient dry film
thickness, flash off for 3 minutes and bake 10
minutes at 130 C metal temperature.

After cooling to room temperature spray repair
primer $-M6J57-A or SK~M6J9565-A as in use in the
plant concerned in a dry film thickness of about 10
- 15 micrometer, and flash off for 1 minute.

Spray current production enamel, white wet-on-wet
with a/m repair primer according to enamel material
specification and bake according to same (10
minutes at 130 C metal temperature).

3.3.2.2 Version B

Proceed according to section 3.3.2.1, Version A,
but with the following exceptions.
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