ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
2K POLYESTER REPAIR KNIFING GLAZE SK-M99J9617-A
2K POLYESTER REPAIR KNIFING GLAZE, Z2INC SUBSTRATES SK-M99J9617-A2
2K POLYESTER REPAIR KNIFING GLAZE, FINE SK-M99J9617-A3
1. SCOPE

The materials defined by these specifications are 2K polyester knifing
glazes.

2. APPLICATION

These specifications were originally released for materials used as
polyester knifing glazes for service repair.

The materials are cured with peroxide hardener SK-M95J9620-A.
3. REQUIREMENTS
3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard Q-101. A mutually 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 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.

3.3 COMPOSITION
3.3.1 Vehicle

Unsaturated polyester resins and styrene.

Date Release No. Released

1995 02 02 Revised and Retyped

1989 08 01 [B/031 526 TP Complete Revise, added -A2 and A3.

1981 095 11 |[SM/EQ 8875 TP Release
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ENGINEERING MATERIAL SPECIFICATION
SK-M99J9617-A\A2\A3

1
! 3.3.2 Pigments
\

Pigments and fillers to obtain the desired color and

properties.
3.3.3 Non-Volatile, min 84 %
(FLTM EU-BI 2-1)
3.3.4 Viscosity as Supplied Paste
3.3.5 Density at 20 C See Initial Sample +/- 0.05 g/mL

(ASTM D 1475)
3.3.6 Mixing Ratio with Hardener 3%
Mixing by weight with peroxide hardener SK-M39J9620-A.
3.3.7 Pot Life at 20 C 3 - 5 min

Pot life is defined as the time from mixing the material with
hardener until it cures, tested by manual stirring.

3.3.8 Reaction Temperature, min 5¢C
3.3.9 Flash Point >21¢C
(ASTM D 56)

3.4 PREPARATION OF TESTPANELS
3.4.1 Substrates
SK-M92J9617-A: Test panels UMA 18001 or UMA 18006.

SK-M98J9617-A2: Test panels UMA 18001 or UMA 18006 and zinc
substrate.

SK-M99J9617-A3: Test panels UMA 18001 or UMA 18006 and
cured filler SK-M99J9617-A.

The substrated must be clean and sanded.
3.4.2 BApplication of the Knifing Glaze

The knifing glaze is applied in a dry film thickness shown in
3.5.1. Processing temperature 20 C.

3.4.3 Drying time at 20 C, max 30 minutes
Time to achieve the sanding properties shown in 3.5.2.
3.4.4 Primer

The sanded knifing glazes are painted with 2 pack repair
primer according to SK-M99J%614-A.
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