MANUFACTURING STANDARDS

Paint Standard for Plastic Bumpers

Tr_ris standard describes the general process and control requirements for the pre-treatment,
priming and painting of polycarbonate and polypropyiene vehicle bumpers. It must be used
in conjunction with the individual model Faint process sheets issued.

Painted plastic bumpers shall meet all requirements of paint performance specification -
WSK-M2P145A/WSS-M2P.181.A.

The procedures described in this standard are as follows:-

» Materials and specifications .Section 1

+ Preparation and pre-treatment Section 2

» Application of primer materials Section 3

s Application of topcoat materials Section 4

* Paintshop repairs Section §OISPOSE of Copies Wy n(Tr(.

RETAIN Record Copy Jk,\ Véﬁf Ay
= Baking and solvent flash-off cycles and film {Red Stamped) undil_ 4 —JV/%
thickness requirements Section GERMM Seneauie Number S -

1.1 Materiais

1.1 Only non-production items which have been approved in accordance with procedure
EU-IId-1 may be used in conjunction with paint processing operations.

1.2 All production materials must be approved in accordance with Product Engineering

Procedure EPD-AOS and have undergone appropriate production line trials according
to Procedure EU-VII-C-4.

1.3 Additives shall not be introduced into production materials without prior approval from
materials, fasteners and corrosion protection engineering and toxicology.

1.4 Preparation of materials for application must be in accordance with the
recommendations of the relevant supplier and manufacturing engineering.

1.5 Al production and non-production materials that are used in the paintshop must be
silicone free in accordance with FLTM.BI25.01

1.6 The use of compressed air for cleaning parts may give rise to high noise levels. The
Occupational Health Department should be consutted to ensure compliance with
Manufacturing Standard U-SX001-1 and U-SX001-2.

1.7 Material Specifications

Cleaners Specification Numbers

Alkali for polypropylene mouldings:- ) © U-MBO005-8033 Man Std
Alkali for polycarbonate mouldings:- )
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MANUFACTURING STANDARDS

1.7 Materia! Specifications cont

Acid for inclusion of polyurethane parts:- UMBQ05-8040 Man Std
Primer Materiais

Adhesion primer for polypropylene mouldings ESK-M6J157-A
solvent borne, one component:-

Primer for polypropylene mouidings, waterborne ESK-M6J171-A

two component:-

Hardener:- ESK-M29J370-A
Primer surfacer for plastic mouldings solvent borne, ESK-M6J147-A
two component:-
Topcoat Materials
Basecoat - Solvent Based
Metallic ESK-M16J5-A
Non metallic ESK-M16J5-A2
Basecoats - Waterbased
Metallic WSK-M82J30-A1
Non metallic WSK-M62J30-A2
Cleatcoat, solvent borne, two component:- ESK-M16J4-A
Hardener:- ESK-M99J323-A2
or
SKM-99J9608-A
Solid Colours ESK-M16J3-A
Solvent two component
Hardener ESK-M98J323-A2
or
SKM-99J9608-A

2.  Preparation for Painting

2.1 Following visual examination, defective mouldings are treated as follows:-

Minor Defects

o Smali moulding defects can often be removed using abrasive paper, finished off

with 800/1200 grade

o The effects of such repairs must not be visible after paint.

o Special care is required, however, with:-

- grained surfaces
- primerless system
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MANUFACTURING STANDARDS

Major Defects

Mouldings with major defects, where repair is judged as likely to be apparent after
paint, must be scrapped.

2.2 Masking (where applicable)

Self adhesive masking materials must be carefully secured along the breakline or
edge to avoid lifting in the wash procedure. The surface of the moulding at the
breakline must be smooth and ungrained to prevent ingress of paint material during
application.

For parts to receive flame treatment (polypropylene materials}, any large creases or

folds in the masking material must be cut-off or flattened to avoid being ignited by the
flame.

Areas to be masked with adhesive tape shall be applied in line with relevant model
paint process sheets.

Adhesive tapes shall have full conformity to section 1.1.
2.3 Pre-treatment - Cleaning - Autowash

It is necessary for all manual operations to be completed before parts are washed, as
plastic parts can attract dust/dirt particies electrostatically.

The pre-treatment wash procedure must ensure the complete removal of all
contaminating hydraulic oil, witness marks from the suction pads of transfer
equipment, release agents, grease, finger marks etc.

To avoid damage to the mouldings, the pH of cleaning materials must be maintained
within the range - 3.5t0 9.5.

For materials refer to section 1.

2.4 Drying
This should consist of two stages; firstly a high pressure air-blow off facility to remove
water from crevices, Mylar retaining grooves etc followed by a dry-off oven to ensure
complete removal of any remaining moisture.
Process times and temperatures are shown in Section 6.

2.5 lonised Air Blow-Off

o Particles of dirt or lint should be removed before paint application with a hand held
nozzle or fixed bar ionised air blow-off facility.

o Tack rags must not be used because of the risk of resin-transfer and subsequent
loss of adhesion.
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