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TAPES — PRESSURE SENSITIVE. PAPER BACKED

Klebeband auf Papiergrundlage. druckempfindlich

1. SCORE

The materials defined by this Ford Manufacturing Standard are paper backed
pressure sensitive tapes identified as;-

1.1 For general use

1.2 For use in paintshop locatioms.

2. APPLICATION

These materials are generally used as paint masking tapes possessing high heat
resistance and non-staining properties, or as gemeral purpose pressure
sensitive tapes.

3. REQUIREMENTS

3.1 Materials and Workmanship

The tapes shall consist of paper backing coated on one side with pressure
sensitive adhesive which requires no moisture, heat, or special pre—
paration prior to application. The edges of the tapes shall be straight,
true and unbroken, so as to provide sharp, distinct boundaries to
finished areas.

3.2 Paper

The paper shall be uniform in texture and have sufficient strength to
allow the tape to be unwound from its roll and to be removed from a
masked surface without breaking or delaminating.

3.1.2 Adhegive
The adhesive shall be a smooth, uniform coating, covering the entire
surface of one side of the tape. There shall be no separation of the
adhesive from the backing upon unwinding from the roll or upon the
removal from metal or painted surfaces and in the case of Point 1.1 from
rubber. The tape shall adhere immediately and firmly to clean dry
surfaces to which the tape is generally applied in finishing operations
without wrinkling, curling, breaking or lifting.
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General Requirements — all Suffixes

3.2 Dimensions

3.2.1 Width As specified on the Purchase Order.
3.2.2 Thickness 0.20 mm maximum

Test Method ASTM D 1000
3.3 Ease of Handling The tape shall be easily torn by hand.
3.4 Unwind Pull 0.35 kg/cm of width maximum.

Test Method .
Pull in a tensile tester at a rate of between 3 and 6 m/minute at
23°C + 2°C.

3.5.1 Elongation 12 7 maximum.

3.6 Adhesion_to Enamelled Metal

18 kg/cm of width minimum.

Test Method ASTM 1000, 30 cm/minute rate of pull. .
Prepare panels as described in Ford Laboratory Test Method BI 103-02
using currently released production body enamel. Apply the tape to a
freshly prepared panel without storing at 23°C * 2°C.

3.7 Streining

No more than the master sample on file in the Quality Control or Test
Laboratory. .

Test Method
Expose the panel from the completed test in 3.8.1 for 24 hours to the
light source as described in Ford Laboratory Test Method BYU 105-01.

3.8 Adhesive Transfer Point 1.1 and 1.2 Enamel Metal None
Point 1.1 Anodised Aluminium None
Point 1.1 Stainless Steel None .
Point 1.1 Rubber None

Test Methods

3.8.1 Enamel Metaal Panel — Prepare panels as in 3.6. Apply the tape to a
freshly prepared panel using light finger pressure. Expose for 30
minutes in a mechanical convection oven maintained at 120°C + 5°C.
Strip part of the tape from the panel immediately upon removal from
the oven and the rest after 15 minutes.
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