ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

ADHESIVE/HEADLINER REQUIREMENTS FOR BONDED IN ‘ WSB-M11P59-A

HEADLINER

SCOPE

This specification defines the adhesive/headliner requirements for
materials used to bond in headliners where roof bows have been eliminated.

2. APPLICATION
This specification was released originally for bonding of rigid headliners
to the roof interior sheet metal. The roof sheet metal can have varying
degrees of phosphate, electrocoat, body primer, and/or topcoat overspray.
The headliner can be comprised of different scrims/substrate composites.
This specification does not describe individual material properties. The
applicable material specifications should be referenced for non-performance
characteristics.
3. REQUIREMENTS
3.1 QUALITY SYSTEM REQUIREMENTS
Material suppliers and part producers must conform to Quality System
Requirements, QS-9000. Material specification requirements are to be
used for initial qualification of materials. A Contrcl Plan for
ongoing production verification is required. This plan must be
reviewed and approved by the relevant Ford Materials activity and/or
Ford Supplier Technical Assistance (STA) prior to production parts
submission. Appropriate statistical tools must be used to analyze
process/product data and assure consistent processing of the
materials.
Part producers using this material in their products, must use Ford
approved materials and must conform to a process control plan which
has been approved by STA and/or the relevant Materials Activity.
3.2 INFRARED SPECTROPHOTOMETRY AND/CR 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.
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3.3 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material conditiocned in
a controlled atmosphere of 23 +/- 2 C and 50 +/- 5 % relative
humidity for not less than 24 h prior to testing and tested under the
same conditions unless otherwise specified.

3.4 PEEL ADHESICN, Min 350 N/m width

100 % cohesive failure of adhesive on production painted panels or
substrate breakage above the specified loads.

Exposure Conditions - Bonded Test Assemblies:

After material cure, place assembly in 90 degree peel fixture.
Condition at room temperature for 30 minutes prior to testing at 23
+/- 2 C (except where noted). Report failure mode, initial peel and
strength and continued peel strength. Test 5 samples per exposure
condition.

3.4.1 24 hat 23 +/-2¢C
3.4.2 2 weeks at 90 +/- 2 C

3.4.3 2 weeks at 38 +/- 2 C and 98 +/- 2 % relative humidity, non-
condensing.

3.4.4 Thermal cycle - 5 cycles
One cycle consists of:

4 hat 90 +/- 2 C .
4 hat 38 +/- 1 C and 98 +/- 2 % relative humidity
16 hat - 30 +/- 1 C

Test Method:

Apply a 10 mm diameter bead of adhesive to a 25 x 380 mm
section of headliner substrate. Immediately bond to the
center of a 50 x 300 mm metal panel (per para 5.2.2) and
compress to 3 mm bondline thickness. (See Figure 1) Remove
any excess adhesive with a spatula or other suitable tool.
After complete material cure, expose the samples to the
conditions indicated above. After the exposure period,
condition the samples for 24 h at 23 +/- 2 C (condition 3.4.1
does not require an additional 24 h). Clamp a 90 degree peel
test fixture equipped with ball bearing track allowing for a
continuous 90 degree peel angle into the jaw of a tensile
testing machine. Place the test panel into the fixture.
Insert the extended end of the headliner into cross head jaw.
Initiate jaw separation at the rate of 50 mm/minute. Continue
the test until all the headliner has been removed from the
panel. Record the average peel force and mode of failure.
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FIGURE 1

380 mm >

25 mm Headliner / /
— |
‘ Adhesive /
3mm 3 mm thick |
—5|’—— P Test Panel
/[h b 100 x 300 mm
3.5 STATIC DEAD WEIGHT No cohesive or adhesive failure on

production painted panels or
headliner. Substrate breakage is
acceptable.

3.5.1 24 hat 23 +/- 2 C

3.5.2 24 hat - 30 +/-1C

3.5.3 30 minutes at 120 +/- 2 C (15 h material cure only)

3.5.4 2 weeks at 90 +/- 2 C

3.5.5 2 weeks at 38 +/- 2 C and 98 +/- 2 % relative humidity, non-
condensing.

3.5.6 Thermal cycle - 5 cycles
One cycle consists of:
4 hat 90 +/- 2 C

4 hat 38 +/- 1 C and 98 +/- 2 % relative humidity
16 hat - 30 +/-1C
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