ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

CLEAR TOPCOAT, ABRASION RESISTANT, ANTI-STATIC, WSB-M15J8-A1
TRANSPARENT PLASTIC PARTS

CLEAR TOPCOAT, ABRASION RESISTANT, WSB-M15J8-A2

TRANSPARENT PLASTIC PARTS
1. SCOPE

The materials defined by these specifications are abrasion resistant
clear topcoats for interior plastic parts.

2. APPLICATION

These specifications were released originally to describe the typical
properties necessary for a clear protective coating either applied
directly to a lens or applied over pad stamp ink, paint or other

decorative treatment applied to the lens. The coating will eliminate
static charge from plastic parts and prevent further accumulation of new
charge.

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 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material conditioned
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.

3.3 COMPOSITION

3.3.1 Vehicle
~
A polysiloxane resin solution that can be reacted
(cross-linked) under controlled thermal conditions to
obtain an abrasion resistant surface coating on acrylic
molded parts,

3.3.2 Specific Composition

The supplier will furnish the specific composition of the
formulation upon request.
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ENGINEERING MATERIAL SPECIFICATION

3.4  PHYSICAL PROPERTIES

WSB-M15J8-A1/A2

3.4.1 Viscosity, Package 15 - 18 s
(ASTM D 3794, para 6.1.3, Zahn #2)

3.4.2 Non-Volatile, min 20
(FLTM BI 102-01)

3.5 PREPARATION OF TEST PANELS

3.5.1 Panels

Unless otherwise specified, thermoplastic or thermosetting
pPlastic materials, 2.5 - 4.0 mm thick of any convenient
size, representative of production materials. The panels
shall be cleaned by an acceptable commercial process to
remove mold release agents, fingerprints, oils, dirt,
moisture and any other surface contamination prior to
coating.

3.5.2 Clear Coating

Apply sufficient clearcoat to achieve 3 - 8 micrometre dry

film thickness, Cure clear topcoat per manufacturer's
recommendation.

Film Thickness: Beta Backscatter

Equipment:

TC-200 Beta Scope or equivalent

Probe

Radiocactive Isotope - Promethium 147, energy 0.22 Mev -
mounted in platten

Standards - Use the material that is representative of
production material at the following coating
thicknesses:

0 film, 3 micrometre, 4 micrometre, 5 micrometre, 7
micrometre, and 15 micrometre »

Procedure:

Calibrate beta backscatter instrument using standards,
store calibration value(s).

Take at least ten readings on different areas of the
test panel to determine film thickness and uniformity of
coverage.

Record all readings.
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ENGINEERING MATERIAL SPECIFICATION

Alternate Procedure: Film Thickness
(FLTM BI 117-01)

WSB-M15J8-A1/A2

Procedure:

Substitute a steel panel for the thermoplastic panel,
(para 3.5.1), apply topcoat and cure per manufacturer's
recommendation. Measure film thickness on the steel
panel.

Record all readings.
3.6  APPEARANCE

3.6.1 Color, max Clear, yellowness index, YI 3.00
(ASTM D 1925)

3.6.2 Gloss
(FLTM BI 110-01, 60 deg glossmeter)

'Not more than a 10 % decrease in gloss relative to the
uncoated plastic.

3.6.3 Clarity
(ASTM D 1003)

Haze may not increase by more than 0.5 % from the uncoated
plastic.

Luminous transmittance may not decrease by more than 0.5 %
from the uncoated clear plastic.

3.6.4 General
The coating when cured shall be a presentable serviceable
film showing no craters, pinholes, seediness or abnormal
roughness.
3.7 FIIM PROPERTIES
3.7.1 Film Hardness

Shall be sufficiently hard at time of packing to withstand
normal handling.

3.7.2 Adhesion Fig. 1 or better
(FLTM BI 106-01)

No more than 1 % loss of adhesion.
3.7.3 Humidity Resistance 96 h

(ASTM D 2247, 35 C at 95 %
relative humidity, min)

~
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