@ ENGINEERING MATERIAL SPECIFICATION

Material Name

HSLA STEEL

Specification Number

SHEET, ZINC - ZINC/IRON AND WSB-M1A215-E3
ZINC/ALLOY COATED

NOT TO BE USED FOR NEW DESIGN
SCOPE

The materials defined by this specification are zinc, zinc/iron, =zinc/
nickel and other zinc/alloy coated High Strength Low Alloy (HSLA) steel
sheet produced by the hot dipping (including galvannealing) or
electrolytic deposition process.

APPLICATION

This gpecification was released originally for material wused for
automobile body parts.

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 1is 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 BASE MATERTIAL
3.2.1 Chemical Composition
The upper and lower limits of each controlled element
must be established by the suppliers and presented prior

to source approval.

Steel samples selected for approval must aim toward the

maximum chemistry. Upon successful testing of the
samples to all requirements of this specification,
including weld-ability, the allowable chemical

composition range will be established and detailed on

the Engineering Materials Approved Source List. No
changes 1in chemical composition range shall be made
without prior approval by Ford Motor Company.

Date Action Changes
1999 11 22 [N-Status Replaced by WSB-M1A215-E1/F1 & WSS-M1P94-A
1994 08 23 [NBOOE10043064133[Reviged 3.2, 3.3, 5.4 & updated JEN KJT
1988 09 26 |[SM/ER 8341 TC Releagsed J.E.Nelson, J.A.F., MP. - NAAO.KJT.EAO
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@ ENGINEERING MATERIAL SPECIFICATION WSB-M1A215-E3

3.2.2 Mechanical Properties
(ASTM A 370/IS80 6892)

Testing shall be performed on samples in the as-coated

condition.
Grade 250 300 350 400 450 500**550 700 1000
Yield Strength
MPa, min 250 300 350 400 450 500 550 700 1000
MPa, max 350 400 450 500 550 600 *** *x&x  xEx

Tensile Strength, 350 400 430 460 500 570 620 750 1000
MPa, min

*Elongation
%, min 25 24 22 20 20 16 12 9 3
%, typical 37 36 30 27 25 22 Frk o kEkA xE %

Note: Tension specimens shall be taken longitudinally
and conform to the standard sheet type specimen shown in
ASTM A 370, ISO 6892.

*Gage lengths other than 50 mm may be used for control
purposes with appropriate correction in % elongation.
In all cases, 50 mm will be considered the umpire
standard gage length.

**Until U.S. suppliers have converted to metric
properties, a callout of Grade 480 (same reguirements as
Grade 500 except 550 MPa min tensile, 480 MPa min yield
and 580 MPa max yield) may be used on drawings. Any
supplier approved to furnish grade 500 will also be
considered approved to supply Grade 480.

***Values will be established for these products during
initial supplier approval.

3.2.3 Grain Size (steel substrate) No. 8 and finer
(ASTM E 112)

3.2.4 Bend Test
(ASTM A 607)

Test samples shall pass a 180 degree transverse bend
test at room temperature with the inside bend diameter
not exceeding the specimen thickness.

WP 3948-Db Page 2 of 8

Documents
Copyright by the Ford Motor Company Document Sharing Hub

Sat Aug 27 22:57:41 2016
Full document details: FORD WSB-M1A215-E3 1999


http://www.avadocuments.com/doc/ford-wsb-m1a215-e3-1999
http://www.avadocuments.com/doc/ford-wsb-m1a215-e3-1999

@ ENGINEERING MATERIAL SPECIFICATION WSB-M1A215-E3

3.3 COATING
3.3.1 Coating Mass
(ASTM A 90)
Coating Mass Coating Mass Per Side g/m2
Designation Single Spot min/max *
Hot Dipped** Electrolytic
00 0 0
05 5/20 5/15
20 20/60 20/30
40 40/80 40/55
45 - 45/60
50 50/80 50/70
55 55/85 55/75
60 60/110 60/80
70 70/120 70/90
98 100/160 100/130
* ASTM A 90 should be suitably modified to allow coating
magss determinations on individual sides.
** Reduced coating mass ranges are available for some
hot dipped products. See Engineering Materials Approved
Source List for products which are available with
restricted coating mass limitations.

3.3.2 Coating Compogition (For Electrolytic Zinc/Iron Only)
Bulk iron content of the coating shall be 12 to 18 %.
Within the coating, iron must be evenly dispersed and
not contain planes or areas of widely wvarying
concentration. Point to point SEM energy dispersive X-
ray analysis of coating cross section shall not show
iron to vary by more than 5 % of the actual bulk iron
content.

3.3.3 Coating Composition (For Electrolytic Zinc/Nickel Only)
Bulk Nickel content of the coating shall be 9 to 13 %,
except in the case of coating mass designation 45 where
it shall be 10.5 - 13.5.

Point to point SEM energy dispersive X-ray analysis of
coating cross section shall not show Nickel to vary by
more than 5 % of the actual bulk Nickel content.
WP 3948-Db Page 3 of 8
Documents
Copyright by the Ford Motor Company Document Sharing Hub

Sat Aug 27 22:57:41 2016
Full document details: FORD WSB-M1A215-E3 1999


http://www.avadocuments.com/doc/ford-wsb-m1a215-e3-1999
http://www.avadocuments.com/doc/ford-wsb-m1a215-e3-1999

