ENGINEERING MATERIAL SPECIFICATION

Material Name

Specltication Number

ADHESIVE, EXTRUDABLE EPOXY BASED, WSB~-M2G372-A
THUMB GRADE FORM, STRUCTURAL

1. SCOPE

The material defined by this specification is an epoxy resin base, high
temperature curing, structural thumbgrade adhesive. It incorporates an
ethylene vinyl acetate film or dry film liner on one side to facilitate
application of the adhesive to the sheet metal.

2. APPLICATION

This specification was released originally for material used to reinforce
metal-to-metal body structures such as rocker to quarter panel coach
joints, roof panels at windshield headers, and body side roof rails. This
material is not intended for use in welded joints or in conjunction with
induction heat. It can be used over oily cold rolled and galvanized steel

surfaces. Optimal adhesion strengths are achieved at 1.15 mm adhesive
bondline thicknesses.

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 Control 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/OR 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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WP 3948-a Page 1 of 5

B 90091&0 00090kl 36577- ) - Documents..

Copyright by the Ford Motor Company

Sat Aug 27 23:28:23 2016
Full document details: FORD WSB-M2G372-A 1995


http://www.avadocuments.com/doc/ford-wsb-m2g372-a-1995
http://www.avadocuments.com/doc/ford-wsb-m2g372-a-1995

ENGINEERING MATERIAL SPECIFICATION
WSB-M2G372-A

3.3 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.

3.4 DIMENSIONS
Cross sections/dimensions as specified on the Engineering Drawing.

3.5 SOLIDS, min 98 %
(ASTM D 2834, except heat at 100 +/- 2 C
for 3 h in a mechanical convection oven)

3.6 ASH, max 50 &
(ISO 3541, Method A, 760 +/- 30 C, based
on solids weight)

3.7 WEIGHT PER VOLUME
(ASTM D 816)

The weight tolerance for any one supplier shall be +/- 0.01 kg/L,
based on the recorded weight of their original approved production
sample. Refer to para 5.4 for additional information.

3.8 CONE PENETRATION at 25 C
(ASTM D 217, 150 g total welght)

Initial and after material is aged 72 h at 45 +/- 2 C.
The core penetration tolerance for any one supplier shall be +/- 2 mm

based on the recorded cone penetration of their original approved
production sample. Refer to para 5.5 for additional information.

3.9 WASH RESISTANCE No evidence of material wash off
(FLTM BV 116-01, Method B) or displacement

3.10 ELECTROCOAT COMPATIBILITY Shall not contaminate electrocoat
(FLTM BV 119-01, use current primer bath or cause film

production paints as identified irregularities
by the Materials Engineering
Activity)

3.11 ADHESION, COLD IMPACT No cracking or adhesion failure

Test Method: Apply a ribbon of sealant material 0.8 x 12.7 x 200 mm
to two 0.9 x 300 x 300 mm oily steel panels. Bake one panel to each
cure schedule per para 5.3. Position panels in a horizontal attitude
during material bake. After bake, condition panels at 23 +/- 2 C for
1 h minimum. Condition the panels in a mechanical convection oven at
70 +/- 2 C for 7 days. Condition the panels at 23 +/- 2 C for 1 h.
Place panels in the slamming apparatus (FLTM BV 101-02) at - 30 +/-
1 C. Each panel shall be slammed a total of 10 times.
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