ENGINEERING MATERIAL SPECIFICATION

Material Name Specification NUmber

SEALER, TAPE FORM, LOW EXPANSION, WELDABLE, EPDM WSB-M4G267~-A4
BASE (TACKY SIDE) AND EVA FILM (NON-TACKY SIDE)

SEALER, TAPE FORM, LOW EXPANSION, WELDABLE, EPDM WSB-M4G267~A5
BASE, TACKY BOTH SIDES

1. SCOPE

WSB-M4G267-A4: The material defined by this specification is an extruded
tape form, heat expanding EPDM base sealer for use in areas where low
expansion is required. It incorporates an ethylene vinyl acetate film on
one side to facilitate application of the sealer to the sheet metal.

WSB-M4G267-A5: The material defined by this specification is an extruded
tape form, heat expanding EPDM base sealer for use in areas where low
expansion is reguired. It is tacky on both sides.

2. APPLICATION

These specifications were released originally for material used in the body
shop for sealing weld joints and openings where welding is not a
requirement. The materials have good adhesion to CRLC and
electrogalvanized steel substrates. The materials expand during the
process bake schedules noted in para 5.3,

3. REQUIREMENTS
3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard 0-10l. 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 INFRARED SPECTROPHOTOMETRY AND/OR THERMAL ANALYSIS

Ford Motor Company, at its option, may conduct infrared and/or
thermal analysis of material/parts supplied toc 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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ENGINEERING MATERIAL SPECIFICATION
WSB-M4G267-A4/A5

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

As specified on the engineering Drawing and/or Weld Sealer Manual.

3.5 CONSISTENCY 8 - 12 mm
(ASTM D 5, 150 g total weight)

Initial and After Material Aged
72 h at 45 +/- 2 C

3.6 SOLDS, min 95 %
(ASTM D 2834, except heat at 102 +/- 2 C
for 3 h in a mechanical convection oven)

3.7 SPECIFIC GRAVITY 1.2 +/- 0.25
(ASTM D 297, hydrostatic method)

3.8 VOLUME EXPANSION
(FLTM BV 108-02)

3.8.1 At 170 C 15 - 60 3
3.8.2 At 205 C 15 - 60 %

3.9 WATER ABSORPTION, max
(FLTM BV 117-01)

3.8.1 Method A& Less than 2 %
3.8.2 Method B Less than 2 %
3.10 BRIDGING, max 2.0 mm

(SAE J243, ADS-9, Method D, non-flow)
Test Method:

. Condition 2 test fixtures with 150 mm material strips for 1 h at
23 4/- 2 C. Bake 1 test fixture at each material cure schedule

specified in para 5.3.
Measure the amount of material sag through the holes.

3.11 SAG RESISTANCE, max 3 mm
(FLTM BV 118-01, substrate per para 5.2,
material cure schedules per para 5.3)
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ENGINEERING MATERIAL SPECIFICATION
WSB-M4G267-A4/A5

3.12 ADHESION CHARACTERISTICS

Test Method: Apply two 200 mm length ribbons of material to each of
two 0.9 x 100 x 300 mm steel panels per para 5.2 and condition panels
at 23 € +/~ 2 C for 1 h. Bake one panel at each material cure
schedule per para 5.3. Position panels in a horizontal attitude
during material bake. After bake, condition panels at 23 +/- 2 C for
4 h min. Evaluate adhesion by inserting the tip of a sharp spatula
under the end of the material strip. Grasp the tab of sealer and
attempt to peel at 180 deg.

The material shall not be removable in a continuous coherent film.
Observe for any indication that the material fails to adhere to the
substrate or is brittle or friable.

3.13 LOW TEMPERATURE RESISTANCE No cracking or adhesion failure

Test method: Prepare two 0.9 x 100 x 300 mm test panels per para
3.12. Condition the panels in a mechanical convection oven at 70 +/-
2 C for 7 days. Condition the samples at 23 +/- 2 C for 1 hour.
Place the panels in the slamming apparatus (FLTM BV 101-02) at - 30
+/- 2 C for 4 hours. Slam each panel a total of 10 times.

3.14 RESISTANCE TO CORROSION 500 h
(ASTM B 117)

No loss of adhesion or blistering of the material and no evidence of
corrosion on the metal surface when subjected to salt spray.

Test Method: Apply a 150 mm length strip of material at the edge of
two 0.9 x 75 x 150 mm oily steel panels per para 5.2. Sandwich the
material with another steel panel as shown in drawing below and weld
at intervals indicated. Cure two samples at each of the bake
schedules indicated in para 5.3.

Subject the cured assemblies to 500 h salt spray per ASTM B 117.
After exposure, condition assemblies at 23 +/~ 2 C for 24 h min.
Disassemble panels and examine metal surface under sealer for evidence
of corrosion.
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