@ ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

PAINT, POWDERED, THERMOSETTING EPOXY WSF-M70J10-A

1.

SCOPE

This specification defines the performance requirements for a

thermosetting epoxy powder applied by the electrostatic method to a
metal part.

APPLICATION

This specification was released originally for coating the wiper motor.

This coating does not possess the ultraviolet stability which would
permit exterior decorative applications.

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.

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.
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3.4 THERMOSETTING EPOXY POWDER CHARACTERISTICS
3.4.1 Hot Plate Gel at 160 C 37 - 60 s

Place teaspoon of powder onto temperature controlled plate
at 160 C and begin timing. Constantly stroke the material
in a back-and-forth motion with a metal spatula that was
also preheated to 160 C. Stop timer when the material
becomes stiff and ceases to move. Repeat test with new
sample, result must be within 10 % of first test. Average
of two tests must be within 37 - 60 s.

3.4.2 Glass Plate Flow 32 - 50 mm

Weigh out sample of powder equivalent to 0.55X the specific
gravity of the material within 0.1 g. Press sample into
solid pellet 12.7 +/- 0.05 mm in diameter by 6.00 +/- 0.13
mm high. Place glass plate of at least 75 mm long in oven,
fixtured at 48 deg from horizontal. Preheat oven and glass
plate to 150 +/~ 2 C. Open oven and place pellet at top of
glass plate with enough force that pellet does not slide
down plate. Allow material 10 minutes to flow, then remove
plate from oven and allow to cool to room temperature.
Measure distance material flowed down glass plate. Must be
32 to 50 mm. Perform test two times.

3.4.3 - 80 Mesh Alpine Sieve, min 100 %

Use appropriate U.S. Standard 200 mm diameter by 25 mm deep
sieve and an Alpine Air-Jet sieve with differential
pressure gauge. Measure empty sieve with cover and zero
scale. Add 15.00 +/- 2.00 g of sample to sieve and place on
Alpine Air-Jet sieve for 3.0 +/- 0.25 minutes with a
differential pressure setting of 140 - 215 mm of water.
Remove sieve and reweigh. Calculate fraction of material
that passed through sieve according to: 1 - (final weight/
initial weight), convert to percentage. If percentage
reading scale is available, percentage can be read directly
from scale.

3.4.4 - 140 Mesh Alpine Sieve, min 95 %
Use procedure from para 3.3.3.
3.4.5 - 325 Mesh Alpine Sieve 52 - 78 %
Use procedure from para 3.3.3.
3.5 TEST PANELS
Low carbon steel panels with a light iron phosphate coating shall

be electrostatically sprayed with epoxy powder and cured at 135 ¢
for 15 minutes.
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