ENGINEERING MATERIAI, SPECIFICATION

Material Name

Specification Number

ADHESIVE, EPOXY, FOR METAL REINFORCEMENT, WSK-M2G384-Al
ADFOSY SPRAYABLE, HEAT CURING, ADFOSY

1. SCOPE

The material defined by this specification is an ADFOSY sprayable, one
component, sclvent free, heat curing adhesive based on epoxy resin.

2. APPLICATION

This specification was released originally for material used to reinforce
and stiffen sheet metal body panels. This material can be applied to oiled
body steel panels.

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 continuocusly 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 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 UNCURED MATERIAL PROPERTIES

3.4.1 Colour Black, or as specified on
Engineering Drawing

3.4.2 Solids, min 98 %
(FLTM BV 150-10)

3.4.3 Ash, max 42 %
(FLTM BV 150-10)

3.4.4 Density at 23 C 1.43 +/- 0.05 kg/L
(ASTM D 1475)

3.4.5 Viscosity at 23 C
(Rotational rheometer, i.e. Bohlin Cs,
plate/plate configuration 20 mm dia.,
1 mm gap, shear stress 2500 Pa)

3.4.5.1 Bingham yield stress 350 - 450 Pa

3.4.5.2 Viscosity as received 200 - 300 Pas
(7 d at 40 +/- 2 C)

3.4.5.3 Viscosity after ageing, max 400 Pas
(7 d at 40 +/- 2 C)

3.4.6 Storage Stability, max 3 months
({From date of receipt at Ford
Motor Company)

When stored in sealed unopened containers out of direct
sunlight at ambient temperatures between 5 and 32 C.

3.4.7 Test for Abrasive Content No scratches

Test Method: Rub a portion of the material 100 times between
two pieces of flat, clean plate glass. The appearance of
scratches on the glass plate will be considered failure.

3.4.8 Resistance to Phosphate Wash

No evidence of material wash off or displacement due to
precleaning or phosphating process.

Test Method:

Test panels of 300 x 300 x 0.8 mm (prepared according to
FLTM BZ 150-11, normal grade) shall be coated with
material under test in the middle of an area 150 x 150 mm
in such a manner (ADFOSY) that after curing a dry coating
thickness of 1.0 mm is obtained.

WP 3948-b Page 2 of 7
- - M §0091k0 UUUCI]:VEEV b4 N e Documems
Copyright by the Ford Motor Company Document Sharing Hub

Sun Aug 28 23:35:22 2016
Full document details: FORD WSK-M2G384-A11995


http://www.avadocuments.com/doc/ford-wsk-m2g384-a1-1995
http://www.avadocuments.com/doc/ford-wsk-m2g384-a1-1995

@ ENGINEERING MATERIAL SPECIFICATION
_ WSK-M2G384-A1

Position the panel horizontally and maintain a spray of
water at a temperature of 55 +/- 2 ¢ using a jet spray
(Spraying System Co., Nozzle No. 1/2 GG-25 Full Jet) at
200 kPa. Direct the spray at a distance of 250 mm for 1
minute.

3.4.9 Electrocoat Compatibility Shall not contaminate
(FLTM BV 119-01, oiled panels electrocoat primer bath or
according to FLTM BZ 150-11, cause electrocoat film
"Normal Grade") irregularities

3.5 FLOW RATE No flow permitted
(FLTM BV 153-01, Method A, with
following exceptions)
Test Method: Prepare panels according to FLTM BZ 150-11, oiling
grade normal. Apply a bead of 8 mm diameter and bake 30 minutes at
110 +/- 2 c.

3.6 WETTING
(FLTM BV 153~-08, Method A)

The paint film shall cover the sealer with a continuous film.
3.7 CURED MATERIAL PROPERTIES
3.7.1 Flexural Strength, min
Condition for 30 minutes at 23 +/- 2 ¢ prior to test.
3.7.1.1 Test at 23 +/- 2 C 50 N
3.7.1.2 Test at 90 +/- 2 C 30N

After Environmental Ageing condition for 24 h at 23 +/- 2 C
after exposure, then test at 23 +/- 2 C.

3.7.1.3 14 days heat age at 50 N
90 +/- 2 C
3.7.1.4 500 h humidity at 38 +/- 2 C 50 N

and 95 - 100 R.H.
3.7.1.5 Environmental Cycling 50 N

8 cycles of the following sequence and then stored
for 1 h at 23 +/- 2 C. After 4 cycles, specimens
are to be stored at 23 +/- 2 C for 72 h before
running remaining 4 cycles.

One cycle consists of:

16 h humidity (38 +/- 2 C and 95 - 100 % R.H.)
4 hat - 40 +/- 2 C
4 h at 90 +/- 2 ¢
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