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ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
PAINT PERFORMANCE, BODY, EXTERIOR WSK-M2P136-A

1. SCOPE

This specification defines the performance of paint finish required for all exterior body sheet metal
and body exterior parts where best appearance and highest durability are required. This system is
specified for assembly plants and component suppliers with both Cathodic electrocoat and spray
prime facilities.

2. APPLICATION

This specification was released originally where best appearance and maximum resistance to
weathering, and a desired color are necessary. It is specified for worldwide passenger car bodies,
hoods, fenders and other exterior parts visible after assembly (doors, deck lid, hood, etc.). This
specification is applicable to all surfaces outboard of the weatherstrip which are defined as exterior.
Refer to the appropriate Body Engineering Paint Application Manual, Drawings, and Release
Documents for exceptions and detailed finishing requirements on exterior and interior surfaces.

Certain areas of bodies and exterior body parts do not require all the characteristics defined by this
specification even though painted in the same system. For these areas and parts other
Performance Specifications are in force.

3. REQUIREMENTS

Terminating exterior edges visible after assembly shall conform to the full requirements of this
specification.

All visible and non-visible available surfaces (after assembly) of painted steel or attached painted
metal parts shall be zinc phosphate coated and primed unless otherwise specified.

Material specification requirements are to be used for initial qualification of materials.
31 QUALITY SYSTEM REQUIREMENTS

Material suppliers and part producers must conform to the Company's Quality System
Requirements.

Date Action Revisions
2002 01 17 N-Status Made N-Status, updated & rev para 3.6 A. Weakley
1990 02 01 C01031532 | Released. C.E. Harroptt, Concurred, J. Schult
Printed coples arg uncontrofiad Page 1 of 8

Copyright @ 2002, Ford Global Technologies, Inc.

Documents
Copyright by the Ford Motor Company

Sun Aug 28 23:38:10 2016
Full document details: FORD WSK-M2P136-A 2002


http://www.avadocuments.com/doc/ford-wsk-m2p136-a-2002
http://www.avadocuments.com/doc/ford-wsk-m2p136-a-2002

Mﬁ’w{gﬁ%ﬂwf%

ENGINEERING MATERIAL SPECIFICATION WSK-M2P136-A

3.2 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.

3.3 SYSTEM COMPONENTS
3.31 Substrates

Auto body steel, aluminum, pre-coated or electroplated zinc or zinc alloy coated
steel and zinc die casting.

332 Cleaning

The surface to be coated must be free from oil or alkaline residues, fingerprints,
rust, dirt, moisture, and other foreign materials.

333 Coating Material

3.3.31 Zinc Phosphate
Zinc phosphate coating per WSK-M3P1-C for cold rolled steel,
pre-coated, electroplated zinc or zinc alloy coated steel and zinc die
castings. Chromium oxide coating per WSK-M6P2-B is used for
aluminum. Zinc phosphate coating per WSK-M3P1-C shall be used
if steel and aluminum parts are processed concurrently.
The aluminum tolerance of the process used shall not be exceeded
and all requirements of both WSK-M3P1-C and this specification
shall be met by both steel and aluminum parts.

3.3.3.2 Cathodic Electrocoat
Ford Engineering approved current production materials.

3.3.33 Primer and Color Coat

Ford Engineering approved current production materials.

Nitro Cellulose derived lacquer or other similarly drying materials are
not permitted on exterior surfaces.
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3.3.34 In-department and pre-delivery paint repairs shall meet the
requirements of this specification.

3.4 FILM PROPERTIES

341 Color
(FLTM BI 109-01)

Shall match the Master Approved Sample color panel.

342 Gloss
(FLTM BI 110-01)

As released by Engineering.

343 Distinctness of Image tbd
(FLTM BI tbd)

344 Initial Hardness

Shall be sufficiently cured at time of packing to withstand normal handling and
shipping without damage.

345 Final Hardness, Tukon, min 6.0 KHN
(FLTM Bl 112-02, 72 h at 23 +/- 2 °C)

Properly cured paint finish shall be hard enough to dry sand easily with 360 grit
paper without gumminess or severe scratching.

346 Film Thickness (directly on steel substrates)
(FLTM BI 117-01)

Cathodic Electrocoat, min 25 micrometre
Primer Surfacer, min 30 micrometre
Top Coat, One-Coat, min 40 micrometre
Top Coat, Base + Clear, min 15 + 35 micrometre
Total for One-Coat, min 95 micrometre
Total for Base/Clear, min 105 micrometre
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