ENGINEERING MATERTAL SPECIFICATION

Material Name

Specification Number

PAINT PERFORMANCE, POLYMER COATED.‘ WSK-M2P139-A
BRAKE AND FUEL TUBES . )

1. SCOPE

This specification defines the performance requirements for polymer
coated steel tubes and fuel tubes.

2. APPLICATION

This specification was released originally to provide additional
corrosion protection for steel brake and fuel tubes.

3. REQUIREMENTS
3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard Q-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 CONDITIONING

All parts shall be aged for 72 h ac.23 +/- 2 Cor 16 h at 43 +/- 2
C before testing for resistance properties.

3.3 SYSTEM COMPONENTS
3.3.1 Substrate

In accordance with zinc plated WSA-M1A308-A2, Type 1, or as
specified on the Engineering Drawing.

3.3.2 Cleaning

The surface to be coated must be free from oil, grease,

dirt, rust and other foreign material.
3.3.3 Coating Material
Synthetic polymer
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ENGINEERING MATERTAL SPECIFICATION .
WSK-M2P139-A

3.4 FIIM PROPERIIES .

3.4.1 Colour and Gloss
(FLTM BI 109-01, FLTM BI 110-01)

As specified on the Engineering Drawing. Red and browm
colours are not permitted.

3.4.2 Initial Hardness

The coating shall be sufficiently hard at time of packing
and shipping to withstand normal handling without damage

3.4.3 Film Thickness

4,97 mm max diameter coated tube, or as specified on the
Engineering Drawing.

Polymer coating must be sufficient to meet all performance
requirements of this specification.

3.5 RESISTANCE PROPERTIES
3.5.1 Preparation of Specimens
If not specified othérwise, prepare specimens as follows:

. Cut straight pieces of tube approx. 250 mm in length. Seal
both ends, ie, dip both ends into suitable warm liquid wax
(e.g. paraffin) having a melting point above 553 C or use

" suitable end caps.

Fasten the ends of &4 specimens parallel to an ABS-plastic
or equivalent panel approximately. 300 mm x 100 omm using
tape (e.g. 3M #898) and leaving a space of about 10 mm
between each specimen and backing sheet.

3.5.2 Adhesion

Test Method. Scribe the tubing surface to obtain a 3.2 mm
square cross-hatch covering a minimum of 180 deg of
circumference and 25 mm in length of tubing. Apply 3M =898
type tape to the scribed surface. Remove tape slowly,
applying an even consistent tension.

No chipping or flaking.
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