ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

PAINT PERFORMANCE, PRIMED PARTS, 240 h SALT SPRAY, EXTERIOR WSK-M2P149-a1
PAINT PERFORMANCE, PRIMED PARTS, 480 h SALT SPRAY, EXTERIOR WSK-M2P149-A2

1. SCOPE

These specifications define the performance requirements for primed parts
with excellent corrosion resistance.

2. APPLICATION

These specifications were released originally to define paint performance

for electrocoated spare parts which later are partially painted in body
colour at dealers location.

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 continuously reduced.

3.2 CONDITIONING

All tests according to this specification shall be performed in a
controlled atmosphere of 23 +/- 2 C and 50 +/- 5 % relative
humidity if not otherwise specified.

3.3 SYSTEM COMPONENTS

3.3.1 Substrate

Cold or hot rolled steel, iron or zinc castings or
aluminium etc., as specified on Engineering Drawing.

When it is not feasible to test actual parts, test panels
may be substituted. Test panels shall be processed under
production conditions, analogous to actual parts.

3.3.2 Cleaning

The surface to be coated shall be cleaned by an acceptable
process to remove residues, finger prints, rust and dirt.
Parts may be degreased by hand or vapour, but the
recommended method is automatic degreasing, incorporated in
the following phosphating/electrocoat process.

Date Release No. Release/Revision
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ENGINEERING MATERIAL SPECIFICATION

3.3.3 Pretreatment

WSK-M2P149-A1/A2

Recommended pretreatments are zinc phosphate coating per
WSK-M3P1-C for cold rolled steel, pre-coated, electroplated
zinc or zinc alloy coated steel, zinc die castings or
Chromium oxide coating per WSK-M6P2-B for aluminium. If
steel and aluminum parts are processed concurrently, zinc
phosphate coating per WSK-M3P1-C shall be used.

Deviating pretreatments may be accepted if the final part
meets all requirements of this specification.

3.3.4 Cathodic Electrocoat

Ford Engineering approved current production material,
application and film thickness as required in the relevant
material specification.

3.3.5 Ageing

Test panels or test specimens prepared for investigations
according to this specification must be aged for at least

72 hours at 23 +/- 2 C or 16 hours at 45 +/- 1 C prior to
testing.

3.3.6 Production Paint Repair

Repaired areas must meet the requirements of this
specification. All repair materials and processes used must
be approved by the affected Product Engineering Office.
Maximum film thickness for repaired parts will be specified
in the mutually agreed control plan.

3.4 COLOUR Black or as specified
(FLTM BI 109-01) on Engineering Drawing

3.5 RESISTANCE PROPERTIES

3.5.1 Adhesion Grade O
(FLTM BI 106-01, Method B)

3.5.2 Water Resistance 240 h
(FLIM BI 104-01)

No blistering, softening, dulling, or loss of adhesion.
Slight colour change may be accepted.

3.5.3 Salt Spray Resistance, min
(FLIM BI 103-01)

WSK-M2P149-A1 240 h
WSK-M2P149-A2 480 h

No blistering, no rusting or loss of adhesion more than
3 mm from the scribed line.
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