ENGINEERING MATERIAL SPECIFICATION

Material Kame

Specification Number

PAINT PERFORMANCE, EYE LEVEL VISIBLE, . WSK-M2P154-4
BEST QUALITY, INTERIOR

1. SCOPE

This specification defines the performance requirements for the qualirty
of finish required for interior visible parts, Best Quality.

2. APPLICATION

This specification was released originally to provide best appearance
along with high corrosion resistance and desired colour and gloss. It is
specified for instrument panels, garnish mouldings and other metal
visible interior parts

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 parts shall be aged for 72-h at 23 4/- 2 €C or 16 h at 43 +/-

2 C before testing for resistance properties unless otherwise
specified.

3.3 SISTEM COMPONENTS

The quality required is that obtained with best commercial practice
to consistently meet the performance requirements of this

specification. Major components of the paint system are as
follows.

3.311 Substrate
As specified on the Engineering Drawing.
3.3.2 Cleaning
The surface to be coated must be free from oil or alkaline

residues, fingerprints, rust, dirt, moisture, and other
foreign materials.
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Steel parts may be degreased by vapour, but the recommended
method is automatic degreasing, phosphating and acid

rinsing "in suitable equipment. Properly supervised hand
cleaning with phosphoric acid cleaners is also quite
satisfactory.

3.3.3 Coating Material

Anodized Aluminium parts shall be bright anodized to
WSB-M4P9-Bl requirements.

3.3.3.1 Pretreatment

All steel and zine par~s shall be zinc phosphated
to WSK-M3P1-C requirem .ts.

Chromium oxide coating per WSK-M6P2-B is used for
painted aluminium. Zinc phosphate coating per
WSK-M3P1-C shall be used if steel and aluminium
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 aluminium parts.

3.3.3.2 Primer
The fﬁllowing alternatives may be used
3.3.3.2.1 Electrocoat
‘ Ford Engineering approved

Electrocoat primer of current
production or equivalent baking

primer.

3.3.3.2.2 Primer Surfacer
Ford Engineering approved current
production material. Separate

.bake or wet on wet with enamel.

3.3.3.2.3 Waterbérne Sealer

Ford Engineering approved
material.
3.3.3.2.4 Flash Primer (Repair areas only)
Ford Engineering approved
material.
3.3.3.3 Top Coat Ford Engineering approved current

production interior trim paint or
approved equivalent.
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