ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Nuti:.er
PAINT PERFORMANCE, UNDERBODY- WSK-M2P155-A
1. SCOPE

This specification defines the performance requirements of a painted
finish for automotive and commercial vehicle underbodies.

2. APPLICATION

This specification was released originally to provide a finish where
adequate corrosion protection and chipping resistance is required. It is
specified on underneath areas of underbody, fenders, wheelhouses and

reinforcing boxes etc., but for the latter only in regard to the salt fog
resistance.

The following requirements shall be tested on complete light coloured

bodies in accordance with Engineering Drawings released for the
respective models.

3. REQUIREMENTS
3.1 STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality Syscem
Standard Q-101. A murually 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 continucusly reduced.

3.2 CONDITIONING

All parts shall be aged for 72 h at 23 +/- 2 C or 16 h at 43 +/- 2
C before testing for resistance properties unless otherwise
specified.

3.3  SYSTEM COMPONENTS
The quality required is that obtained with best commercial practice

to consistently meet the performance requirements of rhis

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

3.3.1 Substrate

As specified on the Engineering Drawing.

Date Release No. . Release/Revision
1950 02 01| €01031532 released C E Herriott concurred J Schult
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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.

3.3.3 Coating Material
3.3.3.1 Pretreatment

All parts shall be zinc phosphated to WSK-M3P1l-C
requirements.

3.3.3.2 Welding Primer

Surfaces inaccessible after assembly shall be
primed with a Ford Engineering approved air
drying or baking welding primer.

This paint finish must bé capable of
electrocoating by the electrocoat process
released by Product Engineering for painting
bodies. The substrate for the welding primer
does not need to be degreased thoroughly.

3.3.3.3 Electrocoat

Ford Engineering approved electrocoat primer as
released for the respective model.

3.3.3.4 Primer Surfacer

Ford Engineering approved primer surfacer as
released for the respective model.

3.3.4 Underneath areas of floor pan,
fenders and wheelhouses.

3.3.4.1 Electrocoated surfaces must be coated with an
additional primer coating.

3.3.4.2 Vhen two primers shall be applied, the primers
shall differ in colour, and if possible, baked
separately. The first primer application to
boxes of reinforced underbody parts shall be
applied by dipping or electrocoating to protect
these parts against corrosion.
3.4 FI1LM PROPERTIES

3.4.1 Film Thickness, 2 Primers, min 45 micrometre
(FLTM BI 117-01)

Coating must -e sufficient to meet all performance
requirements or this specification.
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