ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

SEALER, VINYL, HEAT CURING, SOLVENT RELEASE, WSK-M4G324-A1
ENGINE HOOD

SEALER, VINYL, HEAT CURING, SOLVENT RELEASE, WSK-M4G324-A2
CLINCH FLANGE

SEALER, VINYL, HEAT CURING, SOLVENT RELEASE, WSK-M4G324-A3
AIRLESS SPRAY, INTERIOR JOINTS

SEALER, VINYL, HEAT CURING, SOLVENT RELEASE, WSK-M4G324-A4
EXTERIOR JOINTS

SEALER, VINYL, HEAT CURING, SOLVENT RELEASE, WSK-M4G324-A5
AIRLESS SPRAY, INTERIOR JOINTS

1. SCOPE

The materials defined by these specifications are solvent release vinyl
based heat curing sealers which must be paintable in visible
applications.

2. APPLICATION

These materials were originally released for the sealing of interior and
exterior joints. They are applied on cured EC-coated surfaces using
airless spray or extrusion equipment.

3.  REQUIREMENTS

Unless otherwise specified use test panels EC-coated according to FLTM BI
120-01, Method C. The material must be applied on the EC-coated test
panel within 30 minutes after oven curing.

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 INFRARED SPECTROPHOTOMETRY AND/OR THERMAL ANALYSIS

Ford Motor Company, at its option, may conduct infrared and/or
thermal analysis of material/parts supplied to this specification.
The IR spectra and thermograms established for initial approval
shall constitute the reference standard and shall be kept on file
at the designated material laboratory. All samples shall produce
IR spectra and thermograms that correspond to the reference
standard when tested under the same conditions.

Date Release No. Release/Revision
1992 05 01 |EPOOE10176267000|Added AS W. Scholz Conc. J. Schult
1990 12 03 |EPOOE01031542000|Released W. Scholz Conc. J. Schult
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ENGINEERING MATERIAL SPECIFICATION

WSK-M4G324-A1/A2 /A3 /AL JAS

3.3 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.

3.4 COLOR Beige, light grey or as specified
on the Engineering drawing

3.5 VISCOSITY AT 23 +/- 2 C
Al to A4: FLTM BV 103-01, pressure 100 kPa, nozzle dia 2 mm, s

AS: PHYSICA RHEOLAB MC 10 or VISCOLAB LC 20 with cylinder
measurement device, measuring system MS-Z3 DIN or
disposable measuring system MS-ZE3 DIN
Measuring Type: Flow and viscosity curve in rotational
mode, D max = 131 s-1, according to Bingham, mPa.s/
Bingham Flow, Pa

"3.5.1  As Received, range Al A2 A3 A4 AS
22-38 10-30 12-25 5-15 4500-5600/
180-300
3.5.2 After Aging, max 45 45 40 35 5600-7000
(72 h at 35 +/- 2 C) 200-320
3.6  SOLIDS, min 96 %
(FLIM BV 150-10)
3.7 ASH, max 45 §
(FLTM BV 150-10)
3.8 WEIGHT PER VOLUME AT 23 C, max 1.48 kg/L

(ASTM D 816)

The weight tolerance for any one supplier shall be +/- 0.02 kg/L,
based on the recorded weight of the originally approved sample.

3.9 HEAT RESISTANCE AFTER AGING No cracking, loss of adhesion,
(FLTM BV 153-02, Method C, chipping, blistering, charring or
test panels 300 x 100 x 0.8 - other deleterious effect

0.9 mm, heat cure according
to FLIM BV 150-05, Table 2)

3.10 COLD ADHESION AFTER HEAT AGING No cracking, no loss of adhesion
(FLTM BV 153-04, Method B, or chipping
test panels 300 x 100 x 0.8 - ’
0.9 mm, heat cure according to
FLIM BV 150-05, Table 2, except
in addition to the curing, 14 d
14 4 heat aging at 85 +/- 2 C)
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ENGINEERING MATERIAL SPECIFICATION

WSK-M4G324-A1/A2 /A3 /AL /AS

3.11 CORROSION RESISTANCE No corrosion or loss of adhesion

(ASTM B 117)

Test Method:
Expose panels prepared in accordance with section 3.9 for 240 h
in the salt spray cabinet.
Condition the test panels after exposure at 23 +/- 2 C for 24 h
Evaluate material adhesion in acordance with section 3.13.
Observe for any evidence of corrosion originating directly under
the material.

3.12 SAG RESISTANCE, max 3 mm

(FLIM BV 153-01, Method A)

3.13 ADHESION In all areas of varying coating
thickness the material shall not
be peeled off in a coherent film

Test Method:
Coat 300 x 100 x 0.8 - 0.9 mm test panels, in such a manner that
after the:
a) maximum curing cycle
b) minimum curing cycle
According to FLTM BV 150-05, Table 2 (use separate specimens for
each curing cycle) a dry coating thickness of 2.0 mm, beginning
at one edge of the test panel and tapering to zero at the other,
is obtained.
After 24 h at 23 +/- 2 C make two cuts through the coating along
the 300 mm length of the test panel and 30 mm apart and try to
peel off coating starting at the edge with the lowest film
thickness.

3.14 VWATER ABSORPTION, max 1.5 %

(FLIM BV 153-07, except bake at 165 +/- 2 C)
3.15 COMPATIBILITY WITH PRODUCTION PAINTS
No tackiness of material surface, no cracking or blistering. The
paint shall cover the sealer satisfactorily without evidence of
discoloration or staining.
WP 3948-b Page 3 of 7
B 90091kL0 001044b 484 WE Documents.

Copyright by the Ford Motor Company

Mon Aug 29 00:13:30 2016

Full document details: FORD WSK-M4G324-A2 1992

Document Sharing Hub


http://www.avadocuments.com/doc/ford-wsk-m4g324-a2-1992
http://www.avadocuments.com/doc/ford-wsk-m4g324-a2-1992

