ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
PERFORMANCE, INTERIOR TRIM APPLIQUES, HIGH WEAR WSS-M15P34-Bl1
PERFORMANCE, INTERIOR TRIM APPLIQUES, LOW WEAR WSS-M15P34-B2

1. SCOPE

The material defined by this specification is a high or low wear interior
trim applique.

2. APPLICATION

This specification was originally for appliques used on instrument panels
and interior door trim panels. A low wear application is a part that will
not be in contact by the customer on a continual basis, such as the area
behind the steering column or in a vertical area on the instrument panel
that is not located near control adjustments. A high wear application is
a part that is in contact continually, such as the door panel, console, the
radio or any other control adjustments.

3. REQUIREMENTS

In addition to the requirements listed, parts which are heat bonded shall
also meet all applicable requirements of WSS-M1SP4-E and any individual
material specification, such as plastic substrate or paint over plastic,
where applicable. Any hot stamp foil must be stampable over itself with no
loss in physical properties. The paint system for painted plastic shall,
in all cases, be compatible with both the decorative coating and the
painted substrate and give results better than required by this
specification.

3.1 QUALITY SYSTEM REQUIREMENTS

Material suppliers and part producers must conform to Quality System
Requirements, QS-9000. Material specification requirements are to be
used for initial qualification of materials. A Control Plan for
ongoing production verification is required. This plan must be
reviewed and approved by the relevant Ford Materials activity and/or
Ford Supplier Technical Assistance (STA) prior to production parts
submission. Appropriate statistical tools must be used to analyze
process/product data and assure consistent processing of the
materials.

Part producers using this material in their products, must use Ford
approved materials and must conform to a process control plan which
has been approved by STA and/or the relevant Materials Activity.
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ENGINEERING MATERIAL SPECIFICATION
WSS-M15P34-B1/B2

3.2 INFRARED SPECTROPHOTCOMETRY 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.

3.3 CONDITIONING AND TEST CONDITIONS

Al]l 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 PREPARATION OF PARTS/TEST SPECIMENS

When it is not feasibkle to test the actual part because of size,
laboratory panels may be substituted. Test panels shall be processed
concurrently with production parts and/or shall be representative of
production parts with respect to all processes, including substrate,
surface treatment, cleaning primer, film thickness, color coat and
cure cycles.

3.5 INITIAL HARDNESS

Color coat shall be sufficiently cured at time of packing to
withstand normal handling and shipping without damage.

3.6 APPEARANCE
(FLTM BI 109-01)

The color, pattern and finish shall match approved Design Center
master sample or shall be specified on the engineering drawing.

In addition, all decorative coatings must provide a uniform
continuous coating and design pattern with complete hiding, free from

thin spots, blisters, and cracks.

3.7 INITIAL ADHESION Grade 0
(FLTM BI 106-01, Method B)

No flaking, chipping, blistering or delamination.

3.8 ABRASION RESISTANCE, TABER

(SAE J948)
(Bl) High Wear: 1,000 g load, CS-10 wheels 500 cycles
(B2) Low Wear: 500 g load, CS-10 wheels 100 cycles

The following conditions shall be cause for rejectiocns:

Any visual wear-through to the substrate.
Any loss of the grained effect on woodgrain decorated parts.
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3.9 MAR RESISTANCE, TABER, min 300 cycles
(SAE J948, 250 g load, CS "0" wheels)

No loss of grain or color definition in the wear pattern.
3.10 DRAWABILITY

The coatings must have the necessary flexibility and elongation
characteristics to allow them to be formed in drawing operations
without loss of embossing, delamination, color change, crazing or
cracking.

3.11 FOGGING
(SAE J1756, 3 h at 100 C heating, 21 C cooling
plate, post test conditioning 1 h)

Fog Number, min 70
Formation of clear film, droplets or crystals is cause for rejection.
3.12 WATER RESISTANCE 24 h

Test Method: Immerse the part/test specimen in distilled or deionized
water maintained at 32 +/- 2 C per FLTM BI 104-0l1. Remove parts from
the water and immediately scribe an X through the film surface to the
substrate. Dry the scribe area with a paper towel, cloth or air
pressure and immediately apply, with firm thumb pressure, a minimum
of 1290 mm2 of 3M tape 898, 25 mm wide. Remove the tape by pulling
one end at a 90 degree angle at a moderate speed. The following
conditions shall be basis for rejection:

Removal of film beyond 1.6 mm from any scribe line.
. Any evidence of blistering after tape removal.

3.13 RESISTANCE TO CLEANING AGENTS, min Rating 4
(AATCC Evaluation Procedure 3)

Only slight softening, dulling, color transfer or color change is
allowed.

Shall not blister or show evidence of loss of adhesion.

Test Method: Place the part/test specimen in a 600 mL beaker half
full of the following cleaning agents (see alsoc para 5.2) for one
hour at 23 +/- 2 C minimum. Then remove the test specimen, wipe it
with a soft cloth and examine the cloth for evidence of color
transfer and the film surface for evidence of degradation.

1. Petroleum Naphtha-Aliphatic type

2. Window cleaner with ammonia

3. All purpose cleaner

4. IpPA/water 50 % v/v
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