ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
PERFORMANCE REQUIREMENTS, PACKAGE TRAY ASSEMBLY WSS-M15P6-D
1. SCOPE

This specification defines the standardized characteristics required for
package tray assemblies with carpeted, painted or other decorative
surfaces.

2. APPLICATION

This specification was released originally for performance requirements for
rear package trays.

3. REQUIREMENTS
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 precducers 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.

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.

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.
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ENGINEERING MATERIAL SPECIFICATION
WSS-M15P6-D

3.4 APPEARANCE
(FLTM BI 109-01)

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

3.5 DIMENSIONAL STABILITY

The trimmed assembly, after the test, shall exhibit no visible and
objectionable appearance such as:

Wrinkling

. Distortion

. Blistering

. Delamination

. Blushing, hazing, or milking of the decorative surface

. Expansion, shrinkage, or warpage which will interfere with normal
functional operation.

. The trirmmed assembly shall not exhibit movement in excess of 4.0
mm at specified points. These points shall be: around the
perimeter, in between fasteners and at least every 10 cm.

In addition, any visual distortion noted during the test cycles will
be reported.

Evaluation:
Evaluate assembly after exposure and:
(a) Report any objectionable appearance

(b) Measure and record the gap at specified points. Also report the
difference from the original gap measurement. Test report to
include sketch of part with the measurement points indicated.

Test Method: Conduct with the trim assembly mounted on an actuwal or
simulated production support foundation with the approved retention
methods. The assembly shall be subjected to the following
environmental cycle. -

Automated programmable test cycles based on the listed test conditions
may be accepted by prior agreement with the affected Materials
Engineering Activity. Ramp speed 1 to 5 C per minute. Record actual
ramp speed on data sheet.

. 5hat - 40 +/- 2 C
. 30 minutes at 23 +/- 2 C and 50 % R.H.
. 5hat 100 +/- 2 C
. 30 minutes at 23 +/- 2 C and 50 % R.H.
. 2hat 50 +/- 2 C and 95 +/- 5 &

R.H.
. 30 minutes at 23 +/- 2 C and 50 % R.H.
. 5hat - 40 +/-2C
. 30 minutes at 23 +/- 2 C and 50 % R.H.
. 5hat 100 +/- 2 C
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ENGINEERING MATERIAL SPECIFICATION
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3.6 HEAT AGING
(7 days at 110 +/- 2 C)

Color Change, min Rating 4 - 5
(AATCC Evaluation Procedure 1)

The cover materials shall show no evidence of tackiness, or exhibit

a color tone change. Any "spotty" or non-uniform staining or
discoloration shall be cause for rejection.

Delamination

The cover material shall not delaminate or bridge from substrate after
exposure.

Sag

The assembly shall exhibit no more than 12 mm sagging in the
unsupported areas 24 h after weights are removed.

Test Method: Mount package tray in a production representative metal
retainer buck. Place a 900 g weight with a contact area of 50 x 50 mm
on the package tray at 3 unsupported positions. Place buck in an air
circulating oven at 110 +/- 2 C for 7 days. Remove, take weights off,
and allow to condition for 24 h at 23 +/- 2 C prior to evaluation.

3.7 . IMPACT, min
23 +/- 2 C 0.7 J
Cold (- 30 +/- 2 C for 5 h) 0.7 3

Test Method: (Gardner Instruments Impact Tester or equivalent) Using
a 900 g falling weight with a hemispherical nose diameter of 13 mm and
a platform below the test sample with a target hole of 14 mm diameter,
test to failure and record the force. Failure is defined as complete
rupture of the bottom surface . Slight cracking or crazing of the
bottom surface is not considered failure. Test should be conducted
on areas of part most susceptible to failure.

3.8 DROOP (supported package trays only), max 100 mm

Test Method: Extend 1/2 the length, longest dimension, of a finished
part, trim side up, over the end of a suitable flat surface. After one
minute, measure the maximum amount of deflection, relative to the flat
surface, of the unsupported end of the part.

3.9 FOGGING
(SAE J1756, 3 h at 100 C heating, 21 C cooling
plate, post test conditioning 1 h and 16 h)

Fog Number, min 70

Formation of clear film, droplets or crystals is cause for rejection.
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