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ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number
CORROSION PROTECTIVE COATING, METAL TREATMENT, ORGANIC WSS-M21P38-A1
1. SCOPE

The material defined by this specification is an organic metal treatment especially suited for chassis
and underhood components applied by a spray or dip process. This finish may be used for
applications that require exposure to direct ultraviolet light.

2. APPLICATION
This specification was released originally to provide superior corrosion to chassis components such
as coil/leaf springs, brackets, control arms and axle assemblies. Unless otherwise noted, all
requirements of this specification must be met with actual production intent components.
21 SERVICE TEMERATURE

The maximum continuous service temperature should not exceed 82 °C.

3. REQUIREMENTS

Material specification requirements are to be used for initial qualification of materials. See control
plan for frequency of testing.

31 QUALITY SYSTEM REQUIREMENTS

Material suppliers and part producers must conform to the Company's Quality System
Requirements.

3.2 CONDITIONING AND TEST CONDITIONS

All test values indicated herein are based on material cured at 4 — 8 minutes peak metal
temperature (PMT) at 115 °C or per the recommendations of the coating supplier.

3.21 Isopropanol Solvent Rub Test

No transfer of color or softening when surface rubbed twice with cotton cloth
soaked in isopropanol.
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ENGINEERING MATERIAL SPECIFICATION WSS-M21P38-A1

3.3 SUBSTRATE

Whenever a test panel is used to satisfy a requirement in this specification, the test panel
must have the same substrate i.e. cold rolled/hot rolled deel, cast iron, wrought/cast
aluminum and be painted on the same system as the production intent component.

3.4 LICENSEE APPLICATOR QUALITY REQUIREMENTS

Applicators must follow coating manufacturer procedures and recommendations for
chemical usage, equipment and processing.

3.5 CLEANING

Prior to coating, the parts shall be free of oil, scale, rust and similar foreign materials. All
parts must be degreased (alkaline cleaned). Mechanically cleaning (shot blasting) may be
required for some applications. The coating may be applied over a phosphated surface
provided no more that 430 mg/m’ is present. Alternative cleaning techniques may be
required for some components. Each exception must be noted in the application control
plans and approved by the coating manufacturer.

3.6 FILM PROPERTIES

3.6.1

362

3.6.3

364
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Appearance

The coating shall be black in color, uniform and free of pinholes, craters or
abnormal roughness.

Initial Hardness

The finish shall be sufficiently cured at the time of packing to withstand normal
handling and shipping without damage.

Adhesion Grade 5A
(ASTM D 3359, Method A No Chipping
Adhesive Tape: 3M No 898)

Film Thickness, min. 65 um

Film thickness must be sufficient to meet all the performance requirements of
this specification.
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