@ ENGINEERING MATERIAL SPECIFICATION

Material Name

LABEL CERTIFICATION, DESTRUCT SYSTEM,

PRESSURE SENSITIVE

Specification Number

WSS-M3G229-A

SCOPE

The labeling system defined by this specification consists of the
following:

1.1 LABEL

A polyester certification label with one side suitable to accept
computer printing and the reverse or bonding surface coated with a
pressure sensitive adhesive. The reverse surface is protected by
a treated release paper.

1.2 ASSEMBLY

The assembly of the computer printed label must be applied to a
smooth surface after removing the release paper. A soft plastic
squeegee is used to press firmly in place for maximum contact and
smooth final appearance.

APPLICATION

This specification was released originally for a label system used to
certify wvehicle conformance to the Federal Motor Vehicle Safety
Standards (FMVSS). After application to the designated surface, part or
all of the certified information as well as the label system 1is
destroyed if the label is removed.

Note: If this label will be used for additional applications (e.g.
tracking label for airbag modules) test temperatures may be modified to
suit the part requirements for that application. Prior approval must be
obtained from Materials Engineering.

REQUIREMENTS

3.1 QUALITY SYSTEM REQUIREMENTS

Material suppliers and part producers must conform to Quality

System Requirements, Q0S-9000. Material specification requirements
are to be used for initial qualification of materials. A Control
Plan for ongoing production verification 1is 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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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 wvalues 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 MECHANICAL PROPERTIES
3.4.1 Tensile Strength, KPa, Min 80
(ASTM D 882)
3.4.2 Elongation, %, min 25
(ASTM D 882)
3.4.3 Tear Resistance, kg/mm 10 - 27
(ASTM D 1922)
3.4.4 Thickness, micrometer 36 - 56
(ASTM D 374, Method "C", without
adhesive)
3.5 RELEASE PAPER
Must be removable without soaking in water or solvent.
3.6 ADHESION / DESTRUCT REQUIREMENTS

(ASTM D 1000, Para 38 - 44,
25.4 mm width)

304.8 mm/minute,

Sample Preparation: The computer printed certification 1label
system is bonded to 0.89 mm CRLC steel panels painted per ESB-M2P4
using approved production materials or to aluminum substrates as
specified on the engineering drawing. All substrates must be free
from contamination. Firmly press label system onto the metal
substrate using a soft squeegee to remove all wrinkles and
entrapped air Dbubbles. Unless curing schedules are otherwise

specified, the panels are cured for 24 h at 23 +/- 2 °C prior to
being subjected to the test environments.

The destruction of the 1label upon removal must result in part of
the label adhesive void pattern remaining on the vehicle and other
portion coming off. The destruct mechanism must form the word
"void" either fully or partially readable across the label area or
produce parallel destruction bars at 45 deg angle also across the
label area or produce another appropriate indication.
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After each of the following test conditions, a 180 deg peel test
is performed to insure that the destruct mechanism of the label
functions properly.

Unless test times and temperatures are otherwise specified in the

test method, the peel test shall be conducted at 23 +/- 2 °C within
1 h after exposure.

3.6.1 Normal Adhesion

The label system shall develop sufficient adhesion in 15
+/—- 5 minutes after bonding so as to render it unaffected
by subsequent assembly operations such as paint repair and
water tests. Substrate temperature for acceptable
application is 16 °C, minimum. 24 h after application, any
attempted removal by 90 deg or 180 deg peeling shall
result in destruction of the computer printed area so that
alteration of data or transfer of the label is impossible.

3.6.2 Heat Resistance

3.6.2.1 1 h at 121 °C

No cracking, checking, delamination, or more
than 1 % total linear shrinkage in all
directions when examined after exposure and
prior to the peel test. Label must also remain
legible and "scannable" with the appropriate
barcode reader prior to the peel test.

Conditioning: Test panels prepared per Para 3.6
are cured for 15 minutes at 23 +/- 2 °C. The
panels are then placed in a mechanical
convection oven for 1 h at 121 +/- 3 °C.

Evaluate the destruct mechanism after the peel
test.

3.6.2.2 1 h at 77 °C

No visible deterioration shall be evident after
exposure and prior to the peel test. Label must
also remain legible and "scannable" with the
appropriate Dbarcode reader prior to the peel

test.

Conditioning: Test panels prepared per Para 3.6
are placed in a mechanical convection oven for 1
h at 77 +/- 3 °C. The 180 deg peel test is

performed at test temperature.

Evaluate the destruct mechanism after the peel
test.
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