ENGINEERING

Material Specification EDS-M-8724
STANDARDS
KOREA

Primer-Spot Weld AFE QA Tel0lH

_ 1R
1 Introduction 1.1 THE it £4. Spo elding Primer = Epoxy
1.1 Material Description. The spot welding primer ResinS =A202 208 WA I} LatE AUHs
is the epoxy resin-based single liquid paint T22M Spot EF =290 S92 wEs

containing powdered anti-corrosive which provides T

good corrosion resistance to the spot-welded ==

portions. 1.2 B2 8. 2 #A32 AMSZE0A Spot EE
S | £ <5t Hem Flange £ <,

1.2 Applicability. This specification specifies the T gy g4 X
general requirements of the spot welding primer, o) AE ZEER, R 22 2820
which is applied to the hem flange, junction between T X 5t= Spot Welding Primer Off CHGH0! 7 & &L

steel sheets and welded portion of inside
reinforcement panel for improved corrosion
resistance of spot welded portions.

2 References 228 ZE/RA

Note: Only the latest approved standards are =: 80l Il &0l 8l= 8 Jt&E =20

applicable unless otherwise specified. SoE HES BEsH

2.1 External Standards/Specifications. 21 AFQl E=/R3A.
ASTM D 522 DIN 53156 ASTM D 522 DIN 53156
DIN 50017 KS M 5000 DIN 50017 KS M 5000
DIN 53153 DIN 53153

2.2 GM Standards/Specifications. 22GM I/,
EDS-M-0102 EDS-T-7143 EDS-M-0102 EDS-T-7143
EDS-M-8711 EDS-T-7759 EDS-M-8711 EDS-T-7759
EDS-M-8724 EDS-T-7782 EDS-M-8724 EDS-T-7782
EDS-M-8740 GMW3059 EDS-M-8740 GMW3059

2.3 Additional References.

TMCO003 Material Safety Data Sheet guidance
documents (available at www.gmsupplypower.com)

23 J|Et EFE/AA.

TMCO003 Material Safety Data Sheet guidance
documents (available at www.gmsupplypower.com)

3 Requirements

_ 32T AE

3.1 General Requirements.
. L 314 538
3.1.1 Workability. The primer shall permit painting B
by the specified working tools and show no signs of 311 HYd. 4232 /Y EHE 01SotA
defects, such as running and pinhole. S &ot= A0l Jtsotd 224 S &, Pinhole
3.1.2 Storage Stability. No troubles such as 20l 81010k ST
gelation after exposure to a room temperature or 312 MZ OLRA, U2 AIEI2 A0 Al 3 HR2H
below for up to 3 months in the packed state. ST 510 © Gel 3F =9| 0| AHO] 21 0{OF BHC}.
3.1.3 Odor and Toxicity. The primer shall be free WA QS OFR| Ol S0 O D) S A KFOY
from bad odor and toxicity and cause no stimulus or :[3['13'3? ‘i‘H = _‘:f’ ‘;IT | = ﬂ;f: I;UA J_mo A —.;.?.EOH
eruption in the skin as a result of working in the bet LIS 0 A=, 28 S0I &dotAl Z0t0r Sttt
usual conditions.
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3.2 General Requirements of Delivered Material.
3.2.1 Viscosity at Delivery.

3.2.1.1 80~90 seconds (KS M 5000-2122).

3.2.1.2 Measure at 20 C with a Ford Cup No.4

viscometer.

3.2.2 Solid Content.

3.2.2.1 70~75 wt% (KS M 5000-2113).

3.2.2.2 Measure wt% of the residual spot welding
primer after baking at 120°C for 2 hours.

3.2.3 Specific Gravity.

3.2.3.1 1.9840.02 (KS M 5000 2131).

3.2.3.2 Measure at 20C with a 100 cc specific
gravity cup.

3.3 Working Conditions and Properties.

3.3.1 Dilution Viscosity.

3.3.1.1 20~25 seconds (KS M 5000-2122).

3.3.1.2 Measure at 20C with a Ford Cup #4
viscometer.

3.3.2 Dilution Stability. Inter-laminar separation
shall not occur and homogeneous blending shall be
maintained at least up to 8 hours.

3.3.3 Panting Tool. Normal air spray gun and brush.
3.3.4 Drying Temperature and Time. Expose to
normal temperature (23°C+5K) for 1 hour.

3.4 Requirements after Drying.

3.4.1 Film Thickness.

3.4.1.1 35~45 um (EDS-T-7782).

3.4.1.2 On the sheet metal, the film thickness of the
spot welding primer alone shall be 35~45xm,
3.4.2 Polishing. Good polishing shall be ensured

on the surface of the subsequent coating (EDS-M-
8740).

3.4.3 Quality of Subsequent Coating. The quality

of the subsequent pre-conditioning film and coating

(EDS-M-8711) shall not drop.

3.5 Performance.

* Painting of test piece: EDS-M-8724 + pre-
conditioning film + EDS-M-8711.

22 M=o gt 23,
321 3= &8,
3.2.1.1 80 ~ 90 = (KS M 5000-2122).
3.21.220CO0IA Ford Cup #4 B = H Z & StCH.
3.22 EFYE.
3.2.2.170 ~ 75 wt% (KS M 5000-2113).
3.22.2 120COHAN 2AI2t A% H0tJA= Spot
Welding Primer2| & 2fH| =&,
3.2.24|=.
3.2.3.1 1.98 + 0.02 (KS M 5000-2131).
3.23.220TCH A 100 ccl HIEZSE 22 =4.
33FY XH L 4.
33184 FE.
3.3.1.1 20 ~ 25 = (KS M 5000-2122).
3.3.1.220C0IA Ford Cup #4 B HZ =FSHCE
3.3.2 34 ot¥ 4. x| LB 8AIDUJHEIE E 20t
g AYstEE 45* EHE S XI6H0 OF SHCH

(o]

3.33 & & &, 28t Air Spray Gun & Brush O

3342 2% & AlZE &2(23Cx5K)0I Al 1 Al2F

3.4.1.1 35 ~ 45 /m (EDS-T-7782).
3.4.1.2 Sheet Metal?l 0il A Spot Welding Primer2]
SO ENIIHE2Z 35 ~45mE FAIE A,

342 diid. =522 EZHE = EDS-M-8740
=

SEROANM S0 ZYH0| ST A,
343 SAEHO| EH. $202 TREE Wy
/9 AERQ EDS-M-8711 2 SRS KGHAIII X
21,

354s.

ANgE2 =& At EDS-M-8724 + &Xcl
]9t + EDS-M-8711.

3.5.1 Required Quality after Exposure to Normal 3.5.1 A2 (20 T+2K)0l Al 24 Al2H 21X & QP =&,
Temperature (20 C+2K) for 24 Hours. - -
. , 3.5.1.1 —‘?‘—’—ﬁ = (EDS-T 7759) GT-00 IOi Of oPD#.
after elapse of 4 weeks under the normal ;()70# = E} =1
temperature shall not be deteriorated. = =
3.5.1.2 Hardness (DIN 53153). 120~130. 3.5.1.2 3 = (DIN 53153). 120~130 & 2.
3.5.1.3 Elongation (DIN 53156). 5 mm min. 3.5.1.3 &1&d (DIN 53156). 5 mm Ol &f & =X,
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