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GENERAL MOTORS ENGINEERING STANDARDS

Materlals and Processes - General

SOUND BARRIER PATCH
GM2753M

1 SCOPE. This specification describes an adhesively
attached sheet-form sound barrier material used to cover and
acoustically seal body interior holes to prevent noise intrusion.

2 REFERENCED STANDARDS.

GM9010P GM9505P SAE J1351
GM9068P ASTM D624
GM9200P FMVSS 302

3 GENERAL DESCRIPTION.  This material is a dense,
flexible, impermeable sheet of uniform thickness. It is either
self-adhering or coated with a pressure sensitive adhesive to
provide permanent attachment to painted body interior panels.
It is used to cover and acoustically seal body holes. This is a
trim shop installed item and is not intended for installation
prior to paint bake operations.

3.1 The acoustical performance of parts made of this material
depends upon the material’s surface density (mass/area),
impermeability, and completeness of the seal over the body
hole.

3.2 The material is provided in various drawing-specified
part sizes with the adhesive surface protected by a release
liner.

.

4 REQUIREMENTS. Tests shall be conducted at stan-
dard conditions, 22 + 3 C and 50 £ 5% RH unlecss otherwise
specified.

4.1 The values of some properties and performance parame-
ters (c.g., tensile strength, tear strength) may depend upon
direction along the material sample. Thercfore, it may be nec-
essary to perform some tests both parallel and perpendicular to
machine direction in order to determine true minimum and
maximum values for conformance to requirements of this
specification.

4.2 ACOUSTICAL PERFORMANCE. The noise reduction
performance of this sound barrier material is defined and con-
trolled by material mass per unit arca. The mass per unit area
will be 3.2 kg/m® with tolerances as defined in Table 1.

TABLE 1
Part Weight (g) Tolerance in Mass/Area
0-60 +50%/-10%
61-199 +20%/-10%
200-over +10%/-10%

4.3 COLOR. The barrier material shall be black. Any anti-
blocking, anti-transfer film which is permanently attached to
the barrier materials shall also be black or clear.

4.4 ADHESION.

4.4.1 Adhesive Contact (wet-out). Progressively apply a
patch, 50 x 100 mm min, to a clear glass plate taking care to

avoid air entrapment. Roll twice with a 2 kg roller. Examine
adhesive contact. Wet-out must be 90% min.

4.42 Peel Resistance. Adhere a 25 x 100 mm min length
strip of material to a painted test panel with surface repre-
sentative of production body finish to which adhesion is
xntended.beaveoneendloosesothataclampcanbeanached.
Allow 5 minutes dwell time. Pull 90° to surface at rate of 300
mm/min. Satisfactory peel value is 6 N minimum,

4.4.3 Heat Resistance, 85°C. Adhere a 25 x 100 mm strip of
material to a painted test panel (as in 4.4.2) with 50 mm of
strip overhanging the edge of the test pancl. Place in inverted
horizontal position (90° peel) in oven and expose to 85°C for
24 h. Maximum distance from edge of panel to bond line is 5
mm.

4.44 Heat Resistance, 100°C. Adhere a 50 x 50 mm piece of
material to a painted test panel (as in 4.4.2) so that the entire
patch surface is in contact with the panel. Place panel in verti-
cal position in oven and expose to 110°C for 24 h. No
displacement of the patch may occur.

4.5 ENVIRONMENTAL EXPOSURE, GM9505P, CYCLE
H  Adhere 25 x 100 mm or larger sample to pai test
pancl (as in 4.4.2). Expose to 3 cycles of GM9505P, Cycle H.
The material must not harden appreciably nor leach oils.
Adhesion after exposure must meet requirements of 4.4.2.

4.6 FLAMMABILITY, FMVSS 302. The material with
release liner removed (but not bonded to a test panel) shall not
burn or transmit a flame front across its surface at a rate of
more than 101.6 mm/min. when tested in accordance with
FMVSS 302 as received and after accelerated aging
(GM9200P). However, if the material stops burning before it
has burned for 60 s from the start of timing and has not bumed
more than 50.8 mm from the point where the timing was
started, it shall be considered as having met this requirement.

4.7 STIFFNESS/CONFORMABILITY/MEMORY. Apply a
25 x 100 mm strip of material to a horizontal surface so that a
25 x 50 mm portion overhangs the edge. Deflect the overhung
postion downward to a vertical position and immediately
release it. Allow 4 h to elapse and measure the vertical dis-
tance from original surface to the overhung end of the strip.
The sag shall be 25 mm min.

4.8 FLEXIBILITY. Wrap a strip of the patch material 180°
around a 2 mm dia mandrel so that adhesive surfaces meet.
The strip must not crack.

4.9 REPOSITIONABILITY. Material applied to a test panel
for 1 minute must release cleanly for repositioning and then be
capable of re-adhesion per specification requirements.

4.10 DIE-CUT ABILITY. Material must be capable of
being cleanly die-cut to special shapes.

4.11 NONTRANSFER AND STAINING. Adhere a patch
to a metal test 1. Cover with lightest color of currently
available production seat belt webbing so that entire patch and
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of webbing may be required. Completely cover the webbing
with another metal panel and apply a load of 7 kPa based upon
the area of the patch.

4.11.1 Place the assembly in an 85°C oven for 24 h. After
cooling to room temperature, remove the weight and metal
cover plate.

4.112 Remove the webbing from the noise control patch.
The webbing must separate cleanly from the patch. No signifi-
cant staining or transfer of patch material to the webbing is
permitted as agreed upon between supplier and user.

4.12 SOLIDS CONTENT, GM9010P. The solids content
shall be 98% min by weight.

4.13 TEAR STRENGTH, ASTM D624, DIE C. The tear
strength shall be 1.7 kN/m minimum.

4.14 ODOR, SAE J1351.
shall be 3 or lower.

4.15 FOGGING RESISTANCE, GM9068P.  After 6 h at
70°C the gloss meter reading shall be 80 min.

4.16 RELEASE LINER REMOVAL. The release liner
paper or film must be readily removed from the sealer without
tearing or delamination of the part or release liner. Removal
must be accomplished with a force not to exceed 4 N per 100
mm width.

4.17 BLOCKING. A stack of 10 patches is heated in an
oven at 60°C for 72 h while under a uniformly applied load of
7 kPa. The test samples are removed from the oven, allowed to
cool to room temperature, and the weight removed. The sam-
ples shall be easily scparated and shall not stretch, lose shape,
or stick to cach other when pulled apart. Parts may not be
dusted with talc or any other material in order to meet this

requirement.

The odor scale rating number

life of material commences upon receipt of material from the
manufacturer. Material must meet all performance require-
ments after storage and no blocking may occur.

§ INITIAL SOURCE APPROVAL.  No shipment shall
be made by any supplier until representative initial production
samples have been approved by the purchaser’s engineering
department as meeting the requirements of this specification.

5.1 Completed copics of the GM Material Safety Data Sheet
and Critical Material Register (available from the engineering
department or laboratory) must be submitted with any new
submissions or where a composition change has occurred.

6 INSPECTION AND REJECTION.  All shipments of
material or parts under contract or purchase order manufac-
tured to this specification shall be equivalent in every respect
to the initial samples approved by engineering. There shall be
no changes in either formulation or manufacturing processes
permitted without prior notification and approval by engineer-
ing. Lack of notification by the supplier constitutes grounds
for rejection of any shipment. While samples may be taken
from incoming shipments and checked for conformance to this
specification, the supplier shall accept the responsibility for
incoming shipments meeting this specification without depen-
dence upon purchaser’s inspection.

7 APPROVED SOURCES. Engineering qualification
of an approved source is required for this specification. Only
sources listed in the General Motors Corporate Material File
under this specification number have been qualified by engi-
neering as meeting the requirements of this specification.
Sources are available through the on-line MATSPC System.

8 GENERAL INFORMATION. This newly issued stan-
dard has been revised from FBMS 9-84 by BOC-Lansing. The
latest revisions include:

4.18 STORAGE STABILITY. The shelf lifc of the material Rev | Date : Description Div
shall be 180 days at a temperature not to exceed 35°C. Shelf A 6/93 | Revise mass/area tolerances LAD
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