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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Plastics

DECORATIVE INTERIOR PLASTIC LAMINATES
GM7455M

1 SCOPE. This specification gives the durability require-
ments for plastic laminates decorated with wood grains, or
patterns for interior trim panels. The materials shall be classi-
fied by one of two processing methods: Vacuum Formable
{Type A) or In Mold Foil Decorated (Type B).

NOTE: Material is not recommended for use in a horizontal
position.

2 REFERENCED STANDARDS.

GM3602M GM9071P 9981062
GM4466P GM9220P ASTM D4060
GM7400M GM9538P SAE J1885

3 MATERIAL TYPE.  The material type shall be speci-
fied on the part drawing as a suffix after the specification
number, i.e. GM7455M Type A. Suffix symbol PT may be
added after the type designation to specify part testing require-
ments (example: GM7455M Type A/PT). See 5.1

3.1 TYPE A - VACUUM FORMABLE. A film with a pattern
or solid color printed on one side which is laminated to a vac-
uum formable thermoplastic sheet (approximately 0.5 mm
thick). After forming, the sheet may be bonded directly to a
carrier or may be injection filled and subsequently mechani-
cally attached to a carrier.

3.1.1 The vacuum formable sheet must readily form to the
specified contours with sharp definition and with no objec-
tionable loss of pattern, glossing, blistering or wrinkling.

3.1.2 In cases where an adhesive is used to attach the decora-
tive sheet (either diecut or vacuum formed into shape) to a
carrier, the bonding of the decorative sheet to the carrier must
meet the requirements of GM3602M for non flexible adher-
ends.

3.2 TYPE B - IN MOLD FOIL DECORATED. A special
formable hot stamp foil which is applied to a clear film carrier
on a continuous roll which is drawn through the injection
mold. The pattern is subsequently transferred from the carrier
to the first surface of the plastic part during the molding pro-
cess. To obtain consistent finish appearance, the part substrate
material should generally be the color of the pattern back-
ground.

NOTE: Parts made by this process may require that a clear
protective topcoat be applied after being molded to meet wear
resistance and all other performance requirements of this spec-
ification. In low wear applications, parts may not neced a
protective topcoat. Non topcoated parts may be required to
meet a lower wear resistance requirement (see 5.4) but must
also meet all other performance requirements of this specifica-
tion.

4 PART REQUIREMENTS.  Parts made using either
Type A or B must meet the requirements of GM7400M (DS8S,

PR216, TC1, AH4999, Z) where Z = Temperature for AH4999
requirement to be 80 £ 2°C. After exposures, parts shall have
no evidence of material degradation, blistering, objectionable
shrinkage, increase in hardness or objectionable color or gloss
change.

4.1 The color and pattern shall be an acceptable match to the
engineering master standard when reviewed under conditions
set forth in GM9220P.

5 ODETAILED REQUIREMENTS. Unless otherwise
specified, all tests shall be performed @ 22 + 3°C and 50 1 5%
RH.

5.1 Specimens shall be taken from parts when the PT suffix is
designated on the engineering drawing (example: GM7455M
Type A/PT). Otherwise, testing shall be done on flat plaque
samples representative of the production process.

5.2 ACCELERATED WEATHERING.

5.2.1 Xenon Arc Apparatus. There shall be no objectionable

surface deterioration, loss of adhesion between layers (delami-

nation) or objectionable color or gloss change after exposure at

é4olnm in Xenon arc apparatus per SAE J1885 - Interior
ycle.

Lower UV Exposure Arcas 488.8 kJ/m * for vertical I/P,
door, and console applications.

Higher UV Exposure Areas 601.6 kJ/m* for I/P applica-
tions greater than vertical angle.

5.2.2 Arizona. There shall be no surface tackiness, loss of
adhesion, objectionable color or gloss change, blooming, blis-
tering or other objectionable change in appearance after 60 000
langleys exposure in Arizona per GM9538P U/GSTC8S. Also
report kJ/m *@ 340 nm.

5.2.3 Florida. There shall be no surface tackiness, loss of
adhesion, objectionable color or gloss change, blooming, blis-
tering or other objectionable change in appearance after 60 000
langleys exposure in Florida per GM9538PU/G-STC-85. Also
report kJ/m * @ 340 nm.

5.3 CHEMICAL RESISTANCE. There shall be no gloss
change, staining, discoloration, surface softening, or loss of
grain and color transfer to a clean white cheesecloth shall have
an AATCC rating of Class 4 or better on the chromatic transfer
scale when rubbed briskly for 10 s (+1, <0) s with:

9981062 Solvent
Ammoniated Window Cleaner (Windex or Equivalent)
Armor All Cleaner, PN 1052911

5.3.1 There shall be no staining, discoloration, surface soften-
ing, or loss of grain and color transfer to a clean white
cheesecloth shall have an AATCC rating of Class 4 or better
when rubbed briskly for 10 s (+1, ~0) s with:

Armor All Protectant, PN 12345002

AUGUST 1992

PAGE 1

7455M

- Documents


http://www.avadocuments.com/doc/gm-gm7455m-0
http://www.avadocuments.com/doc/gm-gm7455m-0

B 9006379 0003457 27: I

GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Plastics

DECORATIVE INTERIOR PLASTIC LAMINATES
GM7455M

5.3.2 The length of a rub shall be at least 50 mm. The force
of the cloth normal to the surface shall be 5+ 0.5 N.

5.4 WEAR RESISTANCE. There shall be no removal of pat-
tern after 750 cycles of Taber Abrasion per ASTM D4060
using a CS17 wheel and 1 kg load both as received and after
vacuum forming (Type A), or after topcoating (Type B).
Testing to be conducted on flat plaques.

NOTE: In low wear applications, the engineer may choose to
have a lower wear resistance requirement on the part. In those
cases, the standard exception should be noted on the engineer-
ing drawing after the GM7455M callout: Wear Resistance to
Meet 350 Cycles Taber Abrasion.

5.5 TOPCOAT AND FILM ADHESION. The material shall
withstand the Tape Adhesion Test per GM9071P with a mini-
mum of 99% of the printed decorative pattern and/or topcoat
remaining in the standard tape test area. The test shall be per-
formed after the following exposures.

5.5.1 As received.

5.5.2 After 2 h Water Immersion per GM4466P.
5.5.3 After Xenon arc apparatus exposure per 5.2.1.
5.5.4 After Arizona exposure per 5.2.2.

5.5.5 After Florida exposure per 5.2

6 INITIAL SOURCE APPROVAL.  No shipment shall

6.1 Completed copies 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.

7 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 cngineer-
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.

8 APPROVED SOURCES. Engineering qualification
of an approved source is required for this specification. Only
sources listed in the GM Material File under this specification
number have been qualified by engineering as meeting the
requirements of this specification.

9 GENERAL INFORMATION. This specification was
originated by CPC in August, 1989, revised from FBMS
26-8. The latest revisions include:
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