9006379 0002831 7Tk E3

GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Procedures

TEST FOR COMPATIBILITY OF ADHESIVES WITH VINYL

GM9016P

1 SCOPE. GMS9016P is used to determine the compatibili-
ty of trim adhesives with various production vinyl coated
fabrics in contact with foundation board and bare and topcoat
painted steel, while GM9024P is used to determine the
compatibility of adhesives and various vinyl coated fabrics in
contact with topcoat painted steel under conditions of heat
and sunlight.

2 APPARATUS.

2.1 Cold rolled steel panels, 0.90 x 150 x 300 mm.
2.1.1 Plain finish.

2.1.2 Freshly topcoat painted and baked.

2.2 Cold rolled steel panels, 0.90 x 50 x 100 mm properly
cleaned, primed and topcoated, including the regular produc-
tion bake cycle.

2.3 Kraft lined foundation board 2 x 150 x 300 mm.

2.4 Headlining fabrics, vinyl coated knitback fabric, and
unsupported vinyl; 75 x 125 mm plus vinyl coated knitback
fabric 25 x 300 mm.

2.5 Vinyl coated sateen back fabric and 712 g/m’ and
1085 g/m?® vinyl coated knitback fabrics; 50 x 100 mm.

2.6 Sunlamp assembly with a RS or S-1 sunlamp, a draft
screen approximately 0.37 m’ and 460 mm high mounted
directly beneath the sunlamp, which is mounted approximate-
ly 460 mm from the sample surface to develope a tempera-
ture of approximately 63 C at the test area which is limited to
a 300 mm dia directly beneath the lamp, excepting the
75 mm dia in the center.

2.7 DeVilbiss MBC 510 spray gun with an “E” nozzle and
valve, and a No. 24 air cap or equivalent apparatus.

2.8 Oven, air circulating.

2.9 Steel cylindrical roller, 1162 g, (see Figure I).
2.10 Electric timer.

2.11 Tensile tester, 305 mm per minute.

3 PROCEDURE. (GMS016P).

3.1 One each of the 75 x 125 mm pieces of the required
fabrics (Procedure 2.4) are bonded to the bare and topcoated
steel panels and to the foundation board as shown in Figure 2.

GM9024P

NOTE: Total assembly mass - 1162 grams
FIGURE 1 - PRESSURE ROLLER ASSEMBLY

VINYL COATED SATEEN BACK
712 g/m? VINYL COATED KNITBACK
1085 g/m? VINYL COATED KNITBACK

o>
[ ]

FIGURE 2

3.1.1 Spray the panels and boards so that only a
75 x 300 mm area is adhesive coated, the remaining panel
area is protected from the adhesive spray. Air dry the panels
and boards for a minimum of 30 minutes.

3.1.2 Spray the 75 x 300 mm fabric with adhesive so that
only a 75 x 100 mm area of the fabric is coated and
immediately hand bond to the adhesive coated panels.

3.1.3 Air dry these assemblies 24 h and then age 14 days at
70 C in an air-circulating oven.

3.1.4 Inspect for plasticizing of the adhesive and curling of
the adhesive.

3.2 Ten 25 x 300 mm pieces of vinyl coated knitback fabric
are bonded to each of two of 150 x 300 mm topcoated panels
as shown in Figure 3.

3.2.1 Spray the topcoated panels so that a 125 x 300 mm
area is adhesive covered, and air dry the panels a minimum of
30 minutes.
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3.2.2 Adhesive spray twenty 25 x 300 mm pieces of vinyl
coated knitback fabric to cover a 25 x 125 mm area, bond ten
to each of the topcoated paneis at 2 min. intervals, up to
20 min. Each piece is subjected to 4 rolls with a 1162 g
(Figure 1) roller immediately after bonding.

3.2.3 Peel off the strips at 180° on one of the panels on a
tensile tester, after 24 h air dry at room temperature.

3.24 Age the other prepared panel 14 days at 70 C. Repeat
the tensile peel test.

3.2.5 Record the average pull in newtons required to peel
each strip.
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FIGURE 3
3.3 Simultaneously spray a 125 x 300 mm area of a
150 x 300 mm topcoated panel and a 25 x 125 mm area of
10 pieces of 25 x 300 mm vinyl coated knitback fabric.
3.3.1 Activate a timer immediately after spraying.

3.3.2 Every 2 min., bond a 25 mm strip of adhesive coated
fabric to the adhesive coated topcoated panel as shown in

GM9024P

Figure 3 and immediately roll 4 times with the Figure 1
roller. Prepare 2 panels in this manner.

3.3.3 After 24 h at room temperature, test | panel by
peeling the strips off at 180° on a tensile tester.

3.3.4 Air dry the second panel 24 h at room temperature,
age 14 days at 70 C, cool to room temperature and test for
peel strength as stated above.

4 PROCEDURE.

4.1 Spray the adhesive on one half (50 x 50 mm) of the
proposed steel panel. Air dry a minimum of one half hour.

4.2 Spray the adhesive on three fourths (50 x 75 mm) of the
back side of the vinyl fabrics (Procedure 2.5).

4.3 Place the coated sides of the fabric and panels together
so that 50 mm are double coated, 25 mm are single coated
and the remaining 25 mm are uncoated.

4.4 Air dry the assembly for 24 h.

4.5 Mask off one half the width of the full length of the vinyl
face of the specimen with stiff white paper or board and place
face up under the sunlamp for 14 days.

4.6 Remove the assembly and examine for staining in each
of the three areas (no coat, one side coated, and both sides
coated). Report the degree of staining in each of the three
areas as follows:

Satisfactory = No Staining or stain is only visible upon
close examination.

Unsatisfactory = A readily visible stain.

5 GENERAL INFORMATION. These standards were pub-
lished in August 1973, GM9016P revised from FBTM 45-19
and GM902P revised from FBTM 31-13 and was editorially
revised in October 1988.
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