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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Procedures

TEST FOR HEAT CURING SEALER
GMS085P

1 SCOPE. This procedure is used to determine the adhe-
sion, cohesion, aging and other properties of heat curing,
100% solids, sealers.

2 APPARATUS.

2.1 Cold rolled steel panels, 0.80 x 250 x 250 mm.

2.2 Oven, air-circulating.

2.3 Notched scrapers for bead application per Figures 1
and 2.

2.4 Cold shock, GM9011P.

2.5 Skiving knife per Figure 3.

3 PROCEDURE.

3.1 Condition material to 25 C prior to testing.

3.2 Baking Characteristics.

3.2.1 Apply two 175 mm long beads per Figure 1 to each
phosphatized panel and phosphatized and primed panel or as
otherwise outlined in the specification. Quantity of panels is
determined by the number of tests and bake cycles. Air dry all
test panels 20 min. at 25 C, and subject to the bake cycle
outlined in the applicable specification or per the regular

production bake cycle.

3.2.2 Apply a white topcoat and bake as specified or per the
regular production bake cycle.

3.2.3 Subject one each of the above prepared panels, includ-
ing one each from the bake cycle to the environments
specified in the applicable specification if so instructed.

3.2.4 Examine the exposed panels. Noticeable stain, plasti-
cizer migration or topcoat cracking is not acceptable. A slight
loss of gloss is permitted.

3.2.5 Cold shock the exposed panels per GM9011P noting
any cracks or loss of material as specified in the applicable
specification.

3.2.6 Determine adhesion by attempting to remove the
sealer bead from the exposed panels by scraping with a
skiving knife per Figure 3. A cohesive failure of the sealer is
required. Paint chipping or flaking during this test is not
acceptable.

3.3 Sag.

3.3.1 Apply one 175 mm long bead per Figure 2 to a primed
panel or as otherwise outlined in the specification.

3.3.2 Place the panel in a vertical position with the bead
horizontal.

3.3.3 Air dry 20 min. at 25 C and measure sag, which is the
total width of the bead minus the size of the original bead.

3.3.4 Bake the panel, in the air-dry position, 1 h at 150 C
and remeasure the sag.

4 GENERAL INFORMATION. This method was pub-
lished in June 1975. The latest revision was editorial changes
in November 1988.
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