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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Procedures

REPAIR PROCEDURE FOR RRIM FASCIAS
GM9649P

1 SCOPE. This procedure describes the requirements of
repair systems for RRIM. The parts repaired under Procedures
2 and 3 are to be used for service only.

1.1 RESTRICTED AND REPORTABLE CHEMICALS
(GM1000M). All materials supplied to this specification must
comply with the requirements listed in GM1000M, "Restricted
and Reportable Chemicals."

2 REFERENCED STANDARDS.

GM1000M 9984815 5985868

3 EQUIPMENT AND TEST MATERIALS.
3.1 Sandpaper (150, 320, 400 grit).

3.2 Teflon Bondo Spreader.

3.3 Air-Circulating Oven.

3.4 Scotch Brite Pad. General Purpose Pad #7447.
3.5 9985868 Repair Material.

3.6 Procedures 1 and 2 only.

3.6.1 Clean air line, oil-free.

3.7 Procedures 2 and 3 only.

3.7.1 Pencil grinder and cone shaped bit.

4 TEST PROCEDURE.

4.1 PROCEDURE 1. Used for the cosmetic repair of ure-
thane pull surface defects using a two component urethane
adhesive on Class B and C surfaces.

4,1.1 Scuff sand the defect and approximately 19 mm around
it with 150 grit sandpaper.

4.1.2 Clean sanded area with clean (oil-free) air or air gun.

4,1.3 Use engineering approved material per 9985868. A
ratio color chart should be developed so that operators can val-
idate correct mixing techniques.

4,1.4 Using a Teflon bondo spreader, apply repair material
into defect from two directions using medium to hard hand
pressure to displace air trapped in the defect.

4,15 Place the repaired parts in the oven at 121°C for 20
minutes.

4.1.6 Remove the parts from the oven and let cool to room
temperature.

4.1.7 Sand the excess repair material off using 320 grit sand-
paper, until the area is smooth and level.

4.1.8 Check area for pits or voids. If further repair is neces-
sary, go to 4.1.3.

4.2 PROCEDURE 2. Used for the cosmetic repair of bub-
bles using a two component urethane adhesive. Any part with
tabs, tears, or more than 3 bubbles should be scrapped.

4.2.1 Grind out the bubble using a pencil grinder and a cone
shaped bit. Bevel the edges to make sure there are no under
cuts to trap air.

4.2.2 Scuff sand approximately 19 mm around the area to be
repaired with 150 grit sandpaper.

4.2.3 Clean the sanded area with clean (oil-free) air or an air
gun.

42.4 Use engineering approved material per 9985868, A
ratio color chart should be developed so that operators can val-
idate correct mixing techniques.

4.2.5 Using a Teflon bondo spreader, apply repair material
into defect from two directions using medium to hard hand
pressure 1o displace air trapped in the defect. If necessary,
work the repair material into the hole with a spatula to ensure
that all air pockets have been removed.

42.6 Place the repaired parts in the over at 121°C for 20
minutes.

42,7 Remove the part from the oven and let cool to remove
temperature.

42.8 Sand the excess repair material with 150 grit sandpaper
to start, then finish using 320 or 400 grit sandpaper, until the
area is smooth and level.

429 Check the area for pits of voids. If further repair is nec-
essary, go to 4.2.4.

4.3 PROCEDURE 3. Used for the cosmetic repair of mold
flash surface defects using a two component urethane adhe-
sive. If you have to grind all the way through the part, for
structural reasons, anything bigger than 19 mm in diameter
must be scrapped. Repairs that do not go all the way through
the part can be much larger. For the reason of not spending too
much time on the part, do not repair any part that has more
than 2 areas of mold flash.

43,1 Crind out the mold flash using a pencil grinder and a
cone shaped bit, If the mold flash goes all the way through the
part, it is necessary to grind all the way through. (If any mold
flash is left under the repair, it will bulge out when it goes into
the oven). When grinding out the mold flash that goes all the
way through the part, it is necessary to bevel the edges of the
hole on both the top and the bottom side to help keep the
repair in.

4.3.2 Scuff sand approximately 19 mm around the area to be
repaired (on both sides if the repair goes all the way through)
with 150 grit sandpaper.
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433 Clean the sanded area with clean (oil-free) air or an air
gun,

4.3.4 Use engineering approved material per 9985868. A
ratio color chart should be developed so that operators can val-
idate correct mixing techniques.

4.3.5 If the repair goes all the way through the part, it is nec-
essary to tape metal backing on the inside of the part to hold
the repair material in place.

4.3.6 Using a Teflon bondo spreader, apply repair material
into defect from two directions using medium to hard hand
pressure to displace air trapped in the defect. If necessary,
work the repair material into the hole with a spatula to ensure
that all air pockets have been removed.

4.3.7 Place the repaired parts in the oven at 121°C for 20
minutes,

4.3.8 Remove the parts from the oven and let cool to room
temperature.

4.3.9 Sand the excess repair material with 150 grit sandpaper
to start, then finish using 320 or 400 grit sandpaper, until the
area is smooth and level. ‘

4.3.10 Check the area for pits or voids. If further repair is
necessary, go to 4.3.4.

5 EVALUATION AND RESULTS.

5.1 Final check to make sure the repair is satisfactory will be
to use a mechanical pencil to lightly run over the defect. If the

pencil does not fall into the defect, it is acceptable. If pencil
falls into defect, check to make sure the color ratio is correct.

3.2 Reject any panel if the repairs do not meet step S.1.

5.3 Spot prime the repaired area per 9984815, 5-10 minutes
flash off time, and bake at 121°C for 20 minutes. (Prime per
99848135 if weatherable primer is required)

5.3.1 Let part cool to room temperature.

5.3.2 If there is a flow in the repaired area, scuff the area
with scotch brite pad and go to 5.3,

5.3.3 Lightly scuff repaired area with scotch brite pad (gen-
eral purpose pad #7447).

5.4 There shall be no visible sign or witnessing that there was
a repair made on the A surface of the part. The repaired area
must meet the same durability requirements as that of the unre-
paired part.

6 SAFETY. This method may involve hazardous materi-
als, operations and equipment. This method does not propose
to address all the safety problems associated with its use. It is
the responsibility of the user of this method to establish appro-
priate safety and health practices and determine the
applicability of regulatory limitations prior to use.

7 GENERAL INFORMATION. This standard was origi-
nated by CPC in August 1991 and first published in January
1996.
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