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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Procedures

PANEL PREPARATION PROCEDURE FOR SEALANTS
GM9BO1P

1 SCOPE. This procedure describes the preparation meth-
od of panels to be used 1n the testing of sealant materials.
Preparation methods are described for the following type of
materials and panel tests:

1.1 Pumpable materials.

1.2 Thumbgrade materials.

1.3 Extruded/preformed materials.
1.4 Cold shock.

2 APPARATUS.

2.1 Steel panels, 0.9 x 100 x 300 mm with the coating as
specified in the material specification.

2.1.1 If oily steel is specified, solvent clean the panel and
coat with 9981831 mill oil (0.5 mL per 645 cm?) unless other
oil is specified in the material specifications. Qil coated panels
shall be exposed at room temperature for 24 h before
applying sealer.

2.2 Oven, natural gas fired, direct circulating, capable of
maintaining = 2 C metal temperature.
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3.1.1 Condition material to 23 * 2 C pnor to testung.

3.1.2 Apply a 200 mm long dual bead of sealer (using the
scraper detailed in Figure 1) to panels coated with the
substrate(s) outlined in the applicable material specification.
The quantity of panels is deterrmined by the number of
substrates, top coats, test conditions and/or bake conditions.

3.1.3 Condition the sealer coated panels for 20 min.
at 23 = 2 C.

3.1.3.1 Adhesion Test Panels. Bake the sealer coated panels
for the specified time at the specified metal temperatures
defined in the material specification. These panels are not
coated with paint materials.

Dimensions 1n mm

FIGURE 1
2.3 Notched scrapers as detailed in Figures 1 and 2.
2.4 Film thickness gauge, Tinsley or equivalent.
3 PROCEDURE.

3.1 Pumpable Materials, Panel Preparation.
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*THICKNESS SHALL BE 1.5 mm UNLESS OTHERWISE
SPECIFIED IN THE MATERIAL SPECIFICATION

FIGURE 2

3.1.3.2 Appearance Test Panels. Bake the sealer coated
panels for the specified time at the specified metal tempera-
ture as defined in the material specifications.

3.1.4 Condition the sealer test panels for 24 hat23 + 2 C
prior to subjecting them to any tests specified in the
material specification.

3.2 Thumbgrade Materials, Panel Preparation.

3.2.1 Condition material to 23 * 2 C prior to testing.

3.2.2 Thumb apply a 75 mm dia circle of material, 5 mm
thick at the center tapered to a 0 mm feathered edge at the

perimeter of the circle, to panels coated with the substrate(s)
outlined in the applicable matenal specification. The quantity
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of panels is determined by the number of substrates, top coats,
test conditions and/or bake conditions.

3.2.3 Condition the sealer coated panels for 20 min.
at 23 2 C.

3.2.3.1 Adhesion Test Panels. Bake the sealer coated panels
for the specified time at the specified metal temperatures
defined in the material specification. These panels are not
coated with paint materials.

3.2.3.2 Appearance Test Panels. Bake the sealer coated
panels for the specified time at the specified metal tempera-
ture as defined in the material specifications.

3.2.4 Condition the sealer test panels for 24 hat23 £+ 2 C
prior to subjecting them to any tests specified in the
material specification.

3.3 Extruded/Die Cut Materials, Panel Preparation.
3.3.1 Condition material to 23 * 2 C prior to testing.

3.3.2 Applya!x25x200 mm (unless otherwise indicated
in the matenial specification) strip of material to panels coated
with the substrate(s) outlined in the applicable material
specification. The quantity of panels is determined by the
number of substrates, top coats, test conditions and/or bake
conditions. It is the option of the testing engineer to use
actual production part dimensions when performing quality
control tests. When production part dimensions are used in
place of the above dimensions, all nondimensional material
charactenistics specified shall continue to be met.

3.3.3 Condition the sealer coated panels for 20 min.
at 23 £+ 2 C.

3.3.3.1 Adhesion Test Panels. Bake the sealer coated panels
for the specified time at the specified metal temperatures
defined in the material specification. These panels are not
coated with paint materials.

3.3.3.2 Appearance Test Panels. Bake the sealer coated
panels for the specified time at the specified metal tempera-
ture as defined in the material specifications.

3.3.4 Condition the sealer test paneis for 24 hat23 + 2 C
prior to subjecting them to any tests specified in the
material specification.

3.4 Cold Shock, Panel Preparation.

3.4.1 Prepare panels as indicated in 3.2 or 3.3. For pumpable
materials, prepare panels as indicated in 3.1, except apply the
matenal using the scraper detailed in Figure 2. Optional
0.9 x 250 x 250 mm panels may be substituted for the
100 x 300 mm panels.

342 In all cases, the sealant material shall be located in the
center of the panel where the direct force of the impact
will occur. )

4 GENERAL INFORMATION. This standard was first
issued in July 1987. Editorial revisions were made in Novem-
ber 1988.
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