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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Paint

CORROSION PREVENTIVE COMPOUND, WATER BASE, BLACK
9984290

1 SCOPE. This specification covers a corrosion preven-
tive compound which must provide a protective coating for
steel. The material is designed for spray applications to bare
metal surfaces such as the inside of bumpers. Suggested sub-
strates include shot blasted steel, cold rolled, hot rolled, cast
iron, iron phosphate, zinc phosphate, galvanized, and alumi-
num. Surface should be free from dirt, oil, grease, or other
foreign matter. The material contains a vinyl acrylic resin and
should not be exposed to temperatures above 85°C during it's
cure, processing, or service life.

2 REFERENCED STANDARDS.

GM1000M GM95032P ASTM 1475
GM4374P GMB9505P ASTM D2369
GM4389M GM9071P ASTM D2697
GM4298P GM9102P SAE 1008
GM4465P GM9508P SAE 1010
GM9010P ASTM D56 SAE J400

3 REQUIREMENTS. Specific material requirements and
appropriate test methods are listed under properties.

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

3.1.1 The material shall be supplied with all thinners added
and be applicable in the as received condition. Additional
deionized layer up to 5% by weight can be added based on
specific application process. Organic solvents contained in this
waster base product must be exempt solvents or blends so that
environmental control regulations are met. The corrosion com-
pound shall meet the requirements of this specification on
SAE 1008-SAE 1010 steel.

3.2 PHYSICAL PROPERTIES. See Table 1.

TABLE 1

Properties Values Test Methods
Volatile Organic | .072 kg/1 (.61bs/gallon) | ASTM D2369
Content max.
Viscosity 45+ 15 @ 22°C #3 Zahn cup
Specific Gravity 1.39 + .02 ASTM 1475
Flash Point 70°C min. ASTM D56
Solids % Volume 39+2 ASTM D2697
Solids % Weight 56+2 GM9010P

3.3 PERFORMANCE REQUIREMENTS.

3.3.1 Test Methods. Test methods references are shown in
Table 2 with each of the requirements. The following notes
state the requirements where formal test methods do not exist.

3.3.2 The material is to meet this specification on solvent
cleaned cold rolled steel panels and performance should be
confirmed and reported on the suggested substrates shown in
the scope. The material is allowed to dry 168 h prior to test,
unless otherwise noted.

3.3.3 Adhesion. The material as applied to test panel and
production substrate shall meet the as received tape adhesion
test per GM9071P.

3.3.4 Adhesion After Environmental Cycles. The material
after testing to humidity, shall meet the appropriate tape adhe-
sion GM9071P. Neutral salt spray, and environmental cycles
shall meet the paint air blow off test per GM9102P.

3.4 PROCESS REQUIREMENTS. This coating dries very
quickly. The material should be agitated well before using and
kept covered when not in use. The paint should not be kept in
the gun for over a fifteen minute period without flushing with
water. The guns and tips should be routinely flushed with
water. If the paint has dried, a ketone, such as MIBK should be
used to clean the spray gun followed by butyl cellosolve and
water rinse.

3.4.1 Numerous methods of application are available. Use of
a 50 micron filter bag to fill system is advised. The material
can be sprayed airless with a fluid pressure of 2800 - 5600 kPa
through a .4 mm tip using a filter size of .25 mm, 100 mesh.

3.4.2 Film build requirements are as follows:

TARGET  RANGE
wet film build 100 pm 62 -125 pm
dry film build 40 pm 25 -50 pm

3.5 STABILITY REQUIREMENTS. After 6 months of stor-
age at 24 £ 10°C, the product shall remix by laboratory or
plant methods to meet the requirements of this specification.

4 SOURCE SHIPMENT RESPONSIBILITY.

It will be the responsibility of the supplier to insure that the
material is not exposed to temperatures during shipment which
would cause the material to fail to meet any of the require-
ments of this specification.

5 INITIAL SOURCE APPROVAL. No shipment shail
be made by any supplier until representative initial production
samples have been approved by engineering as meeting the
requirements of this specification.

5.1 Completed copies of the Material Safety Data Sheet
meeting GM information requirements must be submitted with
any new submissions or whenever a composition change has
occurred.

© Copynght OCTOBER 1995 General Motors Corporation All Rights Reserved

OCTOBER 1995

PAGE 1

9984290

Documents


http://www.avadocuments.com/doc/gm-gm9984290-0
http://www.avadocuments.com/doc/gm-gm9984290-0

6N 6M9984290 95 WM 900L379 000744k 05T HE

GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Paint

CORROSION PREVENTIVE COMPOUND, WATER BASE, BLACK

9984290
TABLE 2
Properties Values Test Methods
High Temperature Flow No Flow at 250 um 20 min @ 93°C
Neutral Salt Spray 500 h No Rust at 40 pm GM4298pP
Corrosion Cycles 30 cycles No Rust at 40 um GM9505P, Cycle G
Humidity Resistance 500 h No Defects at 40 ym GM4465P
Reverse Cold Impact No Separation GM9032P
Two 2.8 Joules at -29°C
Salt Solution Partial Immersion No Rust, No Removal NOTE 1
Detergent Solution No Rust, No Removal NOTE 2
Partial Immersion
Substrate, Topcoat Cleanability Removable No Staining NOTES 3 and 4
Gravelometer 5 min rating GM9508P
SAE J400

NOTE 1: The material shall withstand 168 h of partial immersion in a 5% salt water solution at 100% relative humidity and
38°C. After removal from test, panels shall be lightly hand rubbed under 38 £3°C tap water to remove degraded material.
NOTE 2: The material shall withstand 168 h of partial immersion in detergent solution consisting of 2.5 g of Rain Dance #7 car
wash compound per L of tap water. The test is similar to above, except conducted at 24 £3°C.

NOTE 3: The material is to be removable from GM4374P chrome plated bumpers or topcoat painted panels with soap and water
within 30 minutes of application without a noticeable change of the bumper plate or the topcoat.

NOTE 4: The material is to be removable from plated bumpers or topcoat substrates 168 h with solvent application of
MEK/acetone without a noticeable change to the bumper plate or the topcoat substrate. This material, after being exposed to
heat, is difficult to remove and, when removed, may result in substrate yellowing and dulling. Therefore, avoid over spray and

remove over spray as soon as practical.

6 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 engineer-
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. In addition the supplier
shall be responsible for submitting a CERTIFICATE OF
ANALYSIS with each batch of material arriving at a plant.
This document shall be prepared and provide data in accord-
ance with the requirements detailed in GM4389M.

7 APPROVED SOURCES.  Engineering qualification
of an approved source is required for this specification. Only
sources listed in the GM Materials File under this specification
number have been qualified by engineering as meeting the
requirements of this specification. Sources are available
through the on-line MATSPC System.

8 GENERAL INFORMATION. This standard was origi-
nated by the Anti-Corrosion Coatings and Waxes Specialist
Team and approved by the Paint TDG in October 1995.
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