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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Adhesives

ADHESIVE, TRANSFER FILM
9985333

1 SCOPE. The material defined by this specification is a
2 sided pressure sensitive acrylic adhesive film tape protected
with a release liner on one side. The thicknesses of this mate-
rial is sufficient to adhere satisfactorily to slightly textured
surfaces or where minimal surface mismatch occurs. It may be
applied to painted surfaces (validation required), kraft paper,
various clean metals, plated surfaces, glass and plastics (ex-

1.1 Material shall require no moisture, heat or other prepara-
tion prior to or after application to clean, dry surfaces and shall
contain no supporting member such as film or tissue.

2 REFERENCED STANDARDS.

cluding polyethylene and polypropylene). g%?gll: ﬁgw g?%.f)o
3 REQUIREMENTS. (See Table 1).
TABLE 1
Properties Values Test Methods
Color Translucent/amber
Mass 0.25 £ 0.03 kg/m®
Solids Content 98% min GM9010P
Shear Adhesion 10 000 minutes min (See 3.4.4)
Peel Adhesion 90°, stainless steel (See 3.4.5)
Normal 1750 N/m width, min 72h at20-25 C
Aged 1750 N/m width, min 336 hat88+1C
Humidity 1750 N/m width, min 336 h GM4465P
Cycle Test 1750 N/m width, min 10 cycles
Gasoline Resistance 1750 N/m width, min (See 34.5.1)
Thermal Shock Resistance 1250 N/m width, min (See 3.4.6)
Heat Resistance No displacement (See 3.4.7)
Migration Stain None (See 3.4.8)
Liner Removability 50 Nfm width, max (See 3.4.9)

3.1 Shelf Life. Material shall pass all requirements of this
specification after aging material in the original container
90 days at 35 C.

3.2 Size of product shall conform to the following (ASTM
D1000):

Thickness of adhesive 0.25 & 0.02 mm
Thickness of liner 0.10 mm nominal
Width As specified by the purchaser
Length......55 m, unless otherwise specified by the pur-
chaser

3.3 Packaging. Tape to be furnished in evenly and uniformly
wound rolls, adhesive side in, on suitable cores with silicone
treated paper protective covering easily removable with no
separation of material.

3.4 Test Procedures.

3.4.1 Conditioning. The rolls shall be conditioned and speci-
mens selected in accordance with ASTM D1000.
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3.4.2 Specimen Preparation. Each specimen to be used for
testing in 3.4.4, 3.4.5, 3.4.5.1, 3.4.6and 3.4.7 shall be prepared
in the following manner. Without removing the liner, laminate
the adhesive side to a suitable size strip of 0.127 £ 0.025 mm
thick A91100 full hard aluminum (no edge burr). Prior to con-
ducting the actual test remove the liner, apply adhesive side to
the test panel firmly to force out trapped air, then roll twice
with a 6.8 kg roller at 300 mmminute. Condition the assem-
bled specimen for 72 h at 20 to 25 C, unless otherwise

specified.

3.4.3 Tensile Tester. All tensile and peel adhesion tests use
jaw separation speeds of 300 mm/minutes.

3.4.4 Shear Adhesion. Prepare a 12.7 x 25.4 mm overlap
shear specimen consisting of aluminum bonded to stainless
steel per Figure 1 and 3.4.2. Attach a 1000 g mass to the alu-
minum strip. Allow the assembly to remain undistributed at 20
to 25 C for the length of time specified.

3.4.5 Pecl Adhesion, 90°. Bond 25.4 x 150 mm aluminum
backed transfer tape strips to 50 x 150 mm stainless steel test

pancls per 3.4.2. Expose specimens as required. Each cycle of
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the cycle test consists of 16 h at 80 + 1 C, 24 h at 100% RH at
38 C per GM4465P and 8 h at —20 C. Within 4 h after comple-
tion of the exposures, measure 90° peel adhesion with the
recommended tensile tester.

3.4.5.1 The exposure condition for the gasoline test is 72 h at
20 to 25 C conditioning, soak in gasoline for 1 h, drain in a
vertical position for 5 minutes, then measure 90° peel adhesion
with the recommended tensile tester.

3.4.6 Thermal Shock Resistance. Bond a 25.4x100 mm alu-
minum backed transfer tape strip to a 50x150 mm stainless
steel test panel per 3.4.2. Immerse specimen in water for 4 h at
20 to 25 C, expose to —30 + 10 C for 4 h; and immerse in boil-
ing water for 15 s. After exposure measure 90° peel adhesion
with the recommended tensile tester.

34.7 Heat Resistance. Bond an aluminum backed transfer
tape strip to stainless steel per Figure 2 and 3.4.2. After condi-
tioning for 1 h at 20 to 25 C attach a 50 g mass to one end of
the test specimen and hang it vertically in a mechanical con-
vection oven at 120 C for 30 minutes. Allow specimen to cool
to 20 to 25 for 1 h and determine whether any displacement
from the original bonded position has occurred.

3.4.8 Migration Stain. Apply adhesive film to a freshly cured

white lacquered pancl and expose for 200 h in the sunlamp
apparatus described in ASTM B925, Mecthod B.
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FIGURE 1 - SHEAR ADHESION

3.4.9 Liner Removal. Apply the unlined (pressure sensitive)
side of the adhesive film to a clean stainless steel pancl.

Measure the force required to peel the liner at 180" from the
adhesive at 300 mm/minute.

3.5 Identification. The following information shall appear on
each container: GM part number, manufacturer’s identification,
part number, and batch number; date of manufacture; and
quantity and mass of material.
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FIGURE 2 - HEAT RESISTANCE

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

& 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.

6 APPROVED SOURCES. Engincering qualification
of an approved source is required for this specification. Only
sources listed in the GM Corporate Materials File under this
specification number have been qualified by the control divi-
sion as meeting the requircments of this specification. Sources
are available through the on-line MATSPC System.
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