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GENERAL MOTORS ENGINEERING STANDARDS

Materlals and Processes - Adhesives

ADHESIVE, HOT MELT
9985801

1 SCOPE. This specification covers a hot melt adhesive
to be used in bonding latex or polycthlene backed carpets to
foundation board or polypropylene.

1.1 The adhesive shall be transparent and amber in color and
free of air and foreign unmixed particles. It must be capable of
being dispensed between temperatures of 177 to 240°C. The
adhesive must not oxidize or char in the pot while at indicated
temperatures.

2 REFERENCED STANDARDS.

GM9010P GM9763P ASTM D566
GM9505P GM9832P . SAE J243

3 REQUIREMENTS.

3.1 ODOR (GM9832P). The material shall not be toxic or
noxious, and the odor shall not be more perceptible upon heat-
ing.

3.2 STABILITY (GM9763P). As shipped, the adhesive must
be capable of withstanding a temperature of 54°C for 72 h
without deleterious effects. The shelf life of the material must
be at least 6 months at temperatures not exceeding 35°C.

3.2.1 Material conditioned as above must be able to pass all
applicable requirements of this specification.

3.3 SOLIDS (GM9010P). 100%

3.4 NONSTAINING CHARACTERISTICS (SAE J243). The
adhesive shall not stain production vinyl films after 14 days
under an RS sunlamp.

34.1 Samples are prepared by applying a bead of adhesive to
a topcoated panel and immediately bonding the vinyl film.
Exposure begins 24 h after bonding.

3.5 ADHESION REQUIREMENTS. The adhesive shall
delaminate the substrate or pull 2 minimum of 700 N/m.
Samples are prepared as follows:

3.5.1 Apply 2 3 mm round bead of adhesive to polypropyl-
ene, pressed board and a topcoated steel panel.

3.5.2 Immediately bond 127 mm of the 25 x 152 mm'sam-
ples of latex backed and polyethylene backed carpets to the hot
melt beads and press firmly.

3.5.3 Air dry assemblies for 24 h prior to testing.

3.5.4 One set of 3 bonds of each carpet bonded to cach sur-
face is peeled after 24 h air dry.

35.4.1 One sct is exposed to 7 days at 38°C and 100%
humidity prior to peeling.

3.5.4.2 One set is exposed to 70°C for 14 days prior to peel-
ing.

3.5.4.3 One set of 7 bonds of each carpet bonded to each sur-
face goes through the Interior Cycle D (GM9505P) and a peel
is made after each step of the cycle and after the completion of
the cycle.

3.5.5 The above bonds are peeled at 152 mm/minute. Hand
pulls are acceptable.

3.6 HEAT RESISTANCE. 82°C min. Samples are prepared
as follows:

3.6.1 Bond 76 mm of three 25 x 152 mm strips of production
latex and polyethylene backed carpets to the lower 76 mm of a
152 x 254 mm foundation board and a polypropylenc panel.
Let the unbonded 76 mm of the carpet overhang the substrate.

3.6.2 Allow assemblies to air dry 24 h before testing.

3.6.3 Suspend the assembly in a vertical position in a 38°C
oven. Place a 500 g mass at the end of each 25 x 152 mm car-

pet.

3.6.4 Raise temperature 5.5°C every 15 minutes until failure
occurs.

3.7 DROPPING POINT (ASTM D566). Dropping point shall
be 148°C min to 159°C max. :

3.8 SPECIFIC GRAVITY. The specific gravity of the adhe-
sive shall be determined at the time of approval and sha
become a part of this specification. It shall not vary more than
"0.1.

3.9 FOGGING NUMBER (GM9305, TYPE A). 60% min.
No oily deposits. Fog test to be performed at 85°C, however
many applications will require a higher test temperature (95 or
110°C). Part requirements are defined in the applicable part
performance specification. If test temperature other than 85°C
is used, please specify in certification package.

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.

4.1 Completed copies of the GM Material Safety Data Sheet
and Critical Material Register (available from the enginecring
department or laboratory) must be submitted, to the appropri-
ate material engineers, with any new submissions or where a
composition change has occumred.

5 INSPECTION AND REJECTION.  All shipments of
material or parts under contract or purchasc 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 supplicr constitutes grounds
for rejection of any shipment. While samples may be taken
from incoming shipments and checked for conformance to thi
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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

speciﬁmtioh number have been qualified by the control divi-
sion as meeting the requirements of this specification. Sources
are available through the online MATSPC System.

7 GENERAL INFORMATION.  This specification was
originated by BOCLAD in January 1990. It is controlled by
the Corporate Adhesives Committee.
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