Specification of Spot Weld Sealer
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1. Scope of Application

This standard specifies the Spot weld sealer (hereinafter referred to as "seal material”) used in water and
dust proofing of spot welded parts. Application of the seal is the same as in our company's paint
coating or it's equivalent painting after spot welding of rolled sheet steel or zinc galvanized sheet steel.

2. Kind and Symbol _
The kind and symbol of the seal material shall conform to Table 1.

Table 1. Classification

Shape Hardened Condition of applicable location Material Remark
I = e sl il

High bubbling Location of large gaps

type Where protrusion is acceptable -
In practiceSeal material

Low bubbling Location of large gaps

type Where protrusion is not acceptable | A-SS02
In practice

type

Non bubbling With smail gaps, small protrusion A-S8S503
e ||
* Same as shaping seal material MC.TS63M

Non bubbling type A-SS13
3. Quality

3.1 General condition
(1) Physical appearance: Seal material shall not have a partially thick or thin layer and traces of
foreign matter, such as the condensation of moisture.

(2) Workability: Seal material shal] not affect the flow out performance of certain spray guns, and
shall not flow on the panel surface. '

body, after ketp in a sealed container under direct sun light, for 3 months.

(3) Toxic character: Seal material shall not contain any toxic ingredients as specified by law, and

shall not be harmful to the skin during normal operation.
3.2 Performance

Performance of the seal material shal] satisfy the specification of Table 2 when tested by the method
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in Table 5. (

4. General Condition of Testing
4.1 Standard Atmospheric Condition of Testing
Temperature and humidity of the testing site shall be 20 + 2°C and 65 * 5% respectively, in

principle. However, if it is difficult to meet above conditions, record the temperature and humidity
of the testing site in the test results.

Table 2. Performance

Quality specification Testing

A-5501 A-SS02 | A-SS03 A-§S511 A-SS12 | A-S8S13 | method
Physical appearance Black uniform paste d.1

Non volatile ingredient % 95 or more 3.3

= o0 st

Testing items

Viscosity gauge

Roter number report 5.6 (
RPM

Storage Physical appearance No formation of gel |
stability Viscosity Infilratability £40 5.7
| 100 or less +20

Flow surface fixation character A method 60 or more B method shall be fixed
Fludity mm 165°C 20 min Width, length 12 or less | 5.10

185°C 20 min 5 orless Width, length 12 or less

No continuation of combustion over 2 seconds when operation

Revolving viscosity

Combustion continuation 5.11

1s repeated three times
5.12
5.13
S5.14

Weldability 10% or less of decrease in welding strength

Flow back character Shall be restored to the original condition

Fluid

Fat removed fluid

Chemical treated

Within 0.4 of PH change no decrease in fat removability almost

contamination No change in TA/FA Zn no abnormality in chemical treatment

fluid

character
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Table 2. (Continued)

Quality specification Testing
method

A-3301 | A-SS02 A-SS03 A-SS11 A-SS12 | A-S§S13

Independent bubble uniform bubble condition 5.17

Hardening 165°C 20 min
Water absorb- 165°C 20 min 5.18

Condition { 165°C 20 min 1.0 or more
185°C 20 min 0.4 or more

165°C 20 min 0.7 or more

185°C 20 min 0.4 or more

Corrosion resistance character No corrosion

Low temperature 165°C 20 min No abnormalities such as breakdowns, peel offs, or cracks 5.21
irregularity 185°C 20 min No abnommalities such as breakdowns, peel offs, or cracks

4.2 Sampling
Take the required amount of the sample for the test with sampler when uniform quality is
confirmed, and put it in a sealed container.
4.3 Material of Test Piece and Anti-rust Oil
(1) Use SPC-SC sheet steel (0.8mm thick) as specified in KES B-AQ01 (Cold rolled sheet steel and
steel plate).
(2) Use NP-9 as specified in KS M 2109 (Testing method for diluted pour point of lubricating oil
for aircraft reciprocating engines) as the anti-rust oil, in principle. However, in other cases of
anti-rust oil, record product name and manufacturer

(3) Fat-remove sheet steel of (1) with toluene, submerged in anti-rust oil of (2), and maintain it in a

vertcal position at standard conditions, and use it as the flow surface sheet steel.”
4.4 Buming Condition of Test Piece

Burning condition of the test piece shall conform to Table 3, in principle. However, the buming

time is based on the time when the témperature of adhering object has reached a certain temperature
after putting the test piece in a dryer.
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Table 3. Burning condition

4.5 Recording of Failure

Failure of the adhesion layer is recorded according to Table 4.

Table 4. Failure condition

3. Testing Method
5.1 Physical Appearance

Shall conform to 4 of KS M 2095 (Testing method for sealant for automobiles).
5.2 Specific Gravity

Shall conform to 5 of KS M 2095.
5.3 Non Volatile Ingredient

Shall conform to 6 of KS M 2095.
5.4 Pressure Viscosity

Shall conform to 9-6 of JASO M 323 (Seal material for automobiles).
5.5 Infiltratability

3.5.1 Purpose

This test is to measure the infiltratability of the seal material using an infiltratability gauge.
5.5.2 Testing device

(1) Infiltratability gauge and needle: Use the one specified in KS M 2252 (Testing method for
penetrating of bituminous materials).

(2) Circular weight: Use the one specified in KS M 2032 (Testing method for cone penectration
of lubrication grease).
(3) Stopwatch
5.5.3 Construction of test piece

Overlap the typical seal material over 20mm as shown in Figure 1 and measure.
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