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Foreword—This Document has not changed other than to put it into the new SAE Technical Standards Board
Format.

1. Scope—This SAE Recommended Practice sets forth a method for determining the compatibility of automotive
sealers with cathodic electrocoat primer.

2. References—There are no referenced publications specified herein.

3. Principal of Methods—This practice sets forth two methods for evaluating what effect, if any, an automotive
sealer has on an electrocoat primer bath or the resulting baked primer coating, or both.

Method #1 determines if a sealer's passage through the bath will "leach out" any material, from the sealer, that
will then produce coating irregularities.

Method #2 determines if a bath contaminated with sealer debris, 0.1% by weight, will have any effect on parts
processed subsequent to the contamination.

4. Equipment

a. DC Power Source: 0–600 V minimum and 0–10 A
b. One gallon plastic pails 155 mm (6 in) ID and 190 mm (7.5 in) high
c. 7700 mm2 (12 in2) stainless steel Anode
d. Laboratory Stirrer: 256 – 1200 rpm
e. Stirring Shaft: 460 x 13 mm (18 x 0.5 in) long
f. Mixing Blades

1. Dispersion: 75 mm (3 in) standard stainless steel, high dispersion
2. Agitation: standard stainless steel mixing propeller

g. Sealant Applicator: opening in template is 25 x 1.5 mm (1 x 0.06 in)
h. Oven: Gas fired or electric mechanical convection oven capable of obtaining 190 °C (375 °F) metal

temperature on CRS 0.81 mm (0.032 in) in 8 – 10 min
i. Cathodic Electrocoat Primer: 2 gal, at least 24 h old
j. Steel Panels: 100 x 300 x 0.81 mm (4 x 12 x 0.032 in) zinc phosphated
k. Sealant to be tested
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5. Sealant Panel Preparation

5.1 Sealant should be conditioned for 24 h at 23 ± 2 °C (73 ± 4 °F) before use.

5.2 Unless freshly zinc phosphated, test panels should be dried at 120 °C (250 °F) for 6 min prior to sealant
application to remove absorbed moisture.

5.3 Using the sealant applicator template, apply a 100 x 25 x 1.5 mm (4 x 1 x 0.060 in) strip of the sealant to be
tested to the bottom half of one of the zinc phosphated panels.  Start the bead 25 mm (1 in) from the bottom of
the panel, see Figure 1.

FIGURE 1—
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