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Date:  June 14, 2019 

 

 

SERVICE BULLETIN 
 

Bulletin No.:  2019-0036 

 

Product Models Affected: 

Aerotech (Ford E-series Chassis) – 2012MY – 2019MY 

 

 
        

        

    

 FORM Rev 2019-0417 

 

Purpose: 

To add support to the driver side A-pillar to B-pillar Header Frame and Windshield Header 

Frame to prevent stress cracking of the exterior cosmetic skin.   

 

Warranty Status: 

Standard warranty coverage for all product models. 

 

Tool(s) / Equipment Required: 

7/16-inch socket with extension 

Ratchet 

7/16-inch open end wrench 

#2 Phillips Screwdriver 

Drill 

5/16-inch drill bit 

Gloves (PPE) 

Safety Glasses (PPE) 

 

Part(s) / Material Required: 

Description    Part Number Quantity 

Reference Engineering Dwg, CAP RNFRCMNT ASM, ATF  0039807      1 

Technical Data Sheet, 3M NVH Dampening Material,  04274       1 

Expandable Foam, Urethane    E50328     A/R 

Isopropyl Alcohol    N/A      A/R 

Loctite 242, Blue    E53554     A/R 
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General 

 

1. Park the vehicle on a flat level surface.   
 

2. Chock wheels of the vehicle. 
 
3. Ensure that the product use date is not greater than one (1) year from the manufacturing 

date for all adhesives and sealants. Ensure product handling and storage processes meet 
manufacturer requirements.  

 
4. Protect adjacent areas, e.g.; dash, steering wheel, floor, seat, etc. from material discharge 

and drip during application.    
 
5. Read the 3M 4274 Technical Data Sheet and ensure understanding of dwell times related to 

dispensing of material. 
 
6. Read the 3M 4274 Technical Data Sheet and ensure understanding of material Directions 

for Use as outlined in the Technical Data Sheet. 
 
7. Disconnect battery(ies), PCM/ECM/Modules, and other electrical device connections as 

described in the Ford Service Manual for welding on the chassis. 
 
8. Reconnect battery(ies), PCM/ECM/Modules, and other electrical device connections as 

described in the Ford Service Manual for welding on the chassis only after completing all 
weld process operations. 

 
9. Wear appropriate PPE during rework process operations.   

 

10. Ensure a fire extinguisher or other fire control apparatus are available during hot work 
operations.   

 

11. Repair any damaged sheetmetal per chassis manufacturer recommended practices or 

contact your local autobody shop for necessary repairs. 
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Procedure: 

 

1. Remove carefully the interior pads, stanchions, handrails, mirrors and/or sun visor in order 

to gain access to roof cut/top of windshield area.  Reference Photo #1 and Photo #2. 

 

 
 

 

Photo #1 

(representative example of interior assembly) 
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Photo #2 

 

2. Put aside the components removed.  These components will be reinstalled after completion 

of the rework/repair.   

 

3. Inject Expandable Foam into the A-pillar to B-pillar Chassis Cab Header Frame between two 

the (2) lines, building a stop-gap wall.  Reference Photo #3. 

 

4. Inject Expandable Foam into the Chassis Cab Windshield Header Frame between the two 

(2) lines, building a stop-gap wall.  Reference Photo #4. 

 

5. Allow Expandable Foam to fully cure.   

 

6. Insert a plug into the driver side sun visor hole to allow for the re-installation of the spring 

mechanism on the sun visor after injection of the 3M 4274 NVH Dampener material.  

Reference Photo #4. 

 

7. Sleeve any wires that may be running through the Windshield Header Frame to allow for the 

wires to freely move through the Header Frame after injection of the 3M 4274 material.   

 

8. Tape off the rear and middle holes of the Header Frame between the A-pillar and B-pillar.  

Reference Photo #3. 

 

9. Inject 3M 4274 NVH Dampener material into the Header Frame in the two (2) non-taped 

Header Frame holes beginning at the Expandable Foam in the A-pillar to B-pillar Header 

Frame and proceeding toward the driver side A-pillar, filling completely the Header Frame.  

Reference Photo #3.   



 

5 
 

 
 

Photo #3 

A-pillar to B-pillar Header Frame 

 

NOTE: 

Apply Dampener material in layers, ensuring that various layers 

are applied prior to set-up of the previous layer, and avoiding 

cold joints of the Dampener material being applied. 

 

10. Tape off the two (holes) used to inject the 3M 4274 material into the A-pillar to B-pillar 

Header Frame to ensure the 3M 4274 NVH Dampener material does not ooze out of the 

Header Frame.   

 

 
 

Photo #4 

Windshield Header Frame 

 

11. Inject 3M 4274 NVH Dampener material into the Windshield Header Frame holes beginning 

at the Expandable Foam in the Header Frame and proceeding toward the driver side A-

pillar, filling completely the Header Frame.  Reference Photo #5. 

 

 

 

 

 

 

 

3M 4274 

Expandable Foam 

 

Tape off hole 

Expandable Foam 

 

Plug into Hole 
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Photo #5 

Windshield Header Frame 

 

NOTE: 

Apply Dampener material in layers, ensuring that various layers 

are applied prior to set-up of the previous layer, and avoiding 

cold joints of the Dampener material being applied. 

 

12. Tape off holes in the Windshield Header Frame used to fill the Header Frame with the 3M 

4274 material to ensure the 3M 4274 NVH Dampener material does not ooze out of the 

Header Frame.   

 

13.  Allow the 3M 4274 NVH Dampener material to cure for 24 hours minimum. 

 

14. Insert CAP RNFRCMNT metal component into the front cap.  Reference Illustration #6. 

 

 

 

 

 
 

Illustration #6 

Top View 

A-pillar 

B-pillar 

Windshield 

3M 4274 
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15. Align the CAP RNFRCMNT metal component so that the portion over the window allows for 

the new bolt location to be drilled and inserted thru the pinch weld flange of the frame over 

the top of the Windshield Header Frame.  Reference Illustration #7.   

 

16. Align the CAP RNFRCMNT metal component between the A-pillar and B-pillar so that the 

holes of the CAP RNFRCMNT allows for the new bolt location to be drilled and inserted 

through the pinch weld flange of the frame.  Reference Illustration #7 and Photos #8 & #9. 

 

17. Mark each hole centerline location of the CAP RNFRCMNT metal component on the interior 

side of the front cap fiberglass.  Reference Illustration #7. 

 

 
      

Illustration #7 

 

 
 

Photo #8 

Windshield Header Frame 
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Photo #9 

A-pillar to B-pillar Header Frame 

 

18. Remove the CAP RNFRCMNT metal component. 

 

19. Drill a 5/16-inch hole thru the materials from interior surface of the front cap thru the front 

windshield frame pinch weld.  Reference Illustrations #6 & #7, and Photos #8 & #9. 

 

20. Insert the CAP RNFRCMNT metal component into the front cap, aligning the holes of the 

CAP RNFRCMNT with the drilled/existing holes in the front cap.   

 

21. Insert the bolts and hardware into each hole.  Reference Illustration #7, Photos #8 & #9 and 

Dwg 0039807. 

 

22. Tighten each bolt assembly until snug. 

 

23. Torque each bolt assembly to 10 – 16 lb.ft. 

 

24. Reassemble interior components in reverse order as disassembly.  Reference Photo #10. 

 

NOTE: 

Apply one (1) drop of Loctite 242 onto the threads of each screw prior to assembly. 
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Photo #10 

 

Contact Information: 

Contact ElDorado Customer Service, 1655 Wall Street, Salina, KS 67401; or by calling (785) 
827-1033 / (800) 955-9086; or by Email: bussupport@eldorado-bus.com; or by Fax: (785) 827-
3017.  
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