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ITBEE ETEE 5 (1980)

E 1 MEEDSS etzel o

Maximum recommended
concentration,

Color Coloring pigment Percent by weight Supplier

Black Drakenfeld 10335 3 B.F. Drakenfeld & Co.

Black P-33 0.25 R. T. Vanderbilt Co., Inc.

Red Mapico Red No. 297 5 " Cities Service Co.

- Pigment & Specialties Div.

Yellow Cadmolith Yellow 1 Chemical & Pigment Co.

Green Chrome Green G-6099 3 C.K.Williams & Co.,Inc.

Blue Ferro Blue F-3209 3 Ferro Corp.

White Titanox AMO 5 National Lead Co.
Titanium Pigment Div.

Orange Ferro Orange F-5896 2 Ferro Corp.

Buff Ferro F-6115 2 Ferro Corp.

Tan Mapico Tan No.20 3 Cities Service Co.

Pigment & Specialties Div.

3% et Aol FHA 22 2t B ALY A Silastic® A2 TLFY E4elL AY o
Wl gto] By 3 1/2Ibe] master batchel 24, 51b 88 Fx] ¥t E 2] Jebd AL master batch
o mHe ugsd WskE ALY ¥ 25bE  omE adE 44F 4 Yot E 19 dEi master
ag = 9o ~ batch® 8] A-gshek gk
H 19 F 24 deld G258 AAE st akg
" § 2. Master batche| HENE TIsEs ofF

Maximum recommended

. Percent concentration,
Manufacturer’s designation solids Percent by weight Manufacturer
V-1747 Black 55 3
V-52 White 62 3
V-1721 Light Gray 55 3
V-1722 Dark Gray 55 3
V-2876 Red 50 3 Ferro
V-1232 Blue 55 3 Corp.
V-2608 Green 55 3
V-1936 Yellow 55 3
V-2658 Turquoise 55 3
V-1106 Red Brown ’ 55 3
V-1107 Brown 55 3
V-1105 Buff 48 3
Mapico Red Oxide No. 297 75 4
Drakenfeld Black 10335 75 4
Ferro Blue F3209 75 3
Titanox ALO White 65 3
Cadmolith Yellow-Golden 65 3
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AR ETLTF AE Az A o] E 4A

Ferro Blue F6279 75 3 Ware
Chromium Green Oxide X1134 70 3 Chemical
P33 Black 66 Z 0.5 Corp.
Lusterless Red X2750 75 3

Ferro Orange F5896 66 %— 4

Ferro Black 2302 75 - 4

Ferro Yellow F5512 66 2 4

Mapico Tan No. 20 65 4

Drakenfeld Black 10335 75 4

FC6331 Black 65 3

F2302 Black 75 4

P33 Black 65 0.5

Ferro Blue F6279 75 3

Drakenfeld Blue 10059 70 4

Uliramarine F8233 65 4 Kenrich
Chrome Oxide Green X1134, 70 3 Petrochemicals
Mapico Red 297 75 4 Inc.
Red F5894 70 4

Mapico Tan No. 20 65 4

Titanox ALO White 65 3

Cadmolith Yellow 65 3

F5512 Yellow 66 2 4

RO 3097 70 4
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2z 713 1 244 7/250°C

Percent new Percent reclaimed Durometer Tensile . Compression set,
Silastic 50 Silastic 50 Hatdness, strength, Elongation, Percent, after
rubber rubber ShoreA pst percent 22hr. at 150°C
100 0 54 1030 350 26
it 25 51 830 280 20
50 50 45 715 270 17
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B85 A% T80

4 BER2E2M2EOR0 MYDTE NS wel EdHst

221713 @ 244 71/150°C

Percent new Percent reclaimed  Durometer Tensile Compression set,
Silastic LS-53 Silastic LS~53 Hardness, strength, Elongation, Percent, after
fluorosilicone rubber fluorosilicone rubber  ShoreA psi percent 22hr.at 150°C
100 0 58 960 188 24
90 10 58 980 180 26
80 20 58 930 170 27
70 30 58 800 140 29
50 50 55 870 160 32
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A F2F AF Azel HT o B} AA
A A “gbE AL FEs] wkaleh 2, 5-dimethyl-2, 5-di(t-butylperoxy)hexane (83 2,
2. J}EHH| 5-bis (tert-butylperoxy)-2, 5-dimethyl hexane

Tertiary butylperoxy isopropyl carbonate.
158 6712 FAZEEo] dakdQ sHEA A % 7 gAY B4, AR 2 FuAgel et o=k

o] k&=t 4 A g
2, 4-dichlorobenzoyl peroxide 87 A9 2 -S4 AFE ABAE E 5
Benzoyl peroxide of aokstgm, 2 ARAS AEY R AF Silastic®
Dicumy! peroxide A E2aFe A FE JA7EE B 6] 2o g

Tertiary-butyl perbenzoate

E 5. o7ix| Jtgh gy B &8 2ofol| ot E JHatHe| ek

743 s S8k A A o o AH 4 ZF =z A4 F
O 7t3 44
d & T s (HAV) 2, 4-dichlorobenzoy! peroxide Carbon black & 4% ZFol=

dicumyl peroxide® A}&& 4 §l
21}, X2 st R HAV 4 5o
S8k v Eeeh

ke A5 (1) Benzoyl peroxide 99 AT AENT ATAg)
(1) Tertiary-butyl perbenzoate Baegovk, (39 kAl E A&
(2) 2, 4-dichlorobenzoyl peroxide g AT gAY 202 o)
(3) 2,5-dimethyl-2, 5-di(t-butyl peroxy) $15le] =T Tw-2 4 Es} H]o]

hexane* 4 z vl B A ghgeoz zxt
Foj ok gteh

o< shsky

(fabric X.7) Benzoyl peroxide

2% 7138 2, 4-dichlorobenzoy! peroxide 48 272 € 54 §-Hokel
Benzoyl peroxide wte} shig A= i

Tertiary-butyl perbenzoate
2, 5-dimethyl~2, 5-di(t-butyl-peroxy) hexane*
Tertiary butyl peroxy isopropyl carbonate*

O &5k
oS A4 Z3 13 (1) Benzoyl peroxide
(2) 2,4-dichloro benzoyl peroxide
FAE AFY FHNE 1) 2,5-dimethyl-2, 5-di(t-butyl peroxy) hexane*

Tertiary butyl peroxy isopropyl carbonate*
(2) Dicumyl peroxide*
(8) 2, 4-dichlorobenzoyl peroxide*

Carbon balck & €& $48% 2, 5-dimethyl-2, 5-di(t-butylperoxy) hexane*
AE AFE Dicumyl peroxide¥ »5F F3s} v shet.
Tertiary butyl peroxy isopropyl carbonate*
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LFBgE FHAE HTH(1980)

Compression sete] F-& (1) 2, 5-dimethyl-2, 5-di(t-butylperoxy) hexane*

AE Az (1) Tertiary butyl peroxy isopropyl carbonate®
(2) 2,4-dichlorobenzoyl peroxide
(2) Benzoyl peroxide

(2) Tertiary-butyl perbenzoate

(2) Dicumy! peroxide

FHAEY FY3

2, 5-dimethyl-2, 5-di(t-butylperoxy) hexane* (*)

"L ARATE vingl & Fhoke TR A4,
SEPREEEE S
E 6. Silastic® MB[2DRE JIEAeL E8 W I ABT @ 2T 10080 o HFAS A4
Tertiary
2, 4-Dichlor butyl peroxy
obenzoyl Benzoyl Dicumyl 2, 5~dimethyl-2, 5-di(t~ isopropyl
peroxide peroxide peroxide butyl peroxy) hexane carbonate
Chemical
Designation

(ASTM D1418, LupercoCST LupercoAST

Key

Astensked CadoxTS 50 Cadox BS) Di-Cup R Var B
(50% Active) (95% Actlve) (100% Active) (50% ACtIVF) (100% Active)

on page 6) (50% Active)

Lupersol
101

Luperco
101XL or

PIC

Molding Temperature 116°C 127°C 150°C 171°C 171°C 140°C
SILASTIC Rubbers .

35U VMQ 1.0 0.8 0.45 0.45 0.45 1.0
50U VMQ 1.2 0.9 0.6 0.3 0.6 1.0
52U VMQ 1.3 1.0 0.8 0.4 0.8 1.0
55U vMQ 1.3 1.0 0.8 0.5 1.0 1.0
LS-53U FVMQ 1.4 1.5% 0.7 0.4 0.7 1.0
LS-63U FVMQ 1.3 1.3 0.7 0.4 0.7 1.0
75U FVMQ 1.2¢% X 0.6 0.6 1.2 1.0
80U FVMQ 1.1 0.8 0.6 0.3 0.6 1.0
82U FVMQ 1.1 0.85 0.6 0.3 0.6 1.0
651U PVMQ 1.0 0.8 0.6 0.3 0.6 1.0
675U PVMQ 1.3 1.0 0.8 0.4 0.8 1.0
745U MQ X X 0.5 0.25 0.5 1.0
746U vMQ X X 0.45 0.25 0.45 1.0
7470 vMQ X X 0.45 0.25 0.45 1.0
748U VMQ X X 0.4 0.2 0.4 1.0
955U PVMQ 1.75 X 0.3 0.15 0.3 0.8
11250 vMQ 1.0 0.8 0.8 X X X
S-2096U vMQ 1.1 0.9 0.6 0.3 0.6 1.0
S-2097U vMQ 1.0 0.8 0.55 0.3 0.55 1.0
1S-2249U FVYMQ 1.2 1.0 0.7 0.4 0.7 1.0
1S-2311U FVMQ X X X X 0.5 1.0
4504U VMQ 1.0 1.0 0.5 0.5 1.0 1.0
4505U vMQ 1.2 1.2 0.45 0.5 1.0 1.0
4506U vMQ 1.3 1.3 0.4 0.5 1.0 1.0
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A ZaF AF Aol WA ol 3 4Al

4507U vMQ 1.4 1.4 0.35 0.5 1.0 0.8

4508U vMQ 1.5 1.5 0.3 0.5 1.0 0.8

6-128U PMQ 4,0 3.8*% X X X X

5-6508U PVMQ 1.4 1.1 0.8 0.4 0.8 1.0

S-6535U PVMQ 2.4 1.9% 1.4 0.7 1.4 1.0

S-6557U PVMQ 1.4 1.1 0.5 0.3 0.5 1.0

* o}=2] 0.1% t-butyl perbenzoatentS- A}-&, Z X :of 60
2.1. 2,4-dichlorobenzoyl peroxide o] row]

A4 QiAo & A4S E AR o= 59 2) FAEL AZY s Fel (23517l 7
AYEnF D 2302 A EaTIE ALET 4 g8 o}xb). = carbon black® 4T mFe= AHEF

w}, o] AASAlE 93d glo] AR A ARAE 7]
A Ao Al A9 G onE A5 FoHE(HAY)
<o 28 frasht g AEFL molding®: 7 -Polls &
FA "ol et A7t ek
2.2 Benzoyl peroxide
2EE ERY AYTLT R T2 4T
442 + e
Bl 230X BAE oy Age] Hon: ¢ Al
¢ moldingsl A gslet. FrlrAleiel A ARA A
A2 Ay Adke] o ug d4& HAVel & A st
R ek et o] FEAlE ASItsRelAS e
EF FonR TFFARY ATE AFARA A
A Lagt Ao® <l A Sk
2.3. Dicumyl peroxide
o} 74344 & carbon blacks FFste 5ol 44T
4 9z B WAl nE B445E 23 gk e
o+ ] R Tt 2Felnk A8EA FAE AE
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AL T2 AEA Bt S48t of HEAE %e
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A A E A5 =EEw Exsbae] E4Ald
Ax 447t At
2.4. Tertlary-butyl perbenzoatie
AREAA AT ALse] et ATAE §d
A9 AR 2 A=l hn dek 2t ol A
L 2EAA R ST AR 98 A Jor it 4
e Y T2o24deEnTdE AT + Ut
2.5. 2,5-bis(tert-butyl peroxy)-2, 5-dimethyl
hexane
o] AGAE A4 nFEE AT 85 ol
WlgH o= Frh o AGAE AL A4S

1) AAE Y gARFErs), 453 compression set

=3 2,4-dichlorobenzoyl peroxide

+ gtk o] sy dad e g v jHEe
2Felnk ASE 2 et AEEE 2~3  FH7
o o2 7Y 7= A4E 4 Aok
2.6. Tertiary butyl peroxy isopropy! carbo-
nate
o] AL v E Tt TF(VMQ)elnt 4
45" compression sete] -2 FA-E A Fed 4R
v}, xE3} carbon black-g #-f8le TFE AE3 4+
deb. o) AAgAE Aol Wl 2z Aol ko
=, dicumyl ];)eroxideii‘/]~ o exod] a4
k.

3. JtgHle RE g 24

7 SgFokel]l A Al Fadstte A
ol Zolat ARl AAARE AYHAE Ferh 2 ]
H& gl sted Aol A= AR AFAt R
A7 fEle, A S, 53
A48 A% B 1F T EEE ok %S Fo
2 4=

7AgA 7t FEEe AT TRV F FERAG
Aoz}t Hel £719 FAe AH§E 7 ot
webd b Fe e AAE AT T A
E gt AR e, dedeE E 64
AAge s 253 AFGasdst dehtAd wkek
E% 7ol 98t RAI4E AL HAR A
A S 234 St A AEsgok Aok

4. JtE 2] EHIED O gy

AT FEA M BT A Evl skl
A d Aol A ZA e AL s A4S
Edfok geh A 04 il ZL Al
Sl et

O A8 4 &5 ¥} %

=
el

25514 molding
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2T-2EE

BTAE FETR(1980)

AR AL AR AR A A A4 A
A7 A Aol ARAE A 0 ® Fu
# et

@ FEq Aiol AFTE FAT BAYE o
RS TR B o2 B A% AEdne
A g4el aAeh WAe £xt EL4F A
9 gasse gebas

® IARTFE Add 2l $L F molding

sclesl & AF 1 ARAL LA 270 Do
ol AAA% ARG L3 Fwsed A
9 Al zAekA 2ok

® =% A AR L5 25k o 44
Fol FHAQE A% AGA A4
gel BAl o R 249 A2t o
9§41 B, A% $9, 1 0 22 @ carbon

Fe 22
194 9

AHA 4

o] ZLF
KBy

hL% [

)

gk shEAl e fdel g AFeletn A
A4 dA el xdd + AR 4
g e R A F4T el
a8AE gk dF B 3 aT
FHE F43 AN P E A
7t dakA Ql Ay & kgAY AAbgs
AAA & ARA 7 A= E S8
Pl Al st whlolel. Aol Weld e 2
69 20 AEE A3l ALE U+ 7}3}11 A&
FE AEY B viAlE 9%-E a8 3 ¥ o
4o VERAgTh o) W AR LR deml FhakA
§ obFe] wel ArbE B4 vhwizlelh wel whe}

o ‘:D‘,
_|\:L
o§"’r‘ i ol

[

AL gAY F/HE uFE 4S5 Y=, 45 &
¢} carbon blacke] EAl7F 5418 7-$ dicumyl pero-

xidel AW db34el gleng o JIAAE
4 ek e MR AE AT F AFY B4l
a2} AHste Al 713 g =, EAAc
AR &% Aol : millings}y Fe 2 2717
8 A g ARt A oF At

&%

5. 71gtd 2 Jigtesrl NRe| H = n|x|
= "t

AL LFE HE o THY ¥ Eeb 4E
o 4]

bt
2,
1=
8
3
«
=,
P‘
p

o L5} A5l whel wrelAl ).
AR AGAY EA st wet 2
7"3(}°1 “%E] Xi%-:'_. 7}§:¢1._9_

BA e, AR Lxo

R0

E AR AA Fokalrh  old ARy 2T A
o RAAe] HAR Fel 3k Fla fFol oY
Al At

AR L=ol oA JREEE A LEof
szl deiAe, Aeld AR 2 F5EEE gebAA
eh(al 3 F2). dF B L L4 TAYFH
=Hx 2,5-dimethyl-2, 5-di(t—buty1 peroxy) hexanezZ-&
A e At 5ot Y e A AT 2
TR At o delxlA =

36

34

32

7

30 \

28

26 oceP T

h/uoouev L

/|

1SCOSITY N 4

15~752] =}g] -

V.

22 v DCP\—
L TBPBw=

20 l N 17

18 DBPMH
ao | L/

16 DTBP

J
/
| U{rcokflyzeld

TEMPERATURE, C

a8 3. 4F JiEHE Al8dE
Mooney X E=2}e] A

2 g2z

Mooney 25297 A7kel2 Fo13 LEol slel A
HA AEAE 5 5bF *"—Elttﬂ %‘_S.l} A& ’%_}FH:

tﬂ
A 7HE 1+EM ek

i8 * T

. ls T

SCORCH TIME, |
MINUTES \

2t—3 ocp->\

oL . B

70 82 93 104 (6 127 138 150 160 In 82
TEMPERATURE, ¢

Z4E JtatdlE A8deE d2 tgesst
Mooney 23X A|ZtoFe] A

¥
A A
V%

ag 4.

14
4 15 27 38 49 60 TI 82 93 104 16 i27 138 150 160 71 182



AP ELT AF Azel A7 o] &5 4A

6. TIRAEe] SAo DIXE JHEAlZE 22X 2@ 69 ebidleh
Jbg ol JHEN| Rl 9EF £79 58 FAL AFW x4 x ) T4
Zo}7 AL sl QAL A% B 24 ARAR  HAEARAE R 2R IFE drach
0 exd 97 HEAEY A6l Bk Hed  old A%Y G2 43 4 A5E AN AR
AR BEL 2FY A 1004 A AFAY T ) AEE FYPerA AP Ak AEE
A(PHR)ZA }epdr}. ole] fd A53-% 28 5% a8 52 28 644 433 Aclch

- =

a b .

£ 1200 £ 1000

2 1\.‘ 0.8 parts l g

£ 1000 ; £ o0

5 Tﬁt\f\} 5

o v

= 800 1.4 parts % 600 ,

5 2 4 6 10 15 R 2 4 6 10 15

2
Molding Time — minutes Molding Time — minutes

% 400 § S0 T

E_ 0.8 parts §. 0.8 parts

- 500 . 400 F————1

[ 4 1.4 parts

2 — 1.4 parts £

% a00 Ll T S 300 L: ——

5 2 4 [} 10 15 £ 2 4 ] 10 15

w Molding Time — minutes 7 Molding Time — minutes

@ 2

E 60 £

2 ; I ! | i

5 5s 5

% 1.4 parts L 0.8 parts | g

¢ s0 ! g .

FS 3

a 2 4 6 10 15 a 2 4 [ 10 15
Molding Time —minutes Molding Time —minutes

£ £

3 5

4840 88 40

2o 50

v‘\ 5 30 1.4 pontsy \: g 30

‘g ] 20 0.8 parts % E 20

'Y

g 7 a4 6 10 15 8=

g ~ Molding Time — minutes g o Molding Time —minutes

v Q

OB 5 7ha AlZF W 2REvbEtO] ofE MY HE sS4 ofxXle ¥
7} & X : 2, 4-dichlorehenzoyl peroxide
7tgte s 1 116°C
By g} : Silastic® 433 base 1005, Cab-0-8il MS-7 1052
2RIVE 4 A)2F B 244)2E/250°C
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LREEE BHEE £ (1980)

- -
2 1200 4 T 2 1000 'Y
£ '\.,\ 4 parts o | ~0.8 parts
o B —
— —
§ 1000 i 0.8 parts § 900 ~_ 4 paris
a l &
2 800 £ 800
] 2 4 6 10 15 g 2 4 6 10 15
= Molding Time — minutes K Molding Time — minutes
E 600 g 500
v

§. T~ 4pu\rfs4 2 N 0.8 parts
08 pom R g pes
@ 400 2 300
5 2 4 &6 10 15 $ 27 4 6 10 15
u Molding Time — minutes Molding Time — minutes
£ ‘E 60
£ 60 s
2 [ 2
5 55 0.8 parts and 4 parts & 55 —
g ] g 0.8 parts and 4 parts
g so £ 50
a . 2 4 6 10 15 a 2 4 6 10 15

Molding Time — minutes : Molding Time — minutes
€ ]
o g
g_g 40 Kg 40
€ 330 g % 30 0.8 parts and 4 parts —]|
R 0.8 parts and 4 parts g ] I [
2220 t t ££ 20
g 2 4 6 10 15 &5 2 4 6 10 15
S« Molding Time — minutes S o Molding Time —minutes

o 6. JhE AIZE W 2XPVHEIO] ofE MY NiEel EMl nixis Wk
7t g Al : 2,5-dimethyl-2, 5-di (t-butylperoxy) hexane
Jtgte s 1 171°C
| gl : Silastic® 433 base 10052 Cab-0-Sil MS-7 105
O|X}71gE : 4 A]ZF & 24 A[7}/250°C

E 7. olRiviate] Ma|2anfFel Az njxles YE(FHeH : Cadox TS-50, 7Hgte = : 116°C)

Oven Cured Oven Cured Oven Cured
Molding No Oven Cure 8 hours at 150°C 24 hours at 200°C 24 hours at 250°C
time = Durometer, Durometer, Durometer, Durometer, Durometer, Durometer, Durometer, Durometer,
Outside Center Outside Center Outside Center Outside Center
2 minutes 20 soft 43 40 50 50 54 56
4 minutes 38 32 44 40 51 50 55 56
6 minutes 38 38 43 41 52 48 55 56
10 minutes 38 38 43 41 51 50 55 56
15 minutes 39 39 44 42 51 50 55 55
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A Z0F A Z 2| 2ol F o] 23 A

E 8. 2xi7tgo] Ma[Z2nTel A=ol okl HaH(FIEE : Varex, JIEeE : 171°C, A|B :4'x4'x.58_')

Oven Cured Oven Cured Oven Cured
Molding No Oven Cure 8 hours at 150°C 24 hours at 150°C 24 hours at 250°C
time Durometer, Durometer, Durometer, Durometer, Durometer, Durometer, = Durometer, Du.rometer,
Outside Center Outside Center Qutside Center QOutside Center
10 minutes 40 39 40 40 46 45 54 53
15 minutes 40 40 40 40 46 45 54 53
. 38712 (Molding) ‘ | PisTON

A E 35E ojnd 2 U 371 2% moldinge] 7}
5t moldingy & (1) 454, (2) 43438 ¢
(3) 14 (transfer) 43 o2 dd=lcl. ol & 43y

L SLEA oty 4 48 ALt AaAde Fdd)
v sietekd, A 8 £E Fell 3elst slek

o} 2433 (compression molding)-& 7}#4 whe] A4
' e 24 b 2wl ol AR Zhukg wk -
HE e a8 9. HYHO 0]SHHE 3

PREFDRM Nla ) HSHED PART.

Al EnFe 4957t #A=l AEAH (injection
molding)e] BAFA ol $4slm el AH&sAl H4
o] o] A (transfer molding)-& WE o] AHEH
AE ot S AES AT Akl 4 gk
Z91 9] molding press: o] = FH o & AL-83F 4 9t

2 A E 2% 4 frlaFue shg el
F50] Aoz S5 447 Lasieh

g o2 AP Foll e AF B 4AE 4R
3} A7z 4F5F 448 FAES AAs] S5
2 X}7}+8F (oven curing)-& ke Aol BFolth AP
Aol A7bA AT & ader AL Aol a8
7,8 2 9=},

1. Zsel A7
1.1, M
AE 279 AU4L 4 Tad EAGel HnE
29 AAA 23 430 o A& 2 H of Bk,
, 7t gl EnFol ﬂn 49 22 7 szl
e 1 S BASe et dAL sl A 2shste 7
] ' Subek AAH AL OMDP o @alst 2 24
W 9se Adainh
1.2. 25 HEol 858 58
| » S WA AR saEe At daas B
aY s HYH ABNES 2 Bg AASA Aol W4T 2ok 279 AE 3Rl
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it FTAE FIR(1980)

Fd ZAR AFPs B Aol ;. o] Az o
o]z 3 & 712 e e FH & AR
13 2yi3y
23] of

e AYA MEHE
=4 Mok e 2

TAE AAE Tl 4
BT A ol G F

= wed 25 %— FH Aol 8 AL FAE Aol
U2 4 34 AEE golok st U F Yod n¥sl
32 Feluzteh

1.4, Multi-cavity molds
ol FYE AAY ol TFIt Y A4 TFHT4
ol AR Alzkel WF- Am A3 3] w4lel el
Un2 £EF BFelok &k 2Es U F YAsd
molding cyclee] 7oA 4] multi-cavity mold¢] old &
Fud A ¢35 A
1.5, 3¥e M8 ¥ EXa|
RE ZYAEE @i (hardened steel)o]ejol 3z
Fudntst & Ho] glolek gl wkd Ald HEFE
Foo]l R AL 2 EEZE dolgth. FHE
He] 2EETE st Edo] HEshd T 580
ZolA o 2323 4ol FojArk. Fwidntd: &
sty 529 FFAFPAE AP AF E o)A
FAdle 2FEFT Avohe X

2. o=

- RIS 3 EETEAVG A odulksld o F Al
BedE ALE ot A AS olYAst Bast
A #Hek @AY 7% Duponol WAQ(Du Pontd] A%
Bel) 1~3%% & Bk oAZeudT I ¥ 4
£31A G A& FAANAE 2~5% FEYeE 3o
Agstd Foh, 8]y primerg ol £ F el F 2 o]
2 1FY Afel e A7 AT T35t ¢lon
§-122(Miller-Stephenson Chem. Co.8] AFEw¢l) =1

T arseassAs $2A) 2 o FAY 89
< aE AS Bol FEA Tl goed FTRFE &
L Aol Fvh AL sHEA £Zde] o8 AL
%}—°—&17ﬂ%}¢1 Y 3 s E AL Ak 3}
= gy = E5 c% 5~103] A% 4t Aol Fo.
F9 1 A2 EAEY olFAE gt flnFol ol
A o] -?»4%} 1 Al Enfed e &3st Aok
3. MEHZEH|EY
2E 35E A7 AAd millingshz Rl Fek
3.1. oo} E (Preform)2| HZE
duld P Eelal AP AY Y, AEAY 4w

o, 144848 FUFel HAFRFA AT B
86

°J“-;'T*§%4 3¢ preformg-

A9 ul ok sl FFAEE FES AL 4+ dE
alele] ek gkt

Aok o] 47 4] 74 preforme] wok2 offw
= Zor AE79 dslov ol FAYs S 4Tl
Foels] el s ®lvt.  Preformd &ﬂoﬂ Ry
+ £% 33439 A4z e A PRF gt A
5ol gol st

3.2. Z7|w7[ (Bumping)

28 =& VAR T I FHEA Qe A
$7t gon® o] & A3y 45k} bumpingZ Ho|
2 a5}t

Bumpingel 3t ¥ 4E & zh=tr] Eest =4 ¢
g9 e £ Aerh. ddbg o & shste] At 7]
Aol o] Tolg 2yl HE B A5 g =
HN2x Ak

4. 2t=A8 (Compression F= Press moldi-
ng)

ot =X 8ol & preformE 7Fdx o}
39 Bob AL A 27
vity)oll A4}zl stekel afE B8 590 st
FoE Fejvstel Aet. (2 10 F2)

A ZFaF-Ee FS3YPew 7127, seal, O-ring,
A}, FHAF 23 2T, JEF FAEF T odd =

A9 AEE 4E + Uk

:T;
Ht
ot
2
fr
K

a2 10. =ME 2 single cavity=2d, preform
MExlze HE Y 71352 HE



AP F IR A AFo 5 o] 25l 4A

4.1, 77ty 25
HRAL d 2R A £,
71ek el 7R Aol wlel FelA] £
3 ol veblgleh 22y 2 el
2 AP R AYsE Aol o)A vt
4.2, MudH
FE3 RS el RSt AAESE & s 33
ol 8 Hol7Hl g Aol Foh A 4eE
T 14 kg/cm?(200psi) 9] ofy o 2 SH-5)ch.
4.3. 2tHZo| HH
A ZaFE dA 24 44 FH4 Al
th. 2l FAE A Eelv fEl At ZEk AEY A
3

A S,
H 9 24
SlelA Y 2

&
L3

Sl GEE AAG] Aol THL YAAA} F
o (£7%, backgrinding), 71F B 9% %L ux

T 4 et

HEHO AIEAET|

22 11,

9. ZigHe S/ B ¢S4y Y o549 JgxA
Molding time, minutes, for various thicknesses
Molding .

Vulcanizing agents temperature  1/16" 1/8° 1/4 3/8" 1/2
2, 4-dichlorobenzoyl peroxide

(Luperco CST or Cadox TS-50) 116°C 5 5 10 15 20
Benzoyl peroxide

(Luperco AST or Cadox BS

pastes or Cadox BCP powder) 127°C 5 5 10 15 20
Dicumyl peroxide(Di-cup R) 150°C 10 10 15 18 20
Tertiary-butyl perbenzoate 150°C 10 10 15 18 20
2, 5-dimethyl-2, 5-di(t-butyl peroxy)

hexane(Varox or Luperco 101XL) 171°C 10 10 15 18 20
Tertiary butyl peroxy isopropyl

carbonate (BPIC) 140°C 5 5 10 13 15

2 A9l gsked Bhe AdE wealok Bk
}\‘-%g% (Injection molding) 5.1, AlZIEe 25
AEAY ) Yo AdE Ael] el A9 o AGnF AA daele 2EE 4&olojok dht 2EF 82~

4 8 rame] 9Jate] =Z& Fo FY 0B Yo
¥ Z°lvh Rame o) FET % 1FF P
W e 3R & wel: g cycled] T od I
Aol A4 ek (¥ 11 =)

o] w9l o142 ol&A4 ¥ (Compression molding(
8] 5ke] A F A 7bo] Bl Aolm  EF preformy
Ful7k A "ggla flashst A gebe Aolet of
L AEAY el A 2aTe At delAt AE

aL

= o

s

2

93°C7tA 2 % flowt A Aol A o3kl
st
5.2. M8zt
259 FF 9 AFAFS 2ol vl 2l
A7 30~90zc)th A& A Fel vk S AEY =78
W 7 40& A5 A sIEkEE #1000 A F 54
o slal e A8 Az 9FE dAN Uk
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IFEEE ETAE FTHE(1980)

E 10, Zt 3¢ HdEzdd o 2218 83 vin

RUBBER MOLDING CONDITIONS PHYSICAL PROPERTIES
SILASTIC S-2067U
Silicone rubber Durometer Tensile Elonga- Tear str.,, Compres-Tension Linear
+ Vulcanizing Temp., Hardness, strength, tion, ppi sion set, set, shrinkage,
agent as listed Method Time °C ShoreA psi % (Die B} % * % + %

) As Melded(No Oven Cure)
0.30% Varox Compr. 10min. 171 62 760 230 57 13.1 1 2.45

Inj. 40sec. 232 63 810 230 66 8.5 2 2. 66
After Oven Cure-4 Hr. at 250°C
65 910 180 61 7.3 0.5 2.85+
64 890 180 69 5.8 3 3.20
As Molded(No Oven Cure)
0.55% Varox Compr. 10min. 171 61 770 260 59 18.5 1 2.40
40sec. 204 60 770 280 78 25.6 1 2. 60
80sec. 204 63 740 200 65 5.8 2 2. 56
inj.  40sec. 232 63 750 200 64 9.5 1 2.56
80sec. 232 64 810 220 63 8.7 2 2.55
After Oven Cure—4 Hr.at 250°C(482°F)
65 870 160 60 6.1 0 2.89%
64 950 170 69 5.0 1 3.24
67 840 160 56 5.9 2 3.18
" 66 970 180 65 5.9 0 3.07
65 950 180 63 8.8 1 3.13
As Molded (No Oven Cure)
0.30%Di-cup R. Compr. 10min. 150 57 820 330 67 33.1 0 1.95
40sec. 204 58 770 280 82 29.2 2 2. 50
inj. 80sec. 204 62 770 240 57 10.7 1 2.57
40sec. 232 62 700 200 66 8.5 1 2.48
After Oven Cure-4 Hr. at 250°C(482°F)
62 930 200 63 7.3 0 2.49%
62 930 220 70 8.4 1 3.00
63 900 180 60 6.5 1 3.10
65 790 150 65 7.4 2 3.06
As Molded(No Oven Cure)
0.55%Di-cup R Compr. 10min. 150 61 790 250 65 15.9 1 1.95
40sec. 204 63 800 220 67 13.4 1 2.49
Inj. 40sec. 232 64 770 200 6_0 10.2 1 2.44
After Oven Cure-4 Hr. at 250°C(482°F)
64 910 200 51 7.9 1 2.50+
65 990 180 62 8.3 1 3.05
65 850 150 59 7.6 2 3.02
As Molded(No Oven Cure)
0.65% Inj. 40sec. 150 56 970 300 117 47.9 1 1.50
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Az 2aF AE Az

ol F3k o] 235k AA

Luperco CST

After Oven Cure-4 Hr. at 250°C(482°F)

59 940 250 84 8.2 1 2.144%
As Molded(No Oven Cure)
1.1% Compr. 5min. 116 61 910 270 57 54.9 0.5 1.30
Luperco CST After Oven Cure-4 Hr. at 250°C(482°F)
62 960 200 61 16.7 0.5 1.924
As Molded (No Oven Cure)
0.55% Inj.  40sec. 163 63 930 200 66 35.6 4 1.69
Luperco AST After Oven Cure-4 Hr.at 250°C(482°F)
65 1010 200 69 9.0 1 2,21+
As Molded (No Oven Cure)
0.82% Compr. 5min, 127 66 970 150 58 59.0 1 1.50
Luperco AST After Oven Cure-4 Hr. at 250°C(482F)
67 1040 130 55 15.8 1 1.94+
¥ 177°Coll A 2247k % +100% AlA& + 237135 A rEE
5.3. dgex U g 1800 ' , T
Aot Ay Fiel #el ZetRles] el 1600 | Injection Time: 5.7 sec. /
AgE e Al W A8LsE sk 2, AR E e o A
Varox”, Lupersol 101?, Luperco 101 XL?.. ... 204~ % 1200 7
232°C % 1000
Di-cup R®, Di-cup 40C¥:+serer 204~232°C 3 s00 //
Cadox BS®, Luperco AST®......150~163°C £ 600 =
Cadox TS-50%, Luperco CST®:..::- 150°C 400 Py 20 40 80 50 100

=z :1) R.T.Vanderbilt Co., Inc.
2) Lucidol Division, Pennwalt Corp.
3) Hercaules, Inc.
4) Noury Chem. Corp.

A nFe] AL E AR dx Rl AF
Aol 44T £ ot AFH ned AL
ARAT ALk 2304 V4L BAT + Aok

S5 AAEE 43P A4S PE ALAT
Zo(E 6 B2) B 1004 43 &S Auto
Fol& Aol Fvt. -

5.4, ALEAIZE
A FH 27, AE4d, 279 A= S #et
@l v 5~10&(EF 72)7t %‘4 £30x #4
& Folz A AFAZE Fols] A AEALL

o o

& Aol wighAy sl
5.5, A=
%Y A, =F9 37, FTHY 44 ¥ die
A}EA 7ol whel 500~2000psi 7 wpekA shek. WA ¢
7% 800psi =7 FH3bH. GEAE TE2E &
7 el

Zoni Ay} L 1FE AL Fook F

~

Mooney Viscosity

oy 120 ME[E10Re ASAY e 3l Mooney
HEoje| A

b, g 123 259 A5}l A&yl A S

ehA st
5.6. 4B zHol Wl o2 ¥
= 108,
D ASAN TF 2 Aok w3t

%9
2) 4% P99 w3
) 4Y L= P ARE WA 49 AF D 2

A7k A ES BHASE ek Aoleh,
o AMelA Aga ARE A 1/10°, AL 5 127

9 Q3elzm, 7lAlE 43 13inch®] 100% otH o 4

A% 4YAE 443 Aol

6. 0]24 8 (Transfer molding)

ol FAd ol sl A ml7t8 2% (preform) E cham-
ber(EF_-E pot)ell ¥ F¥ & sakeh. 9} plugd
H A7 sl 2Ee g Jle Fo nFE 1 EE 2 o4
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BEEE BTk BTN

(1980)

g FTE St stdxl FYoR Eoi7vh (2l

13 £=)

o8 13 0)SAHEE 3, TNAE, pot U ANE

) FAY L 535 FH =oko] flowsl HAY F
A7t BT Al Al F8seh AE el A A,
I T Aslste ok st APl W+ FL& ol
Aol HebdE pot 29 Aol HEAE 5
UnE bEs) Ao AR A A
Fgel A9R AF, A& AANk por fel A% L
ARE HAT 4 Aok o) ASele TEE
% 296 A9 ¥E 4 9 olelok Tek.

6.1. MEAIZLY 2%

ol £ e Yol A AFAL W ez
A%s) A E 98 Rz A4¢ A Y -
Adez A9k @k

7. 2HED} sEUY

e
B

1o

-{n

1

aFe e 5 2 23718 T 55
ez A4 99 2_7] B} goiRlch wF-4 4
2 Agex, 37, Zok Sl oe} gebAd 584
= 2~5% A Eoch Fﬂ7ﬂ4 A a-FA ol Qle} A FFoF
Hebe A FEvbehe £35 zlelst BAE = wrth

O_u

347t gt

Q-8 vh-g8 27bx] o] e}

A5 FA 4ot FH A A
2oz YASHS @ Y 2ot
ol A v} '

YooAis 2 2atE S sbEkAl S EelEA 9
E Fo FwA Edo) Fustew AYF 217t
Zobal e,

2). +%¢ =4

et FHY G5 Al Aol
FaA AsAnk 28E 4 gk

L 2EeA AR ASAE

4 + 9ok
g0

1 9% +5&
vk g
Ageto ey

iy rlo ot

e Agsel fAde 443H 3
A% + ek
A FAT $5EY 1FE 44T A
o 2FE 4 999 AEE millingY 2
aelw 2R 296l golebA & Bl Az #Y
@ bl ek
% 5499
T 3.

wlo

3% 2L

A4 277k AW preform A4

dubq o B QF43¥ o 7 preformE urEe] HHA
Hg AT sheetz sled preformE nbS¢l S 7-¢H

o =5o] FU e

g}, Preform& 4 ¥ &l7) Aol V5 A7 7 vkl shA|
= 2

GEAY % o4 A 2T Tl =t
el 1} preform@ 6~8A kel A} LEE Ao F
2}, 28 preforme @k 5°C8) @& Lxwold walsh
| 9 A 2L Ao A 4 Ak

wh EFYel R Add AAAEE F AL

Preform¢] ok& 239 £ nod Akl 24 st
g o] 23L& F59 + 3+

O

1 F7b FHel skals &8 B
7A71Al e a5 QQH-Fol s dAbelsth. ¥t
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