RO TSN Y ' ot Bt ol Mt oy P | S

BESE m—

!

4|

Z2I0F HE =0

ol2n AHI(T)

25t

il
om

It e g i e i T A g e i gy g

V. &G 93

o 7AFE Axn o
A E e A4
9 29| silicone ZFE o] w0 B JpTE £ 9
or o)gtell 4™ upel o)
Aas gz uF A7A 2% 45 grh

s
o

Az

= o

-4

1. x

sl

3 B 4% calendersl F2 A4E 4 432 I
A5 AAANAD 5+ ek

Main drivets €58 AT 4 9ol A F7+ 247

Y £EE 61~305cm/min(EFR4E)82 2H 5} top

roll £%9) 1.2~1. 487} 2 <& 9lojok dzm =

e e 2L S5 7 2ed £xd P

ook vk

e

AAERRE G4 AL ZAA AT F7
Bl AL dedd w¥e A4 AL
A954& ¢4+ gdolok Aok 28 B L=k
55°CE W4 @olob 2524 E YA T + 3l

A el gl 2= oYY 2geld EdE
Ad2o ¥ ntE plow 2 end plate®E RAJAA T
7t & ol A ¢

Z creeps 4§, F5ETy TS
WA EnzE ool WAgel gk
2. 1159 Fd|

fRRe QEEaFE Fal ATA

BN TRARE S0 TSR BEGL

millings)

U e ! L e g e i e L g e g

oF ek,

fraddla 7d 2 g afe milling®d 2440713 =
wkx], A4 A ok 3b polyethylene film 50 8 o}
A AL Aelot st Aeiviel FEskal felatA &
Al Aol ek,

3. HlEY ME/202 A0lE9 RME

vl B} A2 Z 3% sheet: release cloth(liner)el] i
5 sheet® A4 AFANFE AN A QabA e

a8 35. LinerS 0]23t
calendering

unsupporied

29|

155



LREeE g1AEE £=51980)

TAKEUP ROLL

LINLR
FEED ROLL

18] 36. Unsupported 11 29]

1} sheet7} @& 7 9l = millo] 4] A& 7182 71k
A 2}3t liner24] & Holland cloth W =& v}l & A
Eol AHEEEn =4 gk ogA A E H ¥
2 Zelefok gtk
9F3 7] sheetg uhHE wieoll =

et liner® A4 she Aol %

calender 2H 5

Kodacel liner ==

Wy

a2 35 % @ 3631 7ol ’i—% %}Eﬂ.ﬁ of ¥m
liner 359} g7 of= Feoll Arelateh

Aol A9 sheetE linerell A Hof s ZF5A)
Ex 45 FE =dd etk =6 27 FAst
13m A 57} == 7==tel-& Fx] 3} linernh-g ol 3
A e F e wA FEolv dE tapeR wixtsH
Ak, whbshAl sbok W R-e] F71E AAL § loH
A3 Z 179 linersl W &aA] et

3.1 7t &
IHE e =8¢ S B hbEddel ¥

=
T TR LA ARAAGH(E 9 B2,

A9 7S FA 1876 ARAZE 1080] 4£a
o Szt 1/87 FALA dArker 3%o] v &85t
o] cores} F7 % Aol corest 7ML HE AL S

Abste] Jhghe] By & linerell 4 713 uF-E WA W
£ ol & linerd] F4o1 wak g2kl 4 gl d=
Kodacel linerE A43-2 Aol gAds] A7 A

o WHER 4ulolq FE WAk b=, Holland
cloth® 443 4ol WHET Fol zoiek 4
| RAAT Sl wek 23skse] LashAl o)

7}3%}" Zb 4 25 Ay catalog® #HE3l:= A
ol 2 A el e FAEste]l Aol AWy 3

156

o %

£3% A€ + doh

4. XMEEZ A2[EDT A0|E M=

A ETFE FelAR, LR, R94 H9E
(Nomex), orlon, dacron, rayon, ®, 4% T8 M
AR 4 guk v BAES 158 33 A

24771 S E FF 482 2784 (10~15%)
o] RREE Fae A (NF2) AFA7 A, A El

primer® X 2]dle ALAZE A7 F calenderingsl:

E9] okulel calendering®d 7%l & wlA

oY 37. 2Kz 1129| calendering
(A%l liner ¥ R7A¥7} ¥alvl)

/"//‘g.i
D
(|/ o !
'
e
FABRIC
FEED ROLL

N LINER

O 38. XEEZY 152 calendering F3H=



A E T A F

AMEe R ol 23 4A (1D

§%-& calenderingsle] H-3- SANE ]2 81 Eo
-calendering% ) 3w}

of BE Ay =AL =8¢ SIAAAG
HAV AA & FalA7l9 =lch

ek A ER A 15 sheet®: A =l 713717
f3te] coresl] & Aol Adel 4E linerg
445t 2Rzl AL R (oY 37 2 38
2.

2a}7k3e]l 43 Aol E AE Fxshs] wlaloh
M. 98 W "EEE

’%T‘«]% AFE Sl w4 fEldg, 44, 14
B, rayon, nylon, W4 V=,
8] A Eol coating® 4 i+t

o] AFL TFAl F1 AAAAA] S5,
=gk A Feoll W pAE HodF Bul ohz} calender 7}
ZA ] AL ZR A ek

dacron, orlon, %

1. 1% 53
1.1 Jtgtdle] 28 U |REHIIES
7184 24 & benzoyl peroxidest 7}
o] f2A =
7h ArgelA] B urade] gleow
th EA2E7F FobA coatingF 4B
7HAAA 4 g7 el et

asteh 2

AAZL

G AR S AASRAA mabrh Askse
= Sl F4Y g wlwA g debd SE
A7V o 4 ALgsiol ok

70 4

-?—- 952 coating®] 73

T+ g A2
S5 3+
A7PEY & 1,700 4 A% sty
1.2 2 mj

49 TFE B39

739 4% benzoyl peroxideZ A-£5h} i
2+ (Imil A =)+ 150°C o] & 71od
73—?—"4]3—:- 10% B =% AHgshe 3

1, 2484 5 PFE Sl &
-‘?—*]'5]“] 4zt Bl AT ot AHEkA
219 yk-$o] wlzm ¥ Qoo gheet lifer} zrolAlx)
Eif—l—’ga]-\‘: I e &FuAEo ) w e
YA ES AHgET)
1.3 =3 &x
a2 9l
2 Aol ubgkal sl
Rel = b= 9ol ojof g}
1.4 cietst O 9 J1H S

mixer7} 713 Eo= JETHol &

H7Istx| %2 1

£ oo i e 2 Haigleh
b 19 o] @l 25 millingshe] F=A) 9
L 7135 Y32 19 1.36] wle} cross-blending
= —Z-—l‘%‘ﬂ] Z e
EL 1—‘?—% &7l %51 i) ‘;—}% HE9 g E
=74e 9
A ‘?I"’;ltﬂ- pastei}o] %wﬂ 74A] mixer® mulstch,
1.8 F=x)
ot &+l & 434 ArslEA S35 =
B FEE et
AL ebf 150l Ao} 7o) o Fl3he).
1.5 o
4 -2 Agalel w24 o ststed ElEl 9
EA o vl A BAS AlAN ok gk
Al B 23 Eo] 50% o] w] i 80 mesh®
£ ulo 7 oalefel 3l 356% Y5 W= 140 mesh
P59 pog o33l FxEe vl meshE A# gl
o3t Lo fgAed &€ FAE WA AR
S SR,

ek A

gl ZolA e A4sE vl olwlel: AdAdl 34
2shd we
1.7 £4ofofl benzoyl peroxide FH7t
:‘ﬂ °l -’f'-lf—}c} ¥ °]9]—’] %ol = m1111ng D}?&ﬂ o} }

FRAa) AT AR FLAADE o 2 Tﬂr
geoene A4 Ysted AHF. = s 2o

F9 £4¢ Fash] FAAel Artaiek ek

Benzoyl peroxidel paste masterbatch?] 3 e+t &
T2 TFF e ot Agite WyeE Hrlsl
W Zo).

1) Paste master batch—/] A7t

alubd o 2 50% benzoyl peroxides] paste masters
batch2 FTFH ).

® Y874 pasted 3 BFateh

@ 2L 8 T EgEel

£ 790X polyethylene-coated kraft Z-o] o] 4
MFste Aol Fon akd Aol mixer Fol 4
| {4t

@ A=xE e e vk a8V RE
3 B F ook 3t

Polele A

157



2 $%9 At
© 2oL FEggreh
@ E7d == z4d e PEFEA 9%t
benzoyl peroxide 5% % &3}l 199 FE &

g A58 26 & AFgEke Al S

@ kst Sbds Foleh _

@ ) £AE Q RASA Bz FIA EFD
129

1.8 =tiAbtel Fo| Apg

25 kg e A QSR elw T4 el
wetd EF-e s £] Well4] AAAV w1t Z
Hi R4 sokstd, sty] 2 Ay sparkE WElEt
3 4Z we] & A&siok stvl. Benzoyl peroxided]
master batchg E—ﬁﬁé o Bakg & djele 3t
o g WA s o gteh 2EsF 2Fuk LElvbE 4ol
Astele] 4 7}1%4 <dele] et a4 =8 A
2 37 FNAE 55°C ol 5hE Fxshelof qeh

B.P.O: Asl4 Bdelw £u] FedlA wimd E<t
Rl 3o 8 Aol FAsn AgAxel 2Als
= Aol Evh

T2l 9] coating® N4 of-& g PAAA 4
gom AFel FE3 AFAA 4+ A=

3] %— calendering®] baser} & 4 2,{.3_

, ZAul(diaphragm), duct, T2 &

wRgele A%t FUd A

o e ArAdE

2.1 g9 MeY
IF coatingL w7 A Wd4 D S35 ")
A Qe Bag Atel Adsteeh 2267 A%
astoz el AgEeh et Mol WE &
THA g AL = nylon, dacron, orlon 5% A}4
A
2.2 T#%(priming)

Coating &9} R el A&l primerE x| 2|3 ok ol 9
AAFAE L& F 9le}. ol 2 Dow Corning S-2260
primer 10%~25%% VM&P naphthac] E3sld A
gate AL ofF b ol m A gl weld & 5~15%
8 AE T nF-LH-E primer®24 AEEHE B2 Y
= ’

Primer?} -#&%5%E A 54 we} v} 2 hard finish

1568

a8 39.

MZ[20Re MBEEE
tower (&%, HZE, 78S)

223 coating

A Aee o34 AR 44¢ F4ho enz

%59 primer® A}£3E Aol Zuh

Lol 7} sl n 24 primers Z7|F¢)
&ate] shadtsl sof delE nyel Fdsla
A AT 5 g ol P4 gch

QAHQ e W ekl 4ol 2 o primer
8 FheEel e dlppmgl?‘— 302 olWlel gzt wbek
coating fabricg- %J_— I Foll FRAIA T
7B Soll & £l 7} ’? T Fok = g 3 150°Ce]]

e

7Y 3t

i ® primerel] A}&3hE 4

B oS-l std4ela did Sl shdAe]
wl2l4] dip tankel]

Ztolok 3t sl whA]
E fdld 2uFsr) 51 ¢85 F85 et
ghefok gteb 37
200ppmal &,
sle] oF gr}. (American Council of Governmental
Industrial Hygienists, 1014 Broadway Cincinnati,
Ohio 45202 #taL).



AgTaF AF

Azel A olEw AR(L)

HooD

EXHAUST TO
OUTSIDE

TOP ROLL

CUTS!IDE \

AR INCET =)=

ADJUSTABLE

IDLER
1 DAMPER 4

ROLL

FINAL-CURING
ZOME 1316C)
HEATING UNITS
INTERMECH L L
CURING PONE oo oy

& HOT AIR N~ - — «——— HOT AIR IMN
i & B .E:TL\ ET

SOLVEMT-RENTIVAL )
ZONE { 80C,

EXHAUST TO Lj |
-

QUTSICE

JIC S0 1 S,

TENSION
. T;\V\LPHCLL d

\oLER RoLL” ¥ 7| METERING
_@ DEViCE AS REQUIRED

*~DIP TANK

TENGiL-] ADJUSTING
FEED A0OLL ——f H
UNCOATED CLOTH

I's

O 40. F519°] coating® tower?) 7182 T

2.3 =EZH(Coating procedure)

T3t o] coating FHAE Y 405} L
coating tower7} FE A-&-= o},

Age] &4 EE A Ff3lde] & AR
£ B9 He 489 std g AV A skeke
F EF S AAA At '

ATl FEAZE TA%E A9 AEE 45° FEY
ol 7} 73 wettinge] ZFR o] Aol FAY &
dE 2 E g

ol 3o A 156~25% FE4 F Hslele] A&
Hv AP s bl E, A5 4 =39y vl 2l
A+t

A ZAE A AR E, F44, =254 5
243871 S5k shEdl e =3yl AR

1) Dip—and—{flow coating

o] uhy-& size coatingX @ wlmH ¢fAl = x4
TS

a5 FHEe HE FEE 4 %?%7“% Ael A4

5w A Eo] dip tankE EI5F ol lzko ® Eod
L& dip tank® = Fe] B4 ek =X FA=
B FE, EXELEE FOoE ZAGH.

2) Knife =% rod coating

1 99 s 2 Wi el dipping$ 3

o] knife =& rod& SsbslilA e EArdE &
AvE]l & A =ube] it

A4k o 2 dip—and—flow coating Bv} 3Fx9]
Satfo] AH4EY =2 FAE 22T + Y} EF
AL 3kl e Fx, &5 knife =& rodd 774
22 zAg)

Zo] spAl rodut UAbAl rodE AHEEE =Y
J4 8 FAE 2Ryl Solahe (ah Aol AL
W Folk $AY AlE) ek A rods 44T 7
£ Bdd Fo] AL A$dE rodE AR A A7
H 7dEd 2254 4% £ dvh A rodE AR
T Aol EANE FEE knife BE VAR e
rod% A4 ZA$us 8 F44 5HA

3) Reverse—roll coating

i

o] A9elE rod =X knife tfAlell A Ewbaks) ub
Ao sldsts 248 AT Al wet
o] uby g Agaby Lole oA AEE ST 4 g
L2

2.4 Hx U 7tz

o L. 7 %ol 9le] Ak coating tower (2B 40)= @
Az =2 49 AAgA @ 4k A=A @ HF st
FHeiA g 374R FEH o2 e Arh

4 AARAY x5 80°C olt2 A3 7
Ao ZA444 3 Al 84 WAk %M °1
gAY 25 % Aoy FEA B AEel v
A2 A5k el $l 7k (Al AlA = ok @DP.

O

FE A AL dslE gAY LRl dukd e
200°C B =olw A F 7H3iAlY 25+ 316°C HE
ojrt.

ol F Al A xR AEEREA JE

(blister) @ o]l vEhtAl GEEF £33 Folok &d
53 X5 ¢k& AS 2Tt sAEs sl s
Ao A g4de] §EE st ol gl

d & Zo] 4mile) FEl Aol =AY FAsE 10mil
HA =3¢ A% Sl AARAANAY A% o 4.5
¥, AtaAA A A o 28, FEaAdA9
A 7kg of 3felvl. o] Hrp ¢fe Falld AL Az
o] grobxl —r771—r 35 AojAlrh

73 A Afele 459 28

Zo) A slok Aok

EE g %

ZAF-%E top-rollel]l EE3ls1Ael AR 3 sLIAA
rollell & & #&-& ks ok g}, whek 2xld] 718} A
& Aol toprollg 7tdsle] sHahe StAA 2
rollell & 2H-& wh=j ok gt

74E A gL Aud Aol A Eo]  top-rollel

159



LFEEE FHHER $=5(1980)

=237 Ao FHelddl B =: GE ERE 7
Ao} st mFsE top roll =& idler-rollsl] A %=
£ AT PAFE B coatingEol A2 = A&

=] 5 oF et

APhelt hed FoAA A9t dvh © sl
$2FE A5t TR AGARA A5 P

® 99 28 AHAE 4okl ARAAE o}
Heloh. WS A primerd 445t FAT A%

& 2% 247 B

13 $714% o MaE4R HE®, M2
D271k

1) debAl e Agstel B4 ALA ek

2) MBS A4 Aoz BAY AE EE

Chlorothene NUZ # 3=

3) ¥R¢ 93 7;1—71'-/‘1214- o] v
B9 9A Azst UL Solsheh

4) B 23 primerE =33}t (E 11 AX)

73t oAl

1.4 M &
olm] Awdgl whel 7ol YW F primer EE ILFYE
A& =¥
2. Primer

Primer: wj7}3 Az &

2F =& wsta @1&2@
A% o149 el Bt F

A AEE L A

= 11, Ma|aase] HEtd ALEste primer

primer

A8 2

7387 7*

Dow Corning S-2260 primer
Dow Corning A~4040 primer®*
Dow Corning A-~4094 primer and
Dow Corning 1200 RTV primer

Unvulcanized silicone rubber
Silastic fluorosilicone rubber
Silastic 140 silicone rubber adhesive

30 minutes

60 to 90 minutes
15 to 30 minutes

Silastic 142 fluorosilicone rubber adhesive

* A EE 30%01 FA AZ B 4R A%

* VM & P Naphta= 50/502. 2 3] 4shd $43 42L& 4 Yk

1. EHol MR 2|

ol 7ol vt 314 Zwl- A F Bely AR
ok sl Al AeldE ses e AxEs
o H83lA A

1.1 2

1) At sk =@, Chlorothene NU(Dow Chemical
8 AEH) 2 g 2YLa R gty AEAES
A A et

ki

A
=

2) oA Eg A4l AR FAG ol EoR AE
t}(Chlorothene NU: 2 93] obg. o B2 d]$ 7
dAelng 3y E & 3] F3 vtz e B F

A% A).
3 A& 9§ Azt
4) = 9% primer® =X e} (E 11 22).

1.2 el U =x7]
1) ohEL 44 HAem
Chlorothene NUZ A £t}
2) EH& g9As5 AZRA }1;]—
3) ¥ 9%} primer® T X3}

HAV ohE =

L (FE 1122
160

3t A5 el

Primer A &4 = w713 42lE 258 24
7171 Aell 2E sl Azlghe.

LA GEEM) 09 s faeg FHEN 22
del, A, £59 Wy oerw =i Lt Fwsl
w4 primer Z8 YA EL FNFY 4% &3
o 7t4-2s =t o] primer 92 v /g A€
F = A A8 AEstz U ALY -& 49

A2 w1 A FE 30% oAl A shEEl & 302l
Woll gts= vt primerE ZXFH F A A3 &
ME AT 150°CR stgdshd a9 AlA 2 7
T8 = 521 sks=eh.

3. Fatwm|et Mt gy
3.1 HEtH|
A&A e 7tEE A= 2ate
247 W A8
Dow Corningell 4 4 445 &= =}-2
A 4ne
1) 7t 88 Al Ea5 A3

sl e Exdel A

3714 g A %



AL 2T A5 Aze) B ol E5 4R (1D

o] of] &=~ Silastic 6128U B! Silastic S-2288 Dispersion
1 siet.
Silastic 6128U% 3= 7}3’3}3,1 Al Z01F 78 =2
7tEs el EanF-F A4s)s  Silastic
S-2288 Dispersione w]7F3k Azl Zafol 713 4w
FaF AIZE B2 4559 A A4dsh
Silastic 6128U+ = JAe] F& &9 silo
24 44 Ae] Cadox BS 3.8%-% 22 A}%s}rﬁ
121°C A =4 7Fa-gl o}, Silastic 6128UF = £ &
A wbadt dst 8 2R ol £ Aol A3
o g3t
Silastic S-2288 Dispersion-&

33 4R EnF, B4 =L

primers} 2 .8gle] 7t
ECIEEIEEEI
2300 22 2 £2 E3FY. 228 Fo 301
WA 147 Faobk Fr] AZRA7 60°CHER 7Hd st
o Azxst S 7}5}-?—; 204°Cof} A 30&~150°C

S|4 2BAlo)el] Stgse 150°ColA 2&F¢E AF vt
B AL HAY EH L g84 gle}. Silastic S-2288
Dispersione]] &= 54, 242 Chlorothene NUE
B2 A48T Aolch

2) A2 712ty (RTV) AZ(2DF FHEtw

Silastic 140 Silicone Rubber Adhesive % Silastic 142
"Fluorosilicone Rubber Adhesive o] &3} =1 g
o= F7 54 45 dbEekd shEs e

oL 53 R4 Helshs = std 2@ ek
77t 2w A A Fe e she.

Silastic 1402 F¢1 To g FF=A AelE 1

BA

¥l 5—47] Fel, v, AElA4

o E
A3

C

320}“0

' 24 ,
g 0 EE, dleze Sl A 7ol ‘rr.T‘i.’O']‘
I AFELE Wk —56~200°Co1 u}
Silastic 142 B o 7 FF=H R e
E YAl 4A% siHAme) A z}x] 7l e SEsln

—65~200°C8 X W24 483 £ sk,

3) _Q_uﬂ -@—.?rﬁ—l xlg = 2}3 iL;q

Dow Corning A-4000 Adhesiver} ¥ -2 m;fﬂ/“—‘l-‘ll 4
P 2R —F4 e vleh 0w SR —ae) A%

A7 E AFo 2y @A FEFsle A& ALAR
A A Aeoid Astd Fole AP peel
-strength @ creep strength® }eEpie  —56~230°C

9 WelelA ALT + ek

3.2 H& g
D AdARY wARAEE 7Y 3D
13 el slzal EA& QA st Bl =
e,

® vl 743 2FE s ata Ealel FErh

=h

@ A5 48 %
=
s 3FE 23 AR XE B2) La
, B, fE, 2xl, slEl oE EAEA F
gt He] AT Afel = 23718 FAEA
AA FA Bl 2N FAL ALY AR E 2EE
A &gtk 230188 HneEE AAE SGAFe] 4
45 EHl HAY 14°C Fotbel ot

Primer& A}-£3}x) 93 Silastic S-2288 Dispersion-&

Agad mREEE ARAD A9l e 2ol

JpeblAl # 99 A EEER v}

o
>
2L

e o

Az-{v@

& K

13} el sl#Al £ A E B primer

# 2| J'“d 0.2 AHAE otmild] FAR

1l
[t
IL?.«
wlo

B
-,
K
-[n
%2

o83}

Silastic 6128UZ
3] of TEEw.
Silastic 6128U¢] 73 121°C,
& ool A shakA e
Silastic $-2288 Dispersiond AH&3F 7%, 4z
Silastic 5-2288% olv] E¥se] 9 st
Fx At 4 kA 150°Cal 4
2~102-%q st ae.

150°Cell 4 14) 2+ 54k v}A] 7Hak4]
57} vhebde},

@ 7 2FE 2R (X F2)el
& o} 2 B3] 54 EAl 9
o] AAAY Ao = 280138 FA L BA A9
Tl B} 20 FAE AL Az ¥ 2EE A4E
o 2xp7tEY HBLeREE ANE g Fo] AHEHE
L E Rt 3 AT 14°C ook gt

AatA o 7 $oll & 250°Cel A 447k} 23}7hgheld
A o ehet.

3) Qg a2 st8yg RTV) A=x oy A
Agat A2 sleka e gat

oleid RTV Azl &3nF= Q)T 7134 79
Tl 8] 74 B4 8 A& de]
dub AelZpFl L Silastic 140 Silicone

A7} 10~31mile] %

ok

i m[m ok

}:l
41
I_,_H
o i

50~150 psi Bt}

il

2
Aew@r:-@ku@

~ja
it

2
i
238
e,

Aok 2wl o]
2 g3k} S

&4, 8, =27, Jler

Dy

A8

'23 {“—J—'T' 7}"%"741;

443

161



ET&QWD gﬁ“!‘ﬂ% /u__ﬁfri(1980>

Rubber Adhesiver} £ov] Z22= Ae|Zafd
Silastic 142 Fluorosilicone Rubber Adhesive® A}-8-3]
oF @b, ole] 104 4@ Wk 2ol
A zE Atz o) el 2%

® A#AE BF Fodl 20~40milel TA2 A7
EEgr l

@ F Ine AAEL
get

® Aol A 2~T247 Bk FFAR

ARARL 1FY ol % FAsk A ATA
o whe} webAl v

4) o]4% Dow Corning A-4000 Adhesive® A}-&3F
Al 2at shgA e A

olu} 1)ell4] A=t vhel o] =¥ R slHA Ed
2 Helsta o}ga ol gl

@ A A 1005 A-4000&+] 5. 3-,—§ Yy 283

g (FAN, e @A P TEdE)

o7 2 A%

5 fdel A9 4Ye At

=

FA A A LA EolE Avtele 4ot B R
2 Z7el ool AR GESE 3 Fojok It
H, 2 shte R AR T4 Sl 83

A dde) o5t A E A& A7

oajoFglet. &4l & HrbeA B

wagsle g qA4Eels g )

A& do] ot & A AN et

@ —?M AaAAE 2F 4 9 31744 Z=d] 10~
¥

317] o

@
.
=

Aol E £
l

o
“{»
- @
N

S AT

ok et

® ok 30 %l ¥ ;2] bl
zqpdd A9 § =
el 22 E% A% A ﬂv}-

o #Azha B4R 4& ezt gae e 33
297t Yom s e b A Lastk g
PAFEL AgeEelA Al 4 b% w33 99

Ae A o2 D EE 2 AAE B

ni‘i oY @ FlO

A4

Aubd o 2 ooy 79 %l AEAAF 55°CH &
5 A5 HA A Lxel4 8%k AT o
Z234% A F AELEAA ALl o] Ak
A2+ 2. 250°Cel| 4] 2%4l Zq} heat agingAAE
w3t ol

5 EF5o= A ZaF Ay A

stgE £29 = AzE3F % Silastic 142 Fluoro-

silicone Rubber Adhesive® A} 839 &
aF 7eE], EF=

ZoE A&

A
4P EAF—F4 2L T X

162

Aol A=A < glvh
zd 2 z_‘l—olﬁ_ 3)31 “d4E e A RTV) A
2% A A2
“’Jril- 2] Eflr/]--
6) ®l7td £F02 A= Tate A5
)3} zre] s)aba) #wle Hedz Dow Corning
A-4040 primerg =33 F oh&dl el zargich(e]
primer: V&P Naphtha® 1:19) ») 42 3431e] 4
Selop 2okt ).
@ w7t =8 S gde] ¥k
@ At g8 & A4
NAFAAR NG ERe2 QEE2nty
7t A 2A VaroxE 4}-83tE Ao 2},
@ 7H4E 3% 22k (K #2)el Bag w3

FE F4, 8, 247, J B2 2543a9
@ Hol A Aol E 2 2A0 B A
9 Frlnek 20 FAE ALY AR W LEE A4S
sk ek

24 Ax LEE QAR QAFo]l 4gHE
SERE} H AT 14°C Folo} o).

(2) Silastic 140 HEHE FHAIE=

g

Zy 41

o3 41,

(b) 7t 7tery &



a3 41. (¢) Dow Corning A-4000 ®3tH|

1. Mandrel-wrappingol 28t 24, duct,

FRee] Mz

, duct, H3

E.92 w2 mandrel-wrappingyi
}.%}—ﬁ o] el
E

AE D ¥ag eAga
L owslisE 1%y xxA
Aga. oz AF
HEA AL 45° R 59| biasE A}
4 duct?] 7A-$elE 45°A XY biasE
Mo ATA 25 o Gasteh

25

RS

e

Hﬂ M‘

i
TE
=

rui

o wr dn fo
o,

fu oy
PO
o

5y

rie
Sl

=
B
o
o,
o
g
=
Q.
2
o
o,
rI
172}
o+
[+
2
=
3,
oW
w
[7]
w
o
[¢]
[l
o,

E O
Nigas

-]

1<
Ry

fr

=S

rlm

tnandrel

g-e) 8}l

™

Duct, 9.2,
Z 2o

@ Mandreld] ¢] &
4+, [PAE
e £E

@ A} 73 el
4 8l3he 57
ek o R A %
zpe] 8- wlE 31 vie}slar T shA
Aukel] 71914 A4 2Le

@ Fwlo] &sjedok st Al
gle] 22 zrelFA ), 23 =]
Sao] A4 AYH =X

EYTAY &1 E B2 mandreld] Fzbell A
wrappingd}s] of 7tAAEE 44 E/1EA e 2

Duponol WAQ¢]
A A Al 2~5%
7‘15‘_/‘

i
vy

A gk ©
Ak FA 7t

&
=

fu
e

mandrelsl] =z uwlgke 2

olzq 7l

0
n“‘

r]r

A
L

=7 g+, Wrapping
&lel ™ mandrel-&

Wgo) ok

Ir

autoclavesi]
A& wha

7}zl mandrel- steam vulcanizer
Y5 olw] mandrel®] oFul-& uludo)
Fech E %) Y =8 FUE T4 HF
Ak o A SIS 1/87 FAl g A 10
BoE A U8 E $AN Adsk 384 o
744 71 o

7 & mandreld]
ki L

73 &0l = mandrele] AEE X 4
b R i B ] i o D N
28 259 FF, wrapping 3¢ 79 F7), mandrel
A B 25 wel Zelzel. T2l 7F 9L mandrel
& A&t oF2 duct® wbE S circulating-
hot-air ovend A3 AR 4 g = 1/8”
T4 ¢ mandreld &3l 1/8” 49 duct® ukE

£ 177~200°Col| 4] oF 1580w slste] k= v} o]
Bel 574 duct =& ol B} F7-% mandreld- A4
T Afole 4RI dme g 9F sl =5 o
=v}.

1.3 Wrapping % mandrel®| A
®A 100°C =2 JAA A F wrapping s

N

to

A AL

et aElm 9As WAE s A mandreld 23
mandrel-g E& do] ojHF AL kA3 A Ag ).
1.4 2x7t8

K] whe} 27‘]'7]‘3]' SRR

shef fo1A4F2 228 AAAAE A% Age
Ex 150°C O}-°]°ﬁ°l= 2, FAAARY A e
7 35F-¢] catalogol AA T &= W Azkel v} sbar
A 75t

g 42,

Bias-cut tape?] wrappingd] 2]8t duct
o M=

163



DTG

B B

% 43, Jtgre 1ot &9

otofl wrapped mandrel
== covered roll2 #HRAY -%E HpeH

A
o
__\|:_|,

N

Ee. wh o 7 2 abgiet.

1 Core2| MF 2|

@ ®kek H7l LFE 5185 cored A%

7 et

bl AAEE Bl =
# ok el

Chlorothene NU £+ of& 79

o sand-blastdled core
-2 gk s A ZsHA

@ AE3tlela,
o) & g3t U1 B EE AlAGH.
@ ot &% H4A ¥ZA 2R corel ‘;101—\.}]_7_ A 24
o}

Chlorothene NUE A£%1-% alx =obd Mo+

(1980)
sifk
@ olv] A= WY o2 primer(5-2260. S-2288
Dispersion )& coresl] £X5tc}. PrimerE T %3}

AZoll 382 Ao 2 wAAG v & 8lad
Z7re] EAE akxld

® Wrapping @ 71323 )4 257} core FZFo
EwpAves AE Al sk cored]  ogFuk-g
21 933 3o 2 AX8 2+,

o] XA k¢ wrapping$ TIE E&el FAE
23 AAT 4 ¥ zA)ejolor el (aE 49

2.2 Covering %4 wrapping

1) 3ol AAFE dn FEF
22).

2) 1/8"~1/4" F7 & 1% 4 l
[Aste Tzt A AR gotEel. of HF$ g S
FHANA o] AE Aohfol stn2 ubF
8 frejok gt

3) 2~5%4 FAAA FLHo
x‘f WY E YA oE EEIH okt Y
st A E A S Al 2o g Qe H
ToE zholErt.

2.3 7t &

5} 25 2495 steam vulcanizer ¥ auto
¥y Ao AR A @A cored oFuh A FE&
o},

AgA S FH D coreell we} 3lagk Y FF
AE Bag Az F¢ shske A gl

#1292 E 132 ol g shie Fazlmelch

millinggtel (& 6

2
o
o
-t
@
)

= =
E= “.}E.

E 12. VMQURZ EE28 NZg Ho| sgxd

743 A : 0.5% Varox =¥ Luperco 101XL core : 57 1/8"'¢] hollow steel core
Steam Pressure, Temp., Time in Minutes for Specified Thickness of Rubber
psi C (F) ]/8/[ 1/;// 1/2!/ 3/4/’ 1/’
60 153(307) 23 25 -3 30 40
70 158(316) 2) 2) 25 25 33
80 163(324) 18 18 2) 29 30
15 15 23 20 .30

90 166(331)

= 13. VMQ Rz E—E—H% HZzg e 7‘%”"‘*

74344 1 1.7% Luperco CST =X Cadox TS-50 core : 57 1/8''4} hollow steel core
Time in Minutes for
Steam Pressure, Temp., Specified Thickness of Rubber
psi ) C(F 1/8” /47 1/2"” 3/4"" 1
20~30 127-135(260-275) 15 23 23 30 35
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(a) Silastic 59 Sponge Rubber
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Dicup R 1.0% ==
Dicup C 2.5
Cadox TS-50 1.0%
(b) Silastic 69 Sponge Rubber
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Nitrosan(50%) 32
Dicup R 0.9% =l
Dicup C 2.5%-
Cadox TS-50 0. 7%
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T 14. Free-blowni Q1% sponge BTA| 714 TH #HEo o2 84 HE

Rubber Formulation, parts by weight:
100 parts Silastic 445 base
7.5 parts Cab-O-Sil MS-7
3.5 parts Nitrosan

Extruded Preform: (.330" diameter.

1.0 pars TEPB
1.0 parts Cadox TS-30

Vulcanizing Conditions

I roperties After Curing?

Time in Temperature, Density Compression Compression
Minutes c® 1b. /in.? Deflection, psi Set, 9 **
Vulcanized 24 275(E20) 0. 0065 6.0
in HAV Lol 2250617 €. 0083 6.0
Unit 1% 350(6£2) 0.6085 6.0
5/6 390(734) 0. 0085 6.0
Oven 10 150(302) 0. 60a4 4.5 32.9
Vulcanized 10 230(322) 0. 0076 4.5 32.0
10 256 (482) 0. 6060 3.0 32.0
Vulcanized 10 135(274) 0. 013 6.0 16.0
in 10 15G(3C2) C. 014 . O 16.0
Autoclave 10 166(330) 0.016 .5 16.0

*Curing schedule: 4hr. at 15CC(3C2F), plus &hr. at 2)0C(352

**After 22hr. atlO0C(212F), ASTM D 10¢6.
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3.3 Press-blowingd ~ZEX|e] H =X cotton duck, nylon cloth & 7% dacrong 7%

o] wrel-& oA =9 s §y] Wl ZEAE 1/8° 79 hardboard liner fe]ol4} pressstAl b
HMzske ol free-blowingy Hel WEs & £ (28 45 =), o HM;I& A}A‘Lé}niﬁ Zelstz &
EXE Alzxd 4 gk =5 o Hk“éoi A 5te free-  QF sking A AZ 4 gdov FAdG cll THRE

blowing®} Hr} o] F7 3 z|ute] wlelit 2EAE A e 4 glvt.
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of Wulel: Ivbyis} 2xb o] A&l oj Aot o AFL @& 47 gleh Ed AEEL Ao F

preformg nbEe] A-g35he, Wl FHelld LEAZ s ARFL PREm e Fudd oo 4rE A

At frame T chase® hot pressdl] F W ZAZTE & ubxgiel, Teflond] 7A-%ele o] Fado] 431y

E 15. 1-step-blowingtoi 2i5t sponge KX A] preforme| FHo] THE HBSSHO| Wt

Stock Formulation, parts by weight: Thickness of ‘Chase:3/8"

100 parts Silastic 445 base 1.0 parts Nitrosan 1.5 parts TBPB

7.5 parts Cab-O-Sil MS-7 3.0 parts Unicel ND 0.3 parts Cadox TS-50

Production Conditions Properties After Curing®
Preform Final ' Density Compression— Compression
Thickness, Inches Thickness, Inches 1b./in.3 Deflection, psi Set, % **

10 min. at 154C 0.187 0.483 0. 015 7.5 55
(310F) press 0. 250 0. 538 0,015 8.5 58
temperature 0.311 0.611 0.017 8.5 58

*Curing schedule: 4hr. at 150C(302F), plus 8hr. at 200C (392F), plus 12 hr. at 2350C(482F).
#*After 22 hr. at 100C(212F) ASTM D 1056.
*Made by E.I. du Pont de Nemours and Co., Inc,

7b. 15k HE AEE AL A o]HAE welek ok
o] W ol A& preformo] pressell4 W3t Zuiwt eI FY WHlE 0.2~0.5019 mRelld opurzals
2wt Hol ghAls] shapE et (preform T8 o Aol o] %o v FY AlFe] YA

2w1) Unicel ND& A}£3% #i¢] press 25w 150~ - 7 makerd alx2A (nF9 FTF, 54, =27, #
171°Cel®] Nitrosang AH2% ey 116~150°C B X F)o =l Fell vlebd AsbE vl & At Vel
wolel, press WelA el zke 2%, 7iatAle]l T5, EBE 3o Jebhd dde 2%, A7 3¢ 44650
A28 Z7 Zol wel ekl 293 sl FaE dhel] A 4 g
E 15¢] 1o 2EAE Azxdd-s 259 6 2t o] 9o °’°1/~15 (8) 2B4= 547
2 Jebylet ell 7P7Lz}al« AAEE A& ZAzk dlgok g4 (b)
W 2uky HEEF AEDE Al dehE SR fA] Fo
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o] ol 4 & preformd hot presso] 4 F-H shgp o] F WHSok 39 (o) A-43e) el hardboards]
A7E dF43 9 Bue4 free-blowing 7] A} = AAEEESN A ER 2o wet press-molding A} 7+
= pressoll 944 FAY E4 Atz 2 kel & HEAA ¥

o

171 = A o]tk E 16. 2-step press-blowingi|o] 25 =H
F 160 = A Y FhHe] BB HQLEE TS

-

93 E 176145 Unicel ND 3% % 4%3}_%1 As Blowing Agent Fress Temp. Oven Temp.

A 712 FAlel] vlE& 2=xAE FAL $A 51490 Unicel ND 150C 150-250C

F 18] & Silastic 445 Rase K}—Q-zﬂ-&] AZZXE A (302F) ** (302-482F) **

Z5tgd4 A Zols A7 2 WTe T wE Eg Nitrosan 121C 150-230C

A AR WS Jehlgeh (250F) ** (302-392F) **
Ex) Aol &= preform® teflon-coated glass cloth, **Depending on thickness and vulcanizing agent.
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® 17. 8% Unicel NDE Al25t0] Silastic 4452 AZXIE HZE A flat spongel| FTHo| UIE =eE-
ZH Y o FE

Press Time,

Chase Minutes, at Oven Blow Finished
Thickness, '150C Time, Oven Temp., Thickness,
Inches (302F) Minutes C(F) Inches
s 2%/, 10 250(482) /s
Vs 3/, 10 250(482) v,
N 4/, 10 200(392) Y2
/2 8 10 200(392) 1/16
3/s 15 30 177(350) 1%/16
1 21 30 177(350) 23/,
1'/2 25 60 150(302) 3%/
2 43 60 150(302) 4%/,

E 18. 2-step-blowingoll 2/510{ sponge® M T HS JidAIZt W 280 250 ofE HESMO st

Stock Formulation, parts by weight:
100 parts Silastic 445 base 1.0 parts Nitrosan 1.5 parts TBPB
7.5 parts Cab-O-Sil MS-7 3.0 parts Unicel ND 0.3 parts Cadox TS-50

Production Conditions Properties After Curing*
Press Time, Oven Temp., Density, Compression~ Compression
Minutes C(F) 1b./in.? Deflection, psi Set, 9%**
Press temp., 3 150(302) 0.016 9.0 33
150C(302F) 3 200(392) 0.011 4.5
Oven time, 4 200(392) 0.011 5.0
10min. 5 200(392) 0.011 5.5

*Curing schedule: 4hr. at 150C(302F), plus 8hr. at 200C(392F), plus 12hr. at 250C(482F).
*¥After 22 hr. at 100C (212F), ASTM D 1056.

AEE AASL bEF 4 TELES A5t o gl

Q A 0% 23718 A7 D LEE 2EXH FA9

\\E\s\\\ \\ NS 3/40 Hdate AT LT A 255 2 7

STEEL cmss\L,, s \ = \S\ - : "~ PRESS PLATE Askd ok 2318 HaLEe A E4 AA AL

e e womewo | ogyuc 525 14°C Solo} ik,

J\ NN N 3.5 BFeo= MBI AEX|Y ME

N\ e AT \ 9 o] 2 Silastic LS-63U - Fluorosilicone Rubbersf]

> Nitrosan W24 & 443 Sol5hi] 2T + oo

o, AZIR L 2k 2ol o RUIY S ALt
a7 45. X EE 42 bhardboard linerE AlB8I0 g,

2 EX|E HZE ZH 2 press setup B 194] o] WH 0B 2T e 2AL i

3.4 2xb7la W ok

TEFH) BAFY AL 2AARAA w4 ¥
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10Cparts Silastic LS-63U Fluorcsilicone Rubber

Production 5% 3% 3%
Conditions Nitrosan Nitrosan Nitrosan
Preform thicknesg: «resseesesissernees 0. 26" 0. 260" 0. 260"
Press time at 116C(240F) «+rvvcevere 2 min 2 min 3 min
Oven blowing conditions:-erreeeeereens 10 min, 10 min. 10 min.
at 2)CC at 177C at 177C
(392F) (350F) (350F)
Properties Final thickness:-:+eceee 0. 463" 0. 450" 0.410"
Specific gravityeereereerrernenn 0. 400 C. 415 0.522
Compression-Deflection, psi
As blown seeeresriiiiiiiiinin, 4.9 Q.2 16.3
After 16 hours at 150C(302F)---- a0 12.0 >25
E 20. de|ZnFo vl WE molded AEXje] M S
Blend of Silastic 59/ Compression Deflection, psi
Silastic 69 Sp. After Oven Cure, hr/C Compression
Rubbers, % Gr. 1/150 1/250 4/250 12/250 Set, %*
100/0 0. 389 3.4 5.1 5.7 6.9 20.7
80/20 0. 385 5.0 7.0 7.6 8.2 17.9
50/50 0. 485 7.9 11.7 12.5 14.0 8.4
40/60 0. 506 8.4 13.0 14.3 16. 3 9.0
20/80 0.514 12.3 16.3 19.5 23.0 10.0
0/100 0.523 20.0 25,0+ 23.0+ 23.0+ 10.0

*After oven cure of 4 hours at 250C(482F) and conditioning for 22 hours at 100C(212F), ASTM D 1056.

3.6 Me|2uRe sate) ot AZEX|L HEHE
o) 24 Silastic 59 9 Silastic 66 5259 | &ul-&
aprERA WS fqddt 2E2E Hel el win)
£EA el o] 27 7k=] ehofFst 7-41 &
E 205} W ghujol @l AW
oA £2ZA = 2vky, F7rzd AL A
3.7 ghEo Qat AEX[L HZT
ol 24 Silastic 59 % Silastic 698 WYEL FE4
o} $-3lct.
dukd e g e Afde ERY 4 Hoz
Silastic 692] w] §u]-& T oF 5} 2.4-dichlorobenzoyl
peroxide® 0.2~1.5% A tstd 343 st Bl
] mhabgr dehg gd& 5 ek
= 21¢) Wi T8  compression-deflection

vehd g e

=4¢

o1 7ol vk L ><1%’—1 die® A5t 250°C
o} 4 60z F<k FHEAR Aol

E 21. Silastic 59 % 692] uigtujo] E 4 A~
ZX(2| compression-deflection EA]

Compression-Deflection, psi
As After Oven Cure,

Blend Vulcanized 4hours, 250C(482F)

66% Silastic 59

~ 33.3% Silastic 69

70.7% Cadox TS-50
49.4% Silastic 59
49.4% Silastic 69
1.2% Cadox TS-50
99.5% Silastic 69
0.5% Cadox TS-50

2.6 4.6

6.2 8.5

14.4 >
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T 22, Silastic 59 80%, 69 20% 2 uj$3t0{ 2-step press and shim
methedE soft sponge sheetE M TE ZH 2ol A7t U FH

Final Preform Frame Shim Initial Press Sponging Oven Cure,
Thickness, Thickness, Thickness, Thickness, Time,min., Time, min., 4hours,
Inches Inches Inches Inches 150C (302F) 130C (302F) C(F)
16 0. 030 none 0. 670 none 250(482)
g 0. 059 none 0.135 none 5 250(482)
N 0.110 0. 1C5 0.190 1 11 250(482)
3/s C.130 0.125 0.315 1Y/ 15 250(482)
/2 0.175 0.165° 0. 435 2 15 250(482)
3/s 0. 220 0.210 0. 715 21/, 25 250(482)
1 0. 230 0. 270 1. 000 8 30 250(482)
1.2 85 =Y
K. 2xt7}8(Oven cure, post cure) 289 LEE PR LEY £3°CR AFad H
odel dhe] &% 7 A7 gl owl u & s sl
R Az EnFE ohes) 2o R ol fE stedo] 3 sAl 2 AFY £44 F7] A4 =
A AEE F 237kE stegol gt F LRzAAA 1 e ARl e A oE &
@ T 29 #9A EAL AAS Agelst. 2 “é% A 4 Qe AR} glofok gt
gx oo ALF shdd A9 FAdyd EHFE 5 2028 EaTE sheA 2 A9 288°C ol
st Al Eo] fodAAAR 7l 2A AAA et A A E & 7t2E LAYt R o] Ao R 2zt
@ ;oA AL B 2T AL AR E A 2217k 3ol A & kA o B 250°Crt 3 v 2=l
7171 1 gelet Thermocoupleo] 2% FAe H}als] 2809 2%
273 E AEFS 4FFH o BA 4 2E, o E REe] FFeled w31 %%l AR S slejek
A} Fak AAdAs| e gkl
. 1.3 Z7|el =&
.2 =2 . - B}
AdY g EstE ods Sdde 2B2EY Tie
x4 g S S gebs] HEq A s wgsk &) A Slejok %L’}-
7+e 9 Bolojo} Ehel. © 39 et FAYgRdE syl
@ L3ty EE 2 oGl FUSHA 24 ¢+ abgpA sl
9l o oF Fhrt. webd] “Load Capacity”| 4 A%t Hgd =
@ W& T g8l HAsted ok gt 8] A FAleF Aol A gshe
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LFEBEsE F1HEE #=15(1980)

H 23. £t 2Yst HES Varox, Luperco 101 XL xEEs CW
20158 AL 171°CojlM SSlat® JHabAlY mie] 27b7He =M

FVMQ,
vMQ PVMQ
For 1/8" thickness.
molded 10 minutes
Hours at 200C (892F) ++eroeerereererimrrnmmnnieriiiiiiiiniiesiiesraessssasvesssressessasssssbesaesssssssnnnnes 0 24
Hours at 250C (482F) «+--+ctercrerruntresrinriemiiieeieisrinessnensesnnsssnsssasessnsnssssses e aeeeniaas 24 0
For 1/4° thickness,
molded 15 minutes
Hours at 150C  (302F) tereervnurmnmureersmniitiiiireeeesieiitnresesesbeaecaseesssabnranaesesssssuneensssneons 1 T
plus hours at 200C (392F) 24
plus hours at 250C (482F) 0
For 1/2° thickness,
molded 20 minutes
Hours at 150C (302F) 4
plus hours at 250C (A82F) -+ervveersrererstrmnnuntieeumiiiiriiiiiintiii st 24 4
For 3/4" thickness,
molded 30 minutes
Hours at 150C  (302F) «rreeererrnrereertssiiininriiteriesie st sttt e e 4 4
plus hours at 200C (B92F) «reerererreresrreimiuiiiritne st s 8 8
plus hours at 232C (4B0F) «rsrsereerrrestrsusssmiissstss st sttt s 8 8
plus hours at 250C (482F) «eerererrrerrmrmesueseriien ittt s 24 4
For 1” thickness,
molded 40 minutes
Hours at 150C  (S02F) +-eevereestrtrensintintiiaitet ettt et s 4 4
plus hours at 200C (392F) «+reererestrrmtmriuisiimntitsit st 16 16
plus hours at 232C (450F) «eseveesesrmseesienns et ettttiteeeeterveteraaeaaernraaeeaentteeeaeneaan 24 24
plits hours at 250C (482F) «+reereerersrvimemseionsimiiimnsissst sttt een 24 4
For 1/4" thickness,
molded 50 minutes
Hours at 150C  (B0ZF) «eeseeerrermermemtntrtentiarintiis st ert et ss et 8 8
plus hours at 200C (92F) «rereevsererermmmimmmiies ittt 24 2
plus hours at 232C (ABOF) -+oesessvsrssssrsssstmmntiis ittt 24 24
plus hours at 250C (482F) «-e-e- D) 24 4
For 1/2" thickness,
molded 60 minutes
Hours at 150C (3()21:‘) .............................................................................................. 8 8
plus hours at Z00C (392F) «rererererersseriunrmmimisst ittt 24 24
plus hours at 232C (ABOF) «reeeressrssmsessissussssisntsiessot sttt 24 24
plus hours at 250C (482F) «ereererrrrrnrrinutiimiiiiiiiiie ittt e 24 4

*150C (302F) when vulcanized with dicumyl peroxide.
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A TRF AF AlZel gk o] E5b A (1)

2 24. En7t Ut HEES 2.4—dichlorobenzoyl peroxideg
ALES1M 116°CoflAl SYstE JHEAIZ o] 2R}7t8 &M

FVMQ, MQ;

vMQ PVMQ PMQ
For 1/8" thickness,
molded Sminutes
Hours at 250C (482F) «rerereessenserseienininiaititente ettt ab et s 24 4 24
For 1/4” thickness,
molded 15 minutes
Hours at 150C (302F) .............................................................. 4 4 4
plus hours at 200C (392F) 0 4 4
plus hours at 250C (482F) z4 4 24
For 1/2" thickness,
molded 20 minutes
Hours at 150C (302F) «rreserreernioiininiiiitiiiiisi ettt 4 4 4
plus hours at 200C (392F) wreeersrereemiisniininniisiit et 16 74 16
plus hours at 250C (482F) «+evveresrmiiimniitieiei et 24 4 2
"For 3/4" thickness,
molded 30 minutes ‘
Hours at 150C (302}'.‘) .............................................................................. 8 16 24
plus hours at 200C (392F) «rrerermresereritimiiiiieieisieietici e 24 24 24
plus hours at 232C (450F) «re-serrererersmsestmsmssnsstisncs b 24 32 32
plus hours at 250C (482F) wrerecsesrrmsssinmimiminisiiiitit s 24 4 24
“For 1" thickness,
molded 40 minutes
Hours at 121C (250F) +oreesrersrumrmemimiiienitniiiitii e 4 8 8
plus hours at 150C (302F) ----- S USSR SRN 2 32 24
plus hours at 177C (350}.‘) ..................................................................... 0 32 32
plus hours at 200C (392F) «erreereressmimunmnisiinitenisiet 32 32 32
plus hours at 232C (450F) resrersersssessmmussssmsismissiii s 32 48 48
plus hours at 250C (482F) «re-ereereesisnsssissinmintistsiiinisiin s 24 4 2%

*127C (260F) when vulcanized with benzoyl peroxide.

*¥These ASTM designations are characterized by function on page 46 under “Thick Sections.” In the polymer
classification described in ASTM D 1418, MQ indicates a silicon-oxygen chain with only methyl side groups;

V indicates vinyl groups; and P indicates phenyl groups.
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TREE SLEE £=51(1980)
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Digraph-Bradley S-1 Marsh T-Grade Gemwire Silicone Marking Ink
(Digroph,Bradely Inc. (Marsh Co., Belleville, (Gem Gravure Co., Inc West
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