DISPENSING ADHESIVE
MA560 may be applied manually or with automated equipment. Automated application may be accomplished with a variety of 1 to 1 meter mix equipment delivering both components to a static mixer. For information concerning meter-mix equipment, contact ITW Plexus Sales Representatives. To assure maximum bond strength, surfaces must be mated within the specified working time. Use sufficient material to ensure the joint is completely filled when parts are mated and clamped. All adhesive application, part positioning, and fixturing should occur before the working time of the mix has expired. After indicated working time, parts must remain undisturbed until the fixture time is reached. Automated equipment should be constructed of stainless steel or aluminum. Avoid contact with copper or copper containing alloys in all fittings, pumps, etc.. Seals and gaskets should be made of Teflon, Teflon-coated PVC foam, ethylene/propylene or polyethylene. Avoid the use of Viton, BUNA-N, Neoprene or other elastomers for seals and gaskets. Clean-up is easiest before the adhesive has cured. Citrus terpene or N-methyl pyrolidone (NMP) containing cleaners and degreasers can be used for best results. If the adhesive is already cured, careful scraping, followed by a solvent wipe may be the most effective method of clean-up.
EFFECT OF TEMPERATURE
Application of adhesive at temperatures between 18oC and 26oC will ensure proper cure. Temperatures below 18oC will slow cure speed; above 26oC will increase cure speed. The viscosities of Parts A and B of this adhesive are affected by temperature. To ensure consistent dispensing in meter-mix equipment, adhesive and activator temperatures should be held reasonably constant throughout the year
