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Dimensiunea filetului Pænå la M 6 Pænå la M 36 Pænå la M 36 Pænå la M 50 Pænå la M 20 Pænå la M 50

Rezisten†a Medie/Înaltå Scåzut Medie Medie Înaltå Înaltå 

Rezisten†å func†ionalå 1 3 ore 6 ore 2 ore 6 ore 6 ore 24 ore

Cuplu de demontare ‚uruburi M 10 10 Nm 6 Nm 20 Nm 19 Nm 38 Nm 25 Nm 

Rezisten†a la obosealå termicå +150 °C +150 °C +150 °C +150 °C +150 °C +150 °C

Dimensiunea ambalajului 10 ml, 50 ml,
250 ml 10 ml, 50 ml, 250 ml 10 ml, 50 ml, 250 ml baton 9 g, 19 g 10 ml, 50 ml, 250 ml baton 9 g, 19 g

■ Rezisten†å la vibra†ii
■ Monocomponent – curat ‚i u‚or de aplicat
■ Un singur produs pentru toate dimensiunile – reduce costul stocului 
■ Etan‚area filetelor – permite obturarea orificiilor în întregime

Asigurarea ‚uruburilor – 
Blocarea organelor de asamblare filetate 

(270 îmbunåtå†it)

Indicii utile:
■ Înainte de aplicarea adezivului, curå†i†i

piesele cu Loctite® 7063
■ Dacå produsul va fi aplicat sub 5°C, trata†i

înainte cu Loctite® 7240 (Activator)
■ Dacå piesele au intrat în contact cu solu†ii

de spålare pe bazå de apå sau cu lichide
de tåiere care laså un strat protector pe
suprafa†å, spåla†i-le înainte de folosire 
cu apå fierbinte

■ Dacå un substrat este din plastic, vede†i
„Lipiri rapide” pag. 28/29 

1 Valoare tipicå @ 22 °C

Scåzut
Nivel capilaritate

Piesele sunt deja montate?

Da 

Solu†ia 

P1 NSF Reg. Nr.:
123002

P1 NSF Reg. Nr.:
123000

Certificat ANSI/NSF 
Standard 61

P1 NSF Reg. Nr.:
123006 – 
numai Loctite® 270

Nu 

Care este rezisten†a necesarå?

Lichid Semi-Solidå Lichid Semi-Solidå

Medie Înaltå

Certificat ANSI/NSF
Standard 61
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PRODUCT DESCRIPTION
LOCTITE® 290 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Green liquidLMS


Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Viscosity Low
Cure Anaerobic
Secondary Cure Activator
Application Threadlocking
Strength Medium to High


LOCTITE® 290 is designed for the locking and sealing of
threaded fasteners. Because of its low viscosity and capillary
action, the product wicks between engaged threads and
eliminates the need to disassemble prior to application. The
product cures when confined in the absence of air between
close fitting metal surfaces and prevents loosening and
leakage from shock and vibration. The product can also fill
porosity in welds, casting and powder metal parts.


Mil-S-46163A
LOCTITE® 290 is tested to the lot requirements of Military
Specification Mil-S-46163A.


ASTM D5363
Each lot of adhesive produced in North America is tested to
the general requirements defined in paragraphs 5.1.1 and
5.1.2 and to the Detail Requirements defined in section 5.2


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.08
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 1, speed 50 rpm 20 to 55LMS


TYPICAL CURING PERFORMANCE


Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the breakaway strength developed with time on
M10 steel nuts and bolts compared to different materials and
tested according to ISO 10964.
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Cure Speed vs. Bond Gap
The rate of cure will depend on the bondline gap. Gaps in
threaded fasteners depends on thread type, quality and size.
The following graph shows shear strength developed with time
on steel pins and collars at different controlled gaps and tested
according to ISO 10123.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the breakaway strength developed with time at
different temperatures on M10 steel nuts and bolts and tested
according to ISO 10964.
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Cure Speed vs. Activator
Where cure speed is unacceptably long, or large gaps are
present, applying activator to the surface will improve cure
speed. The graph below shows breakaway strength developed
with time using Activator 7471 and 7649 on M10 zinc
dichromate steel nuts and bolts and tested according to ISO
10964.


%
 o


f F
ul


l S
tr


en
gt


h 
on


 S
te


el


Cure Time


100


75


50


25


0
1min 5min10min 30min 1h 3h 6h 24h 72h


Ac
tiv


at
or


 7
47


1


Ac
tiv


at
or


 7
64


9


No A
cti


va
tor


TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:


Coefficient of Thermal Expansion, ASTM D 696, K-1 80×10-6 


Coefficient of Thermal Conductivity, ASTM C 177,
W/(m·K)


0.10


Specific Heat, kJ/(kg·K) 0.30


TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


After 24 hours @ 22 °C
Breakaway Torque, ISO 10964:


M10 steel nuts and bolts       N·m                      10
      (lb.in.)                  (90)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m                      29


      (lb.in.)                  (260)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      30


      (lb.in.)                  (270)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      40


      (lb.in.)                  (350)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²                 ≥5.40LMS


       (psi)                    (≥780)


TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 1 week @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 zinc phosphate steel nuts and bolts


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C


%
 In


iti
al


 S
tr


en
gt


h 
at


 R
T


Hours


125


100


75


50


25


0
0 1000 2000 3000 4000 5000


100°C


120°C


150°C


Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22 °C.
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr 5000 hr
Motor Oil 125 85 85 50 50
Leaded Petrol 22 90 90 90 90
Brake fluid 22 90 90 85 85
Water Glycol 50/50 87 90 90 90 90
Acetone 22 85 85 85 85
Ethanol 22 80 80 80 80


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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Directions for use
For Pre-assembled Threaded Parts with Thru Holes


1. Prior to assembly, clean all threads (bolt and hole) with a
Loctite cleaning solvent and allow to dry.


2. For Thru Holes, apply several drops of product at screw
and body juncture.


3. Avoid touching the bottle tip to the metal surface.
4. This product is not recommended for pre-assembled


threads in a blind hole.


For Porosity Sealing
1. Clean area and apply localized heat to the area to


approximately 121°C.
2. Allow to cool to approximately 85°C and apply the


product.


For Disassembly
1. Remove with standard hand tools.
2. In rare instances where hand tools do not work because


of excessive engagement length, apply localized heat to
nut or bolt to approximately 250 °C. Disassemble while
hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Loctite Material SpecificationLMS


LMS dated September-01, 1995. Test reports for each batch
are available for the indicated properties. LMS test reports
include selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Loctite Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties.
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb·in
N·mm x 0.142 = oz·in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
LOCTITE is a trademark of Henkel Corporation


Reference 0.4


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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PRODUCT DESCRIPTION
LOCTITE® 222 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Purple liquidLMS


Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Viscosity Low, thixotropic
Cure Anaerobic
Secondary Cure Activator
Application Threadlocking
Strength Low


LOCTITE® 222 is designed for the locking and sealing of
threaded fasteners which require easy disassembly with
standard hand tools. The product cures when confined in the
absence of air between close fitting metal surfaces and
prevents loosening and leakage from shock and vibration.
Particularly suitable for applications such as adjustment of
set screws, small diameter or long engagement length
fasteners, where easy disassembly is required without
shearing the screw. The thixotropic nature of LOCTITE® 222
reduces the migration of liquid product after application to the
substrate.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.05
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 3, speed 2.50 rpm ≥3,500LMS


Spindle 3, speed 20 rpm 900 to 1,500LMS


Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa·s (cP):
Shear rate 277 s-1 135


TYPICAL CURING PERFORMANCE


Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the breakaway strength developed with time on
M10 steel nuts and bolts compared to different materials and
tested according to ISO 10964.
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Cure Speed vs. Bond Gap
The rate of cure will depend on the bondline gap. Gaps in
threaded fasteners depends on thread type, quality and size.
The following graph shows shear strength developed with time
on steel pins and collars at different controlled gaps and tested
according to ISO 10123.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the breakaway strength developed with time at
different temperatures on M10 steel nuts and bolts and tested
according to ISO 10964.
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Cure Speed vs. Activator
Where cure speed is unacceptably long, or large gaps are
present, applying activator to the surface will improve cure
speed. The graph below shows breakaway strength developed
with time using Activator 7471 and 7649 on M10 zinc
dichromate steel nuts and bolts and tested according to ISO
10964.
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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:


Coefficient of Thermal Expansion, ASTM D 696, K-1 80×10-6 


Coefficient of Thermal Conductivity, ASTM C 177,
W/(m·K)


0.10


Specific Heat, kJ/(kg·K) 0.30


TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


After 24 hours @ 22 °C
Breakaway Torque, ISO 10964:


M10 steel nuts and bolts       N·m                      6
      (lb.in.)                  (50)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m                      4


      (lb.in.)                  (35)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      14


      (lb.in.)                  (120)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      14


      (lb.in.)                  (120)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²                 ≥2.50LMS


       (psi)                    (≥360)


TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 1  week @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 zinc phosphate steel nuts and bolts


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22 °C.
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr 5000 hr
Motor Oil 125 100 95 90 85
Leaded Petrol 22 95 95 95 95
Brake fluid 22 95 95 95 90
Water Glycol 50/50 87 80 80 80 80
Acetone 22 100 90 90 90
Ethanol 22 95 95 90 90


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Directions for use
For Assembly


1. For best results, clean all surfaces (external and internal)
with a Loctite cleaning solvent and allow to dry.


2. If the material is an inactive metal or the cure speed is to
slow, spray all threads with Activator 7471 or
7649 and allow to dry.


3. Shake the product thoroughly before use.
4. To prevent the product from clogging in the nozzle, do not


allow the tip to touch metal surfaces during application.
5. For Thru Holes, apply several drops of the product onto


the bolt at the nut engagement area.
6. For Blind Holes, apply several drops of the product down


the internal threads to the bottom of the hole.
7. Assemble and tighten as required.
8. For Sealing Applications, apply a 360° bead of product


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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to the leading threads of the male fitting, leaving the first
thread free. Force the material into the threads to
thouroughly fill the voids. For bigger threads and voids,
adjust product amount accordingly and apply a 360° bead
of product on the female threads also.


For Disassembly
1. Remove with standard hand tools.
2. In rare instances where hand tools do not work because


of excessive engagement length, apply localized heat to
nut or bolt to approximately 250 °C. Disassemble while
hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Loctite Material SpecificationLMS


LMS dated May-18, 1999. Test reports for each batch are
available for the indicated properties. LMS test reports include
selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Loctite Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties.
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb·in
N·mm x 0.142 = oz·in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
LOCTITE is a trademark of Henkel Corporation


Reference 0.3


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
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Henkel Loctite Asia Pacific
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PRODUCT DESCRIPTION
LOCTITE® 243™ provides the following product
characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Blue liquidLMS


Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Viscosity Medium, thixotropic
Cure Anaerobic
Secondary Cure Activator
Application Threadlocking
Strength Medium


LOCTITE® 243™ is designed for the locking and sealing of
threaded fasteners which require normal disassembly with
standard hand tools. The product cures when confined in the
absence of air between close fitting metal surfaces and
prevents loosening and leakage from shock and vibration.
Particularly suitable for applications on less active substrates
such as stainless steel and plated surfaces, where
disassembly with hand tools is required for servicing. The
thixotropic nature of LOCTITE® 243™ reduces the migration of
liquid product after application to the substrate.


NSF International
Certified to ANSI/NSF Standard 61 for use in commercial and
residential potable water systems not exceeding 82° C.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.08
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 3, speed 20 rpm 1,300 to 3,000LMS


Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa·s (cP):
Shear rate 129 s-1 350


TYPICAL CURING PERFORMANCE


Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the breakaway strength developed with time on
M10 steel nuts and bolts compared to different materials and
tested according to ISO 10964. 
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Cure Speed vs. Bond Gap
The rate of cure will depend on the bondline gap. Gaps in
threaded fasteners depends on thread type, quality and size.
The following graph shows shear strength developed with time
on steel pins and collars at different controlled gaps and tested
according to ISO 10123.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the breakaway strength developed with time at
different temperatures on M10 steel nuts and bolts and tested
according to ISO 10964.
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Cure Speed vs. Activator
Where cure speed is unacceptably long, or large gaps are
present, applying activator to the surface will improve cure
speed. The graph below shows the breakaway strength
developed with time on M10 zinc dichromate steel nuts and
bolts using Activator 7471™ and 7649™ and tested according
to ISO 10964.
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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:


Coefficient of Thermal Expansion, ASTM D 696, K-1 80×10-6 


Coefficient of Thermal Conductivity, ASTM C177,  
W/(m·K)


0.1


Specific Heat, kJ/(kg·K) 0.3


TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


Cured for 24 hours @ 22 °C
Breakaway Torque, ISO 10964:


M10 steel nuts and bolts       N·m         20
      (lb.in.)     (180)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m         7


      (lb.in.)     (60)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m         24


      (lb.in.)     (210)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m         24


      (lb.in.)     (210)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²  ≥7.6LMS


      (psi)       (≥1,100)


TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 1  week @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 zinc phosphate steel nuts and bolts


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22 °C.
 % of initial strength
Environment °C 100 h 500 h 1000 h 5000 h
Motor oil 125 95 95 95 95
Gasoline 22 100 100 95 95
Brake fluid 22 100 100 100 100
Water/glycol 50/50 87 95 80 80 80
Acetone 22 100 100 85 85
Ethanol 22 100 85 85 85


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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Directions for use
For Assembly


1. For best results, clean all surfaces (external and internal)
with a LOCTITE® cleaning solvent and allow to dry.


2. If the material is an inactive metal or the cure speed is too
slow, spray all threads with Activator 7471™ or 7649™
 and allow to dry.


3. Shake the product thoroughly before use.
4. To prevent the product from clogging in the nozzle, do not


allow the tip to touch metal surfaces during application.
5. For Thru Holes, apply several drops of the product onto


the bolt at the nut engagement area.
6. For Blind Holes, apply several drops of the product down


the internal threads to the bottom of the hole.
7. For Sealing Applications, apply a 360° bead of product


to the leading threads of the male fitting, leaving the first
thread free. Force the material into the threads to
thouroughly fill the voids. For bigger threads and voids,
adjust product amount accordingly and apply a 360° bead
of product on the female threads also.


8. Assemble and tighten as required.


For Disassembly
1. Remove with standard hand tools.
2. In rare instances where hand tools do not work because


of excessive engagement length, apply localized heat to
nut or bolt to approximately 250 °C. Disassemble while
hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Loctite Material SpecificationLMS


LMS dated September-01, 1995. Test reports for each batch
are available for the indicated properties. LMS test reports
include selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
µm / 25.4 = mil
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb·in
N·m x 0.738 = lb·ft
N·mm x 0.142 = oz·in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
Except as otherwise noted, all trademarks in this document
are trademarks of Henkel Corporation in the U.S. and
elsewhere.  ® denotes a trademark registered in the U.S.
Patent and Trademark Office.
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PRODUCT DESCRIPTION
LOCTITE® 248 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Blue, wax consistencyLMS


Appearance (form) Stick
Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Cure Anaerobic
Application Threadlocking
Strength Medium


LOCTITE® 248 is a medium strength anaerobic threadlocking
material. It is supplied as a wax-like semi-solid, conveniently
packaged in a self-feeding stick applicator. As with liquid
anaerobic products, this material develops its cured properties
in the absence of air when confined between close fitting metal
surfaces. It achieves consistent strength and can be used on a
variety of metal substrates. It is particularly well suited for
applications where a liquid product may be too fluid to stay on
a part or be difficult to apply. It stores easily and allows for
direct contact to a threaded part during application to ensure
even coverage.


NSF International
Certified to ANSI/NSF Standard 61 for use in commercial and
residential potable water systems not exceeding 82°C.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ °C 1.10
Melting Point, °C >80
Unworked Penetration, ISO 2137, 1/10 mm 90 to 140LMS


 
Lubricity, K-Factor:


3/8 x 16 zinc phosphate & oil nuts and bolts:
22.2 kN tension, control (no product)            0.20
22.2 kN tension, with product            0.19
26.7 kN tension, control (no product)            0.20
26.7 kN tension, with product            0.19
(In critical applications, it is necessary to determine
the K-Factor independently. Loctite makes no
warranty of specific performance on any individual
fastener)


TYPICAL CURING PERFORMANCE
Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the breakloose strength developed with time on
3/8 x 16 degreased steel nuts & bolts compared to different
materials and tested according to ISO 10964. All samples
pre-torqued to 5 N·m. Product applied to bolts only.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the breakloose strength developed with time at
different temperatures on 3/8 x 16 degreased steel nuts & bolts
and tested according to ISO 10964. All samples pre-torqued to
5 N·m. Product applied to bolts only.
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Cure Speed vs. Activator
Where cure speed is unacceptably long due to large gaps,
applying activator to the surface may improve cure speed. 
However, this can reduce ultimate strength of the bond and
therefore testing is recommended to confirm effect. The graph
below shows the breakloose strength developed with time
using Activator 7471 and 7649 on 3/8 x 16 zinc dichromate
nuts and bolts and tested according to ISO 10964. All samples
pre-torqued to 5 N·m. Product applied to bolts, activator to 
nuts.
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TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


Cured for 1 hour @ 22 °C
Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:


3/8 x 16 zinc phosphate &
oil nuts and bolts (degreased)


      N·m         5.70 to 28.40LMS


      (lb.in.)     (50 to 250)


Cured for 24 hours @ 22 °C
Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:


M10 black oxide steel 
nuts and bolts (degreased)


      N·m         13 to 27
      (lb.in.)     (115 to 240)


3/8 x 16 steel nuts (grade
2) and bolts (grade 5) 
(degreased)


      N·m         13 to 27
      (lb.in.)     (115 to 240)


TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 72 hours @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
3/8 x 16 zinc phosphate & oil nuts and bolts


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22 °C.
 % of initial strength
Environment °C 500 hr 1000 hr
Motor Oil 125 95 92
Gasoline 22 115 113
Brake fluid 22 118 120
Auto Trans. Fluid 87 115 115
Water Glycol 50/50 87 98 99
Ethanol 22 105 98
Acetone 22 92 105
IPA 22 108 107


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Directions for use
For Assembly


1. For best results, clean all surfaces (external and internal)
with a Loctite cleaning solvent and allow to dry.


2. Advance only enough stick product to use at the time of
application.


3. Remove any skin that may have formed on the top of the
stick.


4. Apply sufficient product to fill the threads in the area
where the nut will be engaged on the bolt.


5. Recap product after use.
6. Assemble and tighten as required.


For Disassembly
1. Remove with standard hand tools.
2. In rare instances where hand tools do not work because


of excessive engagement length, apply localized heat to
nut or bolt to approximately 250 °C. Disassemble while
hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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Loctite Material SpecificationLMS


LMS dated May-06, 2003. Test reports for each batch are
available for the indicated properties. LMS test reports include
selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Loctite Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties.
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb.in
N·mm x 0.142 = oz.in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
LOCTITE is a trademark of Henkel Corporation


Reference 1
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PRODUCT DESCRIPTION
LOCTITE® 2701 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Green liquidLMS


Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Viscosity Low
Cure Anaerobic
Secondary Cure Activator
Application Threadlocking
Strength High


LOCTITE® 2701 is designed for the permanent locking and
sealing of threaded fasteners. The product cures when
confined in the absence of air between close fitting metal
surfaces and prevents loosening and leakage from shock and
vibration. This product is particularly suited for use on inactive
substrates and/or where maximum resistance to hot oil is
required.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.08
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 2, speed 20 rpm 500 to 900LMS


TYPICAL CURING PERFORMANCE


Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the shear strength developed with time on steel
pins and collars compared to different materials and tested
according to ISO 10123.
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Cure Speed vs. Bond Gap
The rate of cure will depend on the bondline gap. The following
graph shows shear strength developed with time on steel pins
and collars at different controlled gaps and tested according to
ISO 10123.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the shear strength developed with time at
different temperatures on steel pins and collars and tested
according to ISO 10123.
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Cure Speed vs. Activator
Where cure speed is unacceptably long, or large gaps are
present, applying activator to the surface will improve cure
speed. The graph below shows shear strength developed with
time using Activator 7471 and 7649 on zinc dichromate steel
pins and collars and tested according to ISO 10123.
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TDS LOCTITE® 2701,  June-2004


TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:


Coefficient of Thermal Expansion, ASTM D 696, K-1 100×10-6 


Coefficient of Thermal Conductivity, ASTM C 177,
W/(m·K)


0.10


Specific Heat, kJ/(kg·K) 0.30


TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


After 24 hours @ 22 °C
Breakaway Torque, ISO 10964:


M10 black oxide steel 
nuts and bolts


      N·m         26 to 50
      (lb.in.)     (230 to 440)


Prevail Torque, ISO 10964:
M10 black oxide steel 
nuts and bolts


      N·m         ≥15LMS


      (lb.in.)     (≥132)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 black oxide steel 
nuts and bolts


      N·m         30 to 60
      (lb.in.)     (265 to 530)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 black oxide steel 
nuts and bolts


      N·m         36 to 60
      (lb.in.)     (320 to 530)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²    18 to 30


       (psi)       (2,610 to 4,350)


Torque Augmentation
Breakloose torque of an uncoated fastener will normally be 15
to 30% less than the on-torque. The effect of LOCTITE® 2701
on the breakloose toque is shown in the graph below.
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TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 1 week @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 zinc phosphate steel nuts and bolts


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22°C.
 
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr
Motor Oil 125 95 100 110
Gasoline 22 100 110 115
Brake fluid 22 100 100 105
Ethanol 22 95 95 95
Acetone 22 100 100 100
1,1,1 Trichloroethane 22 100 110 110
Water Glycol 50/50 87 100 100 100


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com







TDS LOCTITE® 2701,  June-2004


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Directions for use
For Assembly


1. For best results, clean all surfaces (external and internal)
with a Loctite cleaning solvent and allow to dry.


2. If the material is an inactive metal or the cure speed is to
slow, spray all threads with Activator 7471 or
7649 and allow to dry.


3. To prevent the product from clogging in the nozzle, do not
allow the tip to touch metal surfaces during application.


4. For Thru Holes, apply several drops of the product onto
the bolt at the nut engagement area.


5. For Blind Holes, apply several drops of the product down
the internal threads to the bottom of the hole.


6. For Sealing Applications, apply a 360° bead of product
to the leading threads of the male fitting, leaving the first
thread free. Force the material into the threads to
thouroughly fill the voids. For bigger threads and voids,
adjust product amount accordingly and apply a 360° bead
of product on the female threads also.


7. Assemble and tighten as required.


For Disassembly
1. Apply localized heat to nut or bolt to approximately 250


°C. Disassemble while hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Loctite Material SpecificationLMS


LMS dated February-27, 1998. Test reports for each batch are
available for the indicated properties. LMS test reports include
selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Loctite Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties.
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb·in
N·mm x 0.142 = oz·in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
LOCTITE is a trademark of Henkel Corporation


Reference 1
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PRODUCT DESCRIPTION
LOCTITE® 268 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate ester
Appearance (uncured) Red, wax consistencyLMS


Appearance (form) Stick
Fluorescence Positive under UV lightLMS


Components One component - requires no mixing
Cure Anaerobic
Application Threadlocking
Strength High


LOCTITE® 268 is a high strength version of an anaerobic
threadlocking material. It is supplied as a wax-like semi-solid,
conveniently packaged in a self-feeding stick applicator. As
with liquid anaerobic products, this material develops its cured
properties in the absence of air when confined between close
fitting metal surfaces. It achieves consistent strength and can
be used on a variety of metal substrates. It is particularly well
suited for applications where a liquid product may be too fluid
to stay on a part or be difficult to apply. It stores easily and
allows for direct contact to a threaded part during application to
ensure even coverage.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.10
Melting Point, °C >80
Unworked Penetration, ISO 2137, 1/10 mm 90 to 140LMS


 
Lubricity, K-Factor:


3/8 x 16 zinc phosphate & oil nuts and bolts:
22.2 kN tension, control (no product)            0.18
22.2 kN tension, with product            0.21
26.7 kN tension, control (no product)            0.19
26.7 kN tension, with product            0.21
(In critical applications, it is necessary to determine
the K-Factor independently. Loctite makes no
warranty of specific performance on any individual
fastener)


TYPICAL CURING PERFORMANCE
Cure Speed vs. Substrate
The rate of cure will depend on the substrate used. The graph
below shows the breakloose strength developed with time on
3/8 x 16 degreased steel nuts & bolts compared to different
materials and tested according to ISO 10964. All samples
pre-torqued to 5 N·m. Product applied to bolts only.
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Cure Speed vs. Temperature
The rate of cure will depend on the temperature. The graph
below shows the breakloose strength developed with time at
different temperatures on 3/8 x 16 degreased steel nuts & bolts
and tested according to ISO 10964. All samples pre-torqued to
5 N·m. Product applied to bolts only.
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Cure Speed vs. Activator
Where cure speed is unacceptably long due to large gaps,
applying activator to the surface may improve cure speed. 
However, this can reduce ultimate strength of the bond and
therefore testing is recommended to confirm effect. The graph
below shows the breakloose strength developed with time
using Activator 7471 and 7649 on 3/8 x 16 zinc dichromate
nuts and bolts and tested according to ISO 10964. All samples
pre-torqued to 5 N·m. Product applied to bolts, activator to 
nuts.
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TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


Cured for 24 hours @ 22 °C
Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:


3/8 x 16 steel nuts (grade
2) and bolts (grade 5) 
(degreased)


      N·m         ≥17LMS


      (lb.in.)     (150)


Cured for 72 hours @ 22 °C
Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:


M10 black oxide steel 
nuts and bolts (degreased)


      N·m         25 to 50
      (lb.in.)     (220 to 440)


3/8 x 16 steel nuts (grade
2) and bolts (grade 5) 
(degreased)


      N·m         25 to 50
      (lb.in.)     (220 to 440)


TYPICAL ENVIRONMENTAL  RESISTANCE
Cured for 72 hours @ 22 °C


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
3/8 x 16 zinc phosphate & oil nuts and bolts
(degreased)


Hot Strength
Tested at temperature
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Heat Aging
Aged at temperature indicated and tested @ 22 °C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested @ 22 °C.
 % of initial strength
Environment °C 500 hr 1000 hr
Motor Oil 125 80 82
Auto Trans. Fluid 87 106 104
Gasoline 22 103 98
Brake fluid 22 97 102
Water Glycol 50/50 87 107 100
Ethanol 22 99 100
IPA 22 103 97
Acetone 22 95 98


GENERAL INFORMATION
This product is not recommended for use in pure oxygen
and/or oxygen rich systems and should not be selected as
a sealant for chlorine or other strong oxidizing materials.


For safe handling information on this product, consult the
Material Safety Data Sheet (MSDS).


Where aqueous washing systems are used to clean the
surfaces before bonding, it is important to check for
compatibility of the washing solution with the adhesive. In
some cases these aqueous washes can affect the cure and
performance of the adhesive.


This product is not normally recommended for use on plastics
(particularly thermoplastic materials where stress cracking of
the plastic could result). Users are recommended to confirm
compatibility of the product with such substrates.


Directions for use
For Assembly


1. For best results, clean all surfaces (external and internal)
with a Loctite cleaning solvent and allow to dry.


2. Advance only enough stick product to use at the time of
application.


3. Remove any skin that may have formed on the top of the
stick.


4. Apply sufficient product to fill the threads in the area
where the nut will be engaged on the bolt.


5. Recap product after use.
6. Assemble and tighten as required.


For Disassembly
1. Where hand tools do not work because of excessive


engagement length or large diameters (over 1"), apply
localized heat to approximately 250 °C. Disassemble
while hot.


For Cleanup
1. Cured product can be removed with a combination of


soaking in a Loctite solvent and mechanical abrasion
such as a wire brush.


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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Loctite Material SpecificationLMS


LMS dated May-06, 2003. Test reports for each batch are
available for the indicated properties. LMS test reports include
selected QC test parameters considered appropriate to
specifications for customer use. Additionally, comprehensive
controls are in place to assure product quality and
consistency. Special customer specification requirements may
be coordinated through Henkel Loctite Quality.


Storage
Store product in the unopened container in a dry location. 
Storage information may be indicated on the product container
labeling.
Optimal Storage: 8 °C to 21 °C. Storage below 8 °C or
greater than 28 °C can adversely affect product properties.
Material removed from containers may be contaminated during
use. Do not return product to the original container.  Henkel
Corporation cannot assume responsibility for product which
has been contaminated or stored under conditions other than
those previously indicated. If additional information is required,
please contact your local Technical Service Center or
Customer Service Representative.


Conversions
(°C x 1.8) + 32 = °F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x 0.225 = lb
N/mm x 5.71 = lb/in
N/mm² x 145 = psi
MPa x 145 = psi
N·m x 8.851 = lb.in
N·mm x 0.142 = oz.in
mPa·s = cP


Note
The data contained herein are furnished for information only
and are believed to be reliable. We cannot assume
responsibility for the results obtained by others over whose
methods we have no control. It is the user's responsibility to
determine suitability for the user's purpose of any production
methods mentioned herein and to adopt such precautions as
may be advisable for the protection of property and of persons
against any hazards that may be involved in the handling and
use thereof. In light of the foregoing, Henkel Corporation
specifically disclaims all warranties expressed or implied,
including warranties of merchantability or fitness for a
particular purpose, arising from sale or use of Henkel
Corporation’s products. Henkel Corporation specifically
disclaims any liability for consequential or incidental
damages of any kind, including lost profits. The discussion
herein of various processes or compositions is not to be
interpreted as representation that they are free from
domination of patents owned by others or as a license under
any Henkel Corporation patents that may cover such
processes or compositions. We recommend that each
prospective user test his proposed application before repetitive
use, using this data as a guide. This product may be covered
by one or more United States or foreign patents or patent
applications.


Trademark usage
LOCTITE is a trademark of Henkel Corporation


Reference 1


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0


Henkel Loctite Asia Pacific
+81.45.758.1810


For the most direct access to local sales and technical support visit: www.loctite.com
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Asigurarea șuruburilor
Mod de aplicare

Curăţarea:

Curăţaţi toate piuliţele și șuruburile 
cu Loctite® 7063. 
(Detalii la pagina 65/67)

Tratament prealabil

Demontaţi cu scule manuale standard.

Dacă este necesar încălziţi local până 
la o temperatură de aproximativ 250 ˚C
și demontaţi cât încă este cald.

Demontarea 

Activarea:

Dacă este necesar aplicaţi Activator
Loctite® 7240 pe o parte. 
(Detalii la pagina 69/70)

Aplicarea 
Adezivi lichizi pentru asigurarea șuruburilor 
Loctite® 222, 243, 2701, 290:

Aplicaţi adezivul pentru asigurarea șuruburilor pe 
suprafaţa dorită.

Gaură străpunsă

Gaură înfundată

După asamblare

Batoane cu adezivi pentru asigurarea șuruburilor 
Loctite® 248, 268:

Aplicaţi adezivul pentru asigurarea șuruburilor pe 
suprafaţa dorită.

Scoateţi capacul Răsuciţi până
ies 3 mm de 
produs

Aplicaţi pe com-
ponentă. Umpleţi
complet filetul

Puneţi capacul 
la loc după 
utilizare

Asamblarea
Asamblaţi și strângeţi.

Pentru informaţii detaliate, vă rugăm să consultaţi Fișa tehnică sau să contactaţi 
departamentul tehnic local al firmei Henkel.

A

1.

A

B

4.

B

2.

A

B
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Consumuri specifice estimative 

 
Asigurare filete / Etansare filete 

Volum de produs
per component*

Numar de componente
per flacon

Metric 
(Lungimea filetului)

Filet Imperial 
 / Teava

(ml) 10 ml 50 ml 250 ml

M3 (2,5) 4BA   0,006 1.600 8.000 40.000 

M6 (4) 1/4"   0,018 500 2.500 12.500 

M10 (8) 3/8" 1/4" BSP 0,060 160 800 4.000 

M20 (15) 3/4" 1/2" BSP 0,454 20 100 500 

M30 (22) 1,1/8" 3/4" BSP 0,995 10 50 250 

* Presupunand un interstitiu de 0,1 mm (la M3 - M10) si 0,2 mm (la M20 - M30), si un 
factor de corectie de plus 20%. 

Nota 

Aceste tabele si estimari au scopul de a va face o idee generala despre consumurile 
specifice fiecarui tip de produs, pentru aflarea consumului real al unei anumite aplicatii 
concrete, va recomandam sa efectuati teste prealabile. 
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