
1716

533155 561572
(Întårire lentå)

Descriere Ínur Gel cu întårire Lichid cu întårire Gel cu întårire Gel cu întårire Intårire semi solidä

Dimensiunea maximå a filetului Testat la 4" 3" 3/4" 3" 3" 3"

Rezisten†a la temperaturå +130 °C +150 °C +150 °C +150 °C +150 °C +150 °C

Rezisten†a la demontare Moderatå Moderatå Medie Medie Medie Scäzutä

Substratul care va fi etan‚at Metal, plastic sau
ambele

Metal, plastic sau
ambele Metal Metal Metal Metal

Etan‚are instantanee la joaså presiune Da (presiune totalå) Da Nu Da Da Da 

Dimensiunea ambalajului 50 m, 150 m ‚nur 100 ml 10 ml, 50 ml, 250 ml 50 ml, 250 ml 50 ml, 250 ml baton 19 g

Semi-solidå

Piesele sunt din metal sau din plastic?

Certificat ANSI/NSF 
Standard 61

P1 NSF Reg. Nr.
123001

Aprobare WRC
0302507

Certificat ANSI/NSF 
Standard 61

P1 NSF Reg. Nr.
123620 

577
(uz general)

542
(Hidraulicå ‚i
pneumaticå)

Indicii utile:
■ Toate piesele trebuie så fie

curå†ate ‚i uscate înainte de 
etan‚are – folosi†i Loctite® 7063

■ Dacå etan‚antul (Loctite® 542,
577, 572 sau 561) va fi aplicat
sub 5 °C, pre-aplica†i Loctite®

7240 (Activator)
■ Dacå piesele au fost în contact

cu fluide de spålare sau tåiere,
con†inând nitri†i, spåla†i-le cu 
apå fierbinte1

Nu 

LichidÍnur 

Da 

Dori†i så face†i ajuståri post- asamblare? 

Filete fine  
pænå la 3 /4"

Solu†ia 

Filete grosiere pænå la 3"

Piese din plastic sau combina†ii
metal/plastic

Filete grosiere pænå la 3"

Piese din metal

■ Oferå o etan‚are instantanee la joaså presiune pentru toate 
tipurile de asamblåri ale †evilor

■ Nu se fisureazå, nu se contractå ‚i nu blocheazå sistemele 
(inclusiv filtrele) prin obturare

■ Demontarea se face cu u‚urin†å ‚i cu scule normale
■ Înlocuiesc toate benzile de etan‚are ‚i combina†iile 

cænepå/pastå de etan‚are

Etan‚area filetelor ‚i †evilor –
Etan‚area componentelor filetate

1 Nu se aplicå la Loctite® 5331/55
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LOCTITE                Fisa tehnica 
1001 Trout Brook Crossing    
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DESCRIEREA PRODUSULUI 
Snurul de etansare pentru tubulaturi LOCTITE® 55 este un 
etansant de uz general destinat tevilor filetate si fitingurilor. 
Este un snur pre-impregnat multifilar, fara întarire, care se 
înfasoara direct din ambalajul sau pe filetul tevii. Produsul este 
livrat ambalat în recipiente, rolul acestora fiind atât de a proteja 
cât si de a aplica snurul. Produsul are abilitarea CSA ( fost 
AGA ) , NSF-61 si UL, si permite reajustarea pozitiei post-
asamblare. 
 
APLICATII TIPICE 
Este recomandat pentru etansarea filetelor conice metalice si 
din plastic ale tevilor si fitingurilor de pâna la 4 “ ( Standard 
NPT ), pentru aplicatii industriale, la fluide apoase si ne-apoase. 
Snurul de etansare Loctite® 55 are o rezistenta la temperatura 
de pâna la 150°C ( 300°F) si este în mod special destinat 
aplicatiilor în care asamblarile filetate necesita punerea 
imediata în exploatare si ar putea suporta mici re -pozitionari 
înainte de utilizare. 
 
INSTRUCTIUNI DE UTILIZARE 
1. Daca este necesar, curatati piesele cu o perie de sârma 


înainte de a aplica snurul de etansare Loctite® 55. 
2. Fixati cu un deget capatul snurului de etansare pe portiunea 


filetata    exterior, la aproximativ doua spire de capatul 
liber. 


3. Înfasurati snurul pe filetul tevii în acelasi sens cu elicoida 
filetului, începând de la capatul liber al tevii. Pentru o 
performanta optima, canalele filetului vor fi umplute fara 
însa a acoperi complet vârfurile acestuia. Nu este necesar 
sa urmariti î ntocmai fundul filetului. 


4. Nu aplicati în exces snurul de etansare. Materialul în 
exces tinde sa fie împins în exterior pe masura ce piesele 
sunt asamblate, si de asemeni, va fi mecanic mai dificil sa 
se finalizeze îmbinarea. 


5. Taiati snurul la lungimea dorita utilizând piesa de taiere 
atasata si neteziti capatul liber al snurului pe vârfurile 
filetului. 


 
Urmatorul tabel este un ghid pentru determinarea lungimii necesare a snurului 
de etansare Loctite® 55 în functie de diamentrul tevii.         


Numarul de înfasurari Diametrul tevii 
Metal Plastic 


½” 6 – 8 12 – 15 
¾” 7 – 9 15 – 25 
1” 8 – 12 20 – 30 


1 ½” 10 – 15 25 – 35 
2” 15 – 25 --- 


2 ½” 20 – 30 --- 
3” 25 – 35 --- 


3 ½” 30 – 40 --- 
4” 35 – 45 --- 


 
Snurul de etansare Loctite® 55 etanseaza filetele tevilor din plastic, la apa 
rece si aer comprimat, aplicat corespunzator si în cantitate suficienta. 
 


 
 
Utilizare / Informatii cu privire la aplicare 


Diametrul tevii 
( Standard NPT ) 


Numarul de înfasurari cu 
snurul de etansare 


Loctite® 55 


Numarul de aplicatii 
per recipient 
( # 32560)  


6 381 
7 333 


½ ” 


8 292 
7 303 
8 263 


¾ “  


9 232 
8 184 
9 168 


10 151 
11 137 


1 “  


12 125 
  
PROPRIETATILE MATERIALULUI 
         Valori tipice  
Tipul chimic :  Snur din poliamida impregnat cu pasta cu  
                        proprietati inerte 
Aspect :                      Snur alb multifilar 
Punct de inflamabilitate °C :                              > 93 
Greutate specifica la 25°C :                              1,25 
 
PERFORMANTELE PRODUSULUI 
Teste de abilitare conform EN 751-2 pentru compusi din clasa Arp : 
Sectiunea Descrierea testului Rezultat  


7.2.1.2 Fiabilitate la test de presiune, forta si oboseala Fara scapari 
7.2.1.3 Fiabilitate dupa desfiletare cu 45° a asamblarii Fara scapari 
7.2.1.4 Rezistenta la condensul gazelor Fara scapari 
7.2.1.5 Test de rezistenta la apa fierbinte Fara scapari 
7.2.1.6 Testul la alternanta termica Fara scapari 
7.2.1.7 Testul de vibratii Fara scapari 
7.2.2 Compatibilitate cu spuma de testare scapari Reusit 
7.2.3 Testul de întarire si demontare Reusit 


 
REZISTENTA LA PRESIUNE ( ASTM D 1599 ) 
Snurul de etansare Loctite® 55 a fost testat cu succes pentru 
rezistenta la presiune si proprietatile de etansare la 10.000 psig 
( ~ 70 bar ). Teuri si dopuri de 3/8” din otel inoxidabil au fost 
asamblate si strânse la un cuplu de 240 inch lb. ( ~ 27 Nm ), 
înainte de a fi testate la presiune hidraulica de 10.000 psig         
( ~ 70 bar ), la 23°C. 


Dimensiune teava Presiune psig   ( bar ) Rezultat 
teava otel inox 3/8 “ 10.000 psig ( 70 bar ) fara scapari 
 
REZISTENTA SOLVENTI / PRODUSE CHIMICE 
Snurul de etansare Loctite® 55 rezista la cele mai multe fluide 
industriale si gaze, si este abilitat UL pentru utilizarea în 
dispozitive care transfera benzina, produse petroliere, gaz 
natural propan si butan. Este de asemenea certificat de NSF 
International pentru utilizarea în instalatiile de apa potabila 
civile si industriale. 
COMPATIBILITATEA CU ABURUL 
Dimens. 


teava 
Temp 


°C 
Presiune 


psig  (bar) 
Durata 


test (ore ) 
Rezultat 


1 ½” 130 25 psig (0,17 bar) 1.000 Reusit 
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PROPRIETATI LUBRIFIANTE 


Factorul K ( cuplu / întindere ) Valoarea K 
Snur de etansare Loctite® 55  


pe fiting 3/8”x 16 
0,15 


Fiting 3/8”x 16 degresat 0,20 
Fiting 3/8” x 16 fosfatat si lubrifiat cu ulei 0,16 


PROPRIETATI DE REPOZITIONARE 
Snurul de etansare Loctite® 55 permite repozitionarea 
îmbinarii filetate etansate cu pâna la 90 °. 
INFORMATII GENERALE 
Acest produs nu este recomandat pentru utilizarea în 
instalatiile de oxigen pur sau/si bogate în oxigen si nu va fi 
ales drept etansant pentru clor sau alte materiale puternic 
oxidante. 
Pentru utilizarea în siguranta a acestui produs, va rugam 
consultati fisa de securitate. 
 
ABILITARI 
Abilitarea UL 
Produsul este abilitat UL de catre Underwriters Laboratory Inc. 
pentru utilizarea pe îmbinari filetate din tubulaturi metalice ce 
nu depasesc dimensiunea de 1 ½” , în sisteme ce transporta 
benzina si produse petroliere, iar pentru îmbinari de nu mai 
mult de 1” pentru sisteme de transport gaze naturale propan si 
butan, la presiuni de cel mult 300 psig, ( 2,1 bar ) . 
NSF INTERNATIONAL 
Produsul are abilitarea NSF pentru Standardul ANSI/NSF 61 
– Componente pentru apa potabila, pentru utilizarea în 
instalatiile civile si industriale de apa potabila, pentru 
temperaturi de lucru de pâna la 180°F ( 82°C). 
CSA INTERNATIONAL 
( fost American Gas Association, AGA ) 
Abilitare CSA International conform cerintelor nr. 4 – 90 si 
CAN / ULC - S642 - M87 pentru gaze naturale si GPL ( gaze 
petroliere lichefiate ) pâna la 300 psig ( 2,1 bar ), în domeniul 
de temperaturi de la -65°F la +300°F, adica de la -53°C pâna la 
+ 148°C. 
STANDARDUL BRITANIC BS EN 751 – 2 : 1997 
Materiale de etansare pentru îmbinari de filete metalice în 
contact cu gaze din familia 1-a, a-2-a, si a-3-a si apa 
fierbinte; Partea a-2-a: Compusi pentru etansare fara 
întarire.  
Snurul de etansare Loctite® 55 a fost testat si este în 
conformitate cu EN -751-2 pentru compusi din clasa Arp, care 
este baza pentru abilitarea DVGW ( Certificatul nr. AZ 
98/250/5142/1 ) si a fost abilitat pentru utilizarea la tevile si 
fitingurile pentru apa potabila de catre KTW pentru apa rece si 
firbinte. Produsul are de asemeni abilitarea BS 6920 pentru apa 
potabila. Cópii ale certificatelor de abilitare pot fi obtinute de la 
centrul local tehnic. 
 
Informatii pentru comenzi 


Numar de cod Dimensiune ambalaj 
32560 150 m per recipient 


      
Depozitare 
Produsul va fi depozitat în mod ideal într-o zona racoroasa, 
uscata, în recipientul închis, la temperaturi între +8°C si + 21°C, 
daca nu este inscriptionat altfel. Depozitarea optima  se va face 
în jumatatea de jos a acestui interval de temperaturi. Pentru a 
preveni contaminarea produsului ramas nefolosit, nu returnati 


material în recipientul original. Pentru date suplimentare despre 
termenele de valabilitate, contactati centrul tehnic local. 
 
Domeniile de date 
Datele continute aici pot fi considerate drept valori tipice sau/si 
domenii tipice. Valorile sunt bazate pe date din teste reale si 
sunt verificate în mod regulat. 
 
Nota 
Datele continute aici sunt oferite doar pentru informatii, si sunt 
considerate reale. Nu ne putem asuma responsabilitatea pentru 
rezultatele obtinute de terti, despre ale caror metode nu avem 
nici un control. Este responsabilitatea utilizatorului de a 
determina aplicabilitatea în cazul scopurilor sale a oricaror 
metode mentionate în prezenta fisa si sa adopte masurile de 
prevenire care sunt cerute pentru protejarea proprietatii si a 
persoanelor, împotriva oricaror pericole care ar putea fi produse 
de catre utilizarea ori manevarea produsului. Pe baza celor 
mentionate anterior, Corporatia Loctite® nu recunoaste nici 
o garantie exprimata sau implicita, incluzând garantiile de 
vandabilitate sau aplicabilitate pentru un scop anume, care 
pornesc de la vânzarea sau utilizarea produselor 
Corporatiei Loctite®. Corporatia Loctite® în mod explicit 
nu recunoaste nici o responsabilitate pentru daune 
colaterale sau incidentale de orice fel, incluzând pierderi de 
profit. Informatiile cuprinse în prezenta despre diferite procese 
sau compozitii nu vor fi interpretate drept dovezi cum ca nu ar 
fi sub incidenta unor brevete detinute de catre terti, sau ca ar fi  
licente sub oricare alt brevet al Corporatiei Loctite®, care ar 
putea garanta asemenea procese sau compozitii. Recomandam 
ca fiecare utilizator potential sa testeze aplicatia pe care si-o 
propune înainte de utilizarea repetativa, folosind prezentele date 
drept ghid. Acest produs ar putea fi sub incidenta unuia sau mai 
multor brevete în Statele Unite sau în strainatate, sau sub 
incidenta unor aplicatii ale unor asemenea brevete.     
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PRODUCT DESCRIPTION
LOCTITE® 5331™ provides the following product
characteristics:
Technology Silicone
Chemical Type Acetoxy silicone
Appearance (uncured) White paste
Components One component - requires no mixing
Viscosity Medium
Cure Humidity
Application Thread sealing
Strength Low


LOCTITE® 5331™ is recommended for use on plastic pipe
threaded fittings carrying hot or cold water. This product cures
at ambient temperatures under the influence of atmospheric
moisture to form a low strength flexible seal against hot and
cold water.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.1
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 7, speed 10 rpm 50,000


Instant Sealing Capability
The cure speed of this product is independent of substrates but
requires atmospheric humidity 40% minimum to develop full
sealing capability (0.3 Mpa) within 12 hours. Instant seal
capability is 0.05 Mpa water pressure as measured on 25.4
mm fittings. Low temperatures do not reduce the effectiveness
of this sealant unless the atmospheric moisture is also low. 


TYPICAL CURING PERFORMANCE


Open Time
Open Time @ 25°C,  minutes 5


TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties


After 72 hours @ 22 °C
Breakaway Torque, ISO 10964:


M10 steel nuts and bolts       N·m         1.5
      (lb.in.)     (13.3)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m         0.5


      (lb.in.)     (4.42)
Breakloose Torque, DIN 54454:


M10 steel nuts and bolts       N·m         4.5
      (lb.in.)     (39.8)


Max. Prevail Torque, DIN 54454:
M10 steel nuts and bolts       N·m         1.0


      (lb.in.)     (8.85)


TYPICAL ENVIRONMENTAL  RESISTANCE
The low strength of this sealant is maintained at temperatures
up to 150 °C
 
Sealing capability is maintained up to 0.03 Mpa in water @ 90
°C. Tests on steel fittings using water/glycol maintained seals
cycling 20 to 90 °C for 12 months without leaking.


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).


Directions for use
1. Apply the product to the threaded parts (these may be to,


"as received" parts or parts cleaned with a damp cloth or
paper towel).


2. Product should be applied to both male and female
threads and then worked into the threads to ensure good
wetting.


Not for product specifications
The technical data contained herein are intended as reference
only. Please contact your local quality department for
assistance and recommendations on specifications for this
product.


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.


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
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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.
 


Reference 1.0


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® 542 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate Ester
Appearance (uncured) Brown liquidLMS


Components One component - requires no mixing
Viscosity Low
Cure Anaerobic
Secondary Cure Activator
Application Thread Sealing
Strength Medium


LOCTITE® 542 is designed for the locking and sealing of metal
pipes and fittings. 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
thixotropic nature of LOCTITE® 542 reduces the migration of
liquid product after application to the substrate.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.06
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 2, speed 2.50 rpm 1,200 to 2,750LMS


Spindle 2, speed 20 rpm 400 to 800LMS


Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa·s (cP):
Shear rate 277 s-1 150


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                      15
      (lb.in.)                  (130)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m                      9


      (lb.in.)                  (80)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      25


      (lb.in.)                  (220)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      25


      (lb.in.)                  (220)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²                 ≥6.50LMS


       (psi)                    (940)


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 at 22°C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested at 22°C.
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr
Motor Oil 125 100 100 100
Unleaded Petrol 22 100 100 95
Brake fluid 22 100 100 95
Water Glycol 50/50 87 90 90 90
Ethanol 22 100 100 95
Acetone 22 100 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.


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. 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.


4. Using accepted trade practices, assemble and wrench
tighten fittings until proper alignment is obtained.


5. Properly tightened fittings will seal instantly to moderate
pressures. For maximum pressure resistance and solvent


Henkel Loctite Americas
+860.571.5100


Henkel Loctite Europe
+49.89.9268.0
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resistance allow the product to cure a minimum of 24
hours.


For Disassembly
1. Remove with standard hand tools.
2. 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.


Loctite Material SpecificationLMS


LMS dated September-1, 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 1
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PRODUCT DESCRIPTION
LOCTITE® 577 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate Ester
Appearance (uncured) Yellow PasteLMS


Fluorescence Positive under UV lightLMS


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


LOCTITE® 577 is designed for the locking and sealing of metal
threaded pipes and fittings. Particularly suitable for use on
stainless steel without the need for surface activation. 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 thixotropic nature of
LOCTITE® 577 reduces the migration of liquid product after
application to the substrate.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.09
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 6, speed 2.50 rpm 70,000 to 130,000LMS


Spindle 6, speed 20 rpm 16,000 to 33,000LMS


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                      11
      (lb.in.)                  (100)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m                      6


      (lb.in.)                  (50)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      17


      (lb.in.)                  (150)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      17


      (lb.in.)                  (150)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²                 ≥5LMS


       (psi)                    (725)


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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Aged at temperature indicated and tested at 22°C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested at 22°C.
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr
Motor Oil 125 100 100 100
Unleaded Petrol 22 100 100 100
Brake fluid 22 100 100 95
Ethanol 22 100 100 95
Acetone 22 90 80 65
Water Glycol 50/50 87 100 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 with Activator 7471 or 7649 and allow to dry.


3. 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.


4. Using accepted trade practices, assemble and wrench
tighten fittings until proper alignment is obtained.


5. Properly tightened fittings will seal instantly to moderate
pressures. For maximum pressure resistance and solvent
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resistance allow the product to cure a minimum of 24
hours.


For Disassembly
1. Remove with standard hand tools.
2. 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.


Loctite Material SpecificationLMS


LMS dated June-18, 2001. 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® 572 provides the following product characteristics:
Technology Acrylic
Chemical Type Dimethacrylate Ester
Appearance (uncured) White to off-white pasteLMS


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


LOCTITE® 572 is designed for the locking and sealing of metal
pipes and fittings. 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
thixotropic nature of LOCTITE® 572 reduces the migration of
liquid product after application to the substrate.


TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.25
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa·s (cP):


Spindle 6, speed 2.50 rpm 28,800 to 77,000LMS


Spindle 6, speed 20 rpm 14,400 to 28,600LMS


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                      7
      (lb.in.)                  (60)


Prevail Torque, ISO 10964:
M10 steel nuts and bolts       N·m                      3


      (lb.in.)                  (30)


Breakloose Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      20


      (lb.in.)                  (180)


Max. Prevail Torque, ISO 10964, Pre-torqued to 5 N·m:
M10 steel nuts and bolts       N·m                      20


      (lb.in.)                  (180)


Compressive Shear Strength, ISO 10123:
Steel pins and collars        N/mm²                 ≥0.50LMS


       (psi)                    (70)


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


%
 R


T 
St


re
ng


th


Temperature, °C


100


75


50


25


0
0 50 100 150


Heat Aging
Aged at temperature indicated and tested at 22°C
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Chemical/Solvent Resistance
Aged under conditions indicated and tested at 22°C.
 % of initial strength
Environment °C 100 hr 500 hr 1000 hr
Motor Oil 125 75 70 70
Leaded Petrol 22 95 95 95
Brake fluid 22 100 100 100
Water Glycol 50/50 87 90 80 55
Ethanol 22 90 90 90
Acetone 22 85 85 75


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 with Activator 7471 or 7649 and allow to dry.


3. 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.


4. Using accepted trade practices, assemble and wrench
tighten fittings until proper alignment is obtained.
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5. Properly tightened fittings will seal instantly to moderate
pressures. For maximum pressure resistance and solvent
resistance allow the product to cure a minimum of 24
hours.


For Disassembly
1. Remove with standard hand tools.
2. 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.


Loctite Material SpecificationLMS


LMS dated April-11, 1997. 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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NOT FOR PRODUCT SPECIFICATIONS
THE TECHNICAL CONTAINED HEREINARE INTENDED AS REFERANCE ONLY.  PLEASE CONTACT LOCTITE CORPORATION


QUALITY DEPARTMENT FOR ASSISTANCE AND RECOMMENDATIONS ON SPECIFICATIONS FOR THIS PRODUCT.


PRODUCT DESCRIPTION
LOCTITE® Product 561 Pipe Sealant Stick is a single
component, semi-solid anaerobic pipe sealant compound.  It
is supplied in a self-feeding applicator stick that facilitates
application of the material where a conventional liquid or
paste product would be difficult to use. This is an anaerobic
product and cures when confined in the absence of air
between close fitting metal surfaces.  This industrial grade
sealant develops controlled low strength to facilitate
disassembly.  This product also fluoresces for easy
coverage inspection.


TYPICAL APPLICATIONS
This product is recommended for sealing metal tapered pipe
threads and fittings, National Pipe Thread (NPT) for
industrial applications in the chemical processing, petroleum
refining, pulp/paper, waste treatment, textile, utilities/power
generation, marine, automotive, industrial equipment, gas
compression and distribution industries. It is also
recommended for industrial plant fluid power systems.


PROPERTIES OF UNCURED MATERIAL
Typical Value


Chemical Type Methacrylate Ester
Appearance Off-White Wax Consistency


Semi-Solid
Specific Gravity (25°C) 1.14
Softening Point >80°C


PERFORMANCE OF CURED MATERIAL
After 72 hrs @ 22 °C on degreased 3/8” malleable iron pipe tees and
steel plugs, pretorqued to 27 N.m. (240 in lbs), ASTM D 6396-99


Typical Value
Breakloose torque, ISO 10964, N.m 46


(lb.in) (410)


TYPICAL CURING PERFORMANCE
Cure speed vs. temperature
The rate of cure will depend on the temperature. The graph
below shows the shear strength developed over time on 3/8
inch NPT fittings.
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Cure speed vs. activator
With inactive metal surfaces, or when large gaps are
present, applying activator N to the surface will improve cure
speed.  The graph below shows the torque strength
developed over time on 3/8 inch malleable iron and steel
NPT fittings.  Primer applied to pipe tee only.


Pressure Resistance
Loctite PST Stick was successfully tested for instant
sealability at 100 psi.  3/8” NPT maleable iron pipe tees and
steel plugs were assembled, torqued to 27 N.m (240 in. lbs),
and allowed to cure for 5 minutes at 22°C prior to testing.


TYPICAL ENVIRONMENTAL RESISTANCE


Test Procedure : Breakloose torque, fittings seated to 27 N.m.
(240 in lbs), ASTM D 6396-99


Substrate: Degreased 3/8” malleable iron pipe tees and
steel plugs


Cure procedure: 72 hours at 22°C


Chemical / Solvent Resistance
Aged under conditions indicated and tested at 22°C


Solvent Temp.


% Initial
Strength
Retained


After
500 hrs


% Initial
Strength
Retained


After
1000 hrs


Pressure Test
100 psi


1000 hrs


Motor Oil 125°C 137 143 Pass


Unleaded
Gasoline 22°C 100 100 Pass


Brake fluid 22°C 102 103 Pass


Auto trans fluid 87°C 127 133 Pass


Water/Glycol
(1:1) 87°C 122 122 Pass


Ethanol 22°C 95 91 Pass


Acetone 22°C 90 87 Pass


Isopropyl
alcohol 22°C 103 100 Pass
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    Loctite Industrial


Henkel Loctite Corporation, 1001 Trout Brook Crossing, Rocky Hill, CT 06067, U.S.A.
Loctite is a Trademark of Henkel Loctite Corp. U.S.A.     860.751.5100


Heat Aging
Aged at temperature indicated and tested at 22°C
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 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 best performance surfaces should be clean and free of
grease.  Advance only enough stick product to use at the
time of application.  Using the stick applicator, wipe product
into the thread area in sufficient quantity to fill all engaged
threads.   Use accepted trade practices to assemble and
wrench-tighten fittings until proper alignment is obtained.
Recap product after use.  This product performs best in thin
bond gaps.  Very large thread sizes may create large gaps
which will affect cure speed and strength.


NOTE: For maximum pressure and solvent resistance,
allow at least 24 hours for product to fully cure
before filling and pressurizing the system.


This product is designed to provide lubricity during
assembly.  In critical tightening applications the specific
torque/tension ratio, should be confirmed.


Storage
Product shall be ideally stored in a cool, dry location in
unopened containers at a temperature between 8°C to 28°C
(46°F to 82°F) unless otherwise labeled.   Optimal storage is
at the lower half of this temperature range.  To prevent
contamination of unused product, do not return any material
to its original container.  For further specific shelf life
information, contact your local Technical Service Center.


Data Ranges
The data contained herein may be reported as a typical
value and/or range (based on the mean value ±2 standard
deviations).  Values are based on actual test data and are
verified on a periodic basis.


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, Loctite
Corporation specifically disclaims all warranties
expressed or implied, including warranties of
merchantability or fitness for a particular purpose,
arising from sale or use of Loctite Corporation’s
products.  Loctite 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 Loctite
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.
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Etanșarea ţevilor și filetelor
Mod de aplicare

Curăţarea:

Curăţaţi toate filetele cu Loctite® 7063. 
(Detalii la pagina 65/67)

Tratament prealabil

• Adezivi pentru etanșarea filetelor 
Loctite® 542, 572, 577, 561, 5331

Activarea:

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

Aplicarea
Adezivi lichizi pentru etanșarea 
filetelor Loctite® 542, 572, 577, 
561, 5331:

Aplicaţi un „guler” de 360 ˚ pe filetele
principale ale fitingului tată, lăsând
prima spira liberă. Introduceţi materia-
lul în spirele filetului pentru a umple complet golurile.
Pentru filete și găuri mai mari, adaptaţi corespunzator
cantitatea de produs și de asemenea aplicaţi un 
„guler” de 360 ˚ pe filetul mamă.

Batoane cu adezivi pentru etanșarea șuruburilor Loctite® 561:

Scoateţi capacul Răsuciţi până
ies 3 mm de 
produs

Aplicaţi pe reper.
Umpleţi complet
spirele filetul

Puneţi capacul 
la loc după 
utilizare

Asamblarea

• Demontaţi cu scule manuale standard
• Dacă este necesar încălziţi local până la o temperatură

de aproximativ 250 ˚C
• Demontaţi cât este încă cald

Demontarea

Curăţaţi filetele dacă este necesar și decapaţi filetele până
devin curate.

Pregătirea 

• Șnur de etanșare pentru etanșarea ţevilor – 
Loctite® 55

Aplicarea
• Înfășuraţi șnurul pe filetul ţevii în aceeași direcţie ca și

spirele filetul. Pentru numărul recomandat de înfășurări
consultaţi eticheta. Pentru o eficienţă sporită aplicaţi în
zig-zag

• Tăiaţi șnurul cu ustensila integrată pentru tăiat aflată la
partea superioară a tubului

Asamblaţi folosind practicile uzuale.

Asamblarea
Asamblaţi folosind practicile uzuale.

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