Asigurarea asamblarilor cilindrice

= Toate piesele trebuie curatate si uscate inaintea etansarii cu
Loctite® 7063

m Dacé produsul va fi aplicat sub 5°C, tratati inainte cu Loctite® 7240
(Activator)

= Daca piesele au fost in contact cu fluide de spalare sau taiere,
continénd nitriti, spalati-le cu apa fierbinte.

= Poate fi folosita pentru a creste rezistenta asamblarii existente

@ Fixarea— b |

Asamblarea are joc mare, sau este foarte uzata?

Indicii utile: Da (jocuri de

péna la 0.5 mm) Nu (jocuri de péna la 0.25mm)

m Toate piesele trebuie curatate
si uscate Tnaintea etansarii cu
Loctite® 7063

m Daca produsul va fi aplicat
sub 5°C, tratati inainte cu
Loctite® 7240 (Activator)

m Daca piesele au fost in contact Da Nu
cu fluide de spalare sau taiere,
continand nitriti, spalati-le cu

Piesele vor fi demontate mai tarziu pentru reparatii?
De exemplu rulmenti

Temperaturi de pana la 150 °C?

apa fierbinte.
m Poate fi folosita pentru a creste —
rezistenta asamblarii existente Da (pana la 175°C) Nu
Cét de mare este jocul de montaj?
Lichid Semi-solida Pana la 0.25 mm Péana la 0.1mm
660 641 668 648 638 603
(cu activator 7240) (601 imbunatatit)
Rezistenta ceruta inalta Medie Medie inalta inalta inalta
Rezistenta de manevrare' 20 min. 30min. 30min. 5min. 8 min. 8 min.
Toleranta pe diametru Péna la 0.5mm Pénala 0.1 mm Péna la 0.15mm Pénala 0.15mm Péna la 0.25mm Péna la 0.1mm
Rezistenta la temperatura 150°C 150°C 150°C 175°C 150°C 150°C
Dimensiunea ambalajelor 50ml 10ml, 50 ml, 250 ml baton 9g,19¢g 50 ml, 250 ml 50 ml, 250 ml 10 ml, 50 ml, 250 ml
' la temperatura camerei pentru jonctiuni din otel P1 NSF Reg. Nr. P1 NSF Reg. Nr. P1 NSF Reg. Nr.
123704 123010 123003
Aprobare WRC
9909511
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LOCTITE

Technical Data Sheet

LOCTITE® 660

May 2004
PRODUCT DESCRIPTION < 100
LOCTITE® 660 provides the following product characteristics: 3
Technology Acrylic ‘2 . 0.154 mm
Chemical Type Urethane methacrylate _g
Appearance (uncured) |Metallic Grey Paste'¥s B /
Fluorescence No § 50 / 027 mm
Components One component - requires no mixing o
Viscosity High = /
Cure Anaerobic w 25 /
Secondary Cure Activator ‘:
Application Retaining S
Strength High 1min 5minOmin 30min 1h 3h 6h 24h 72h

LOCTITE® 660 is designed for the bonding of cylindrical fitting
parts, particularly where bond gaps can approach 0.50 mm
(0.02 in.). 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 possesses
excellent gap cure characteristics. Typical applications include
restoring correct fits on worn shafts, spun beraings, and
damaged keyways.

TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.13
Flash Point - See MSDS
Viscosity, Brookfield - HBT, 25 °C, mPa-s (cP):
Spindle TB, speed 0.50 rpm, Helipath 1,000,000 to 2,000,000+
Spindle TB, speed 5.00 rpm, Helipath 150,000 to 350,000+

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.

Cure Time

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. 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.

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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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:

Coefficient of Thermal Expansion, ASTM D 696, K 80x10°
Coefficient of Thermal Conductivity, ASTM C 177, 0.10
W/(m-K)
Specific Heat, kJ/(kg-K) 0.30
Elongation, at break, ASTM D 412, % <2
TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties
After 24 hours @ 22 °C
Compressive Shear Strength, 1ISO 10123:
Steel pins and collars N/mm? 217.20s
(psi) (2,490)

TYPICAL ENVIRONMENTAL RESISTANCE
Cured for 1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars

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 125 100 100 100
Unleaded Gasoline 22 100 100 100
Brake fluid 22 80 75 75
Water Glycol 50/50 87 100 90 80
Ethanol 22 95 95 95
Acetone 22 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.

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. For Slip Fitted Assemblies, apply adhesive around the
leading edge of the pin and the inside of the collar and
use a rotating motion during assembly to ensure good
coverage.

4. For Press Fitted Assemblies, apply adhesive thoroughly
to both bond surfaces and assemble at high press on
rates.

5. For Shrink Fitted Assemblies the adhesive should be
coated onto the pin, the collar should then be heated to
create sufficient clearance for free assembly.

6. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly
1. Apply localized heat to the assembly 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





TDS LOCTITE® 660, May 2004

Loctite Material Specification-"s

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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
Nx0.225=1b

N/mm x 5.71 = Ib/in
N/mm?2 x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib.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 Henkel Loctite Europe Henkel Loctite Asia Pacific
+860.571.5100 +49.89.9268.0 +81.45.758.1810

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

LOCTITE® 641

May 2004

PRODUCT DESCRIPTION
LOCTITE® 641 provides the following product characteristics:

Technology Acrylic

Chemical Type Methacrylate Ester

Appearance (uncured) |Yellow liquid-vs

Fluorescence Negative

Components One component - requires no mixing
Viscosity Medium

Cure Anaerobic

Secondary Cure Activator

Application Retaining

Strength Medium

LOCTITE® 641 is designed for the bonding of cylindrical fitting
parts, particularly where disassembly is required for service
operations. The product cures when confined in the absence of
air between close fitting metal surfaces and prevents loosening
and leakage from shock and vibration. Typical applications
include retention of bearings onto shafts and into housings.

TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.07
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa's (cP):
Spindle 2, speed 2.50 rpm 1,215 to 2,750"s
Spindle 2, speed 20 rpm 400 to 800-Vs
Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa-s (cP):
Shear rate 277 s™ 90 to 180

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. 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. 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.

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® 641, May 2004

TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:

Coefficient of Thermal Expansion, ASTM D 696, K 80x10°
Coefficient of Thermal Conductivity, ASTM C 177, 0.10
W/(m-K)
Specific Heat, kJ/(kg-K) 0.30
TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties
After 24 hours @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars N/mm? 26.501
(psi) (940)
TYPICAL ENVIRONMENTAL RESISTANCE
Cured for 1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars
Hot Strength
Tested at temperature
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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 95 90
Unleaded Petrol 22 100 100 95
Brake fluid 22 100 100 100
Water Glycol 50/50 87 90 90 90
Ethanol 22 100 100 100
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 with Activator 7471 or 7649 and allow to dry.

3. For Slip Fitted Assemblies, apply adhesive around the
leading edge of the pin and the inside of the collar and
use a rotating motion during assembly to ensure good
coverage.

4. For Press Fitted Assemblies, apply adhesive thoroughly
to both bond surfaces and assemble at high press on
rates.

5. For Shrink Fitted Assemblies the adhesive should be
coated onto the pin, the collar should then be heated to
create sufficient clearance for free assembly.

6. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly

1. Apply localized heat to the assembly 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 Specification-"s

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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
Nx0.225=1b

N/mm x 5.71 = Ib/in
N/mm?2 x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib.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 Henkel Loctite Europe Henkel Loctite Asia Pacific
+860.571.5100 +49.89.9268.0 +81.45.758.1810

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

Technical Data Sheet

LOCTITE® 668 ™

January 2005

PRODUCT DESCRIPTION

LOCTITE® 668™ provides the following product
characteristics:
Technology Acrylic

Methacrylate ester

Green, wax consistency-“s
Stick

Positive under UV lights

Chemical Type
Appearance (uncured)
Appearance (form)
Fluorescence

Components One component - requires no mixing
Cure Anaerobic

Secondary Cure Activator

Application Retaining

Strength Low to medium

LOCTITE® 668™ is designed for the bonding of cylindrical
fitting parts. As with liquid anaerobic products, this material
develops its cured properties in the absence of air when
confined between close fitting metal surfaces. It is supplied as
a wax-like semi-solid, conveniently packaged in a self-feeding
stick applicator. 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
metal parts during application to ensure even coverage.

TYPICAL PROPERTIES OF UNCURED MATERIAL
Flash Point - See MSDS
Unworked Penetration, 1ISO 2137, 1/10 mm

TYPICAL CURING PERFORMANCE

70 to 130¥S

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. 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. 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.

Cure Time

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® 668™, January 2005

TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:
Coefficient of Thermal Expansion, ASTM D 696, K

TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties

Cured for 24 hours @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars

61x10°

N/mm2 2748
(psi) (=1,015)

Cured for 24 hours @ 22 °C, followed by 24 hours @ 177 °C,
tested @ 22 °C
Compressive Shear Strength, ISO 10123:

Steel pins and collars N/mm?  218Ms

(psi)  (22,610)

TYPICAL ENVIRONMENTAL RESISTANCE
Cured for 1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars

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
Motor oil 125 170 160 180
Unleaded gasoline 22 85 80 85
Brake fluid 22 110 80 90
Water/glycol 50/50 87 145 155 160
Ethanol 22 90 75 70
Acetone 22 80 55 55

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 product to use at the time of
application.

3. If present, remove any visible contaminants on the top of
the stick prior to application.

4. For Slip Fitted Assemblies
a. For applications with a diameter less than
approximately 40 mm, apply product to the pin (inner
component) around the entire circumference of the
surface being bonded (e.g. pin exterior). Product should
be applied at the point where the bonded components will
ultimately be positioned. For best results, rotate either part
during assembly to ensure full coverage of the product in
the engagement area.
b. For applications with a diameter greater than
approximately 40 mm, it is recommended to apply stick
product around the entire circumference of both surfaces
being bonded (e.g. pin and collar). Product should be
applied at the point where the bonded components will
ultimately be positioned. For best results, rotate either part
during assembly to ensure full coverage of the product in
the engagement area.

5. For Press Fitted Assemblies, apply product thoroughly
to both bond surfaces and assemble at high press rates to
avoid premature curing during assembly.

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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6. For Shrink Fitted Assemblies, apply product around the
entire circumference of the innermost surface being
bonded (i.e. pin). Product should be applied at the point
where the bonded components will ultimately be mated.
Heat collar to achieve sufficient clearance for free
assembly of the parts. Position parts and allow to cool.

7. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly

1. Apply localized heat to the assembly 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 Specification‘"s

LMS dated August 11, 2004. 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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
Nx0.225=1b

N/mm x 5.71 = Ib/in
N/mm?2 x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib-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.

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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LOCTITE

Technical Data Sheet

LOCTITE® 648 ™

October 2005

PRODUCT DESCRIPTION

LOCTITE® 648™ provides the following product
characteristics:
Technology Acrylic

Urethane methacrylate
Green liquid-vs
Positive under UV light-vs

Chemical Type
Appearance (uncured)
Fluorescence

Components One component - requires no mixing
Viscosity Low

Cure Anaerobic

Secondary Cure Activator

Application Retaining

Strength High

LOCTITE® 648™ is designed for the bonding of cylindrical
fitting parts. The product cures when confined in the absence
of air between close fitting metal surfaces and prevents
loosening and leakage from shock and vibration. Typical
applications include holding gears and sprockets onto gearbox
shafts and rotors on electric motor shafts .

TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.13
Flash Point - See MSDS:

Viscosity, Brookfield - RVT, 25 °C, mPa-s (cP):

Spindle 2, speed 20 rpm 400 to 600-Vs
Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa's (cP):

Shear rate 129 s™ 300 to 600

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.

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.

7
/)

o/

2 //
l/ /

0

1min 5midOmin 30min1h _ 3h 6h 24h 72h

Cure Time

‘\ N\
e N\

% of Full Strength on Steel

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 shear strength developed
with time on zinc dichromate steel pins and collars using
Activator 7471™ or 7649™ and tested according to ISO
10123.
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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:

Coefficient of Thermal Expansion, ASTM D 696, K 80x10°
Coefficient of Thermal Conductivity, ASTM C177, 0.1
W/(m-K)

Specific Heat, kJ/(kg-K) 0.3

TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties

Cured for 15 minutes @ 22 °C
Compressive Shear Strength, ISO 10123:

Steel pins and collars N/mm? 213.5'MS
(psi) (21,957)

Cured for 24 hours @ 22 °C
Compressive Shear Strength, ISO 10123:

Steel pins and collars N/mm? 225Ms
(psi) (=3,625)

TYPICAL ENVIRONMENTAL RESISTANCE
Cured for1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars

Hot Strength
Tested at temperature
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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
Motor oil (MIL-L-46152) | 125 100 100 100
Unleaded Petrol 22 100 100 100
Brake fluid 22 100 100 100
Water/glycol 50/50 87 100 90 75
Ethanol 22 100 100 100
Acetone 22 100 100 100

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 too
slow, spray with Activator 7471™ or 7649™ and allow to
dry.

3. For Slip Fitted Assemblies, apply adhesive around the
leading edge of the pin and the inside of the collar and
use a rotating motion during assembly to ensure good
coverage.

4. For Press Fitted Assemblies, apply adhesive thoroughly
to both bond surfaces and assemble at high press on
rates.

5. For Shrink Fitted Assemblies the adhesive should be
coated onto the pin, the collar should then be heated to
create sufficient clearance for free assembly.

6. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly

1. Apply localized heat to the assembly 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 Specification‘Vs

LMS dated June 16, 2000. 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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
um/25.4 = mil
Nx0.225=1b

N/mm x 5.71 = Ib/in
N/mm? x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib-in
N-m x 0.738 = Ib-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.

Reference 2.1

Henkel Loctite Americas
+860.571.5100

Henkel Loctite Europe
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LOCTITE

Technical Data Sheet

LOCTITE® 638

May 2004

PRODUCT DESCRIPTION < 100
LOCTITE® 638 provides the following product characteristics: 3 /
Technology Acrylic ‘2 25 IS
Chemical Type Urethane methacrylate S 5 4
Appearance (uncured) |Green liquid-¥s B )
Fluorescence Positive under UV light"s & 50 < & /
Components One component - requires no mixing 5 ,@8 &
Viscosity High 3 . ; <§~V
Cure Anaerobic L

L
Secondary Cure Activator ° ,/ J
Application Retaining S
Strength High 1min 5midOmin 30min1h _ 3h 6h 24h 72h

Cure Time

LOCTITE® 638 is designed for the bonding of cylindrical fitting
parts, particularly where bond gaps can approach 0.25 mm
(0.01 in.) and where maximum strength at room temperature is
required. The product cures when confined in the absence of
air between close fitting metal surfaces and prevents loosening
and leakage from shock and vibration. Typical applications
include locking bushings and sleeves into housings and on
shafts.

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

Spindle 3, speed 20 rpm 2,000 to 3,000Ms
Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa-s (cP):
Shear rate 129 s™ 1,500 to 3,000

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.

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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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:

Coefficient of Thermal Expansion, ASTM D 696, K™ 80x10°
Coefficient of Thermal Conductivity, , W/(m-K) 0.10
Specific Heat, kJ/(kg-K) 0.30

Technologies
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TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties

After 24 hours @ 22 °C
Compressive Shear Strength, ISO 10123:

Steel pins and collars N/mm? 2258
(psi) (3,625)

After 15 minutes @ 22 °C
Compressive Shear Strength, ISO 10123:

Steel pins and collars N/mm? 213.50'Ms
(psi) (1,960)

TYPICAL ENVIRONMENTAL RESISTANCE
Cured for 1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars

Hot Strength
Tested at temperature
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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 125 100 100 100
Unleaded Petrol 22 100 90 85
Brake fluid 22 100 90 80
Water Glycol 50/50 87 95 80 80
Ethanol 22 100 100 75
Acetone 22 90 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. For Slip Fitted Assemblies, apply adhesive around the
leading edge of the pin and the inside of the collar and
use a rotating motion during assembly to ensure good
coverage.

4. For Press Fitted Assemblies, apply adhesive thoroughly
to both bond surfaces and assemble at high press on
rates.

5. For Shrink Fitted Assemblies the adhesive should be
coated onto the pin, the collar should then be heated to
create sufficient clearance for free assembly.

6. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly

1. Apply localized heat to the assembly 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 Specification‘Vs

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.

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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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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
N x0.225=1b

N/mm x 5.71 = Ib/in
N/mm? x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib.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 fithess 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 0.2
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LOCTITE

Technical Data Sheet

LOCTITE® 603

May 2004

PRODUCT DESCRIPTION

LOCTITE® 603 provides the following product characteristics:
Technology Acrylic

Chemical Type Urethane methacrylate
Appearance (uncured) |Green liquid-¥s

Fluorescence Positive under UV light-vs

Components One component - requires no mixing
Viscosity Low

Cure Anaerobic

Secondary Cure Activator

Application Retaining

Strength High

LOCTITE® 603 is designed for the bonding of cylindrical fitting
parts, particularly where consistently clean surfaces cannot be
assured. The product cures when confined in the absence of
air between close fitting metal surfaces and prevents loosening
and leakage from shock and vibration. Typical applications
include retaining roller bearings or oil impregnated bushings
into housings.

TYPICAL PROPERTIES OF UNCURED MATERIAL
Specific Gravity @ 25 °C 1.10
Flash Point - See MSDS
Viscosity, Brookfield - RVT, 25 °C, mPa-s (cP):

Spindle 1, speed 20 rpm 100 to 150¥s
Viscosity, EN 12092 - MV, 25 °C, after 180 s, mPa-s (cP):
Shear rate 277 s™ 90 to 180

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. 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

[ Steel time using Activator 7471 and 7649 on Zinc Dichromate steel
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TYPICAL PROPERTIES OF CURED MATERIAL
Physical Properties:

Coefficient of Thermal Expansion, ASTM D 696, K 80x10°
Coefficient of Thermal Conductivity, ASTM C 177, 0.10
W/(m-K)
Specific Heat, kJ/(kg-K) 0.30
TYPICAL PERFORMANCE OF CURED MATERIAL
Adhesive Properties
After 24 hours @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars N/mm? 222.50Ms
(psi) (3,260)
After 30 minutes @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars N/mm? 213.50'Ms
(psi) (1,960)
TYPICAL ENVIRONMENTAL RESISTANCE
Cured for 1 week @ 22 °C
Compressive Shear Strength, ISO 10123:
Steel pins and collars
Hot Strength
Tested at temperature
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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 125 100 100 100
Unleaded Petrol 22 100 90 85
Brake fluid 22 100 90 80
Water Glycol 50/50 87 100 90 80
Ethanol 22 100 100 75
Acetone 22 90 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. For Slip Fitted Assemblies, apply adhesive around the
leading edge of the pin and the inside of the collar and
use a rotating motion during assembly to ensure good
coverage.

4. For Press Fitted Assemblies, apply adhesive thoroughly
to both bond surfaces and assemble at high press on
rates.

5. For Shrink Fitted Assemblies the adhesive should be
coated onto the pin, the collar should then be heated to
create sufficient clearance for free assembly.

6. Parts should not be disturbed until sufficient handling
strength is achieved.

For Disassembly

1. Apply localized heat to the assembly 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 Specification-"s

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
(°Cx1.8)+32="°F
kV/mm x 25.4 = V/mil
mm / 25.4 = inches
Nx0.225=1b

N/mm x 5.71 = Ib/in
N/mm?2 x 145 = psi
MPa x 145 = psi

N-m x 8.851 = Ib.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 0.2

Henkel Loctite Americas Henkel Loctite Europe Henkel Loctite Asia Pacific
+860.571.5100 +49.89.9268.0 +81.45.758.1810

For the most direct access to local sales and technical support visit: www.loctite.com
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'.z_lw Fixarea
a Mod de aplicare

1. Tratament prealabil C Pentru asamblarile prin contractie
(fretare):*

A Curatarea:

Adezivul trebuie si fie aplicat intr-un
strat pe arbore, apoi mansonul trebuie
incélzit pentru a crea un spatiu suficient
pentru asamblarea libera.

Curétati toate suprafetele
cu Loctite® 7063.
(Detalii la pagina 65/67)

B Activarea:

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

*Pentru selectarea produsului, contactati departamentul local
de Service Tehnic.

2. Aplicarea si asamblarea D Baton cu adeziv pentru fixare Loctite® 668

A Pentru asamblarile alunecatoare

(cu glisare): Aplicati produsul in zona in care vor fi fixate in final

Loctite® 603, 638, 641, 648, 660 componentele.

Aplicati adezivul in jurul muchiei

principale a componentei tata si in oy e - B %

interiorul componentei mama si folositi i : ! R

. v A . o L
o migcare de rotatie in timpul asamblérii L B A ‘
pentru a asigura o bund acoperire. e
1 & 4
Scoateti capacul Résuciti pana Aplicati pe una Puneti capacul

ies 3mm de sau pe amandoua la loc dupa
produs suprafetele de utilizare

fixare

B Pentru asamblarile prin presare: 4. Demontarea

Loctite® 603 . N o
Daca este necesar incalziti local pana

la o temperatura de aproximativ 250 °C
si demontati cat inca este cald.

Aplicati adezivul cu atentie pe ambele
suprafete de fixare si asamblati prin
presare puternica.

Pentru informatii detaliate, va rugdm sa consultati Fisa tehnica sau sa contactati
departamentul tehnic local al firmei Henkel.
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Consumuri specifice estimative

Date generale estimative aplicabile oricarui produs Loctite

1 ml acopera 400 cm? (60 in®) la o grosime de 0,025 mm (0,001")
1 ml acopera 100 cm? (15 in®) la o grosime de 0,1 mm (0,004")
1 ml acopera 40 cm? (6 in?) la o grosime de 0,25 mm (0,010")

Formula consum (pt produse de fixare piese cilindrice)

Consum Diametrul Latimea Grosime Strat  Nr.componente x Factor
Volum = Lipiturii x Lipiturii x Adeziv x corectie
ml mm mm 0,08 mm (3,14 x 1,2*/ 1000)

* Factor de corectie de plus 20%.

Tabel Consum estimativ (fixare piese cilindrice)

‘Diametrul Latimea Volum de produs Numar de componente per flacon
Lipiturii Lipiturii = per component

~ (mm) | (mm) (ml) - 10ml | 50ml 250 ml

| | | | | |

| 5 | 5 | 0,0075 | 1300 | 6500 | 32.500

| | 10 | 0,015 | 600 | 3000 | 15.000

| | | | | |

| 10 | 5 | 0,015 | 600 | 3.000 | 15.000

| | 10 | 0,030 | 300 | 1500 | 7.500

| 20 | 0,060 | 160 | 800 | 4.000




| | | | | |

| 15 | 10 | 0,045 | 200 | 1000 | 5.000
| 20 | 0,090 | 100 | 500 | 2500
| | 50 | 0,226 |40 | 200 | 1.000
| | | | | |

| 20 | 10 | 0,060 | 160 | 80 | 4.000
| 20 | 0,121 80 | 400 | 2.000
| | 50 | 0,30 | 30 | 150 | 750
| | | | | |

| 25 | 10 | 0,075 | 130 | 650 | 3.250
| 20 | 0,151 . 60 | 300 | 1500
| | 50 | 0,377 . 26 | 130 | 600
| | | | | |

40 | 10 | o121 | 80 | 400 | 2.000
| 20 | 0,24 40 | 200 | 1.000
| | 50 | 0,60 | 16 | 8 | 400
| 100 | 1,21 8 | 40 | 200
| | | | | |

. 50 | 20 | 0,30 30 | 150 | 750
| | 50 | 0,754 13 | 80 | 400
| 100 | 1,51 6 | 30 | 150

Presupunand un interstitiu de 0,08 mm (0,003") si un factor de corectie de plus 20%.
8. 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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