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SILICONE MIXING INSTRUCTIONS
Do not allow contact with moisture or water before curing.

PREPARING THE CATALYSED RUBBERS – 

Use a clean metal or plastic container at least twice the volume of the liquid rubber, (preferably 4 to 5 times the volume of liquid rubber).

Mix the catalyst by shaking the container by hand, using the correct ratio of each component, mix together until a uniform colour is achieved.

DEGASSING THE CATALYSED RUBBER – 

Mixing, in particular mechanical mixing, causes a significant amount of air trapped in the catalysed rubber.  For removing smaller amounts of air the container can be bumped on the bench several times at 1 to 2 minute intervals.

To ensure void free moulds it is recommended that the catalysed mixture is degassed using intermitent evacuation prior to application, the following 5 to 10 minutes procedure is a suggested guide to efficient vacuum degassing:-
a) Place the container in a vacuum chamber, capable of delivering 30 to 60 mm of mercury  (40 to 80 mbar).

b) Apply the vacuum slowly until the rubber foams to fill the container.

c) If the foam rubber reaches the upper rim, immediately release the vacuum and allow the foam to collapse fully.

d) Repeat this process until the rubber foam starts to collapse of its own accord.

e) Allow the foam to collapse under vacuum for 2 to 3 minutes.

f) Release the vacuum and leave to stand for a few minutes.  This allows the few persistent bubbles on the surface to collapse.

g) The catalysed rubber is now ready for pouring.

NOTE - 



Prolonged degassing will result in the removal of essential volatile components from the catalyst and will result in a poor thick section cure and substandard physical properites.

POURING THE RUBBER – 

The rubber should be poured carefully to avoid air entrapment and allowed to flow from one corner of the mould to fill the void.

Because of the inefficiency during the mixing process may lead to non-uniformed mixtures of catalyst and rubber on the vessel walls, it is recommended that the sides of the container are not scraped during the pouring of the mould.

For further advice and assistance please contact the sales office on the above number.
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