Instruction for use UNIGRIP

601supercastcomp0und DANTECH ELITE COMPOSITES

Surface preparations:

Surface preparations must always be in compliance with clients specifications or job requirements.
1.Commonly used standards for surface preparations:
Recommended:
e SSPC-SP 10/NACE No. 2. ISO 85011-1:1988 (E) (SIS 0559 00) Sa21/2
Alternative:
e SSPC-SP 11 - Power Tool Cleaning to Bare Metal
2. Clean and degrease all surfaces, including cut-outs, rat holes and welds shall be rounded to a radius of
at least 2 mm, weld splatter removed.
3. Weld seams burned, and rusty areas blast cleaned to min ISO-Sa 2% or power tool cleaned to min
SPSS-Pt3 prior Grit Blasting
4. Rough to an angular profile between 75 — 100 microns (in accordance with ISO 8503 parts 1 and 2)
5. Abrasive blasting to a cleanliness of white metal (Sa3/SP5) or near-white metal (Sa 2% /SP10) followed
by removal of all abrasive residues.
6. The purity of the sandblasting is visual checked.
7. Bresle Sampler test for measuring soluble salts / chlorides in the steel surface (ISO 8502-6) limit value
<20 mg/ m2.
8. Distance to Dew Point of minimum 3 degrees Celsius throughout the application process.
9. Brush away any loose contamination Degrease with Item 903 UNIGRIP Bio cleaner (Cleaner
Degreaser) or any other effective cleaner which does not leave a residue e.g., methyl ethyl ketone
(MEK).

Application method/s:  Pouring
¢ Shuttering:
If necessary place a liquid proof shuttering, which is covered with plastic foil or has been treated witha
release agent before Casting Compound N will be applied.

Application temperature ¢ 0-25°%
Remark: The application of two component products should happen at a relative humidity lower than
85% and a ambient and substrate temperature higher than O degrees centigrade; the temperature of the
substrate has to be 3 degrees centigrade above dew point. The maximum strength and resistance of the
applied system is reached after
curing. This corresponds with a drying period of 7 days at 20 degrees centigrade or so much shorter or
longer corresponding to a higher or lower curing temperature.)

Application data: * May not be diluted

Cleaning instructions ¢ Brush thinner EP / Spray thinner EP.
(To be completed prior to curing of the product).

Mixing instructions ¢ Add component B to component A Mix thoroughly and mechanically until a uniform blend is
achieved.Transfer the mixture into a clean container and mix again to ensure full homogeneity, avoiding
weak spots or incomplete curing caused by insufficient mixing. Note: “Pot life is significantly reduced
when mixing larger quantities”.

Systems:

Substrate * Steel, Concrete, cementatious and stony substrates.

Substrate conditions * Thesubstrate must be clean, dry, grease & dust-free and comply with the normal applicable conditions
and requirements.
Metallic substrates should be free from corrosion, and if necessary apply a primer layer.

Chemical resistance: ¢ Resistance to chemicals, hydrocarbons, Ketones, alcohols, esters, halocarbons, aqueous salt solutions,

dilute acids, bases, solvents, and alkalis
(For full overview of chemical resistance, please see the full UNIGRIP chemical list.
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General Chock Configurations
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MNOTES

1. SIDE STOPPERS TO BE USED TO MITKSATE

TRANSVERSE OR LATERAL MOVEMENT FOR (MESEL ENGINES AND SIMIILAR.

PLEASE CONTACT YOUR LOCAL REPRESENTATIVE OF OUR WORLDWIDE
MSTRIBUTOR NETWORK OR UNIGRIP ELITE COMPOSITES FOR ANY QUESTIONS OR

a

WRAR Of THICKLY COAT ANCHOR BOLTS
TO PRESENT OONTACT BETWEEN
THREADS AKND UNGRP CHOCKING
COMPOUND, A5 WELL AS

LEAKAGE THROUGH BOLT HOLE.





