
INSTRUKCJA PRACY
LAB 973 / 975 New Płyta epoksydowa 
H 8973 Dopasowany klej
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• �Clean with Adekit Cleaner or 
Iso Propyl Alkohol and allow 
15 minutes to evaporate.

• �Open H 8973 resin can and stir to 
ensure a homogenous aspect 
before adding the H 8973 hardener.

• �Surfaces to be bonded 
should be flat and parallel 
to each other.

• �Add the H 8973 hardener according 
to the mixing ratio 100 (resin) : 14 
(hardener) by weight.

• �Homogenize the mixture  
thoroughly.

• �The use of a kit (0.491 g) will cover 
almost 1 m². 

PROCESSING LAB 973/975 NEW  
AND THE ADHESIVE H 8973 
STEP BY STEP

A) MASTER MODEL FOR LOW  
TEMPERATURE TOOLING PREPREGS

• �Sand the boards with 80 grit 
sandpaper. 

• �Remove the dust with  
a vacuum cleaner.

• �Cut the board with a bimetal 
band saw blade or a hard 
metal circula saw blade.

• �Fix the assembly with sufficient 
clamps, a press or a vacuum bag.

• �Remove excess mixture squee-
zing out from the bonding lines 
between the boards.

• �Remove the clamps or the  
vacuum bag after 16 hours at 
room temperature (20–25 °C).

• �Mill the bonded boards with  
a CNC milling machine. 

• �See milling parameters on  
page 7.

• �Final manual sanding with  
800 grit or higher to remove  
milling steps.

• �Remove dust prior applying a 
sealer on the board with a clean 
and soft cotton cloth or a foam 
brush or by spraying method.

• �Please follow the instructions 
from ChemTrend L.P. (for example 
Chemlease® MPP 712 EZ) or  
Marbocote Ltd. (for example 
HP2002).

 

• ��Master model for tooling 
prepregs.

• �Apply the mixture with a notched 
metal spatula (3 mm) on each side 
of the board to bond. 

• �Manually adjust the positioning  
of the boards together by sliding 
them on top of each other.

ACCORDING TO THE USAGE PLEASE FOLLOW INSTRUCTION A) OR B):

• �Mill the assembled boards with  
a CNC milling machine. 

• �See milling parameters on  
page 7.

• �Please turn to page 6 for further 
process to produce parts.

• �Final manual sanding with  
800 grit or higher to remove  
milling steps.

• �Remove dust prior applying a 
sealer on the board with a clean 
and soft cotton cloth or a foam 
brush or by spraying method.

• �Please follow the instructions 
from ChemTrend L.P. (for example 
Chemlease® MPP 712 EZ) or  
Marbocote Ltd. (for example 
HP2002).
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B) DIRECT MOULD TO PRODUCE 
PREPREG PARTS UP TO 120 °C

Temper the assembled boards free standing:
 	 Ramp up to 120 °C (+11°/h).
	 Hold on for 1 hour.
	 Ramp down to 20–25 °C (–7°/h).
	 Allow to cool down up to 12 hours for a 200 mm blockup.
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PREPREG CURING CYCLES CNC MILLING PARAMETERS
FOR LAB 973/975 NEW

B) PRODUCING PARTS UP TO 120 °CA) PRODUCING OF LOW  
TEMPERATURE TOOLING PREPEGS

• ��Master model for tooling 
prepregs.

• �Direct mould to produce parts.

• �Example of cure cycling  
with LTC216 Prepreg from  
SHD Composites

• �Example of MTC400  
component prepreg from  
SHD Composites.

Total cure time (hours)
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Temperature Ramp  
up

Hold Ramp  
down

45 °C > 25 min 40–50 h > 25 min
55 °C > 35 min 16–18 h > 35 min
60 °C > 40 min 10 h > 40 min
70 °C > 50 min 5 h > 50 min
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Postcuring LTC216 after demolding from  
master model

Postcuring for max. 220 °C Tg:
 	 Ramp up to 200 °C (18°/h).
	 Hold on for 8 hours.
	 Ramp down to 200 °C (–18°/h).

120 °C Cure cycle for 135 °C Tg

 	 Ramp up to 120 °C (11°/h).
	 Hold on for 1 h 30 min.
	 Ramp down to 20 °C (–7°/h).

Please refer to SHD Composites PDS for detailed 
instructions to obtain higher Tg up to 225 °C.

Please refer to SHD Composites PDS for detailed instructions.

Please refer to SHD Composites PDS for detailed instructions.

MILLING PARAMETERS

Milling steps 1 2 3 4 5 6 7

Strategy Roughing  
Z-constant

Rest  
material 

Z-constant 

Rest  
material  

Z-constant

Rest  
material 

Z-constant 

Finishing 
flat areas

Finishing 
Z-constant

Finishing 
rest material  

shapes
Milling tool Torus 

cutter
Torus 

copying  
cutter

Ball nose  
copying  
cutter

Ball nose  
copying  
cutter

Torus 
copying  
cutter

Ball nose  
copying  
cutter

Solid carbide  
ball nose  

cutter
Diameter                             [mm] 42 20 12 6 8 8 4
Number of teeth 3 2 2 2 2 2 2

Radius                                 [mm] 3 4 6 3 1 4 2

Cutting speed  
(Vc)                                 [m/min]                  540 500 600 300 400 400 200

Revolutions                  [1/min] 4,100 7,957 16,000 16,000 16,000 16,000 16,000
Feedrate per tooth         [mm] 0.6 0.5 0.2 0.18 0.13 0.13 0.13
Feed rate (Vf)         [mm/min] 7,380 7,957 6,366 5,760 4,160 4,160 4,160
Cutting depth (ap)          [mm] 3 2 1 0.3 0.3 0.15 0.1
Cutting Width / 
Line spacing (ae)             [mm] 30 10 2 0.5 4 0.3 0.1

DISCLAIMER
 
The information contained herein and any other advice are given in good faith based on Sika's 
current knowledge and experience of the products when properly stored, handled and applied 
under normal conditions in accordance with Sika's recommendations. The information only 
applies to the application(s) and product(s) expressly referred to herein. In case of changes in 
the parameters of the application, such as changes in substrates etc., or in case of a different 
application, consult Sika's Technical Service prior to using Sika products. The information  
contained herein does not relieve the user of the products from testing them for the intended 
application and purpose. All orders are accepted subject to our current terms of sale and  
delivery. Users must always refer to the most recent issue of the local Product Data Sheet  
for the product concerned, copies of which will be supplied on request.
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85 °C Cure cycle for 90 °C Tg

 	 Ramp up to 85 °C (11°/h).
	 Hold on for 16 hours.
	 Ramp down to 20 °C (–7°/h).
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GLOBAL SOLUTIONS – 
LOCAL SERVICE
Our most current General Sales Conditions shall apply. 

Please consult the Product Data Sheet  
prior to any use and processing. 

Actual Product Data Sheets and information about 
additional products please find in: 
www.sikaadvancedresins.com 
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Sika Advanced Resins 
Subsidiaries

Sika Advanced Resins
Trading partners

Sika Deutschland GmbH  
Sika Advanced Resins
Stuttgarter Strasse 139
72574 Bad Urach
Germany
Phone:	+ 49 (0) 7125 940 492
Fax:	 + 49 (0) 7125 940 401
E-Mail:	tooling@de.sika.com
www.sikaadvancedresins.com

Sika Automotive France SAS
Sika Advanced Resins 
Z.I. des Béthunes - 15 rue de l´Equerre 
CS 40444 Saint Ouen l´Aumône 
95005 Cergy Pontoise Cedex - France 
Phone:	+33 (0) 134 40 34 60 
Fax:	 +33 (0) 134 21 97 87 
E-Mail:	advanced.resins@fr.sika.com 
www.sikaadvancedresins.fr




