@ ENGINEERING MATERIAL SPECIFICATION

Material Name Specification Number

ADHESIVE FOR VINYL ROOF, AIRLESS SPRAYABLE, SK-M2G9519-A
WATER DISPERSION

1. SCOPE

The material defined by this specification is irkass sprayable,
pressure sensitive, water dispersion acrylic typ i 2

2. APPLICATION

This adhesive was originally released ' v ot roof
materials to primed or enameled surfaces. 3 : coat
to the textile backing of the vinyl ¢ ? g i i spray
equipment. Accelerated drying may be S70p; RS ! coated
material through a drying tunnel.
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SK~-M2GS9519-A

3.5

DENSITY at 20 C
(ASTM D 1475)

SEEAR ADHESION STRENGTH (Single Coat)

(ASTM D 1002, 25 mm/min)

Minimum Shear Strength in N/cm2

Predrying

4 minutes at 120 +/-
2 C air temperature

4 minutes at 120 +/-
2 C air temperature

30 - 60 seconds
after Bonding

20 N/ecm2

24 hours after
Bonding

70 N/cm2

1.02 +/- 0.05 g/cm3

.10 minutes after

Bonding

60 N/cm2

After 14 days at
70 #/- 2 C + 24 h
at room temperature

Nc loss of adhesion
based on 24 h value

Test Method: Cut 25 x 75 mm strips of approved vinyl roof material
in the warp direction. Apply the adhesive to slightly more than 25
x 25 mm of the cloth surface of each strip and immediately draw a
pre-set doctor blade across the strip length so that a uniform wet
film of adhesive covers at least 25 x 25 mm of the strip.

Note: The "wet" film thickness is determined based on the solids
content and the density of the adhesive being tested, and the optimum
dry weight in g/m2 applied in production by airless spray equipment.
Refer to Section 5.2 for recommended dry weight.

After predrying of adhesive, place the adhesive coated strips on E.C.
primed steel panels prepared according to FLTM EU-BI 20-1 and on
steel panels prepared according to FLTM EU-BI 3-2, Method Bb except
enamel, so that the bonded area is 25 x 25 mm. Roll the bonded area
with a 2 kg rubber covered steel roller (ASTM D 1000), using one
forward and one backward stroke both along the length and across the
width of the strip, within 5 seconds after contact.

At the cure times (after bonding) and aging specified in above table,
pull the assemblies in shear in a tensile machine operated at a jaw
separation rate of 25 mm/minute. Conduct all tests at a temperature
of 23 +/- 2 C.
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