8474

MEHE

100um M B8 HAF OI2 % E|o|=

X‘” e~ A—| I:I=|

]

tesa® HAF 8474 Tz +=X[2 LIER 1R 2 F ¢34 d&g8d
Zo| 2lojiz B3 |0 Q&LCt.

tesa® HAF 8474 27 0|8 ME2Z 3 RoHS(EU M%&) 7|&0i £&grLict.

tesa® HAF 8474 & 20|ME ME=20| lgLIch T8 Z2MA0|M Gt er2dg 7hstE g43HE LI

E
=

moy 2 o to 0

0z ek Ho 2k

7F S X|E|= oFxdx{0| x{Atad
— [=> Ry W = | =

U7t EHL A SR A2 BT Flofdt 52 B
2 Oozing

tol & &l 7| FAAIH
ol= Z45t0| X|& =
I\I\I_ =Hd - =9

]

J_.L 4 s -|II N
oll

E M
-1 o

* tesa HAF® 8474 N|&2 420 B™O|X| et &LCt
o pME[E £ ?A: LHh:szr o MR
o Mgt x| & AAH ZHH0] &

I::'rr

2 20z O =8 Hs M3
- DI 2 -?—Z%'(oozmg)

o WEEt AEFHAN LEL{E E7[MO M0l X
* tesa HAF® 8474 ME2 €2 Z 2|2 $X| ROHS

FH MO
EN
fjo
EN
4>
o
r
o

Applications

tesa® HAF 8474 24 £ &8 213 EotAE £ 24 EH0| £2H(SUS £= ALEZ PMMA, PC == ABSOf|
8L 2 55| Mg MBI

o HX 77| iR FEX AF
- HEIH™

. NS 34 2E

Technical Information (average values)

The values in this section should be considered representative or typical only
and should not be used for specification purposes.
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Technical recommendations:
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tesa HAF® 8474 is not self adhesive. It is activated by heat and pressure over a certain interval. The following values are

recommendations for bond line parameters to start with.

1. Pre-lamination:

During pre-lamination, the adhesive tape is laminated onto the metal substrate. This step does not affect the shelf life
time of the adhesive tape. Pre-laminated components can be stored over the same period of time as the adhesive tape.

setting:

* Temperature' 95-120 °C

* Pressure? 2-6 bar

*Time 3-10 s

2. Bonding:

Remove the liner from tape after pre-lamination step. Place the plastic part onto the metal component. Apply sufficient
temperature while applying pressure for the bonding time to reach sufficient bonding strength.
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setting:
* Temperature' 120-250 °C
* Pressure? 5-30 bar

*Time 5-180 s

To achieve optimum performance a cooling step (while applying pressure) directly after the bonding step is

recommended.

" “Pre-lamination’ and ‘Bonding’ temperature refer to the data that is measured in the bond line

2 ‘Pre-lamination’ and ‘Bonding’ pressure refer to the force that is transformed from jig surface directly to the bonding

area.

Bonding strength values were obtained under standard laboratory conditions. (Material: etched aluminum test specimen /
bonding conditions: temperature = 180 °C; pressure = 10 bar; time = 7 sec).

To reach maximum bonding strength surfaces should be clean and dry. Storage conditions according to tesa HAF® shelf

life concept.
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