TECHNICAL DATA SHEET

TUFFLON-D60-SL

Polyurea Spray Elastomer Hardcoat - 60 Shore D
With high slip properties designed for heavy tipper market

DESCRIPTION & SPECIFICATION

DESCRIPTION Two-part, spray-applied, elastomeric, 100% solids
pure-polyurea hard coat with good corrosion resistance and
high-slip. Designed for early release of bulk loads from steel
and aluminium tippers

FEATURES

COLOUR

FINISH

PRIMERS

DFT

SOLIDS

VOC ‘s

COVERAGE

In-built slip formulation facilitates the early release
of bulk dry and slurry loads in road and rail tippers
Superior adhesion, abrasion and impact resistance
ensures long service life

Safe food grade products used. Will not
contaminate loads

Prevents corrosion on steel assets

Remains permanently elastomeric

Will not crack or peel.

Standard Black or Mid Grey. Can be any colour

Gloss

Steel - Civilox-11 or Civilox-18
Aluminium - Etch primer

High Abrasion Resistance
Protective Coating

100%

Zero

5-10mm
3-5mm

Use 1L/sgm for every 1mm thickness. eg. 3mm thickness will
require 3L/sgm. (1L =1.05kg)

APPROVALS Made in Australia under ISO9001

LIMITATIONS

Expect some colour change and surface chalking
Takes longer than standard Polyurea to toughen up
Handle with care in first 48 hours

Full slip properties develop after 24 hours

Wait at least 7 days after application before putting
this product into service

TYPICAL USES

. Superior protection for steel and concrete assets used for
pipelines, mining and offshore oil and gas operations where a
low coefficient of friction is required

. Heavy vehicle tipper, rail car and marine lining — early release
of bulk loads, resists abrasion, corrosion and impact.

TYPICAL WET PROPERTIES

PROPERTY PART A PART B
Density (kg/L) 1.14 1.00
Viscosity (Cps@25°C) 610 550-650
Pack Size (steel drums) (kg) 225 200
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LiquiMIX

TYPICAL CURED PHYSICAL PROPERTIES

PROPERTY TEST METHOD RESULTS
Appearance Thick Film Hard Coating
Must be processed via Heated,
Mix Ratio (v/v) High-Pressure, Impingement 1:1
mix
ASTM D 2240-91
Hardness - Shore D Shore D 65-70
Elongation @ 24°C ASTM D412 06ae2 160%
ASTM C501-84, 1,000 rev,
with 1,000g weight.
H18
Abrasion Resistance (mg wheel........cooiviiiiiinnn,
loss) | 170
CS17 15
wheel........coooviiiiiinnn,
Tensile Strength ASTM D 412-92 21 MPa
Tear Strength
kgf/cm? ASTM D 412-92 110 N/mm
Solids (100%) 100
Flash Point Pensky Martens >149°C
Theoretical .
Coverage Imm/m2/litre

Early Fire Hazard

AS1530 Part 3 (1989)

2mm sample

Properties

Ignitability Index

(0-20)

Spread of Flame Index
(0-10)

Heat Evolved Index
(0-10)

Smoke Developed Index
(0-10)

ASTM D 1692-68

16
8-9
9-10
7

Self Extinguish

Cathodic
Disbondment with
3mm thick coating

ASTM G8-90 Method B
60 days

2mm

Water Vapour 0.07g/(h.m2)
Transmission ASTM E-96-05 (B) 1.68g/(m2.24h)
Water Absorption AS 3558.1 0.76%
Adhesion Strength ASTM D4541-09 14

to steel (MPa)
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SURFACE PREPARATION SPRAY PARAMETERS

. Applicator must be approved by supplier.

. Concrete - Prepare, profile and clean using industry standard ° Read Tufflon-D60-SL TDS and MSDS and Graco equipment
techniques. Prime with Civilox-11 or approved alternative. Apply manuals prior to use

D60-5L to specified t.hlckness o . In cold weather use Graco T2 drum transfer pumps.
. Steel - Prepare, profile and clean using industry standard

. . Use Graco Reactor, plural-component, heated, high pressure,
techniques. For best results blasted steel to class Il before impingement mix and airless spray equipment
application of Civilox-11 primer. Apply D60-SL to specified . Mix ratio A:B = 1:1 ’
th|cknes§. . o Working pressure at gun = 2000psi
. Geofabric - Do not use D60-SL on Geofabric, use P80. . Temperature at gun = 65°C
. Other Substrates - D60-SL adheres strongly to most surfaces ° Prior to use, heat part B drum to 60°C while stirring using
except HDPE, or similar. L . . Reactor heaters and recirculation. Continue stirring during use
. Recoat - If within 24 hours, minimal preparation is required. If and maintain heat
more than 24 hours, mechanically abrade, clean and mask off to ° Use correct mix ch‘amber and gun to suit conditions
avoid overspray on previously coated areas. (Refer to “Preparation ° Ensure air pressure does not drop below 90 psi during operation.

of Concrete and Steel Substrates prior to application of Tufflon

M . Prior to start verify correct equipment operation by spraying
Polyurea”.)

sample onto cardboard or similar.
° If gun gets cold due to inactivity, spray off the job until heated
product comes through mix chamber.
] If fluid pressure difference between A and B exceeds 10%, stop
spraying. Check strainers or mix chamber.
CURING SCHEDULE ° Build to specified thickness in several quick overlapping passes in

one operation. Avoid building thickness in stages as this could

Gel Time 8 seconds cause intercoat blistering and poor adhesion.

Tack Free Time 60 Seconds . Keep gun vertical to surface. On large areas minimise triggering
May Be Walked On 120 Seconds the gun on and off to avoid fatigue.

Slip development 24 hours . If part A or B runs out while spraying stop and bleed air from

system prior to starting again.

E To Wat 48 h
xpo.se . o vater ours . Walls should be sprayed from the bottom up.
Use in tippers 7 days . Full slip properties develop after 12 hours
Full Cure Time 7 days
QUALITY ASSURANCE
STORAGE & HANDLING
Project engineer to verify that approved contractor completes ITP.
Storage Conditions Use electronic gauge to monitor DFT and build to specified thickness

immediately. Lining should be smooth and even with uniform
thickness. Avoid runs and minimise overspray on finished products.

Keep drums under cover. Part drums should be topped up with
nitrogen and sealed well prior to storage. Apply Fusion grease to all A
side threads prior to tightening.

Refer to the Material Safety Data Sheet for Tufflon-D60-SL.
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Image 1.
Tufflon-D60 Red Adhesion Test Result

Liquimix Pty. Ltd. - 24 Rosa Place, Richlands Qld 4077, Australia - Tel (07) 3277 6655 - info@liquimix.com - www.liguimix.com

The information contained herein is offered without charge for use by technically qualified personnel at their own risk. All statements, technical information and recommendations contained herein are based on tests and
data which we believe to be reliable, but the accuracy or completeness thereof is not guaranteed and no warranty of any kind is made with respect thereto.
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