r (T=90)

UFACTS

Vapar pelishing is g eechnique by whiah syrface scratches &am he removed Erom-

a plastic parr, leaving a smooth, glossy fialsh. The scratches may result from
notzal use of the pary or from stamdard machining eperations perfommed in cthe
fabriecation of plastic parrs, either for produstion or prototypinmg, Machining
operations inelude rturaning, drilling, m‘.lllng/rau:ina. and saving (gdge polishingl.

Methylene chleride (dichloromethane, CE2C12) i1s the speqific solvenr used for
vapor polishing LEXAND rasin parcs. Tws taechniquaes are dasevibed: gurface polish.
ing and edge pelishimg. Both operations are very similar; tha latter iz 2 mod- .
ification of surface polishing developed by the Sheet Products Department ¢f the
General Electzic Plastics Operations. If involves a slighcly differens equip-
tant set-up Whieh is better suited to polishing a relstively thin edga as com-
pated to 2 large.surface.

Sﬁrface Felighing

1) Light surface sgratches and haze peed not be removed by sanding, However, th:
surface should be At least as smooCh as that obtainable witk 600 grit abra-
sive, preferably hand-sanded.. For decper scratahes and imperfastiems, stars
with & coarszer grit and werk up te a 600 grit or finer finish,

2) Clean the plr: to remove any oils, greases, or " other foreign materiala (dires,
fingerpyints, grit generatad by saeding, ete.). Use only compartible cieaning
Bolutions. Ziapmpyl alcohe)l iz :ggqmjnd;d, Ehaugh meéthyl or isobutyl &lco-
hol ean 2lso ba used. Cleaning wirh 2 mild soap solution (1% liquid Joy* in
warer, a4 an example) is often secepCable, though it may be diffisult o full)
remove organic materizls (graasas, eils) and fingerprinrs. Thoreugh rinsing
is essential When cleaning with & soep snlutzanu '

. 3) Dry the part tharoughly. In some cases It Mgy be negessary to remove static
chayge and gecompanying dust with an lemizing ait gun.

*Jey is a registared IM of Proctor & Gamble

Inagmuct as Ganeral iacine Compacy Mz no comtrol aver the procending & A5 M,
A G8S ot guararies But the JAMG WOSuRth &l Doca destbed Terein wat be Glthirng,
Stalemums sxncaveetia M matenals Sesonbig RMohn &ve iotio De Eonstrd XS St
tubing :1 kGEnse undar Jhy emnl Electric patent o & résommendalions (or T ivinnge-
mend &f Ay patert.
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4) Boll a container of methylena chleride on a small elactria hester or hot
plats fo x hood or sther well vensilated gfea®®, The solvent, which bed|s '
at 40.1°G(l04°?), will forw a visible vapyr Jayer abova the 13quid’s surwe
face, the depth of the layer beimg dependant on the rate of Soiling (heaker
input). Thus, the conteiner's gi=a' should be based on the overall dimes -
signe of the part being polishad such that fhe entdrs surfare caf ba sus -
pended in the vapor without femehing the liquid.

5) Suspend che LEXAN resin weldad part im che methylena chlopide vapor for twe
0 three seconds, Bedsude expogure sime is erirical and mugpt be centralled
tlosaly, cha teshalque gensrglly requives scme practics. Again, ensyre
that the pare does uod touch the boiling liguid., :

6) BPemove the part and dry at roon temperature for 1 fe 1k hours. This ens ures
that the majority of ragidual methylene chloride avaporates frem the pai't so
that subsaquent amnegling doas mpt Tesuld in bubbling cgused by enzrappid
so)vent flashing oF£. woet ‘ ‘

During polishing and bafore igitial drying, eareful hazdlisg is necessaly to
8vold the transfer of fingerpriats to the vapor-sofcaned surizce.

7) - sumeal tha part at 250'F ge remsve surface stresses. An saneiling fimg of
15-20 minutes is generally sufficient, though further awperimsncarien ¢ che
length - af gime, folloved by end-use ®asting, is often advisable where Furgh
operacing eavirvaments are expastad (lmpace, high losding, chemigal exyosure,
ets.), The minimm aunnealing cimg that produces a part which satisfies the
engd~uge sequirements 1z recsmmended. -,

HOTE: Im addition ta aunealimg for Ehrsiaal performance, all Zesidysl mechy-
lens zhloride should be remeved i€ rhe part 13 ©o ba painced or Fe—
coataed, Co, '

WHENIOSE gnd OSHA rn:ean:ndn:iaﬁ%,shnuld ba censidered vhan usigg qethyla e chls

Edze Fo iishing

f) Remeve any cucting €eol marks producad by 3 sav of Toufer by,sanually recapd

" the edge of the part of shaet wizh a 90° szandard painf saraper. The tool
should be shazp and free of wuy bufrs cor indentations.

2) Sand she edges, typically ssarcing with 220 grir "wet or dry" abrasive, kee
: ing the .pad wer to avold builldup. An orbital or resiprommting sander cam B
used, Froceed to g finar gric abrasive (320 grit “wet or dyy™, 23'=n axsump
. and finish sending with 600 gric abrasive, preferabdbly by nasd. Cleza the p

" as eutlined in step 2 of Surface Poliahiag. '

3) Set up & mmall aledtrie hester and a vaquum £lask (or other acdifiad -mssel

+ as shewn beléw. A 3 foor length of hosy i3 convemient. If the hose .= ac
shere, maineuvesibility ie vastricted 1f too loog, the vapers will coidense
befare axiting, - ' :
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E8il =2 suitakle amount of methylepe chileride, keeping the hose appr ximate
2 inches from the pazt's adge. Slowly and sneadily digeet tha vape' alemg
tha adge. The zurfaca vill very quickly become glossy, though iv 1 elway
better to return to am aves £or touch up than to apply tod oueh vapi ¥ at ¢
time. Afeer air-dryimg Sor. sbout 1 mizute, the vapor can Be reapplisd if
aecesgsary to achleve 3 uniforn surface.

L]

Maok the part.ar shean where possible to reserder selvént contast fo the
edges. Aoy liquid chat imadvertancly contacté the surfazce should be ramoy

quickly,

As with surface polishing, the part or cheet should be adequately dr: ed bee
fore handlimg. Anmealinog ooy also be negesgary for optimal physical per-
forpanca depending oz the snde-ude emvizonment.

Qg R r A

anchony 5. Ulmer
LE?QN Technical Marhkqting. Section
li/82

fud

NOTE: Tachalfacrs may be £aled undes the Techaieal Raporés cab in your LE AMPLE

binder,
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Vapor Polishing
Minor surface scratches f2a he removed from

LEXAN resiz pares by vapor polishing as
follows: ‘ -

1. Clean the part with a compatible solvent,
finishing with a mild soap-and-water wathing
. (1 percent liquid Jay* in watsr).

2. Dry the parr thoroughly.

3.Remove all duy from the surface—preferably
with an ionizing air gun.

4, Boil a contalner of methylene chloride ina
hood or walliventilated ares,

5.Suspend the LEXAN rasin part in the
methylene chloride fumes for less than three
saconds. (Do not allow the pazet to contact the
bolling liquid.) Exposure time s critieal and
must be contralled closely,

6. Remove the part to dry—allowing time for
che methylene ¢hloride to evaporate before
handling, Keep in a tlean area relatively free
from dust, After initial evaporation, drylag
should be gradual (5 to 10°F per hour),
accclerated by the use of an air circulatin
oven. A final drying cycle of one hour at 250°F
(121°C} ia required to remove surface siresses
as well as entrapped methylene chiloride.

7. Careful handling during the polishing
operation is necesiary 1o avoid wansfen.of
fingerprints £5 the vapor-softened surface.

CAUTION: All methylene chioride should be
removad if the part is w2 be painted or recoared,

~Registered Trademark of Procier & Gamble,

**NIOSH, OSHA und EPA recomimendations should be
conzidered whan uiing mechylene ¢hloride,

Metallizing
Vacuutn Metallizing

Vacuum metalllzing coats 2 plastic part with &
thin layer of metal, usually aluminum. The pazt

may be first sprayed with 2 clear base coat to

L

promate adhesion. The metal is then boiled in

a vacuum chamber, and the condensing metal i3
deposited on the surface of the parn After the
part is removed from the chamber, it i5 tsually
sprayed with 3 top coat to protect the metallized
layer, and sometimes to change the tint of the
metal surface.

Since LEXAN rvesin is naturally transparent, |
vacunm metalilzing can be either first or second
surface. Second surface is preferred because g
tough layer of LEXAN resin protectsthe
vacuum melfallized layes, In iome sacond-
surface aﬂpliearions ro kase coat |3 peeded, and
the metal layer can be vacuum deposited

dirsetly ento the LEXAN resin part. However,
glaskreinforced grades of LEXAN resin require
a base coat o insure surface smnorhness.

The mold for a vacuum memilized Fart should
have a highly polished surface. Gatlag should
also be considered to avoid gate blush, because
the vacuum-deposited layer will aceentuate
minute defects in the parc .

It is also lmportant that the parts be kept clean
and bagyed after molding, If the surface should
became contaminated, clean it with iuoprnfyl
aleahol. If the surface is scracched in machining
cperations, vapor pollsh before vacuum
mstallizing,

The base and top coats for vacuum metallizing
are generally eléar paints with solvent systems
¢ompatible with LEXAN resin.

I RTINS

Vacuun me pruvides the reflective “mitrear Kke" surface
e thia autemorive headinmp housing of LEXAN rewin.



Cleaning And Maintenance Guidelines

N

Cleaning Instructions
When LEXAN sheet is first
installed. glazing compound and
masking paper adhesive can be
easily remm-'ed b ap lying
raphtha (VM&P resens with
a suft elath, fouowed immedigiely
with a thorou gud water
* cleaning. DO O‘T SEGASOLINE,
Adherance 1o regular and proper
deaning proceduiesisrecommended
10 preserve appearance.

- Washing to Minimize
Scratchia
Wash LEAAN XL sheet and
LEXAN THERMOCLE.AR sheet
with 2 mild seap or detergent (¢.g.
Joy' Dithwathing Liquld) and luke-
IR Wazer, usmg % clean apon
soft cio;‘h Rms;l Welmthh ean
tnor) Wil 2 ename
%s'a-’r m;Tn ceﬂu?gse’spmge @
prevent water spots. Do not serub
or use brushes on these products;
their coating is U'Veresistant, not
mar-resistant. Also, do not vae
bugy! cellogolve in diress sunlighe,
paint spiashes, s’rme and
smeared glazi ompoun s @an be
remm'e emih. fore deying by
illgh: » with 3 good gﬂde
fitha or sopropyl
a!mheL en«mrd, 8 warra fial
ould be made, using 2 mild
songﬁ_ or detergent solution and
with 2 tharough rinsing

with clean water.

gllnlmizing Hairline

Scratehes and ruinor abraswns
can be minumzed wiing a mild
autemobile pol ree such
products that Iend to pelish and &l
agratches are Johnson Paste Wax,
Novus Plastic Palleh #] and #2,
Novus Inc, Minnenpolis. MN, and
Mimr Glaza m:c olsh (M.G.

Mi0 sh Co.,
zienl. CAalr

a LT ted thar
be made on a sagﬁ'ns;i: of

N sheet with the product
selected and that the polish manu-
facturer’s instructions be ﬁllmd.

Some Important “Don'ty
* DO NOT use abmlve or ’?h!y
alkaline cleaners on LEXAN sheec
&rodum.
= Never scrape LEXAN sheet
E]rodum with squesgass, ra2or
ades or other sharp inatrurnents,
» Behoene, gasaline, acetone or
carbon rerrachloride thould never
be used m LEXAN sheer

BO NDT clean LEXAN sheer
ﬁmducu in hot Jun or at slevated
mperatures,

Comgntlbh Clexners for
Produc:s

The followin,

have been fou g? wi:h
LEXAN sheer, LEXAN XL sheet
and LEXAN THERMOCLEAR
gheet, The manuficturar's recom-
mendations and instruetions s

'hE fc:llowed.
-ﬂm T.F. :-E;%ﬂ iagmde
ndea with

» Palmolive
Ammania b3

a teat

Liquids

‘WB‘T‘“B‘?

LEXAN MRS Sheet Cleaning-

Instructions
Because of this macerial’s h!ghly
mar and UVerasistant coating, avoid
the use of abrasive cleaners and/or
ng mplements that may rear
the coating.

Grafiiti Removal
« Butyl ceflosolve, {for removal of
pau;ts marking pen inks, lipstick,

* The use of masking tape, adhesive
tape or lint remeval teols works
weu for lifring off old weathered

g‘o remave labels, stickers, ere., the
ule of kernsene, VM&P napht tha
r petrolenm spirits is rally’
=ctive. When the selvent will noc
tme smaker maserial; apply
m ) 1o sofien the
ad nlive a ;ramar.e removal.
GASQLINE SHOULD NOT
BE USED.

Job Eite Precautions
New gonstruction, and renovarions
gumﬂy wire that the glazing
surmu gash and wail
of any egxcess
martar, pamt, sexlant, primers or
other construction compownds.
Only recommended alesners
should be used to LEXAN
sheat, Contact wi:h harsh scivents
such as methyl ethy! kerone (MER)
or muriatic acid can result in
surface deiradancu and postible
cmzing of LEXAN sheet,

“Drademacks of Frter hdmhh

mnd m:::t:gm%n Prs:um



