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DESCRIPTION

EL-337 is an improved, health-safe, two component, filled, non-staining, high temp epoxy laminating system specifically
developed for room temp hardening (B Stage) with high temp properties for high temp tooling applications. EL-337 has
excellent handling properties and fabric wet-out to produce a void free tool with high dimensional stability. EL-337 can be
used in the construction of large or small tools, as well as production parts. EI-337 can also be used with ADTECH High
Temp Surface Coats ES-219 and ES-229. Tools made with EL-337 can be used at continuous temperature of 160°C/320°F,
and intermittent temperatures up to 191°C/375°F. While EL-337 will gel at room temp, it must be post-cured to achieve
ultimate strength. The system contains no MDA or VCHD. Typical applications include: vacuum form molds,
prototype injection molds, high temp bonding fixtures, spray metal molds, compression molds, high temp
laminated molds and parts to be used in high temp applications.

HANDLING CHARACTERISTICS @ 25°C/77°F

Mix Ratio (PArtS DY WEIGNT) ..ot sb e bbb e be e sr e seeesaneeas 100R/16H

MixX RatiO (PArtS DY VOIUME) ...ttt s b e b bbb sbe e sbeesbeesaneens 4.86R/1H

IVIXEO DBNSILY ...ttt ettt sttt b e s bt sb e sb e sh e sh e she e sh et sh e e ehe e ehe e ehe e e an e eabeembeebeenbeesbeesbeesrnenaneans 10.93 Ibs/gal
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Shelf Life Resin & Hardener (in original unopened CONtAINEIS) .........ccoveierieeieeiie e 2 years

PHYSICAL PROPERTIES

6 Layer, 10 Ounce Glass Fabric Laminate:

Ultimate TeNSIIE SIENGN ......eeeeeee e et e e s b e e s be e s te e e ste e e saee e sreeesnreeeannes 27,285 psi
Ultimate Flexural SITENQLN ........oouii e e te e st e e ae e e sae e e see e sree e sareeennnes 39,035 psi
FIEXUTA! MOGUIUS ...+ e e e e e e es s eseee e s s e s e eseseeeseneeeeeseeseeeeseeseeseeeeseeseeeseseseneeeeeseeseea. 1.3 x 10° psi
Cast Bar:

Ultimate CoOmMPresSivVe SIIENQLN.........ooi et e e e e s e e saeeeeeesnreeennns 14,930 psi
[zod Impact Strength (NOCE) .......c..iiii e e 5.29in Ibs

L P2 L0 | 1= SRR 88 Shore D

S 11017 To = PRSPPI 0.00132
Coefficient of Thermal EXPANSION ........cocutiiiiiiei ettt st sb e st b sbeesbeesbeesreesreeseee s 2.38 x 10 infin/°F
I 411 = o] g o F= i o T o A USROS 1.574%

Glass Transition Temperature (Tg DY DIMA) ..ot 114.5°C/238°F
Tested @ 149°C/300°F (ASTM D-790):

Ultimate FlexXural SITENGLN .......co et st e bt e et e e se e sabe e sabeeesnnes 8,491 psi

L S (U = 1Y oo [0 (U RO 0.82 x 10° psi
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POST CURE SCHEDULE

PRELIMINARY CURE SCHEDULE

On model: Cure for 24 hours @ 25°C/77°F
+ 2 hours @ 66°C/150°F

You may attach support structure and demold tool after this schedule is completed.

POST CURE SCHEDULE

After completing the Preliminary Cure Schedule, complete the following:

2 hours @ 93°C/200°F
2 hours @ 121°C/250°F
3 hours @ 149°C/300°F

Install thermocouples to monitor the mold temperature throughout the post cure process.

HEATING AND COOLING RATES DURING POST CURE

Always allow tools made with ADTECH high temp systems to gel at room temperature before subjecting them to post cure
(24 hours is usually sufficient). This will prevent excessive exotherm and shrinkage from occurring.

When oven curing laminated molds, always place the mold in a room temperature oven increasing the temperature at a rate
of no more than 13°C/25°F per hour. When finished, allow molds to remain in the heated oven, decreasing the temperature
at a rate of no more than 27°C/50°F per hour. Never remove the mold from the oven until temperature has been lowered to
less than 38°C/100°F.

Once a mold has been heat cured and conditioned, during the production curing cycles of composite parts you can revert to
the heating/cooling rates prescribed for the production pre-preg or two component resin.
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Seller cannot anticipate all conditions under which seller's products, or the products of other manufacturers in combination with seller’s products, may be used. Seller accepts no responsibility for results
obtained by the application of seller's products or the safety and suitability of seller's products, either alone or in combination with other products. Users are advised to make their own test to determine
the safety and suitability of each such product or product combination for their own purposes. Unless otherwise agreed in writing, seller delivers the products without warranty of any nature, stated or
implied, and buyers and users assume all responsibility and liability for loss or damage arising from the handling and use of said products, whether used alone or in combination with other products.
Purchaser waives any claim against seller for direct, indirect, consequential or exemplary damages against seller, including without limitation, damage which may incur as a result of purchaser’'s use or
misuse of the product or the products failure to conform to any particular specifications.



