tesa HAF® 8471

NE HE

30um EAM B2 M HAF 02 & E|o|=

x.”-u- A—|I:|=I

tesa® HAF 84712 Iz +X|2 LIEE 1 F 2 F 834 Qe EEQLICt 7|Ri7t i &M &M Ho|Z QL 2=

Zo| 2lojiz B3 |0 Q&LCt.

tesa® HAF 84712 27 0|&h 7 MES 2 31 RoHS(EU M) 7|&of £ & &Lict.

tesa® HAF 84712 A 20|ME Mat2o| QlaLich =2 ZZ2MAoM L1t o248 715t g M4sHEL|ct

E A

—_ O.

o Q8 7|7t K== OHHA{ QI XAHRS

o MERQII FHL A SR A2 FR0T FHo{t M2 EY

+ 0% =2 Oozing

o 8250 EElE Y| BEA| ME

. ErMEdQlE Aol xS H

=E A

- O

* tesa HAF® 8471 A& 420 B™O|X| et &LICt

o ME[E £ ?A: LHiszr o &t

o Mg HAMo| 2o MA ZHH0| g2 BRoT o 28 s MBS

- DI 2 -?—Z%'(oozmg)

o Tt AEPH AN EZ|O{T TRl Mol XEt

* tesa HAF® 8471 N|Z2 &2 Z 2|2 34X ROHS EZE 2 Z48hLct.

Applications

tesa® HAF 84712 2L R ES2 243 ZCtAR £ = 24 EHH| B2(SUS EE= AL2 PMMA, PC EE&= ABSOl| £3h 3=

L2 E3| MEst MELct

o MX 7I7| LHEo| =% Agt

. |:|-|E _Tp_x-l

- FtHet Bl= 2 WA ol 2E

- FANB EE EE RS
g
3
oo
wr

HHEME MR E CHS 0| B2 E 22I5HMIQ http://l.tesa.com/?ip=08471 g


http://l.tesa.com/?ip=08471

tesa HAF® 8471

MEHE

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:

tesa HAF® 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 first 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

e Time 3-10 s

2. Bonding:

Remove the liner from tape after pre-lamination step. Place the pre-laminated part onto the second substrate. Apply
sufficient temperature while applying pressure for the bonding time to reach sufficient bonding strength.

setting:

* Temperature' 120-250 °C
e Pressure? 5-30 bar

e Time 5-180 s

Temperature, pressure and time will depend upon the type and thickness of the substrates. Generally, thicker substrates
or lower bonding temperatures will require longer bonding times. To achieve optimum performance a cooling step (while
applying pressure) directly after the bonding step is recommended.
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" ‘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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