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TWO PILCE INSITU RUBBER SEAL
FOR 120mm FSAPDS MIC-H

(PROVISIONAL)

Scope:

This specitication provides guidelines for manufacturing, selection of material, inspection
and testing of TWO PIECE insitu moulding of rubber seal for 120mm FSAPDS  MK-I
Ammunition.

Introduction:

ARDE has developed 120 mm FSAPDS Mark-Il ammunition to enhance the lethality of
MBT Arjun. The insitu rubber seal will act as a barrier between shot and high temperature
flame gas produced due to burning of propellant. It acts as front seal and helps in
preventing gas leakage during shot travel in Barrel.

General :

This specification is the property of the Ministry of Defence and must be returned to the
Department from which it is issued immediately after the tender has been declined or on
completion of the contract or on demand.

This specification or any other information Issued in connection therewith may only be
issued for specific enquiries, tenders or orders placed by a competent authority on behalf
of the Ministry of Defence. It is not to be used for any other purpose whatsoever without
the express written sanction of the Director ARDE. Any enquiries regarding this
specification should be addressed to the inspecting Authority named in the tender or
contract.

Contractor before commencement of bulk production shall submit requisite number of
samples, test pieces as directed by the inspector for qualifying material / process /
component as the case may be.

All the tests including hardness check of components / assemblies shall be undertaken by
the manufacturer in presence of the representative of inspection agency.

The firm shall fabricate initial one-sample (prototype), which shall be taken up for various
qualification testing. Only on clearance of the same the bulk clearance shall be accorded.

Applicable Document

This specification should be read in conjunction with the
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> 1006 11200105 000 001TA

10006 1321010%001 QUIA

> 1006 13210105002 00TA

RAW MATERIALS

All the raw materials must be procured from the reputed vendors as per the
requirements given on the relevant drawings / specifications. The manufacturer shall
undertake chemical and mechanical testing of raw material on accordance with the
relevant specification quoted in the manufacturing drawing. Acceptance of raw materials
shall be as per the material tests certificate produced by the reputed vendor. Tested
quantity of material with lot homogeneity shall be procured in suitable batches and these
shall be sealed by the inspecting agency after inward goods inspection. Once the raw
material has been accepted for the internal use for manufacture of components [t shall
not be changed, altered, modified during the process. No other material in lieu of already

sealed one shall be permitted without the written approval.

Contractor is responsible for the procurement of raw material conforming to the

specification in the requisite sizes.

Raw material lots that do not correspond to the specifications must be rejected. The
supplier has the right to be convinced about the justification of the rejection. The results
of the inward goods inspection shall be communicated in writing to the supplier

(contractor).

If there is any dispute in acceptance of material on the suppliers test certificate, inspector
reserves the right to get it tested from a neutral test agency and satisfy the requirements
as per specification.

If the lot of raw material is rejected at the discretion of the inspection authority it should
be discarded and care should be taken to avoid mixing of the rejected lot with accepted

lots. A proper rejection control / system shall be adopted by the contractor.
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APPENDIX ‘C’ -TO DOLUMENT NO.: DRDO ARDE DOA TOT 239 2017
QAP FORTWOQO PIFCE INSITU RUBRBI'R SEAL
FOR SHOT 120MM FSAPDS MK-1I ASSLMBLY {LMPTY)

o The raw materials procured shoald he stamped duly by the inspection agency. Inspection
agency should also ensure that the same materlal is being processed for the subsequent
cutting or machining operation. The trace ability of the material shall he ensured to the

inspecting agency, whenever required.

Wherever the specification or drawing permits a choice of alternative material(s), the

(21
~J

contractor must inform in writing to the inspecting Authority, which of the permitted
alternatives he chooses to produce and once the choice has been granted to the event
of this choice requiring further amendment, the fabricator/contractor is bound to get the

prior approval of inspecting agency & Inspection Authority for such a change over.

6.0 MANUFACTURE / FABRICATION

6.1 The contractor may subcontract the fabrication of sub -assembly or part thereof with

prior permission and approval of inspection authority.

6.2 Wherever the specification or drawing permits a choice of alternative method(s) of
manufacture, the contractor must Inform in writing to the Inspecting agency, which of
the permitted alternatives he chooses to produce and once the choice has been granted
to the contractor, he shall not devlate from this choice during course of manufacture. In
the event of this choice requiring further amendment, the fabricator/ contractor is bound
to get the prior approval of inspecting agency & Inspection Authority for such a change

over.

6.3 The contractor shall submit the manufacturing / fabrication process with relevant control
points for stage inspection and quality assurance plan to the inspecting authority for
approval before starting any process. Once the process of manufacture/ fabrication has
been documented, process sheets prepared and approval granted, no changes should be

allowed without the written approval of the Inspecting Authority.
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APPENDIX "¢’ TO DOCHMENT NO: DRDO ARDE DCATOT 239 203/
QAP FORTWO PIHCE INSITU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK-HI ASSLMBLY {LMPTY)

0A Al details of workmanship shall e consistent with the requirement  There <hall he no
cracks, burrs, dents, scratches, shaip edges, loose parts, foreign matter or any other
cvidence of poor workmanship that will render components/ subassemblies unsuitable
for its internal use. Cleaning methods used shall not be injurious to any of the parts \No

parts shall be contaminated by cleaning agent.

6.5 Components shall be manufactured as per the approved plan from the specified
materials and should meet all physical, chemical, metallurgical and gcometrical

requirements as indicated by relevant document/ specification.

6.6 No mechanical work, heat treatment or any other operation, which may modify, alter the
metallurgical or physical properties of the material will be carried out after it has been

submitted for approval.

6.7 All tolerances specified are absolute with no allowance made for manufacturing process,
machine inaccuracies {or measuring instruments inaccuracies). All components are to be

manufactured within the tolerance limits specified.

7.0 INSPECTION
7.1 Unless otherwise stated in the contract or purchase arder, supplier is responsible for the
performance of inspection requirement as per relevant drawing / specification using his

in-house facility or as per the directive issued by the Inspecting agency.

7.2 The right to perform any inspection, testing at any stage during course of production or
at the completion of manufacture rests with the Inspecting Agency. Contractor shall
inform Inspection Agency of his readiness to commence manufacture at his place or at
the place where sub-contracting has been made and make available all facilities and

access to all places of work to undertake inspection task.
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QAP FOR TWO PIECE INSITU RUBBIR ST AU
FOR SHOT 120MM FSAPDS MK-1I ASSEMBLY (EMPTY)

] All the test fixture, tools, paupes, equipment, instrument ete, required to undertake
inspaction/ testing atong with calibration certificate shall be made availihle by the
supplier.

7.4 Any component, sub-assembly or assembly spent / damaged during the course of transit

etc., shall be replaced free of cost by the supplier.

7.5 Contractor before commencement of bulk production shall submit requisite number of
samples, test pieces as directed by the inspector for qualifying material/ process/

component as the case may be.

7.6 [nspection Agency representatives shall also draw samples of raw materials and carry out
the chemical / mechanical testing independently. The representative is at his / her liberty
to select more than one rod, plate etc. The manufacturer shall also provide the certificate
of purchase of raw material with heat / lot number in order to ensure trace ability, where

possible. The facilities for testing will be provided / arranged by the contractor.

7.7 Supplier (Manufacturer) and inspector shall mutually agree on the requirements of on-
line inspection during the processing of the components and inspection criteria. Further,
manufacturer shall submit only those components / parts, which meet all the

requirements as stipulated on the drawings/ specifications.

7.8 Any component/ pattern sent to the supplier shall be used only as guide to manufacture

and not for details.

7.9 All components / stores shall be manufactured using the same process, material,

procedure and equipment approved prior to the start of manufacture.

7.10  Prior to submission, manufacturer in his own interest shall inspect all the components

tothe degree necessary to ensure that they confirm to the requirement and submit
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APPENDIX ¢ FGOGUCIMENT NG 0RDO ARE DOA TOT 239 2017
QAP TGR ITWO PIECE IMNSHTU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK-IEASSLMBLY (I MPTY)

his doctments/ tecords/ te o tesalty along with the statement of findmees for taber]

test standards eto, to the mepectar for bey scrutiny / vetting,

All tests including hardness check of components / assemblies shall be undertaken by the

manufacturer in presence of the representative of Inspection Agency.

Samples containing known defects shall not be submitted.

Fresh samples shall be submitted for inspection/testing whenever there is a change in
material, specification, process, and drawings or if there is a lapse of more than one year
in production. These repeat samples shall be  subjected to the severity of  test/

inspection criteria as in the case of original sample.

During production, any major component, subassembly and final assembly not meeting
the requirements stipulated in this specification or relevant drawings, shall be referred
to the Inspecting authority, who in turn on the merits of deviations observed will seek
the approval of waiver board or any such competent authority either for acceptance,

rectification and resubmission or rejection as the case may be.

All the rejected components / subassemblies / final assemblies shall be segregated and

destroyed under instructions to Inspection Agency & Inspection Authority

DEFINITIONS

Lot/ Batch Formation: Unless otherwise specified, a lot is that quantity which is produced
according to the same production basis and production process in an unbroken
continuous sequence by the manufacturer and with the same lot/ batch of material
received fulfilling the condition of homogeneity without exceeding the maximum
guantity mentioned in the specification

Defect Classification - Critical, Major and Minor

a) Critical defect

A defect that would render the item totally unfits for use or could result in hazardous or

unsafe conditions for individuals using or maintaining the item.
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APPINDIX ‘¢ TG DOCUMENT NO.: DRDOO ARDE DOA TOT 239 2017
QAP FOR TWO PIECT INSETU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK 11 ASSEMBLY (TMPTY)

h) Major defect

Adeleet, other than caritical defect that could result in faiture, or materially reduces the
usability of the item or product for its intended purposes.

<) Minor defect

Adefect other than critical and major defedt that does not materially reduce the usability

of the product for its intended purpose.

8.3 Lot size for components: Unless otherwlse mentioned hereinafter, the lot size shall not
ba greater than 500 Nos. For lot size less than 16 nos., 100% inspection shall be carried
out on all the dimensions.

8.4 Sampling: During production unless otherwise specified hereafter or by the inspecting
authority, for a given lot/ batch size, sample size shall be as mentioned in the QAP.

8.5 Acceptance Quality Levels: during the Initial production inspection will be carried out as
per the sample size given in QAPs. If any deviation occurred than 100% Inspection will be
carried out and accepted components will be taken for assembly. (Acceptance clause
shall be decide at the discretion of Inspecting agency wherever applicable.)

Note: For lot size less than 16 no, all the dimensions shall be inspected 100% inspection.

9.0. MARKING

9.1 Raw Materials: All the raw material shall be identified suitably with the following
information

Source of supply:
Order No.:

Batch No.:
identification code:

9.2 Components: All the components from the acceptable batch shall be marked with a
serial number/ lot number wherever it is mentioned In this specification. All the accepted
components shall be grouped in suitable batches and shall be identified on their package
with the following information. This information shall also be recorded on the inspection

reports and be moved along with the batch,
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APPENDIX ‘C' - TO DOCUMENT NO.: DRDO ARDE-DOA-107-239-2017/
QAP FOR TWO PIECF INSITU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK-Il ASSEMBLY (LMPTY)
Quantity:
Lot no.:
Manufacturer's code:
Date / Year of manufacturing:
9.3 Marking can be either stenciled, inked, painted, etched uniess otherwise mentioned,
such that It does not vanish during handling, storage, transportation.
10.0 PACKING/ TRANSPORTATION 8 STORAGE
Unless otherwise specified hercin or In relevant documents, between various works
centers the manufacturer is responsible for transportation/ storage of components /
empty sub-assemblies in suitable transit packages in such a way that the components are

protected from abrasion, corroslon, mishandling and other environmental effects.

11.0 Detailed Sub Assembly / Component wise Inspection and Acceptance Criteria:

The quality assurance method for each component and sub-assembly is given as below:
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APPENDIX 'C' - --TO DOCUMLNT NO.: DRDO ARDE DOA-TOT-239 2017
QAP FOR TWO PIFCE INSITU RUBBLR SLAL
FOR SHOT 120MM FSAPDS MK-II ASSEMBLY (EMPTY)

1.0 Drawing No

2.0 Method of Manufacture

3.0 Raw Material

1. LOWER RUBBER SEAL

: 1006 13 21 01 05 001 00TA -

: Compression Moulding

: Silicon Rubber to DTD 818 Class L-3 or equivalent.

3.1 Inspection and Testing of Raw Materlal.

SI. No. ,
;

2
E
‘4.

Mechanical Properties
Tensile Strength (min)
Elongation at break (mln)

Hardness Shore ‘A’

| ,
Compression Set (max)

(at 70°45°C for 24 hrs)

J Acceptance Criteria
4.80 MPa

’ 200% [
60415

‘ 25% |

Note: Averagé of any three sample of the slab prepared for the testing purpose should be téken

4.0 In-process Inspection

5.0 Stage Inspection

{ —e-NA-

: Detailed mould report to be submitted before the

commencement of the moulding process of every lot

Dimension to be checked

i Sl. No. | Details of Feature

1 | 30-0.2
2 12440.2
3 13240.2
4 14°
5  |66°
|6 'R85&R5

on mould for data generation

6.0 Final Inspection Report:

6.1 Visual Inspections.

Following Parameters to be checked
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APPENDIX ‘¢’ TO DOCUMENT NGO.: DRDO ARDIE DOA-TOT-239 2017
QAP FOR TWO PIECL INSITU RUBBER ST AL
FOR SHOT 120MM FSAPDS MK-II ASSEMBLY (t MPTY)

St. Details of l'eaturce Sample Size | Acceptance ' Defect
| No. | ’ Criteria Class
1 Cracks, Lumps, Blow holes, uneven 100% by Not | Major
J surfaces etc. | factory QC & | Permitted
2 " Presence of 6 holes equi-spaced of 10% by Prescnce Major .
' f

| | diameter 7 mm on PCD 95 mm | AHSP/SQAE ‘ |
6.2 Dimensional Inspection.

6.2.1 Critical Dimension : -NA-

6.2.2 Geometrical Dimension i -NA-

6.2.3 Major Dimension

Sample Slze: 100% by factory QC & 10% by AHSP/SQAE.

|' Sl. No. | Details of Feature Drawing Zone Inspection Method

’1 | 30£0.2 E-4 Helght Vernier/ Gen. Engg
| | Method

2 14 ) | E-2 Template

’ 3, | 1320.2 F-3 Gen. Engg Method

|| 4 ! 1.5+0.3 E-2 Gen. Engg Method

6.2.4 Minor Dimensions ¢ --—--NA----

7.0 Test on Finished Items
1. Fitment test

All the seal produced to be checked for fitment on the original shot or on the template

LEE T L0 LRSS T S
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APPINDIX ‘T’ TOBOCCUMENT NG DRROARDE BOA TOT /392017
QAP FORTWO PIEFCL INSITU RUBBLR SEAL
FOR SHOT 120MiIM FSAPDS MK-I1 ASSLMBLY (LMP1Y)

2. INSITU RUBBER SEAL

1.0 Drawing No <1006 1321 0105002 00TA
2.0 Method of Manufacture : Compression Moulding
3.0 Raw Material - Silicon Rubber 1o DTD 818 Class L-3 or cquivalent

3.1 Inspection and Testing of Raw Material.

Sl. No.  Mechanical Properties Acceptance Criteria
1 | Tensile Strength (min) | 4.80 MPa

2 Elongation at break (min) 200%

3 Hardness Shore ‘A’ 6015

4, | Compression Set (max) (at 70£5°C for 24 hrs) 25%

Notez_x\)grage of any three sample of the slab prepared for the testing purpose should be taken

4.0 In-process inspection ¢ eeeNA----

5.0 Stage Inspection . Detalled mould report to be submitted hefore the
commencement of the moulding process of every lot.

5.1 Dimension to be checked on mould for data generation

sl. No. | Details of Feature ] Drawing Zone Inspection Method
1. |6 - D-5 ' CMM
2 @ 24-0.2 C-5 CMM
3. |517 i D-6 CMM

6.0 Final Inspeéf_ion Report:
6.1 Visual Inspections.
6.2 Dimensional Inspection.

All dimensions in the drawing are shown for reference and mould creation

6.2.1 Critical Dimension 7 e--NA----
6.2.2 Geometrical Dimension s ----NA----
6.2.3 Major Dimension s —---NA----
6.2.4 Minor Dimensions 1 --NA----

7.0 Test on Finished Items
Procedure for Manufacture:

a) Take 120 mm FSAPDS MK-Il shot and place it on the suitable fixture.

ISSUED BY Restricted Page No 15
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APPLNDIX ‘¢’ - - TODOCUMINT NG.: BRDQ ARDL DOA TOT 7239 2013/
QAP FOR TWO PIECE INSITU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK-I ASSEMBLY (EMPTY)

h) Mask the DB rear portion with adhesive tape and roughen the rear portion of sabot behind
DB by hand grinder. Then clean the rear portion of the shot using toluence o1 suitable cleaning
solution and allow it to get dry.

c) Apply one coat Chemlock 607 manufactured by Lord on cleaned sabot portion. Apply another
coat of Chemlock 607 after waiting for 15 minute

d) Mix the composition of EE-529 as specified. (See Appendix attached). Apply one coat of the
Silicon adhesive EE529 (Mfg from Elastomeric Engineers Salem Tamilnaidu) on sabot portion
over Chemlok 607 coat.

e) Wait for 15 minutes and apply coat of the Silicon adhesive EE-529 on inner surface of the
lower rubber seal.

f) Insert the lower rubber seal from the rear portion of sabot and paste it over there confirming
butting at rear portion of sabot and aligning the 6 holes.

g) Apply the pressure by hand and try to spread the seal evenly on the surface of rear portion.
h) Clean the traces of adhesive if any from all the surfaces of the shot using clean cloth.

i) Keep this assembly in vertical position (tip up) under self-dead weight of shot for 12 hrs using
suitable fixture for proper adhesion/curing.

j) After curing clean the remaining surface of the penetrator and rear portion of sabot using clean
cloth.

k) Apply one coat of CHEMLOCK 607 Adhesive manufactured by M/s LORD on the required
portion on the Sabot and penetrator. (Evenly on Sabot and penetrator portion at rear)

) Wait for 10 minutes and then apply one more coat of the CHEMLOCK 607 on the same surface
again.

m) Take this assembly for insitu rubber moulding.
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APPENDIX 'C’

-TO DOCUMENT NO.: DRDO-ARDL-DOA-TOT-239-2017

QAP FOR TWO PIECE INSITU RUBBER SEAL
FOR SHOT 120MM FSAPDS MK-1l ASSEMBLY (EMPTY)

n) Put predefined amount of rubber and do compression moulding on the rear part using suitable

mould with predefined temperature and pressure.

0) Keep the shot vertical (i.c. tip down) on suitable fixture for curing for min 5 hours.

p) Ensure proper adhesion at the joint of insitu moulding with lower rubber seal.

q) De-flashing of rubber to be carried out carefully.

NOTE:
Details of compression moulding for reference

Parameter
| 1. Press Details (Make of Machine)
i 2. Loaql/pressure '
I‘ 3.Temperature
| 4. Fixture details.
' 5. Dwell time {Insitu)
1i 6."Cang_time in mould(_insitu')
7. Curing time after mould (insitu)
8.Raw rubber Loaded
1. Lower Rubber Seal
2. Insitu Rubber Seal

] 9.Type o_fmouldiné method

|
|

Reference l
1Ton

60kg/cm? |
160°C-200°C |
To be provided by vendor '
20-30 minutes l
Nil

1 To E)Epfgvidéa by vendor

35gms
35 gms
Cohﬁsign moulding (Shot in
horlzontal position in the mould)

Compréssion moulding pfocééé & parémeters are at the discretion of the vendor .However

vendor to submit the details of the compression moulding process /parameters to the

inspector.
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APPENDIX ‘¢ ---TO DOCUMENT NO. DRDO-ARDE DOA 01 23920107
QAP FOR TWO PILCT INSITU RUBBER ST A
FOR SHOT 120MM { SAPDS MK-1i ASSEMBLY (EMP TY)

3. TWO PIECE INSITU MOULDING FOR 120mm FSAPDS MARK-II

1.0 Drawing No . 1006 13 21 01 05 000 00TA

One set of the this assembly consist of the following items

| Sr. Na. l Nomenclature . Drawing No: ‘l Qty |
| ' |
' |

|, | Lower Rubber Seal | 1006 13 21 01 05 001 00TA 1 '|
| i |
'l 2 Insitu Rubber Seal** 1006 13210105 002 00TA I, 1

I 1 | | |
** £ be Insitu Moulded as per process.

5.0 Method of Manufacture : Compression Moulding, Pasting, Insitu Moulding,

3.0 Raw Material

3.1 Inspection and Testing of Raw Material ; ----NA--—-

4.0 In-process inspection ¢ oo NA-----

5.0 Stage Inspection . Detailed mould report to be submitted before the

commencement of the moulding process.

6.0 Final Inspection Report:

6.1 Visual Inspections.

After completion of moulding process, store the shots in alr conditloned room (below 252C) for

min 12 hrs, then carry aut the inspection. Following Parameters are to be checked.

|'sL. 1 Detai-ls of Feafufe _ l Samhlé Size _ Acéeptance 'Def_ea_ _
No. l\ | Criteria | Class
1. l Cracks, Lumps, Blow holes, uneven - ]|' 100% by Not 1 |\Zaj-or _

] surfaces etc. \ factory QC & Permitted l
2. ﬁ presence of 6 holes e-qui—gpgge—d_of’ \ 10% by Pres_encé N Major
\ Ill diameter 7 mm on PCD 95 mm | AHSP/SQAE 'l
| 3. l\ Loose Sticking of the lower rubber - | Not \ Major _ \
]i Ll seal (done before insitu moulding) \ permitted \ !l

Note: Some overlap of rubber at the joint permitted provided the loose ends are not visible
6.2 Dimensional Inspection.

6.2.1 Critical Dimension + ——=-NA----
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APPENDIX 'C' - -TO DOCUMLNT NO.: DRDO ARDE-DOA-TOT-239-2017
QAP FORTWO PIECE INSITU RUBBER SEAL
EOR SHOT 120MM FSAPDS MK-1l ASSEMBLY (EMPTY)
6.2.2 Geometrical Dimension to -NA----
6.2.3 Major Dimension

Sample Size: 10% of Sample or 5 Numbers whichever is higher

| sl. Nd: Details of Feature | Drawing Zone | Inspection Method |

l |

1 79.740.5 | C-2 l Height Vernier i
6.2.4 Minor Dimensions Nl

7.0 Test on Finished Items

7.1 Inter-petal Gap between Sabots

Sample Size: 10% of the ordet or 5 No's whichever is higher.

Method:

Hold the shot suitably, take filler gauge of 100 micron and check the Inter petal gaps.

Observation:

The filler gauge should not enter between the inter petal gap.
7.2 Gauging.
Sample Size: 100%

Method:
Hold the shot suitably, take a ring gauge of dimension 125.95+0.05 mm and check the shot for

passing it through the ring gauge.(ARDE/HAPP wiil provide Ring Gauge)

Observation:

The shot should pass through the gauge.

ISSUED BY
\RD CEL

M S ND: 18‘0”5./ P”.‘ C'n/}a

DAm:oﬁ/b SEN‘;L RE:

e e— e e -_.__—_‘.—l__,._—___ - ————————————————————————————— ———————————————
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QAP 1O TWO PIFCE INSITU RUBBER SLAL
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APPENDIX ‘C’

Annexure
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SILICONE ADHESIVE EE-529

SILICONE BASEDL ADIHESIVE EE-52% is un guvssure sensiljve Type anly, This
silieone based pressave sensizive sdlicsive vay he applisd and houl cured or mt Keom
sertperature. Cure time ca e shortered with clevuted fempuradure uptn 1400 C(3°F),

Recotumended Silvens . Vobeeoe

Psacesuiug nstruction

1. Silreane Gun EE 539 100 parts hy weighl
ToCutadese ligond Beieey ! Pagoxidet o 3 0 Pares (mah

A Solvest b Dilebian: Toduene YR (mant
Adhgeea application

SELICONRE ASTESIVE 22-52% 2s supphed af o vescosiny seitahie for alniost converiions
cantint aperations. B by thivned by ndding toluese. To abtein maxoimun adhesive
strenplh Iy heating caalvent Trew shated Tor 17 o 2 inbite at 90% € (1947 14

Srirrage i hgse

v ) 4 4 B J
Catady st abled adliosive showlel b st oo HpS by elossd Centuiners aind useshwnhin 24k s,

ANDTTSHOULD BE STORED IN COOL ANDDRY PLACE,

CATALYSER BIRCONE LEE-329 Adbesioe cor e applicd weh srush, raller or aoy draw
dovwin device. Thimng (B reouired) may be dine witk - salvent Toluene. Baus susfiges to be
bumided shomld e closned Cwille an wleedid ) uad vigged moaneh & may Iha s st selveol
frew Blar e adseye o well-ventibanad area Soss al e eolvem well evaporid: Tiom b
st Bl ot e o 200 nuee ai o o irtediads gosiondigond ip eines, A
s et sl s veazes gl e precned Gemby segernem ) peasihle wirh sisel ondier.

P ptbeve vl sahinue e hoedes wsiicealle frrabugt theee Suve

Foor boat gz ehie oL sltee 52 haors,
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