
DE SCRIP TION
PT8902 is a unique two-com po nent ure thane cast ing sys tem that has very high cured prop er ties, which al low it to pro duce ex -
tremely du ra ble parts and shapes that have very good heat re sis tance. PT8902 has a notched Izod Im pact strength greater than
2.0! It also has a Glass Tran si tion Tem per a ture (Tg) of 213oF.  This ma te rial will make tough parts!!

Three hard en ers with dif fer ent work ing times  and very low mixed vis cos ity with PT8902 Part A make it very easy to han dle and cast 
by hand pour or ma chine cast ing tech niques.  The low vis cos ity fills thin sec tions and com pli cated shapes with ease. The cured
ma te rial is very tough, and it can be demolded from the tough est mold con fig u ra tion with out break ing. The nat u ral white color of
PT8902 can be eas ily tinted or pig mented for a broad range of col ored parts.  Pig ments can be added to PT8902 Part A for
short-term stor age. Not all pig ments are com pat i ble. If PTM&W pig ments are not used, they should be tested be fore mak ing
parts. When us ing PA8902 Part B2,the cured color is black. Try PT8902 on your most dif fi cult parts and see how eas ily it pro duces 
very suc cess ful cast ings that are tougher than any pre vi ously avail able ma te rial.

PROD UCT SPEC I FI CA TIONS
PT8902 Part A PT8902 Part B PT8902 Part B1 PT8902 Part B2 ASTM Method

Color Lt. Amber Clear Clear Black Vi sual

Vis cos ity, centipoise 80 - 100 cps 650 cps 650 cps 650 cps D23932

Spe cific Grav ity, gms./cc 1.17 1.11 1.11 1.11 D1475

Mix Ra tio,  By Weight --- 100 A to 50 B 100 A to 50 B1 100 A to 60 B2 PTM&W

Pot Life,  4 fl. Oz. Mass @ 77oF --- 6 - 7 min. 10 - 12 min. 90 seconds D2471

HAN DLING and CUR ING
PT8902 is de signed for hand pour ing, pres sure cast ing or vac uum cast ing pro cesses. The ma te rial can also be twin-tube or ma chine
cast. For best re sults, we rec om mend pres sur iz ing the cast ing un til it gels hard, no mat ter which pro cess is used.

With hard en ers B and B1, the two clear com po nents of PT8902 form a tough, white, opaque solid when cured prop erly. The ma te rial
needs heat to ef fect a proper cure. At room tem per a ture, the white color change does not oc cur, and the op ti mum phys i cal prop er ties
are not ob tained. You must give this ma te rial some heat to ini ti ate the proper cure struc ture and achieve cor rect cross link ing, which is
in di cated by the color change.  As the Part B2  is black, there is no vi sual cue color change when us ing it, so heat cur ing is ab so lutely
man da tory in this case.

We rec om mend PT8902 be cast into plat i num-based (ad di tion cured) RTV sil i cone rub ber molds. Tin-based (Con den sa tion cured)
RTVs can in hibit the cure of PT8902 and cause sur face tacki ness on the cast part. Please make test casts be fore us ing tin-based RTVs.

The mixed PT8902 should be poured into a warm mold (heated to at least 110oF) and given an ini tial oven heat cure be fore demolding.
The ma te rial can be demolded af ter a min i mum of 2 to 3 hours at 150oF to 160oF, and then the cure can be com pleted out of the mold. If
the part has rel a tively thick wall sec tions and a flat sur face it can be po si tioned on, then it can be post cured un sup ported in the oven.
How ever, if there are thin walls or stand ing sec tions, the part should be sup ported on a fix ture in the oven for the post cure. It is ad vis able
to sup port the part in the mold or on a fix ture all cases for re peat able good re sults.

The type and ex tent of post cure will be de ter mined by the even tual op er at ing pa ram e ters of the part. With the proper cure, PT8902
achieves very high im pact strength as well as very good heat re sis tance. The high im pact strength prop er ties are achieved with even a low
to mod er ate post cure, but the ul ti mate Tg (heat re sis tance) is not achieved un less a proper el e vated tem per a ture post cure is uti lized.

The ul ti mate cured prop er ties, as listed in this bul le tin, were ob tained by the fol low ing cur ing cy cle: The mixed ma te rial was poured into
a mold heated to 130oF, and al lowed to gel in a pres sure cham ber. The mold was placed in an oven and cured for 2 ½  hours at 150oF.  The
mold was re moved from the oven, al lowed to cool to 100oF, or be low, and the part was demolded with out dis tor tion. The part was then
cured over night at 180oF, and the sam ples were tested 7 days af ter cast ing.
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Inasmuch as PTM&W In dus tries, Inc. has no con trol over the use to which oth ers may put ma te rial, it does not guar an tee that the same re sults as those de scribed herein will be 
ob tained. The above data was ob tained un der lab o ra tory con di tions, and to the best of our knowl edge is ac cu rate. This in for ma tion is pre sented in good faith to as sist the user
in de ter min ing whether our prod ucts are suit able for his ap pli ca tion. No war ranty or rep re sen ta tion, how ever is in tended or made, nor is pro tec tion from any law or pat ent to
be in ferred, and all pat ent rights are re served. Be fore us ing, user shall de ter mine the suit abil ity of the prod uct for his in tended use, and user as sumes all risk and li a bil ity what -
so ever in con nec tion there with. In no event will PTM&W In dus tries, Inc. be li a ble for in ci den tal or con se quen tial dam ages. Buyer’s sole and ex clu sive rem edy in such in stances
shall be lim ited to re place ment of the pur chase price.
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Here are the re sults of var i ous cure sched ules, to aid in se lect ing one to ob tain the proper cured prop er ties for the in tended ap pli ca tion:

Han dling & Ini tial Cure De tails Post Cure Used Izod Tg E'

Pour into Mold Heated to 130oF, Cure 2-21/2 hr @ 150oF, Cool, Demold Over night @ 180oF 2.1 213oF 193oF

Pour into Mold Heated to 130oF, Cure 2-21/2 hr @ 150oF, Cool, Demold  Af ter 7 Days @ Room Temp. 2.04 192oF 159oF

Pour into Mold Heated to 130oF, Cure 2-21/2 hr @ 150oF, Cool, Demold Over night @ 150oF 1.72 205oF 186oF

Pour into Mold Heated to 130oF, Cure 2-21/2 hr @ 150oF, Cool, Demold 2 hours @ 180oF 1.6 205oF 184oF

Pour into Mold Heated to 130oF, Cure 2-21/2 hr @ 150oF, Cool, Demold 2 hours @ 150oF 1.5 195oF 174oF

Pour into Mold Heated to 160oF, Cure 1 hr @ 160oF, Cool, Demold Af ter 7 Days @ Room Temp. 2.1 197oF 175oF

Pour into Mold Heated to 160oF, Cure 2 hr @ 160oF, Cool, Demold 4 hr @ 160oF, then 7 Days @ R.T. 2.1 206oF 187oF

Recom mended

TYP I CAL ME CHAN I CAL PROP ER TIES
PT8902 A/B, B1 or B2 ASTM Method

Mix Ra tio, By Weight 100 A : 50 B or B1   (100 A : 60 B2) PTM&W

Color White   (w/Hard ener B2 - Black) Vi sual

Mixed Vis cos ity, centipoise 495 cps. ASTM D2393

Work ing Time, 4 fl. Oz. Mass, @77oF B:6-7 min., B1:10-12 min., B2:90 sec. ASTM D2471

Cured Hard ness, Shore D 85 Shore D ASTM D2240

Spe cific Grav ity, grams, cc 1.15 ASTM D1475

Den sity, lb./cu. Inch
lb. / gallon

.0417
9.6 lb. / gallon

ASTM D792

Spe cific Vol ume, cu. in./lb. 24.0 ASTM D792

Ten sile Strength, psi 10,010 psi

ASTM D638Elon ga tion at Break, % 21.6 %

Ten sile modulus, psi 371,155 psi

Flex ural Strength, psi 15,574 psi
ASTM D790

Flex ural Modulus, psi 386,612 psi

Com pres sive Strength, psi 11,943 psi
ASTM D695

Com pres sive Modulus, psi 357,510 psi

Izod Im pact Strength, ft.lbs./inch of Notch,    Method A, Notched 2.1 ASTM D256

Glass Tran si tion Tem per a ture, DMA: Tg   (Peak)
E'   (On set)

213oF
193oF

ASTM D4065

Heat De flec tion Tem per a ture, @ 64 psi Load 190oF ASTM D648

Co ef fi cient of Ther mal Ex pan sion, Range 50oC to 100oC 6.09 x 10-5 in/in/oF ASTM 

PACK AG ING WEIGHTS
Gal lon Pail Drum

PT8902 Part A 8 lb. 40 lb. 460 lb.

PT8902 Part B or B1 4 lb. 20 lb. 230 lb.

PT8902 Part B2 --- 24 lb. 276 lb.

SAFETY and HAN DLING
 PTM&W ure thane prod ucts are made from raw ma te ri als care fully cho sen to min i mize or even elim i nate toxic chem i cals, and there fore of fer the user high per for mance prod ucts with min i mum haz -

ard po ten tial when prop erly used.  Gen er ally, the PTM&W ure thane  res ins and hard en ers will pres ent no han dling prob lems if us ers ex er cise care to pro tect the skin and eyes, and if good ven ti la tion is 

pro vided in the work ar eas.  How ever, breath ing of mist or va pors may cause al ler genic re spi ra tory re ac tion, es pe cially in highly sen si tive in di vid u als.  As such, avoid con tact with eyes and skin, and

avoid breath ing va pors.  Wear pro tec tive rub ber apron, cloth ing, nitrile rub ber gloves, face shield or other items as re quired to pre vent con tact with the skin.  In case of skin con tact, im me di ately wash

with soap and wa ter, fol lowed by a rinse of the area with vin e gar, and then a fur ther wash with soap and wa ter.  The vin e gar will neu tral ize the hard ener and lessen the chances of long term ef fects.  Use

gog gles, a face shield, safety glasses or other items as re quired to pre vent con tact with the eyes.  If ma te rial gets into the eyes, im me di ately flush with wa ter for at least 15 min utes and call a phy si cian. 

Gen er ally, keep the work area as un clut tered and clean as pos si ble, and clean up any mi nor spills im me di ately to pre vent ac ci den tal skin con tact at a later time.  Keep tools clean and prop erly stored.

Dis pose of trash and empty con tain ers prop erly.  Do not use any of these types of prod ucts un til Ma te rial Safety Data Sheets have been read and un der stood.

PT8902 Bul le tin with B1 & B2 / ZW-38  /103007-C3
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