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Metalfilled epoxies allow economical,
fast, permanent repairs to plant and
equipment, cure quickly and resist
corrosion and harsh chemicals.
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Pourable compounds that provide
accurate detail reproduction. Ideal
for making molds, patterns,
holding fixtures and forming dies.

Emergency repalr epOX|es cure rapldly,
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CLEAN SURFACE PREPARATION

1. Degrease area with Devcon® Cleaner Blend 300 #19510 .

2.Remove all surface contamination (paint, rust, and grime) from
surface by abrasive blasting, sanding, filing, coarse grinding
wheel (60 grit or coarser), a needle gun, or high velocity water
blasting with abrasive medium, or other mechanical means.

3. The blasting medium should be angular grit such as silicone
carbide, Black Beauty, or aluminum oxide. A .003 to .005 mil
profile should be attained. The medium Black Beauty (size
1240 medium grade) will produce this grade.

5. Degrease again with Cleaner Blend 300 #19510 to wash
away any remaining blasting medium.

6. Immediately apply epoxy to a dry, rough surface to avoid oxidation
or flash rusting. If this is not practical, apply a general coating of
Devcon® FL-10 Primer #15980 to protect surfaces. This will stop
further rusting for up to 30 days under ideal storage conditions.

DEGREASING NOTE:

With surfaces immersed in oil, there is always the possibility that

oil absorbed into the metal surface (such as pump shafts or

bearing housings) will cause an adhesion problem after curing.

1.Repeated applications of Devcon® Cleaner Blend 300
#19510 will help "pull-out" the oil from the surface.

2.Also, heating the part with a heat gun, or by putting the
part in an oven, will force the oil out of the pores.

3. Allow part to cool and clean again with Cleaner Blend 300 #19510 .

CHLORIDE CONTAMINATION:

Metals in salt water inherit high chloride (salt), levels over
time. After blasting, test for chloride contamination as these
salts act as a release agent and will disbond most coatings.

WET SURFACE PREPARATION

1. The general procedure concerning any surfaces to be repaired is
“IT MUST BE DRY" . (An exception is when you use Devcon's
Underwater Repair Putty UW #11800 .
See the Underwater Repairs below)

2. Stop all leaks or seepage, using one or more of the following methods:
A.Shut off the flow or pressure.
B. Fit a wooden peg or sheet metal screw into the hole to stop the flow.
C.Stuff with wax, cork, plumbers caulk, Mortite, or a cloth
into the opening to stop the flow.

3.1f the leak is caused by corrosien

the side wall might be
exposed and the

ugh to be
urface conden
hot air gun or

S |
' ﬁ\'on.



Metal Rebuilding & Precision Machining

SHAFTSgenerally have two types of
repairareas: the shaft itself and the
keyways machined into the shaft. Wear is
caused by vibration, rubbing, abrasive
contaminants moving over the area,

and fretting corrosion.

KEYWAY Sbecome worn through

constant pressure from starting and

stopping and become ineffective.

METAL SURFACEepairs are often

used to restore the integrity of the metal,
and are relied upon to rebuild metal
surfaces that are worn or missing.

HEAT EXCHANGER repairs are
requiredvhere galvanic corrosion occurs
between the dissimilar metals of the

tubes and tube sheet, and ardereted

by the wet conditions inside the cylinder.

PUMPwear and abrasion caused by



Shaft Repair

:l Figure 1
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Follow the guidelines previously described for
Sty SURFACE PREPARATION.
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- NOTE: Use Titanium Putty # 10760 for shaft repair as its compression

P 1;]_/8" Dovetail strength is the highest (18,800 psi) in the Devcont product line.
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-T:foff.;:g:;f e B 1. Most important is to "smooth undercut" the shaft by using a
P P lathe (Figure 1), unless the worn area already meets the
o S W—fé’_‘:::;::f. undercut depth. A usual guideline for machining depth is:
= — SHAFT SIZE UNDERCUT BY
1/2" - 1" 1/16"
1.3 18"
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. Dovetailing the ends of the worn area would make the
application lock into place and help prevent the epoxy from
being sheared or forced out of the threaded area (Figure 2) .
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. Machine a "threaded" pattern over the repair area to increase surface
area (Figure 3) . The larger the shaft size, the deeper the groove. The
smaller the shaft size, the shallower the depth and closer together.
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With shaft turning at a very slow speed, apply the epoxy
over the area. Using a putty knife or plastic spatula, force
the epoxy into the threads. Use enough epoxy to fill out
above the diameter of-the shaft (Figure 4) .
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Shaft, bushing, sleeve, seal and bearing
areas are excellent candidates for repair.



Keyway Repair

One of the more simple repairs to perform,
saves time and money, and will get your
equipment up and running quickly.

First, follow the guidelines previously described for
SURFACE PREPARATION.

1.Roughen the surface by any mechanical means to
develop a good surface profile is acceptable (Figure 1) .

‘ Figure 3 2. Clean and degrease the entire area according to guidelines described
in DEGREASING in the Surface Preparation section (Figure 2) .

w

Apply a thin layer of Devcon's Release Agent #19600 to the key
itself and let dry. Then apply a small amount of Release Agent
#19600 to any area where you do not want the epoxy to bond to.
(Figure 3) .

4. Mix a sufficient amount of Titanium Putty #10760 to do the
repair job. Apply Titanium Putty #10760 to the keyway area
with a putty knife or plastic spatula. Build up a thicker area

‘ Figure 4 on the side walls than on the bottom so as not to raise the

key up and ensure a close tolerance fit (Figure 4) .

o

. Scrape away excess material from the sides of the keyway (Figure 5) .

(22}

. Immediately align the shaft on the hub for proper alignment.
You may leave the coupling assembled as you previously
coated everything with Release Agent #19600 (Figure 6) .

‘ Figure 6
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e Metal Surface Repair

Use Devcoh metal filled epoxies
for general repairs to cracks in

pump casings, valve bodies, tanks,
bearing housings, and gear boxes.

Follow the guidelines previously described for
SURFACE PREPARATION.

NOTE: Use Titanium Putty #10760 for all metal surface
repairs. If short "downtime" is necessary, use Plastic Steel E

5 Minute E (SF) #10240,orFas Met al E togdt07 8 0
equipment back into service in 3 hours.

1. Drill holes, 1/8" larger than crack at each end, or multiple holes if

crack is over 5 inches long, to relieve further cracking (Figure 1) .

2. Use drill or edge grinder with an abrasive to make a "V" groove along
crack to increase surface area for application of epoxy. Degrease the
grooved area to remove any contamination (Figure 2) .

3. With putty knife or spatula force the epoxy into the crack and
completely fill the "V" groove. Overlap approximately 1" on
each side of the crack to ensure adhesion (Figure 3) .

4. Embed a piece of reinforcing mesh (fiberglass, nylon or
wire screening) onto top of epoxy pressing in until epoxy
oozes through mesh (Figure 4) .

5. Apply another coat (1/16" - 1/4") over the mesh, smooth and
"feather" out the edges for a good finish. Use a heat gun or
heat lamp to speed-up-euring..(Figure 5).

NOTE: Daa parts due to metalialigtitmas StreSswegacks should be
reg & You cannot repair metajggihere the Mmteg r-‘ e
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Heat Exchanger Repair

Heat exchangers, chillers and condensers are
subject to heavy corrosive damage. If not

protected from corrosion, this can lead to

complete destruction of the equipment.

1. SURFACE PREPARATION. Remove end plates and
baffles (if any). Clean/degrease tube sheet before blasting. Insert
rubber stoppers into the ends of the tubes. It is critical that you
use the right size stoppers. The stoppers should protrude above
the end of the tube, no more than 1/32" to 1/16".

NOTE: Condenser tubes are not always flush with the tube

sheet face. If not flush, find a stopper that is flush with the
end of the tube when inserted (Figure 1) .

2.Worn tube sheet faces may be eroded 1/32" to 1/8" from the
edges of the tubes. It is important to find stoppers that are
flush with the tubes. The best way to install stoppers is to
push each one snug by hand (Figure 2).

3. Once the stoppers are installed, sandblast the entire sheet face.
For detailed procedures, follow the CLEANING section of the
Surface Preparation Guide. The stoppers will protect the tubes
from becoming worn or rounded. After blasting, blow out the debris
from the sheet using air. Next, follow the section DEGREASING of
the Surface Preparation Guide (Figure 3) .

‘ Figure 5&6
4. Prepare baffle plates and end plates of the tube sheet. Blast
plates to a SSPC5 as a guideline. (Figure 4) .
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Figure 6

‘ Figure 8

Figure 1

‘ Figure 3

Pump Repair

Pump repairs are very practical as
replacement can cost thousands
of dollars. Here is how to repair
pump volute areas and impellers

Follow the guidelines previously described for
SURFACE PREPARATION.

1.Since worn areas are usually "pitted”, and the substrate is
usually porous, surface preparation is vital. A good 3-5 mil
sandblasting profile is needed for best adhesion (Figure 1) .

2.Thoroughly degrease the area to remove any residual
abrasive medium lodged in pore of material (Figure 2) .

3.Fill all gouges, greater than 1/8" in worn areas, with mixed
Titanium Putty # 10760 or Ceramic Repair Putty #11700
compound. Use spatula or putty knife to smooth the surface.
A simple technique is to wet your hand and gently rub the
palm over the epoxy in a circular motion (Figure 3) .

4.Next, topcoat the entire volute area with Devcon's Brushable
Ceramic #11760 or #11765. Multiple coats are for a "Pin
hole" free finish. This creates a 15-25 mil chemical resistant
coating to protect the interior of the casing (Figure 4) .

5.For worn impeller blades, follow the same surface
preparation as for pump casing. Check for and clean off any
chloride contamination;-as-salts.react as a release agent and

can preveniocaa pemeling [0 S e (Figure 5) .
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