8088L Epoxy Adhesive 225 psig Repair Kit

Higher pressure overwraps available upon request.

Precautions

NQOV Fiber Glass Systems DOES NOT recommend instal-
lation testing with air or gas because of the safety hazards
created.

Wear gloves and eye protection. Avoid contact with the ad-
hesive and hardener, since they are capable of causing skin
and eye irritation. If contact is made, flush with water and
wash with soap and water.

Avoid inhaling fumes. Work in a well ventilated area.

When adhesive is allowed to set up (harden) in the metal con-
tainer, the container may reach approximately 400°F. Do not
handle hot containers without heavy gloves. This exothermic
reaction will generate a heavy, dense, foul-smelling smoke;
therefore, the container should be placed outdoors in an
open area until it cools. Avoid inhaling smoke.

The user should read and follow solvent manufacturer’s
safety recommendations when working with solvents.

8088L Repair Kit Contents

Description Quantity
8.0 oz. Can 8069 Base Adhesive 5
8069 Filler Kit 2
Container Hardener 5
2” Paint Brush 5
Glass Cloth 8in. x 7.5 yds.
Paper Towels Approx. 25
Wooden Stir Sticks 5
Sandpaper 1 pc.
Disposable Gloves 5 pr.
Instruction Sheets 3

Description: 8088L adhesive repair kit is an ambient tempera-
ture cure epoxy adhesive system. When properly mixed, the
working or “pot” life is approximately 15 minutes at 75°F (24°C).

INTRODUCTION

If a joint leaks because of improper installation, you can repair
it by overwrapping with glass cloth and resin.

Note: The surface must be clean and dry. There must not be
any pressure on the line or any fluid leaking from the joint when
performing this procedure.

In cool weather, the work area may have to be covered and
heated to ensure a good overwrap (movable tent or other por-
table structure can be constructed with space heaters, etc.).
The temperature in the work area must be 75°-90°F (24°-32°C)
with uniform heating. Hot and/or cold sections of overwrap
can overheat and/or sag. The overwrap must also be protect-
ed from the sun, which will produce a temperature differential
from the top side to the bottom side.
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PREPARATION OF SURFACE

1. Use a grinder or sander with coarse sandpaper (40 grit or
less) to remove gloss five inches on either side of the joint
(see Fig. 1).

Repair cannot
be made with
line under
pressure

Area to repair
must be dry

Figure 1

2. Bevel the shoulder of the bell with the grinder to blend it in
with the pipe wall, i.e. there must be a smooth slope from
the raised coupling, pipe bell end, or fitting to the pipe wall
(see Fig. 2). A smooth transition between the two diame-
ters by using one can of 8069 adhesive and two 8069 filler
kits as a putty. This putty can be applied at the edge of the
bell to form a slope which removes the step between the
coupling, pipe bell end, or fitting and the pipe. The length
(distance along the axis) of this putty compound should be
held to a minimum. The putty has limited pressure capa-
bilities and is used only to ensure that the glass cloth is not
laid over a sharp break in contour. Usually, 3/2” of tapered
putty slope is sufficient.
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For pipe to pipe joints butt two ends of pipe together and
secure where they cannot move. Cut two 1” x 1” patches
of glass for 2”7-4” pipe, three patches for 6”-8” pipe and
four patches for 10”-16” pipe. Mix one can of adhesive
and hardener and spread on both the pipe and the glass
patches. Apply patches evenly around the pipe. Allow to
cure. Add the 8069 putty to fill in gaps between the two
pipes. A hot air gun may be used to accelerate the cure.
When patches are cured, re-sand both the patches and
the putty in the gaps. Be sure there are no bulges.

After the pipe has been sanded or scarfed, further prep-
aration is not required for bonding unless contaminated
with oil, grease, handprints, etc. High strength bonds are
assured by clean surfaces. Contaminated surfaces must
be resanded or cleaned with a degreaser such as acetone
or trichloroethylene.

BASE RESIN MIXING

1.

The number of kits required for each joint is shown in Table
1. Pipe to pipe joints may require an additional can
of adhesive per joint.

Pour entire contents of hardener container into the adhe-
sive container. NEVER ATTEMPT TO SPLIT A CONTAINER
OR ADHESIVE OF HARDENER.

Mix the adhesive and hardener together with the wooden
mixing stick. Continue mixing until a consistent mix is ob-
tained and all adhesive is mixed in from the edges and
corners of the can. A smooth flow indicates adequate mix-
ing.

Do not use a power mixer for the adhesive.
Occasionally stir the mix during application.

If the adhesive becomes warm and starts to set up (hard-
en) in the container, safely dispose of the container. DO
NOT USE THIS ADHESIVE ON THE JOINT.

Number of Kits Required per Joint

Table 1 - 8088L

Pipe Size No. Kits per
g} Joint
2* 0.25
3* 0.25
4* 0.50
6* 0.50
8 1.00
10 1.75
12 2.00
14 3.00
16 4.00

il

*Note: Use 8088S for 1"-6" repairs.

APPLICATION OF REINFORCEMENT

Note: The surface must be clean and dry. There must not be
any pressure on the line or any fluid leaking from the joint when
performing this procedure.

1.

When a high degree of chemical resistance is required,
use the adhesive putty to fill all gaps and to use as a tran-
sition bead between fittings and pipe. For pipe delami-
nation repairs, apply a thin layer of the putty over the af-
fected area not to exceed 1” in diameter.

For 2” through 6” diameter pipe, use six layers of glass
cloth; for 8” through 16” diameter pipe, use one layer per
each inch of diameter (e.g. 8” = 8 layers, 10” = 10 layers,
etc.).

Using a paint brush, apply a liberal coat of the mixed resin
to all sanded areas (see Fig. 3). Remove any bristles that
may have worked loose from the brush.

Each piece of glass must be slightly longer than the previ-
ous piece, because the outside diameter (O.D.) of the pipe
becomes larger as you add glass cloth. Cut the first piece
to allow for 2” of overlap. Then, when this length is no lon-
ger sufficient to overlap at least '/2” on the ends, determine
a new length with 2” of overlap.

Figure 3

Glass Cloth

Center a piece of glass cloth over the joint. Pull on the
cloth while positioning it, and wet it out by painting with
resin. Brush to remove any trapped air bubbles in the
wrap. Start at one end of the cloth and work around the
circumference, wetting the cloth with resin. Work the
cloth away from the starting end and from the center of
the cloth to the sides. The cloth must be thoroughly wet-
ted with resin, but do not spend a lot of time in one area,
as the cloth will wet out (lose its shiny-white appearance)
with time. By the time the cloth has been worked down
smooth with no air beneath it, most of it will be wetted
out. In areas that remain unsaturated, brush the area in
smooth strokes in the same direction the cloth was laid.
Work out any wrinkles in the same manner. (See Fig. 4.)
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Check overwrap




6. Center the next piece of glass cloth on the joint starting
from a new point on the circumference. Stagger the over-
lap of the ends to prevent thick sections or humps in the
overwrap. Apply some tension to the glass cloth while
positioning it in order to work the resin through the cloth.
Smooth the glass around the circumference before add-
ing more resin. Use only enough resin to wet out the cloth.
Excess resin will run to the bottom of the wrap and may
cause the entire wrap to sag (in which case the wrap must
be removed and restarted).

7. If the overwrap starts to give off heat, discontinue wrap-
ping and let the joint cure and cool. Sand the cured layers
to remove the gloss before restarting the overwrapping
procedure.

8. Pay particular attention to the bottom of the overwrap, as
this is the area that may sag and is most difficult to see.

9. In weather above 90°F, (32°C) protect the overwrap from
direct sunlight.

ADHESIVE CURE

1. Cure time depends on ambient temperature, overwrap
thickness, and quantity of resin used during wet out of
glass. A joint that exothermic (generates excess heat)
and delaminates or bubbles is structurally weak and will
contain channels or voids that may permit leakage. A
weak joint should be removed by sanding the overwrap off
or cutting out the entire joint out.

Initial cure usually occurs within four hours at 75°F (24°C).
A joint that generates absolutely no heat may require sev-
eral days to cure. At low working temperatures, external
heating sources such as space heaters may be required.

Caution: Do not apply direct flame to pipe and fitting joints.
DO NOT apply electric heating collars to a wet joint.

Tapping the cured joint and pipe with a small metal object
can indicate whether the joint is completely cured. If the joint
sounds the same as the pipe, the cure is complete. A dull
sound indicates an incomplete cure.

Note: When fully cured, the resin should not be soft or sus-
ceptible to penetration with a probe or knife blade.

For more information, see NOV Fiber Glass Systems Pipe In-
stallation manual.

Note: This repair method is suitable for most chemical ser-
vices, but it is not suitable for permanent repair of some ex-
tremely corrosive services handled by GREEN THREAD® pipe.
Some such services could attack the overwrap materials and/
or the pipe wall under the overwrap. Contact your NOV Fiber
Glass Systems representative if in doubt about the use of this
repair method.

should be reviewed.

Adhesive Disposal: Once the adhesive and hardener have been mixed
and reacted, nothing can be extracted, and it is classified as non-hazard-
ous material. Dispose of in a normal manner as other solid wastes. Excess
adhesive and hardener can be mixed, allowed to react, and disposed of as
above. If extra jars of adhesive or hardener have accumulated without the
other component to mix and react, contact your NOV Fiberglass Systems
regional manager. Hardener jars, when empty are not subject to EPA regu-
lations and can be disposed of in a normal manner. These guidelines are
based on federal regulations. State and local regulations and ordinances

Call Chem Tel for chemical emergencies, spills:
Hotline/MSDS Fax Access 800-255-3924

Internationally Call +01-813-248-0585
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