








SO MUCH TO BE SAID ABOUT THE
CURING OF EXTRUDATES

Effective heat transfer is crucial for
complete curing of the extruded article.
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Under pressure or not: depending on
the design of the heating tunnel, curing
takes place in the temperature range
from 150 to 600 °C. The curing con-
ditions and residence time must be
adjusted to the dimensions of the
extrudate.

Without pressure

Pressureless curing is used most often
in manufacturing tubes and profiles.

It is usually performed with > horizontal
heating tunnels, heated by resistance
heating, infrared bars with reflectors,
hot-air systems or ceramic black-light
lamps.

The extrudate is transported on special
adjustable-speed > conveyor belts of
steel plate or steel mesh. They run on
movable deflecting rollers to compensate
for the thermal expansion of the belt.
The return section of the conveyor belt
should also lie within the heating tunnel
to avoid undue cooling. If this is not
possible, coverings should be used
between the heating tunnel sections
to prevent heat losses.

Pre-curing often takes place at about
600 °C in a short horizontal heating tun-
nel. This precedes the principal heating
tunnel, which is coupled to the conveyor
belt. The extrudate is allowed to hang
unsupported in this shock zone.

In the case of relatively soft rubbers or
complicated profiles, a heating collar can
be attached directly to the extruder head.
This avoids deformation of the extrudate
between the extruder and heating tunnel.
However, the > extruder head must be
intensively cooled here and additionally
protected against radiant heat from the
shock zone.

In > cable production, horizontal ovens are
generally preferred. There is no conveyor
belt. The rubber is conveyed by a wire
drawn by means of a reeling device.

Extrusion

To ensure full exploitation of the heating
zone, the cable can be deflected back
and forth along a zig-zag path.

For many purposes > vertical extrusion
is to be preferred, using a vertical

> extruder head. The extrudate is first
prevulcanized in a vertical > heating
tunnel, guided over a roller and then
passed through the horizontal heating
zone. This mode of operation is an
alternative to the horizontal > shock
curing described above.

Under pressure

Curing under pressure is only used for
the production of cables. The telescopic
tube of the > CV line is bolted to the
extruder die and the system is heated
with steam at 4 to 20 bar. This inevitably
results in continuous application of satu-
rated steam to the extruder head. And
this must therefore be intensively water-
cooled to prevent curing of the silicone
rubber in the extruder head.

We recommend using this type of curing
with Crosslinkers C1 and C6. Because
of the high curing temperature, curing
should be carried out in steam at a mini-
mum of 6 bar. The curing time depends
on the length of the CV zone, the tem-
perature, available steam pressure and
wall thickness of the insulation. It is
between 0.5 and 2 minutes.
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GREEN GRADES ARE IDEAL

FOR CALENDERING

ELASTOSIL® R compounds can be
drawn out into film and sheet or cal-
ender-coated onto fabric. Especially
for these applications, WACKER has
developed a special grade', which is
characterized by a particularly high
green strength.

26

Green strength

The > green strength of soft silicone
rubbers can be increased with PTFE
powder. It is used in an amount of 0.2
up to 1 %, depending on its activity.
Mixing on roll mills is not a problem.
Commercial PTFE grades generally
lead to a homogeneous mixture.
However, the > die swell increases at
high concentration, leading to high roll
friction.

Processing

Three or four-roll > calenders are usually
used. Four-roll calenders provide a reliable
way of removing entrained air bubbles.
The rubber detaches from the roll more
easily if the roll is heated slightly and
treated with a release agent such as zinc
stearate. In the case of delicate fabrics,
we recommend skimming without using
friction. To achieve good adhesion of the
silicone rubber to fabrics, it is advisable to
pretreat them with appropriate > primers,
such as Primers G 718 and G 790.

Vulcanization

Continuous vulcanization may be carried
out in a heating zone downstream of the
calender, the “> Auma.” Sheets can also
be rolled up with a heat-resistant release
film? onto a reel, and then vulcanized in a
hot-air cabinet or steam autoclave. This
depends on the crosslinker used: pres-
sureless heating of calendered sheets in a
heating zone is only possible with rubbers
containing Crosslinker E. Where an Auma
is used, Crosslinkers C1 and C6 also come
into consideration.

"ELASTOSIL® R 760/70 grade
2 Such as a polyethylene terephthalate film



Calendering

ELASTOSIL® R solid silicone rubber grades
with high green strength do not soften and
stick to the rolls during milling.
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SILICONE RUBBER AT ITS BEST

Molded silicone rubber articles are
made by the > injection molding and
> compression molding machines
commonly used in the rubber indus-
try. Silicone rubber differs from or-
ganic elastomers only in the way it is
fed to the injection molding machine.
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Crosslinking systems

Where silicone rubber is vulcanized in com-
pression molds, all the above-described
peroxide agents can be used. However,
Crosslinkers C1 and C6 are to be pre-
ferred because of their high decomposi-
tion temperature. They facilitate mold filling
and reduce the risk of > scorching.

In exceptional cases, Crosslinker E, with
its low decomposition temperature, can
even be used. For example for curing on
substrates that cannot withstand the high
vulcanization temperature of C-class
agents.

Platinum-catalyzed two-part solid silicone
rubbers are added immediately before
processing and vulcanized taking into
account the > pot life." One-part systems
already contain catalyst and crosslinker.
They can therefore be used directly.

" For more information, see “Catalysis” on pages 14/15

Vulcanization

Peroxide compounds containing Cross-
linker C1 or C6 are vulcanized at molding
temperatures in the 170 to 200 °C range.
This also applies to platinum-catalyzed
solid silicone rubbers.

At high temperatures, premature vulcani-
zation may lead to inadequate mold filling.
Keyword: > scorching. The material’s
temperature should therefore not exceed
80 °C, especially since friction causes
further heating.

No significant vulcanization takes place
at temperatures below 160 °C. But don’t
forget that the platinum catalyst has a
different, faster initiation behavior in plati-
num-catalyzed grades. The temperature
should of course be chosen as high as
possible to reduce the vulcanization time,
and therefore the cycle times.

The vulcanization time is crucially deter-
mined by the process used and the thick-
ness of the parts. With automatic injec-
tion molding machines, you can preheat
the material before injection to significantly
reduce vulcanization time.



Release agents, for example WACKER
Mold Release Agent 32, are useful for
demolding, particularly when a new mold
is being broken in. In this case, a 1t0 3 %
aqueous solution of the release agent is
sprayed into the hot mold. This treatment
can be repeated regularly as required.

Too much > release agent often makes
the parts produced unusable: it accu-
mulates in front of the advancing rubber
during mold filling, particularly in injection
and transfer molds. As a result the rubber
is not a continuous mass, but contains
undesirable fault lines, which cause it to
fail prematurely.

As an alternative to external mold release
agents, Internal Mold Release Agent A
can be added to the rubber.

— Emission of cyclic PDMS and formal-
dehyde in small amounts is possible.

— Though not essential, we recommend
the use of an air extractor.

During metering to pure > screw machines,
the rubber strip, because of its low vis-
cosity, is easily sheared off by the screw.
We therefore recommend buying an
ingestor unit. This ensures forced fee-
ding of the material into the feed zone.
This problem does not occur in units with
a screw feeder and > plunger injection.

If necessary, light dusting of the silicone
rubber strip will prevent it sticking to the
extruder feed zone. It is normal to use

twin-plunger machines if warranted by
the size of the rubber dollies to be pro-
cessed.

Rubber articles are produced in com-
pression molds or transfer molds. They
are installed in presses, usually with hy-
draulic operation and steam or electrical
heating.

Compression molding is only appropri-

ate for short production runs or for large-

volume parts. For small-volume parts in
long production runs, it is preferable to
use > transfer molding.

Compression and injection molding

In compression molding, each cavity
must be filled with a precisely weighed
amount of rubber compound. In transfer
molding, only the feed hopper must be
fed a defined amount of silicone rubber.
This process is much more economical
when used with a sliding table unit,
especially for parts that are difficult to
demold. Only injection molding is more
economical than this process.

Compression and > transfer molds
can be made in much the same way as
injection molds." However, since the
pressure and flow rate in compression
and transfer molding is much lower,

mold making is not as critical.

" For more information, see our brochure
“Processing ELASTOSIL® LR Liquid Silicone Rubber”
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ROLLS AND HOSES
A SCIENCE IN ITSELF

Rolls are absolute precision compo-
nents. As a rule, the productivity of
a machine depends on top-quality
and durable rolls. Only the sum of
each carefully performed individual
step makes for a perfect roll.

Textile-reinforced silicone rubber

hoses are made by processes similar
to those used in the rubber industry.
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Preparation

First clean and derust the = roll core,
then degrease it with acetone, petroleum
ether or the like. The surface should be
smooth and clean. If possible, avoid
machined grooves on the roll surface.

If avoidable, they should never be sharp
edged, since they might otherwise shear
off the rubber.

Good adhesion of the rubber on the roll
core requires a > primer. For example,
Primer G 324x, G 790 or Adhesion
Promoter 90. They can be applied to the
metal surface as a thin film by brushing,
spraying or dipping."

Coating

Then cover the primed metal cores with
freshened, bubble-free rolled or calen-
dered sheets. To do this, roll them layer
by layer onto the roll core by means of a
hand or pressure roller. The thickness of
the rolled sheets depends on the desired
coating thickness. Avoid entrained air,
particularly at the metal surface, since
the rubber coating will become detached
at that point. Finally, trim off projecting
waste at the ends of the roll and fix metal
end disks to the roll core.

Bind the covered roll with strips impreg-
nated with a 5 % aqueous solution of
> Release Agent 32.

" For more information, see “Joining, bonding” on pages
36/37

Vulcanization
The bound, silicone-rubber-covered rolls
are vulcanized in the steam autoclave.

The good heat transfer means that vul-
canization is fast, and therefore saturated
steam is used for heating. For this pur-
pose the closed > autoclave is flushed
with steam with the release valve open,
and heated to 160 to 170 °C as quickly
as possible.

The vulcanization times will depend on
the thickness of the silicone rubber
covering. If it is below 5 mm, 20 to 30
minutes is usually sufficient. For cover-
ings between 5 and 30 mm, it takes
30 to 45 minutes. Rolls with low wall
thicknesses can also be vulcanized in
> compression molds or manufactured
in > injection molding machines.

Any atmospheric oxygen present during
vulcanization may cause a tacky surface.

Finishing

After the roll body has been cooled, the
covering can be ground by conventional
means. > Grinding is carried at a slow
rotational speed and a slow advance rate
of the roll, with the grinding wheel rotating
at as high a speed as possible. Avoid
overheating.

Please note:

— Additional shrinkage occurs during
postcuring. Don’t grind to the final
specification size until after postcuring.



Additional information

Manufacturing

There are two ways of manufacturing
hoses. Catalyzed silicone rubber is
calender-coated onto a fabric treated
with an appropriate > primer,’ such as
Primer G 718 or G 719. The fabric strips
are wound on a mandrel that has been
treated with a > release agent, such as
an aqueous solution of WACKER Mold
Release Agent 32.

And now the other way: the hose core
is extruded, braided and then extrusion-
coated with an outer layer in a cross-
head. For the core rubber, the viscosity
should be as high as possible, and as
low as possible for the outer layer in
order to improve adhesion. A typical
high-viscosity grade for the core is
ELASTOSIL® R 760/70.

Vulcanization

For crosslinking, we recommend Per-
oxides C1 and C6. In special cases,
however, Crosslinker E can be used.
The hoses are usually bound with cotton
strips previously impregnated with an
approximately 5 % solution of Mold
Release Agent 32.

Vulcanization is carried out in steam
autoclaves.? If the pressure in autoclaves
builds up very rapidly, binding may not
be necessary. Continuous vulcanization
can also be used.®

Elbows are produced by a batch pro-
cess, unless suitable special extruders
are available. In this case the hose pieces
are pushed onto a mandrel. This is made
easier by suitable lubricants such as talc.

" For more information see “Calendering” on pages 26/27
of this brochure

2 For more information see section on rolls on the
left-hand page

* For more information see “Extrusion” on pages 22 to 25
of this brochure
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ANY OTHER SPECIAL REQUESTS?

The standard grades in the
ELASTOSIL® R solid silicone rubber
range are complemented by various
products for highly specialized
applications. Please contact your
Technical Service consultant.
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Foaming

Silicone rubbers can be readily foamed
with traditional > blowing agents. As an
alternative to the controversial azoisobu-
tyronitrile (AIBN), WACKER offers two
nontoxic > blowing agent batches for
the production of open-cell or closed-
cell > foams.

> Punching

Extruded, calendered and compression-
molded semifinished products can be
punched to form parts such as gaskets,
O-rings, etc. For small production runs,
this process may be more economical
than compression molding.

The rubber must withstand punching
without its edge crumbling and without
deformation. Too high a notch strength,
as in the ELASTOSIL® R 420 series, is
therefore not desirable. Blends of elastic
grades and standard extrusion grades
are usually a good compromise: for
example a blend of ELASTOSIL® R 861
and ELASTOSIL® R 401 or ELASTOSIL®
R 402. This ensures a good quality

semifinished product with good punching
properties. However, always carry out
preliminary tests.

Self-adhesive silicone rubber

> Self-adhesive silicone rubbers are mainly
used for the production of > hard/soft
composites by coinjection molding.
However, > transfer and > compression
molding can also be used. The principle
is just the same as for other platinum-
catalyzed rubbers, such as ELASTOSIL®
R plus 4070.

Self-adhesive silicone rubbers are formu-
lated so as to build up adhesion to the
substrate during the vulcanization time.
The substrate may be a metal, thermo-
set or thermoplastic. Adhesion is just
strong enough to allow smooth demold-
ing without sticking to the mold. The ulti-
mate adhesive strength is only obtained
after postcuring or storage.'

" For more information, see our brochure “Self-Adhesive
ELASTOSIL® Silicone Rubber Grades”



L

ELASTOSIL® R and ELASTOSIL® R plus
silicone rubbers can be tailored for any
application as foams, self-adhesive com-
posites or through specific processing
technologies. This offers processors
maximum flexibility.

Additional information
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POSTCURING TEMPERATURES

Once the finished cured rubbers
have left your machine, they have to
undergo secondary finishing in one
way or another. They may have flash
or defects; sprue waste or talc has
to be removed. Some rubber articles
also have to be postcured.
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As with other elastomers, silicone rubber
articles can be finished by cryogenic
deflashing with liquid nitrogen or with
abrasive paper. The injection moldings
are usually free of flash.

Peroxide-crosslinked silicone rubber parts
still contain > by-products of the cross-
linking chemicals after vulcanization.
Where Crosslinker E has been used, these
by-products migrate over several hours
to the surface of the rubber, where they
are deposited as white crystals. C-class
crosslinkers, on the other hand, impart

a characteristic odor to the cured-rubber
products. Postcuring in a heating cabinet
at about 200 °C removes the undesirable
side effects. It also significantly improves
the compression set, since the rubber
reaches its ultimate properties.

When postcuring is optional
Stabilizer R prevents > bleeding of the
by-products from Crosslinker E and also
improves the compression set. Thus,
with many extrusion grades, postcuring
is unnecessary, for example for window
profiles.

Stabilizer R should also be used where
large-volume parts vulcanized with Cross-
linker E have to be postcured. Even if the
oven temperature is raised gradually to
200 °C, interior softening of the rubber
may occur with thick-walled extrudates
or large cross-section profiles. This
reaction may be the result of chemical
attack by dichlorobenzoic acid, a
primary by-product of Crosslinker E,
and the stabilizer inhibits it by binding
the > by-products.

When postcuring is essential

Parts for use in the food and pharma-
ceutical industries must be postcured.
Current regulations' permit no more
than 0.5 % weight loss after 4 hours’
storage of the finished part at 200 °C.
The same also applies to platinum-
catalyzed parts.

" In accordance with the BfR and the European
Pharmacopoeia



Postcuring requires an air exchange
of at least 120 liters of fresh air per
minute and kilo of rubber. This prevents

reversion of the rubber, which can be
recognized by its softening. And avoids
the risk of deflagration or explosion of
liberated volatile compounds: these
include crosslinker by-products plus
small amounts of polysiloxane.

Silicone rubber parts crosslinked by
means of platinum catalysts do not con-
tain crosslinker by-products, but they
should still be postcured as described
to remove volatile components.

When placing the rubber parts in the

postcuring oven, do not allow them to
touch one another, since they may stick
together. If they are well vulcanized there
is little risk of this. Soft rubber grades
tend to stick more.

Place the rubber parts on wire mesh or
perforated metal trays. To ensure good

contact with fresh air, tubes and profiles
should be wound into spirals first.

In the production of > cables, the cable
drum should be loosely wound. Air circu-
lation can be promoted by placing spacer
rods between the layers.

The temperature gradient during post-
curing depends on the thickness of the
parts: the thicker the finished part, the
lower the chosen starting temperature
and the slower the temperature should
rise. After heating, postcuring should
continue for at least 4 hours at 200 °C
(see table).

The > postcuring ovens must be able
to maintain a constant temperature to
an accuracy of at least = 5 °C. It is
highly advisable to use a temperature
chart recorder.

Platinum-crosslinking grades should
never be postcured in contact with pero-
xides or their by-products. Even the pre-
sence of these compounds in the venti-
lation air can affect the basic properties
of the rubbers. Also avoid contact with
volatile components of organic rubbers.

Part thickness Vulcanization start

10 mm at 150 °C
6-10 mm at 180 °C
6 mm at 200 °C

Postcuring

Rotary ovens permit optimum air throughput.
This makes them ideal for the manufacture
of complex, small and medium-sized rubber
articles.
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BONDING FOR LIFE

There are many ways of bonding
silicone rubbers to metal and non-
metal materials. With the self-adhesive
ELASTOSIL® R solid silicone rubber
grades it is now even possible to bond
directly to the substrate.

' This corresponds to our Crosslinker C1
2 This corresponds to our Crosslinker C6
® For example, our Crosslinker E
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Silicone rubber to metal

The > Primers G 3242, G 3243, G 3244

and G 3246 are ideal for bonding silicone

rubber to metal surfaces during the

vulcanization process. They are suitable

for a number of applications:

— For coating metal rolls

— For producing damping and spring
elements

— For shaft seals

— For elastomeric coatings

The red primer G 3244 is highly visible
on the substrate surface, making uniform
application easier. Colorless primers

G 3242 and G 3243 differ only in their
viscosities:
High viscosity

G 3243 > G 3244
G 3246

Low viscosity
> G 3242

Silicone rubber to nonmetals

For bonding ELASTOSIL® R rubbers
to glass, ceramics, textiles and other
nonmetals, we supply Primers G 718,

G 719 and G 800 and Silanes GF.

For covering smooth surfaces, we
recommend Primer G 718. For highly
absorbent or porous surfaces, Primer
G 719 is ideal.

Stage by stage

— Thoroughly clean the metal surface by
blasting with sand or glass spheres,
degrease the surfaces with solvents
such as petroleum ether or acetone

— Apply the primer by spraying, dipping or
brushing. For spray guns or automatic
units, we recommend > Primer G 3242.
Higher viscosity primers G 3243 and
G 3244 are ideal for brushing on.

— Allow the primed metal parts to dry
in air for 15 minutes. With maximum
24 hours’ drying time, keep the primed
surfaces free of dust and dirt.

— For large-area coverings in the press
and for producing rolls or rubber-metal
composites by injection molding, bake
the primer for 20 to 40 minutes at 120
to 140 °C. This prevents shear forces
from disturbing the primer film during
vulcanization.

— > Acyl' or > alkyl peroxides? adhere
much better. Certain acyl peroxides®
should only be used if the substrate
does not resist high temperatures.

— For heat-sensitive substrates, bonding
is always better than vulcanizing. For
a silicone-metal bond, Primer G 790 is
also very well suited.

Please note:

The primers were developed based on
moisture-sensitive compounds. There-
fore you should only open the containers
briefly and never return unused primer
to the container.

One-part systems

For > bonding vulcanized rubber or bond-
ing silicone rubber to other substrates,
we offer one-part silicone rubber adhe-
sives (RTV-1), which cure under the effect
of atmospheric moisture. They are sup-
plied ready for use in tubes or cartridges.

One-part adhesives ELASTOSIL® E 41
and ELASTOSIL® E 43 have proved
successful. E 43 is a solventless, heat-
resistant transparent adhesive. E 41 is
an 80 % dispersion of the same product
in toluene. Because of its better flow
properties, ELASTOSIL® E 41 is easier



to use than ELASTOSIL® E 43. But be
careful: large-area adhesive bonds
with relatively thin silicone rubber parts
may warp because of the swelling
effect of the toluene.

— Carefully clean the rubber parts to be
bonded and, where appropriate, the
substrate and degrease if necessary

— Apply one-part silicone rubber adhe-
sive (RTV-1) in a film 0.5 mm thick

— Cut the ends of round cord or profiles
at an angle before bonding to provide
as large a bonding area as possible

— Immediately press the parts together
and clamp them until the adhesive has
cured

— Depending on the atmospheric humidity,
the optimum bond strength is reached
within 12 to 15 hours at room temper-
ature. Bonding proceeds much faster
at a temperature between 50 and 100 °C
and at higher atmospheric humidity.

— Please note: during curing of the
ELASTOSIL® E silicone rubber one-part
compounds, acetic acid is liberated.
This can cause corrosion of many metals.

— Metals adhere better if appropriately
pretreated, for example, with Primer
G 790. This also helps to prevent
corrosion of the substrate. For very
corrosion-sensitive materials, we
recommend the use of amino-curing
or neutral systems.

With articles produced in large series,
the long reaction time of RTV-1 systems
often leads to space problems. In such
cases, two-part silicone rubber adhesives
(RTV-2) are an economic alternative.

They also provide an efficient means of
bonding large surface areas.

The RTV-2 paste is applied thinly to the
contact surface, and the bonded part
then secured under slight pressure in a
clamp. Curing is effected by direct heat,
either with a hot-air gun or in an oven.
The time needed for curing will depend
on the type of heating and the heat capac-
ity of the parts to be bonded. Once it
has reached about 170 °C, the joint itself
needs only 20 to 30 seconds to cure.

For corner welding of profiles with
special equipment, we recommend very
low-viscosity HTV silicone rubbers as

welding compounds. If required, stan-
dard grades can also be softened by
the addition of about 5 to 10 % of
Mastication Aid 4.

For direct adhesion of silicone rubber
to a substrate, WACKER supplies
self-adhesive grades, such as the
ELASTOSIL® R plus 4070 series. They
build up adhesion to the substrate during
vulcanization, but not to the tempered
tool steel of the mold. Their adhesion
will vary depending on the substrate.
We therefore recommend tests, which
we will be glad to undertake for you in
our laboratories. Adhesion is generally
very good to metals such as steel,
aluminum or brass, as well as to many
thermoplastics and thermosets. Please
remember that a two-part or two-stage
process should be used, since the
plastic substrate must still have an
exposed surface.

Joining, bonding

Silicone rubber articles can be provided
with durable surface decoration' by
various > coating systems. ELASTOSIL®
RD 3151 or ELASTOSIL® LR 3153 grades,
for example, increase > abrasion resist-
ance.

Silicone-rubber articles can of course
be easily printed, for example with inks
based on the ELASTOSIL® RD 6250
dispersion or special silicone inks."

" Please ask our Technical Service team if you would
like to know more about this topic
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We extend thanks to Starlim for their
kind assistance with the photographs
in this brochure.
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WACKER
AT A GLANCE

WACKER

is a technology leader in the chemical
and semiconductor industries and

a worldwide innovation partner to cus-
tomers in many key global sectors.
With around 14,700 employees,
WACKER generated sales of €3.34
billion in 2006. Germany accounted
for 20 % of sales, Europe (excluding
Germany) for 28 %, the Americas for
20 % and Asia-Pacific, including

the rest of the world, for 32 %.
Headquartered in Munich, Germany,
WACKER has some 20 production
sites worldwide and a global network
of over 100 sales offices.

With R&D spending at 5 % of sales

in 2006, WACKER is among the world’s
most research-intensive chemical
companies.

WACKER

WACKER SILICONES

is a leading supplier of complete silicone-
based solutions that comprise products,
services and conceptual approaches. As
a provider of solutions, the business divi-
sion helps customers press ahead with
innovations, exploit global markets fully,
and optimize business processes to
reduce overall costs and boost productiv-
ity. Silicones are the basis for products
offering highly diverse properties for vir-
tually unlimited fields of application, rang-
ing from the automotive, construction,
chemical, electrical engineering and elec-
tronics industries, through pulp and
paper, cosmetics, consumer care and
textiles, to mechanical engineering and
metal processing.

WACKER POLYMERS

is the global leader for high-quality bind-
ers and polymer additives. This business
division’s activities encompass construc-
tion chemicals and functional polymers
for lacquers, surface coatings and other
industrial applications, as well as basic
chemicals, i.e. acetyls. Products such
as dispersible polymer powders, disper-
sions, solid resins, powder binders and
surface coating resins from WACKER
POLYMERS are used in the construction,
automotive, paper and adhesives
industries, as well as by manufacturers
of printing inks and industrial coatings.

WACKER FINE CHEMICALS

As an expert in organic synthesis, silanes
and biotechnology, WACKER FINE
CHEMICALS supplies innovative biotech
products and catalog chemicals for life-
science and consumer-care customers
worldwide. Its product portfolio includes
cyclodextrins and cysteine, organic
intermediates and acetyl acetone. A key
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specialty is the contract manufacturing of
pharmaceutical proteins via microbial
systems.

WACKER POLYSILICON

has been producing hyperpure silicon for
the semiconductor and photovoltaics
industries for over 50 years. As one of the
largest global manufacturers of polycrys-
talline silicon, WACKER POLYSILICON
supplies leading wafer and solar-cell
manufacturers.

Siltronic

is one of the world’s leading producers of
hyperpure silicon wafers, supplying many
major chip manufacturers. Siltronic devel-
ops and produces wafers up to 300 mm
in diameter at facilities in Europe, the
USA, Asia and Japan. Silicon wafers form
the basis of state-of-the-art micro and
nanoelectronics used, for example, in
computers, telecommunications, motor
vehicles, medical technology, consumer
electronics and control systems.
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The data presented in this brochure are in accordance with
the present state of our knowledge, but do not absolve the
user from carefully checking all supplies immediately upon re-
ceipt. We reserve the right to alter product constants within
the scope of technical progress or new developments. The
information given in this brochure should be checked by pre-
liminary trials because of conditions during processing over
which we have no control, especially where other companies’
raw materials are also being used. The information provided
by us does not absolve the user from the obligation of inves-
tigating the possibility of infringement of third parties’ rights
and, if necessary, clarifying the position. Recommendations
for use do not constitute a warranty, either express or im-
plied, of the fitness or suitability of the product for a particular
purpose.

WACKER

SILICONES

Wacker Chemie AG
Hanns-Seidel-Platz 4
81737 Munchen, Germany
info.silicones@wacker.com

www.wacker.com
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