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M ALDENWANGER

WH-1500 Refractory Cement
Handling Instructions

Morgan Advanced Materials

Haldenwanger GmbH
Teplitzer Str. 27
84478 Waldkraiburg

WH-Feuerfestkitt Teil A (1 kg)

Charge: 15101

Step 1. Getting Prepared

Visual Appearance of the Two Glue Components:

WH-1500 Part A component typically comes as a loose powder,
whilst WH-1500 Part B component is a low viscosity liquid. If
one or the other should show a different appearance (e.g., due
to exceeding the “best-hefore” date or due to keeping under
inappropriate storage conditions), this may be an indicator

that the typical performance of the glue may be impaired.

Preparation of the Surfaces:

In order to achieve the optimum gluing result, all kinds of fatty,
oily, dusty, and any other residues need to be completely
removed from the surface areas of the two joining parts.

This may be achieved by using highly volatile organic solvents,
such as acetone, if necessary, in combination with a mechanic
surface treatment, e.g. brushing. Depending on the kind of surface
contamination, ceramics parts may additionally be subjected to
a thermal treatment at a temperature of approx. 1,000°C.
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Step 2: Joining

Mixing of the two Components:

Mixing of the two constituent components, WH-1500

Part A and WH-1500 Part B, shall be conducted according
to the consistency required for the application ahead.

The following table shows typical mixing ratios for various
applications. Common working (hardening) times are in

the range of 10-40 minutes.

Ratio of the two
cement components
Part A : Part B

Typical areas
of application

Small joining gaps between
the two parts

Dense as well as porous materials

12:1 Various materials (ceramics/metals)
Long working time
(retarded hardening)
Large joining gap between
the two parts
24:1

Porous Materials
Short working time (fast hardening)

When mixing or working with WH-1500 refractory
cement, working safe is of paramount importance.
To this end, we recommend the use of at least safety
glasses and gloves. For further information for your
personal safety please refer to our safety

data sheets for the two components.

Joining and Hardening:

Apply a thin layer of WH-1500 on each of the surface areas
of the two parts to be joined. In the case of porous materials,
applying a primary layer of WH-1500 Part B component onto
the surface may reduce the uptake behavior of the surfaces.

WH-1500 has a hydraulic binding behavior. Depending on
the joining gap between the two parts, the cement should be
dried for 24—48 hours at room temperature. Gaps between
two parts typically ought to be in the range of between
0.3-15 mm. Complete drying of the parts is obtained

by subjecting them to an additional heat treatment at
50-100 °C.

In a mix of the two components with a higher content of
WH-1500 Part A, heat treatment at 1200 to 1500 °C
in air will help enhance the mechanic strength of the joint.

Remark:
When metals such as aluminium, tin, zink, and copper,
are joined a passivation of the metal surface takes place.
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