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GUIDELINES FOR MANUAL MIXING  

  

When using structural methyl methacrylate (MMA) adhesives, specifically MK 230-
HV, ensuring the product has been mixed sufficiently is crucial for achieving the 
optimum product performance. MASTIKOL® have therefore put together this guide 
for the manual mixing of bulk MK 230-HV to aid customer’s in ensuring there product 
is completely mixed before use.   

  

➢ Why is it important to ensure that the product is completely mixed?  
Inadequate mixing of MK 230 PART A with activator (MK 230 PART B) can lead to reduced product 

performance. Ensuring that the product is completely mixed means the adhesive will perform to 

its highest standard providing a structurally sound bond provided that the components are 

assembled correctly. Insufficient mixing of the adhesive could later lead to bond failures. 

Insufficient mixing could affect the uniformity of the cure or produce intermittent uncured or 

under cured beads. This can lead to weak points in the bonds.   

  

➢ What are the effects of poor mixing?  
Poor mixing can have the following effect;  

- Loss of reactivity  

- Inconsistency in cure speed between  batches -  Inconsistent 

cure (i.e. soft spots)  

  

➢ Guidelines for hand mixing MK 230-HV  
  

Material Preparation   

- Store both components in temperature controlled space between 15 to 25°C.   

- Keep all products in sealed containers until it is time for application.   

- Determine the amount of adhesive mix required for the specific bonding area.   

- Accurately weigh out the adhesive and activator using digital scales capable of reading to  

0.01.   

- Use Table 1 to determine the component weights for the required amount of mix.   
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Table 1: Component weights to yield approximately 10kg of mixed material  

  

  

  

 Mix Ratio   

8:1 (By volume)  10:1 (By volume)  12:1 (By volume)  

Weight A (kg)  8.62  8.82  8.95  

Weight B (kg)  1.28  1.05  0.88  

Weight Mix (kg)  9.90  9.87  9.84  

  

    Table 2: Component Weights to yield approximately 5kg of mixed material  

  

  

  

 Mix Ratio   

8:1 (By volume)  10:1 (By volume)  12:1 (By volume)  

Weight A (kg)  4.04  4.54  4.14  

Weight B (kg)  0.60  0.54  0.41  

Weight Mix (kg)  4.64  5.08  4.55  

  

  Mixing Procedures   

  

Air Powered Paddle Drill Mixing   

1. Use a paddle type pneumatic mixer for combining the A and B components.   

2. Use the lowest practical speed (RPM) setting to avoid “foaming” in the mix. This can be a 

result of high RPMs  

3. Mix until a uniform (streak-less) grey mixture is achieved.   

  

Manual Mixing   

➢ Use a clean, stainless steel or plastic spatula.   

➢ Mix over a neutral surface such as polyethylene sheet  

a. Do not mix on porous surfaces as the reactive components can be absorbed.   

➢ Mix rapidly and thoroughly until a uniform grey mixture is obtained.   
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a. Avoid the introduction of air during mixing.   

  

  
  

  

➢ Bead Quality Check   
  

 A reliable way to determine the quality of the manually prepared mixture is by measuring the 

hardness development on the bead surface. Typically, when the adhesive reacts and reaches its 

peak exotherm, the surface will begin to form a hard skin. There are several scales of hardness 

measurements; in all cases the values represent the depth of indentation into the adhesive as a 

result of applied force. Shore D scale is seen to be suitable for most MMA adhesives.   

  

Preparing a Bead Sample  

1. Ensure the durometer is calibrated before use.   

2. Prepare a plate (metal or fibreglass) 30cm x 30cm for dispensing the bead on.   

a. Clean and dry the plate before any adhesive application.   

3. Record the time of when the adhesive mix was complete.   

4. Fill a piping bag (see figure 1) with mixed adhesive and cut the tip to the appropriate width.  
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5. Dispense a 15 to 20cm long bead with the approximate diameter of 25.4mm.   

6. Allow the bead to cure undisturbed and reach fixture time.   

a. See SG230 TDS for the specific fixture times at 24°C.  

7. Take six readings along the bead marking the bead where each reading was taken.   

  

Measurement  

1. Place the bead sample on a level sturdy surface.   

2. Aim the durometer pin at the highest point of the bead and press straight down firmly.   

3. Record the maximum reading attained and repeat the test along the bead.   

4. Calculate the average of six readings.  

a. If the average falls below 40, wait 10 minutes to take a second set of readings.   

b. At fixture time, the Shore D reading has to be greater than 40.   

c. If the average continues to fall below 40, at twice the fixture time, consult your 

MASTIKOL Technical Service group.   
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Figure 1: Piping bag used for dispensing adhesive  

  

  
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Figure 2: Shore D durometer reading on cured MK 230-HV bead  
  

  
Figure 3: MK 230-HV test bead  


