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Rakoll®surepress 

with Surepress MP Crosslinker 
 

Type of Product Polyurethane dispersion adhesive for membrane press. 

Product Characteristics − good adhesion properties on plastic foils 

− mixed with Surepress MP Crosslinker, it achieves higher heat 

resistance 

− the mixture can be readily sprayed and provides a good and even 

coating 

− Surepress MP Crosslink is a solvent-free liquid isocyanate which 

mixes easily with the adhesive 

Typical Applications Bonding of thermoplastic laminates on shaped parts in membrane 

presses. 

Suitable substrates PVC, ABS, PET foils, wooden boards, etc. 

Proper tests should be made in advance to determine if the materials 

can be bonded with this adhesive. 

Typical Properties 

Property Value 

Base PUR Dispersion 

pH approx. 7 

Viscosity (Brookfield RV, Sp3, 20rpm, at 20°C) approx. 1 900 mPa.s 

Shelf life 6 months 

 

 



 

 

 
 
 
IMPORTANT: Information, specifications, procedures and recommendations provided (“information”) are based on our experience, and we believe this information to be accurate. 
No representation, guarantee or warranty is made as to the accuracy or completeness of the information or that use of the product will avoid losses or damages or give desired 
results. It is purchaser’s sole responsibility to test and determine the suitability of any product for the intended use. Tests should be repeated if materials or conditions change in 
any way. No employee, distributor or agent has any right to change these facts and offer a guarantee of performance. 
 
® and ™ are trademarks of H.B. Fuller Company (“H.B. Fuller”) or one of its affiliated entities. 
 
NOTE TO USER: by ordering/receiving product, you accept the H.B. Fuller General Terms and Conditions of Sale applicable in the region. Please request a copy if you have 
not received this documentation. These Terms and Conditions contain disclaimers of implied warranties (including but not limited to disclaiming warranties of fitness for a 
particular purpose) and limits of liability. All other terms are rejected. In any event, (1) the total aggregate liability of H.B. Fuller for any claim or series of related claims, 
however arising, in contract, tort (including negligence), breach of statutory duty, misrepresentation, strict liability, or otherwise, is limited to replacement of affected products 
or refund of the purchase price for affected products. (2) H.B. Fuller shall not be liable for loss of profit, loss of margin, loss of contract, loss of business, loss of 
goodwill, or any indirect or consequential losses arising out of or in connection with product supply. (3) Nothing in any term shall operate to exclude or limit H.B. Fuller’s 
liability for fraud, gross negligence, death, or personal injury caused by negligence, or for breach of any mandatory implied terms unless permitted by law. 
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Rakoll®surepress 

with Surepress MP Crosslinker 

 

Application Instructions Preparation: 

Rakoll®surepress and Surepress MP Crosslinker must be mixed 

together homogeneously so that the finest possible distribution is 

achieved. For this purpose, the components should be mixed using 

motor-driven agitating paddles. The hardener is added to the agitated 

adhesive. 

 

Mixing ratio: 

− 100 parts by weight Rakoll®surepress 

− +5 parts by weight Surepress MP Crosslinker 

 

Pot-life: 

− 8 – 10 hours at approx. +20°C. 

(Pot-life depends on ambient temperature) 

 

Application method: 

The adhesives mixture is best applied using HVLP (High Volume Low 

Pressure) spray guns, nozzle diameter 1,0 – 1,8 mm. 

The quantity to be applied depends on the type of material and the 

shape of the parts. It can vary within a wide range and can only be 

determined by trials for a given set of variables. As a rough guideline, 

it can be assumed: 

− 50 – 60 g/m2 on the machined surface 

− 20 – 40 g/m2 on the non-machined surface 

 

Drying: 

The adhesive should be allowed to dry completely. The required 

drying time is affected by external factors, such as room climate, 

quantity applied, absorbency of the material, etc. For normal 

temperatures, 20 minutes to one hour can be assumed. Heat and/or 

air motion reduce the drying time. 

 

Press conditions: 

The pressing conditions depend on factors such as the thickness of 

the laminate (and its stiffness), the shape of the part to be coated, etc. 

They must be adapted to the situation. 

http://www.hbfuller.com/
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Rakoll®surepress 

with Surepress MP Crosslinker 

Application Instructions Starting values for trials: 

Membrane temperature: 80°C – 120°C 

(Not identical with the temperature setting of the press!) 

 

Recommended activation temperature in the glue line: minimum 62°C 

Press pressure: 3 – 4 bar 

Pressing time: 80 – 120 seconds 

 

The initial strength is adequate for careful processing. 

However, final strength of the bond is achieved after minimum 72 

hours if the bonded parts were stored at standard ambient 

temperature.  

 

Heat resistance: 

The final heat resistance of the manufactured pieces depends 

amongst other factors on the glued materials and the shape of the 

profiles. No general statement can therefore be made regarding the 

heat resistance. Typical values reached approx. 90°C for 1 hour. 

Cleaning Instructions Clean application tools with water before the adhesive dries. 

Typical Packaging Please contact your local Sales Office for available packaging options. 

Storage Conditions In original sealed packaging protected from sun, dust, moisture and 

high temperatures in clean and dry conditions between 5°C and 35°C. 

Protect from frost. 

Disposal Advice Please refer to the MSDS for disposal instructions. 

Safety Advice Please refer to the MSDS for safety advice. 
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