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Process Guide 
 

 

 

HS-4 
Weatherstrip Coating  

 
Before processing this product please read the associated Safety Data Sheet (SDS) for 

each component and observe good manufacturing practices 

 
Coating Preparation: 
 
1.  When using weatherstrip coatings it is important that any settled matting agent, or friction modifiers, 

be brought back into suspension before use. 

 

After opening a pail of HS-4 (the milky solution), spatula or rod must be used to loosen any deposit at 

the bottom of the container. Once this is complete, thoroughly mix the substance using a paddle blade 

stirrer that rotates at 30 – 100 rpm for a minimum of 10 minutes. The level of the stirrer needs to be 

regulated so that the substance can be mixed thoroughly with little to no foam generated. 

 

2. The diluting solvent, adhesion promoter (XC9615), and catalyst (YC6831) are then added in order 

while the base is gently stirring. The additions are based on weight. The coating mixture is then placed 

under the stirrer for an additional 10 minutes. To eliminate potential blockages caused by dry material 

falling back into the coating solution, filtration, using a 200-micron disposable filter mesh, is 

recommended when transferring the coating from the mixing vessel to the delivery container. An 

alternate option is to install a filter in-line in the application tubing after the pump or pressure pot. The 

coating is then ready to use. Note, all equipment used should be washed with clean solvent following 

this process. 

 

3. IMPORTANT: If the coating of the weatherstrip system is following a different system, it is necessary 

to clean all parts contacting the coating with the carrier solvent used for the first coating, followed by 

Toluene or n-Hexane to ensure all traces of the first coating and solvent are removed from the spray 

installation. Failure to follow this routine can result in gun blockages and instability of the HS-4 coating. 

If possible, an easier and more effective solution would be to change all the delivery pipework with new 

pipework. 

 

Application: 
 

1. The coating can be applied by using any of the following methods: 

 

Hand spray – using a HVLP gravity feed pistol 

Robotic off-line spray – using electrostatic or HVLP gun 

On-line - using single or multiple guns (determined by the profile to be coated) 

Drip and brush – preferably using long bristles 

 

All the above can be used in conjunction with pressure pot, gear pump or peristaltic pumps to feed 

coating to the application point. 
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2. If conventional HVLP equipment is used, the air cap should be 0.8-1.2mm in diameter. If needleless 

guns are used, a nozzle diameter of 0.6-0.8mm is recommended. 

 

3. The part temperature should be between 80°C and 180°C at the point where the coating is applied 

(colder will produce a slightly more gloss surface). 

 

4. If adhesion problems are experienced, they could be due to the formulation of the rubber 

compound, a difficult surface or that pretreatment does not exist – the use of primer solution will 

greatly improve the level of adhesion resulting in better abrasion resistance. 

 

 

 Coating: 
 

1. The fluid flow, atomizing pressure and distance of the gun to the part will have a major impact on 

the finished film appearance and should be adjusted accordingly to give the desired effect. 

 

2. The coating should be applied so that it achieves a “wet” appearance at the coating station, but not 

excessively thick. The coating should be almost dry before the curing cycle. 

 

If multiple guns or drip and brush technique are used, it is important to apply additional coatings 

while the original coating is still wet. This helps to achieve a good surface on the finished part. It is 

advised that the coating equipment be set up to minimize overspray and maximize use of the 

coating. 

 

 

Curing: 
 

1. Cure of the coating is a function of the coating thickness, time and temperature and is determined 

by the oven type, efficiency of the oven and part construction. 

 

2. During the cure the part temperature should not exceed 200˚C otherwise degradation of the rubber 

surface can occur. Typical cure indications are 160˚C for 2 minutes; 140˚C for 4 minutes; 100˚C for 7 

minutes and 80˚C for 10 minutes. These figures refer to the part temperature, NOT the air 

temperatures indicated on the ovens. 

 

3. As the part exits production, initial evaluation of the coating is made by stretching the part and 

looking for cracking of the weatherstrip coating. A cross-hatch adhesion test is performed. Each of 

these routine examinations will quickly indicate problems of adhesion. Full laboratory testing will 

not give dependable results until 24 hours after coating, when the parts are fully cured and cold. 
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Evaluation: 

 

1.    Visual examination of the coating should be made at the start of the production to ensure the spray 

(or other application method) is acceptable. 

 

 

Common defects include: 
 

• Heavy coating in grooves of the profile resulting in blisters – move guns further away from part or 

reduce coating flow to this area 

 

• Heavy coating where sprays overlap – move spray pistols for better coverage 

 

• Light coating in certain areas of the part – move spray pistols closer or increase coating flow to that 

area 

 

• Spots showing in coating – guns too close or atomizing pressure too low  

 

• Rough surface on coating – extreme result of above  

 

• Runs in coating – guns too close or too much wet coating being applied 

   

• Poor adhesion on sponge rubber– part too hot at point of coating (on-line)  

 

• Poor adhesion on solid rubber– free oils in rubber formulation (off-line) solvent; wash to clean the 

surface before coating and use a primer  
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  Contact Information: 
For product prices, availability or order placement, contact customer service at : 

momentive.com/contact/customer-service 

For literature and technical assistance, visit our website at: www.momentive.com 

 

Telephone 

Americas 
+1 800 295 2392 

+1 704 805 6946 

 

 

EMEAI 
+40 213 044229 

 

 

China 
800 820 0202 

+86 21 3860 4892 

 

 

Japan 
0120 975 400 

+81 27620 6182 

 

 

South Korea 
+82 2 6201 4600 

 

 

South East Asia, 
Australia & New 
Zealand 
+60 3 9206 1543 

 

 

 

DISCLAIMER: 

THE MATERIALS, PRODUCTS AND SERVICES OF MOMENTIVE PERFORMANCE MATERIALS INC. AND ITS SUBSIDIARIES AND AFFILIATES 

(COLLECTIVELY “SUPPLIER”), ARE SOLD SUBJECT TO SUPPLIER’S STANDARD CONDITIONS OF SALE, WHICH ARE INCLUDED IN THE APPLICABLE 

DISTRIBUTOR OR OTHER SALES AGREEMENT, PRINTED ON THE BACK OF ORDER ACKNOWLEDGMENTS AND INVOICES, AND AVAILABLE UPON 

REQUEST. ALTHOUGH ANY INFORMATION, RECOMMENDATIONS, OR ADVICE CONTAINED HEREIN IS GIVEN IN GOOD FAITH, SUPPLIER 

MAKES NO WARRANTY OR GUARANTEE, EXPRESS OR IMPLIED, (i) THAT THE RESULTS DESCRIBED HEREIN WILL BE OBTAINED UNDER END- USE 

CONDITIONS, OR (ii) AS TO THE EFFECTIVENESS OR SAFETY OF ANY DESIGN INCORPORATING ITS PRODUCTS, MATERIALS, SERVICES, 

RECOMMENDATIONS OR ADVICE. EXCEPT AS PROVIDED IN SUPPLIER’S STANDARD CONDITIONS OF SALE, SUPPLIER AND ITS 

REPRESENTATIVES SHALL IN NO EVENT BE RESPONSIBLE FOR ANY LOSS RESULTING FROM ANY USE OF ITS MATERIALS, PRODUCTS OR 

SERVICES DESCRIBED HEREIN. 

 

Each user bears full responsibility for making its own determination as to the suitability of Supplier’s materials, services, recommendations, or 

advice for its own particular use. Each user must identify and perform all tests and analyses necessary to assure that its finished parts incorporating 

Supplier’s products, materials, or services will be safe and suitable for use under end-use conditions. Nothing in this or any other document, nor any 

oral recommendation or advice, shall be deemed to alter, 

vary, supersede, or waive any provision of Supplier’s standard Conditions of Sale or this Disclaimer, unless any such modification is specifically agreed to 

in a writing signed by Supplier. No statement contained herein concerning a possible or suggested use of any material, product, service or design is 

intended, or should be construed, to grant any license under any patent or other intellectual property right of Supplier covering such use or design, or as 

a recommendation for the use of such material, product, service or design in the infringement of any patent or other intellectual property right. 

Momentive is a registered trademark of Momentive Performance Materials Inc. 
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