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This brief gives advice for:

» Equipment and Materials

* Procedures

 Trouble Shooting

* Equipment Suppliers

* Additional Technical Information & Assistance

Equipment and Materials

ACRYLITE FF acrylic sheet can be easily joined
to itself or other acrylic surfaces with many
commercially-available solvent cements. These
cements are available from Authorized
ACRYLITE Sheet Distributors.

All cements should be used only in well
ventilated areas with the proper protective equip-
ment as recommended by the manufacturer.
Also, before using any solvent or cement, obtain
and review the Material Safety Data Sheet
(MSDS), available from the manufacturer, for that
particular product.

If the joints to be cemented are hard to reach or
the parts don't fit together precisely, you may
prefer to use viscous cement, also available from
ACRYLITE sheet distributors.

Other items needed are likely to include a solvent
cement applicator (needle-nosed plastic
container shown above; see equipment suppliers
listed at the back of this bulletin), pins or wire
brads, and a dip or soak pan. Each of these
items is pictured in this brief; the former is used
for capillary cementing and the latter two are
used for dip or soak cementing. You may also
need forms, clamps, and weights of the proper
sizes and shapes for the pieces to be cemented.

Procedures
Observe these basic precautions when working
with acrylic solvents:

—Work in a well-ventilated area.

—Do not smoke. Solvents are highly volatile
and may be flammable.

—Protect skin from contact with cements and
solvents.

—Do not attempt to cement ACRYLITE FF
acrylic sheet when room temperatures are
under 60°F or over 100 °F. Temperatures
between 70 and 75°F are ideal.

—Be sure to follow the manufacturers’ safety
recommendations for equipment and
materials used with ACRYLITE FF sheet.

Preparation

The first step is preparing the area to be
cemented. Edges must be cleanly cut and/or
properly machined. If a dull blade was used for a
saw cut, resulting in a melted or chipped edge,
contact between the sawed edge and solvent
may result in crazing of the material. Finish all
rough edges on a jointer, shaper or edge finisher.
If you cannot do so, wet-sand the edges with a
flat surface or block.

Do not polish edges which are to be cemented.
Polishing will produce a convex edge with
rounded corners and will result in an unsightly,
weak joint. Also, a flame-polished edge may craze
when it contacts solvent cement.

Crazing may also occur if internal stresses from
shop fabrication are high. To eliminate such
stresses, anneal the piece at 180°F (80°C). When
annealing, the heating time and the cooling time in
hours should each equal the material thickness in
millimeters, up to 6 mm. For example, you would
heat a 3 mm-thick sheet (0.118") for three hours
and allow it to cool gradually for three hours.

For thin sheet, the annealing (heating) time should
not be less than two hours. It is not necessary to












