MASO N® KINGsCORPE

MATERIALS REFINED

STORAGE AND PROCESSING GUIDE

Practical handling, storage, installation and fabrication guidance for MASON acrylic sheets. Prepared for distributors, fabricators, sign
makers, project teams and production operators.

Guide scope

This guide is reorganized from the supplied MASON acrylic sheet storage and processing instructions. Use it as a practical reference for normal handling
and fabrication. For project-critical work, confirm the exact sheet type, thickness, finish, equipment settings, tolerances and bonding system before
production.

1. Storage & Handling

. Store sheets at room temperature in a dry, well-ventilated environment.

. Do not expose sheets directly to sunlight, heat sources or damp storage conditions.
. Keep the protective masking film on the sheet until use. The film helps protect the surface from dust, abrasion and scratches.

. To minimize warpage, store sheets naturally flat whenever possible.

. If vertical storage is necessary, keep sheets at a slight angle and provide proper bottom support.

2. Handling-Relevant Material Characteristics

Specific gravity Approx. 1.19-1.20; about half the weight of ordinary glass
Clear-sheet light transmission 93% or higher stated in the source guide

Opal / white sheet behavior Good light diffusion and transmission for lighting and lightbox applications
Thermoforming capability Sheet can be softened and formed using heated-air equipment

Surface hardness Comparable to aluminum; protect against contact with harder inorganic materials
General chemical resistance Resistant to common chemicals under normal conditions

Impact performance Good impact resistance stated in the source guide

Recyclability Fully recyclable material

Product-range note

The source document lists clear, transparent colored, opaque colored, opal/white, black, mirror and impact-modified acrylic variants. It also references
historical thickness availability of 2-100 mm. Current MASON availability should always be confirmed by product series and order.
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INSTALLATION, DEFORMATION & THERMAL
MOVEMENT

Installation details should allow for acrylic movement under temperature change and for panel deflection under self-weight or wind load.

3. How to Reduce Deformation

. Provide suitable expansion and contraction clearance in the installation frame.

. Use elongated or oval holes where screws are used to fix acrylic panels.

. Use elastic rubber gaskets or pads where appropriate.

. Thermoforming can release internal stress and may improve impact performance in formed parts.

. Wave, diamond and semi-circular formed geometries can improve stiffness and help reduce sagging.
. For large-format sheets, select sufficient thickness to limit sagging under self-weight.

. Select sheet thickness with wind-load deflection in mind for exposed installations.

4. General Use Precautions

. The source guide states a heat-deflection temperature of about 100 deg C for standard acrylic and recommends continuous use below 85 deg C.
. Protect the acrylic surface during handling and fabrication. Surface scratches can often be restored by suitable polishing.
. Acrylic can attract dust because of static charge. For routine cleaning, the source recommends a soft cotton cloth with approximately 1% soapy water.

. For cast acrylic, allow sufficient movement clearance during installation because the material expands and contracts with temperature.

5. Thermal Expansion Reference

Linear expansion coefficient used in source guide Approx. 7 x 10"-5 m/m.K

Example 1 1000 mm sheet, 15 deg C to 42 deg C -> expansion approx. 1.89 mm
Example 2 1000 mm sheet, 20 deg C to -30 deg C -> contraction approx. 3.50 mm
Calculation

Thermal movement = original length x linear expansion coefficient x temperature change. Use the project temperature range and the actual sheet length
when determining installation clearance.
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GENERAL FABRICATION GUIDE

Processing conditions depend on thickness, sheet type, equipment, tooling and part geometry. Trial processing is recommended before
batch production.

6. Line Bending

The source describes a heated-wire line-bending method using a narrow grooved fixture and a suspended resistance wire connected to a heating
transformer.

Heat the bending line until the acrylic softens, then form to the required angle.
The source guide cites approximately 100-110 deg C as a preferred local heating range for this line-bending method.

Avoid excessive local overheating, which can cause bubbles, discoloration or surface distortion.

7. Mechanical Edge Polishing

Prepare the cut edge as flat and smooth as possible before polishing.
Apply polishing compound to the cloth wheel.
Press the acrylic edge lightly and move it uniformly across the wheel.

Do not keep the sheet stationary on the polishing wheel for too long; excessive heat can yellow or burn the edge.

8. Flame Polishing

After sawing, machine or trim the edge to remove burrs.
Refine the edge with suitable wet abrasive preparation before flame polishing.
Move the flame quickly and evenly along the prepared edge.

Avoid slow or repeated heating in one position because local overheating can distort or damage the edge.

9. Thermoforming

The source guide describes thermoforming using a hot-air circulation oven and hydraulic forming equipment.
Prepare a full-size mold and secure it before heating the sheet.
Heat the sheet until uniformly softened, then transfer it quickly to the forming mold.

The source gives an example heating time of about 8-10 minutes and a cooling period of about 10 minutes before demolding; actual settings must be
validated for sheet thickness, oven performance and geometry.

MASON Acrylic. More Than Sheets.



MASO N® KINGsCORPE

MATERIALS REFINED

BONDING & PRODUCTION CHECKLIST

Bonding quality depends on joint design, edge preparation, adhesive selection, cleanliness, stress level and curing conditions.

10. Bonding Use Cases

General acrylic craft products A clear, fast-drying acrylic adhesive is referenced for neat, non-whitening joints.
Advertising lightboxes / acrylic lettering A clear acrylic adhesive is referenced for strong and visually clean bonded joints.

The source references a clear resin adhesive intended for long joints where transparency and bond

Thick-sheet butt joints / aquarium-type bonding strength are important

Bonding caution

The original source mentions specific historical adhesive products and origins. They are not reproduced here as current purchasing recommendations.
Select a bonding system that is compatible with the actual acrylic grade, joint geometry and end-use requirement, and validate on representative samples
before production.

11. Final Checklist Before Processing

. Confirm acrylic type, thickness, color and surface finish.

. Keep protective masking in place until processing requires removal.

. Inspect sheets for warpage, edge damage or surface defects before fabrication.

. Confirm the correct thermal allowance for installed panels.

. Verify cutting, drilling, polishing and forming parameters on representative material.

. Allow for sheet movement and avoid over-tight fixing points.

. Confirm adhesive compatibility and joint preparation before bonding.

. For large-format parts, confirm stiffness, support spacing and wind-load requirements.

. Clean finished acrylic with non-abrasive materials; avoid aggressive solvents unless compatibility has been verified.

. For critical projects, approve a sample or first article before full batch production.

Document use
This guide is intended for preliminary handling and fabrication reference. It does not replace machine-specific operating procedures, project engineering
calculations, adhesive technical data sheets or customer-specific acceptance criteria.
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