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Technical Data Sheet: 
MTB XYLAN® 1427/G5422 BLUE / BLACK 
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1. GENERAL INFORMATION 

 

Product Description: 

Water-based, resin-bonded dry-film lubricant coating, primarily 

developed for use on fasteners to prevent corrosion. 

Specific application: threaded fasteners. 

 

2. PRODUCT SPECIFICATIONS 

•  Theoretical solids content: 54.23 ± 2.5  

•  Weight percentage:  40.93 ± 2.0  

•  Relative density:   1.27 ± 0.02 g/cm³ | 10.58 ± 0.17 lbs/gal  

•  Theoretical coverage: 12.69 m²/kg at 25 µm 

16.08 m²/l at 25 µm  

•  Viscosity:  4  0–45 seconds in a BS 4 viscosity cup at 23 °C  

•  Operating temperature range: 

     −20 °C to +175 °C continuous 

     −20 °C to +230 °C intermittent  

•  Flash point:    Closed cup: >27 °C 

 

3. SURFACE PREPARATION 

 
The quality of the final product depends on careful surface preparation. 

Contamination of the substrate may result in poor adhesion or defects in the dry 

film. Parts to be coated must be free from contaminants such as oil, grease, 

cleaning agents, rust, or blasting media. Substrate preparation should be 

appropriate for the specific workpiece. If you are unsure which preparation 

method is best suited for your application, please contact our technical customer 

service. The recommended substrates and surface preparations for this coating 

are as follows. 

 

Substrates: 

Suitable for most metals. Aluminium. Soft, unalloyed steel. Some plated metals. 

 

Surface Preparation: 

Degreasing. Light grit blasting (not suitable for plated substrates). 

A surface roughness (Ra) of 1.5–3.5 µm, measured with a surface roughness tester, 

is recommended. 

Typically, 80–100 mesh (150–200 µm) iron-free aluminium oxide blasting media is 

used. Since the achieved Ra value depends on the specific substrate, preliminary 

trials are recommended to determine the optimal blasting media size and air 

pressure for each substrate. 

For substrates requiring particularly high corrosion protection, heavy zinc 
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phosphate should be used. Suitable for most metals. Aluminium. Soft, unalloyed 

steel. Some plated metals. 

 

4. PRODUCT PREPARATION PRIOR TO APPLICATION 

 

Recommended: 
he material must be at room temperature (15 °C – 30 °C) during application. 

 

Mix before use: 

 

Proper mixing of the material prior to application is essential. Before application, 

the material should be mixed at high speed / high shear to eliminate any possible 

sediment. Foam formation during mixing must be avoided. Before use, check that 

no deposits are present at the bottom of the container. This product tends to form 

a surface skin. Keep the container tightly closed when not in use. If the container 

is open, the product should be kept under constant slow agitation. 

Degreasing. Light grit blasting (not suitable for plated substrates). A surface 

roughness (Ra) of 1.5–3.5 µm, measured with a surface roughness tester, is 

recommended. Typically, 80–100 mesh (150–200 µm) iron-free aluminium oxide 

blasting media is used. Since the achieved Ra value depends on the specific 

substrate, preliminary trials are recommended to determine the optimal blasting 

media size and air pressure for each substrate. 

For substrates requiring particularly high corrosion protection, heavy zinc 

phosphate should be used. Suitable for most metals. Aluminium. Soft, unalloyed 

steel. Some plated metals. 

 

 

Viscosity Adjustment 

The material can generally be applied as supplied; dilution is not recommended. 

If necessary, viscosity should be adjusted in 2 % increments using Whitford Solvent 

54. Excessive dilution may result in rapid settling, sagging, or insufficient film 

thickness. 

 

Additional Information 

This material is filtered prior to leaving our factory; however, as an additional 

precaution, filtration through a 75-mesh sieve (200 µm) before use is 

recommended. 

 

5. RECOMMENDED APPLICATION TECHNIQUE 
Application Equipment and Method: 

This product is primarily intended for spray application. For guidance on other 

application methods, please contact our technical customer service. 

Use a spray gun with suction or pressure feed cup. Use a nozzle and air cap 

appropriate for the application method. Whitford uses a DeVilbiss GTI HD spray gun 

with a Pro 200-14 fluid nozzle and a GTI Pro T1 air cap. 
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The air supply line should be equipped with separators to remove water and oil. 

These should be emptied and maintained regularly to ensure the supply of clean, 

dry air. 

The correct coating amount should be achieved with 2–3 cross coats applied with 

the spray gun over the workpiece. The surface must exhibit a uniformly wet 

appearance. 

 

Recommended dry film thickness per coat: 

20±5µm 

0.8 ± 0.2 mil 

 

Number of Recommended Coats: 

Typically one coat; however, application of multiple coats is possible. If multiple 

coats are applied, allow the layers to cure optimally between applications. 

 

Cleaning of Equipment: 

Water. Methyl ethyl ketone for dried residues. 

 

6. FLASH-OFF AND CURING TIMES 
Please note that the oven temperature often differs significantly from the actual 

temperature of the part. The curing times given below apply to the MAXIMUM 

SUBSTRATE TEMPERATURE. 

 

Flash‑off: 

Optimal final curing: 

2–10 minutes, up to a peak metal temperature of 80–90 °C. This flash‑off step helps 

reduce blistering and crater formation. 

Curing depends on the oven and the type of part being coated. However, the 

part must reach a metal temperature within the curing range recommended 

below. Whitford cannot specify oven temperature settings, as these must be 

defined and adjusted by the user. 

It is recommended not to exceed an oven air temperature of 220 °C, especially 

for oven cycles longer than 20 minutes. Experience has shown that in areas 

exposed to locally confined high temperatures, the Xylan coating may not have 

cured correctly. This can result in increased color transfer when performing the 

“Whitford Cure Test Method 115A” MEK rub test. 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

 

 

 

   

 
 

CNC - Fräsen             

CNC - Drehen 

CAD - Planung 

Maschinenbau 

Schweißtechnik 

Sonderkonstruktionen 

 

www.mtb-metall.de 

info@mtb-metall.de 

 

 

 

 

6. FLASH‑OFF AND CURING TIMES 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
Examples of curing times, depending on the heating of the part, may include the 

following: 

If a peak metal temperature of only 180 °C is reached after 90 minutes, we 

recommend leaving the part in the oven until a peak metal temperature of 190 °C 

is achieved, but for no longer than an additional 90 minutes. 

If a peak metal temperature of 205 °C is reached within 10 minutes, an additional 

5 to 15 minutes at 205–210 °C should be sufficient. 

 

7. TYPICAL PROPERTIES AFTER CURING 
 

 

Curing_Test 

(Whitford TM115A): 15 µm / 0.6 mil 

Light fabric discoloration after 50 double rubs with MEK-soaked cotton swabs is 

acceptable. No exposure of the substrate. 

 

Appearance 

(Whitford TM120A): 

Smooth, uniform surface. 

 

 

 

Pencil Hardness 

(Whitford TM131A): 4H – 6H 
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Adhesion, Cross‑Hatch and Tape Test 

(WhitfordTM132C):  

No loss of adhesion. 

 

 

8. SHELF LIFE, STORAGE AND HANDLING 

Shelf life: 9 months 
 

Store between the following temperatures: 5 °C – 30 °C. This product may be 

irreversibly damaged if exposed to temperatures below 0 °C. 

To maintain quality and minimize settling, turn the container 180° or mix the 

material once per month at high speed. This product tends to form a surface skin. 

Keep the container tightly closed when not in use. If the container is open, the 

product should be kept under constant slow agitation. 

Avoid inhalation of vapors, spray mist, or aerosols. Wash hands before eating, 

drinking, or smoking. Wear appropriate personal protective equipment. Avoid 

direct contact with the human body. 
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DISCLAIMER: 

The statements and methods described herein are based on the best information 

and practices known to MTB‑Metall. The statements made or methods referred to 

herein are recommendations only and are not to be construed as warranties or 

guarantees of any kind with respect to safety, performance, or results. 

Since the suitability and performance of the products are highly dependent on 

processes, operating conditions, and numerous other factors determined by the 

user, the user alone is responsible for determining whether the product is suitable 

for the user’s purposes, particularly with regard to substrates, application 

processes, pasteurization and/or processing, as well as end‑use applications, and 

assumes sole responsibility, risk, and liability. 

Tests, recommendations, or data provided by MTB‑Metall do not relieve the user 

of this responsibility. MTB‑Metall does not warrant that the use of the formulas or 

processes described herein will not infringe any patent rights. Continuous 

improvements in coating technology may result in future changes to the technical 

data provided in this data sheet. Current information is available from your 

MTB‑Metall representative. 

The information contained in this data sheet is provided in good faith and is based 

on our tests and best knowledge. The recommendations and suggestions 

contained herein are made without guarantee of results. We recommend that 

appropriate tests be conducted in your laboratory or facility to determine whether 

this product meets all of your requirements. 

 

 

 

 

 

 

 

  

Thomas Bauer      

CEO 
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