
 
 
 

 
 

PRODUCT INFORMATION 
 

HYPALON 
 
 
 
A BACKED SYSTEM 
 
Hypalon is laminated to a latex-bound mineral felt with a 40mm wide selvedge on one edge, suitable 
for adhered applications.  Thickness is typically 0.9 - 1.2mm (including backing thickness).  Both of 
these systems are lightweight (ie1.2 - 1.5Kg/m²) and are obtained in a wide range of colours, including 
white. 
 
In addition to the above, sheets made of Hypalon without reinforcement or backing, are supplied for 
detail work on flashings, upstands, etc.  Thickness is generally 0.6 - 1.2mm. 
 
 
DURABILITY 
 
Single ply roofing membrane based on Hypalon has been exposed and monitored for more than 20 
years weathering in Florida with little adverse effect.  It becomes stronger because it vulcanises in situ 
but retains flexibility. 
 
 
OZONE/WEATHER RESISTANCE 
 
Hypalon also has inherent ozone resistance, and a very low erosion rate in rain and hail, regardless of 
colour (most other synthetic rubbers used for roofing contain carbon black in order to be weather 
resistant). 
 
 
TEMPERATURE RANGE FLEXIBILITY 
 
The excellent flexibility of Hypalon permits accommodation of cyclic, structural and thermal movement 
over a wide temperature range from -40°C to +70°C. 
 
 
LOW FLAMMABILITY 
 
Membranes based on Hypalon will not propagate flame.

 
QUICK TO INSTALL 
 
A backed single ply Hypalon membrane can be easily adhered to roof decks and certain insulation 
boards when used with a specified adhesive.  Low temperature adhesives have been developed 
which permit installations as low as 5° C.  All seams can be heat or solvent adhesive welded. 
 
 
DESIGN FREEDOM 
 

Hypalon membranes  Page 1 of 6 

For Evaluation Only.
Copyright (c) by Foxit Software Company, 2004 - 2007
Edited by Foxit PDF Editor



The light weight and colourability of the system gives architects increased design freedom.  Steeply 
pitched roofs can be covered with few problems, and extensions or new construction can be made to 
blend with traditional materials very easily. 
 
BENEFITS OF A BACKING 
 
As previously described, specific single ply roofing membrane systems based on Hypalon have a 
backing.  This backing permits easy adhesion to all modern roof decks using a water or solvent based 
adhesive.  The backing can provide additional resistance to flame propagation, as well as dimensional 
stability which facilitates laying.  Air pockets are easily rolled out.  More important, however, is the 
effect the backing has on the way the system reacts to roof deck movements.  When a roof expands 
excessively, the backing breaks and permits the film of Hypalon to stretch freely over a broader area.  
If the backing did not break, the total laminate would be strained adversely.  This effect is shown in 
Figure 1.  The ability to cope with joint movements in this way eliminates the need to partially bond – a 
technique used in built –up, adhered systems. 
 
 
PREPARATION OF SUBSTRATES 
 
All substrates upon which a membrane is to be directly laid must have a smooth surface and be free 
from dust, dirt, grease and of all protrusions; nail heads must be punched flush to the surface and nibs 
of concrete, cement and other protrusions must be removed. 
 
 
MOISTURE 
 
Membranes must never be applied to damp or wet screeds or thermal insulation which has a high 
moisture content.  Hot or heavy sharp objects should never be laid on the material surface.  Work 
must not be carried out during a period of rain unless under special protection, and edges of the 
material and the deck surface to be covered must be protected from the wet.  All materials must be 
stored in a clean, dry place out of sunlight. 
 
 
INSTALLATION OF A FULLY BONDED ROOFING SYSTEM 
 
Where the fully bonded roofing system is employed, the membrane is fixed to various substrates with 
the appropriate bonding agents. 
 
Acryllic water based adhesive is normally used to adhere the laminate of Hypalon to conventional 
decks.  It should be applied with a serrated trowel to ensure and even spread.  The amount of 
adhesive which is laid out will depend on the porosity of the substrate; normally, 1 litre will cover 3 – 4 
spare metres.  To spread more liberally may cause excessive bubbling in the sheet.  Similarly,  to put 
on too little will create adhesive starvation and the sheet will not adhere correctly. 
 
The blanket should be positioned across the centre of the roof with one half being unrolled and taken 
out to the edges to ensure that the alignment is correct.  The material is then rolled back, the adhesive 
is spread over the ply-wood on this half of the roof.  Once this has been completed the deck adhesive 
can be applied to the second half of the roof and the remainder of the roof blanket unrolled. 
 
To ensure a good contact to the adhesive and to eliminate air entrapment a soft broom should be 
used 'sweeping' towards the outer edges from the centre of the roof.  If after the sheet is pressed 
down onto the adhesives small bubbles form, providing they are not too big they will disappear as 
soon as the adhesive dries out. 
 
On all vertical surfaces our AD434 or AD434/S is a purpose designed, single stick adhesive which 
need only be applied to one surface such as the edge of the roof or parapets.  When the adhesive is 
tack dry the sheet is carefully folded upwards or downwards, as necessary, ensuring that good contact 
is made.  In the case of the AD434 it is necessary to coat the back of the material, along with the edge 
of the roof. 
 
It is important to ensure that the material is positioned correctly prior to laying the material into the 
contact adhesive as it cannot be removed without damaging the backing paper.  
 
It is normal on prefabricated buildings for the edge of the roof to be finished with a plastic or metal 
angle piece which is screwed into the roof.  Screw holes should be sealed by way of a water repellant 
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mastic.  If for any reason angles are not employed, the edge of the sheet must be given a coat of 
AD437 Hypalon paint in order to seal the edge ensuring the prevention of the ingress of water through 
the fibrous backing. 
 
External corners may be readily formed by allowing the sheet to project both over the end and side of 
the roof.  The material is folded back on itself to create a neat corner which ideally should be heat 
welded using a regulated temperature hot air gun.  As an alternative to heat sealing, joints and corners 
may  be made using our AD450 cold weld.  This  is put onto the two rubber faces and pressed firmly 
together. 
 
If projecting pipes or drains are required in the roof it is advisable these are made waterproof by 
means of our vacuum formed parts (outlets).  These are drawn over the pipe when upstanding or 
placed inside drainpipes with the flange sealed onto the main sheet by means of hot air welding or 
AD450 cold weld adhesive.  It is important that the outlets are a tight fit either inside or around the 
outside of the pipes in question. 
 
 
JOINTING OF A BACKED MEMBRANE SYSTEM 
 
The selvedge on a roll of backed Uniroof is provided as an unbacked overlap to enable rolls to be 
welded together to form a monolithic roof covering.  Where no selvedge is present, for instance where 
ends of rolls are to be jointed and on detailing, a separate roll of tape (unbacked membrane) of 
varying widths dependant on requirements is used.  For end joints 50 or 75mm tape is normally used. 
 
 
WELDING TECHNIQUE 
 
Joints are welded by using a suitable hot air welding tool with a tape welding nozzle and 50mm rubber 
roller.  The welding gun should always be set at the correct heat required to effect a satisfactory weld.  
Care must be taken that loss of amperage is not experienced due to the resistance from the cable, 
and use of a temperature probe is recommended.  The nozzle of the welding gun is placed between 
the two pieces of membrane to be welded pointing slightly downwards and angled in such a way that 
the heat expelled from the nozzle reaches the full width of the two surfaces, heating both over the 
entire area to be joined (where the area to be joined is wider than the nozzle extra care must be taken 
to ensure overall welding).  The gun is steadily drawn along with one hand while simultaneously a 
rubber roller is rolled across the joint at right angles, with a good pressure being exerted in order to 
press the two heated surfaces firmly together and exclude all air. 
 
If, for any reason at all, joints are left unwelded they should be protected with self adhesive plastic 
tape which can easily be removed leaving a clean joint ready for welding.  Any dirt, adhesive or other 
contamination present where heat welding is to take place must be first removed with cleaning 
solvent.  Once the cleaning solvent has evaporated, heat welding can be carried out in the normal 
manner.  In some cases, it is advisable to use welding solvent to assist in the heat welding of joints, 
the method of application being to apply it to the surfaces to be joined with a brush, wetting the 
surfaces well and causing them to become tacky; the membrane is then ready to be heat welded in 
the normal manner.  The welding solvent should not be used on its own to produce a weld.  In 
circumstances where normal heat welding is impractical a cold weld system should be used. 
 
 
SOLVENT WELDING OF SEAMS 
 
As an alternative to heat sealing, joints may be made by solvent welding with our AD450 cold weld 
system.  This technique is more sensitive to atmospheric conditions than heat sealing.  It is not 
considered practical at temperatures below 7ºc or when strong winds are present, without pre-
warming the Hypalon with hot air. 
 
AD450 cold weld is brush applied to 'wet' (but not soak) the surfaces to be adhered.  They are 
immediately bonded together and consolidated with a hand roller.  As with heat sealing, all solvent 
welded joints, flashings etc should be completed the same day the deck laminate is laid.  Solvent 
based adhesives are subject to the Health and Safety Executive to a TLV value of 50ppm (8 hour 
day). 
 
FLASHING/DETAIL WORK 
 
Upstands/vertical surfaces 
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When the edge of the membrane reaches an upstand the membrane should be laid so that it is 
continued up the vertical surface without cutting if possible.  At the junction where the membrane 
meets the vertical surface, the Hypalon is folded back while the surface is prepared.  The vertical 
surface is prepared by removing dust and dirt etc, and by ensuring that it is dry.  
 
DRF proprietary solvent based adhesive should be applied by the techniques already described to the 
vertical surface and to the backing of the membrane if required.  When touch dry the two surfaces are 
brought together, commencing at the centre of the length of the membrane. 
 
Corners 
 
When the membrane on a vertical surface meet with internal or external corners, wherever possible, 
the material should be folded and sealed to itself using the hot air or solvent welding techniques 
previously described.  Should this not be possible, the membrane should be trimmed in such a way 
that the two edges butt each other neatly at the angle.  Cut a piece of unbacked tape, not less than 
50mm wide and of sufficient length to cover the cut edges of the membrane at the corner, continuing 
for at least 50mm onto the flat surface. 
 
Apply welding solvent to the butt edges at the corner and to the unbacked tape, and fix the tape into 
position centrally over the corner and onto the flat surface using the heat welding tool.  Weld the 
unbacked tape fully taking special care not to split the tape at the angles.  Discretionary use of lap 
sealant or paint to the edges is then recommended.  Purpose made internal and external corners are 
obtainable from DRF. 
 
Edging 
 
Where aluminium roof edge trims are being employed, these should be fixed in accordance with the 
manufacturer's instructions prior to commencing the roof work. 
 
Welded aprons are used either on a verge detail (instead of aluminium edge trim) or where the 
rainwater collected on the rood is dispelled into an external gutter.  To form a welded apron. backed 
membrane is wrapped around a timber batten and brought onto the flat of the upstand or the main 
area of the roof. 
 
The timber batten used for an eaves drip should have a 45º chamfer on one edge and should be fixed 
in such a way that the widest face faces outwards.  All internal and external angles should be mitred.  
DRF proprietary solvent based adhesive should be used for bonding the membrane to the timber 
batten. 
 
 
RAINWATER OUTLETS AND SKYLIGHTS 
 
The two main types are purpose made internal rainwater outlets made of cast iron or plastic and those 
which are merely holes through a deck or parapet wall.  When dressing to purpose made outlets, the 
grating or flange, is removed prior to installation of the membrane.  Apply solvent based adhesive 
around the outlet, cut a piece of over-sized unbacked material and fix with solvent based adhesive 
over the whole area of the outlet, heat welding the edges.  Cut a small circle in the material directly 
over the centre of the rainwater outlet, heat and dress the membrane carefully into the bowl and 
replace the grating flange.  The same procedure is followed for dressing into holes through the deck or 
parapet wall dependant on section.  The same applies for skylights except that the circle of material is 
not required.  Preformed outlets are obtainable from DRF. 
 
 
REPAIRS AND MAINTENANCE 
 
Although possessing adequate strength and puncture resistance to withstand normal maintenance 
traffic, it is occasionally necessary to repair accidental damage to single ply roofing membrane. 
 
Seams 
 
A faulty seam found on inspection immediately after laying may be remade by reheating with a hand 
gun, and consolidating with a roller.  The first heating cycle does not prevent subsequent reheating 
and sealing.  Alternatively, a sealant of Hypalon may be used. 
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Puncture during installation 
 
Hypalon membrane punctured during installation of the roof, may be repaired in a variety of ways.  A 
small fault can be covered by applying one part sealant of Hypalon.  If the fault is substantial, the 
affected area should be cut out and a new piece of membrane inserted using deck adhesive.  Edges 
are then heat sealed with tape of Hypalon in the usual way.  Alternatively a patch of unbacked flashing 
of Hypalon may be heat sealed over the damaged area.  Should it not be possible to use a heat gun, 
specially formulated adhesives are available from DRF. 
 
Puncture of exposed roofs 
 
It is difficult to reliably heat seal or solvent weld old roofs with fresh tape or membrane.  The longer the 
exposure period, the more difficult it is to weld.  A small repair may be effected by roughening the 
damaged area, followed by solvent wiping and application of sealant. 
 
The repair technique is to cut out the damaged area, insert a patch of fresh membrane of Hypalon, 
which is stuck down with deck adhesive in the case of a bonded system.  The edges are sealed with 
unbacked material as described above. 
 
Alternatively a patch of unbacked material or self adhered strip may be sealed over the damaged 
area. 
 
It should be noted that the deck adhesive is not suitable for adhering Hypalon to itself.  Regardless of 
the repair technique adopted old exposed surfaces of Hypalon should first be roughened and solvent 
wiped.  If remedial work is extensive, the area should be stripped and  
relaid. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

TYPICAL PERFORMANCE DATA 
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        Backed and Unbacked Membrane
   
 
INDUSTRY STANDARD  Test Method  Backed  Unbacked 

Membrane Membrane 
 
 
 
Density     BS 903 Pt 1  -  1.65g/cc 
 
Tensile strength    BS 903 Pt 2  - 
 MD         7.6 Mpa min. 
 AMD         7.0 Mpa min. 
           
 
Elongation       -  400% min. 
 
Ageing 14 days at 100ºC  BS 904 Pt 4  -  
Tensile strength         6.2 Mpa min. 
Elongation       -  200% min. 
 
Tear strength    BS 903 Pt 3  -  24.5 kN min. 
 
Low temperature flexibility    BS 3424 (10)  -30ºC passed  - 
 
Water absorption after 
2 days at 20ºC    BS 903 Pt A18  -  3% max. 
 
Shrinkage       1% max  - 
 
Ozone resistance 3 ppm conc.     400 hrs min. 
At 20% strain at 38ºC   BS 903 Pt A23  No deterioration  - 
 
Aggressive atmospheres  DIN 50018  Fulfilled   - 
 
Root resistance    DIN 4062  Resistant  - 
 
Slit water pressure at 5kp  DIN 16938  Waterproof  - 
 
Hail/puncture resistance   SIA 280   Resistant  - 
 
Fire resistance       S/FAA 
(non flammable substrate)  BsS 476 Pt 3  Self extinguishing - 
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