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LUKOPREN N   
two-component silicone rubber products 
 
Silicone moulding and potting materials Lukopren N 
are two-component rubbers that are cured by conden-
sation. On mixing rubber paste and Lukopren Ca-
talyst N at regular temperature only seve-ral hours 
are needed for the mixture to become cu-red through-
out its entire mass and to create silicone rubber with 
limited adhesion to smooth non-porous surfaces. 
 
Použití 
 production of flexible moulds for the casting of 

plastics, synthetic resins, wax, artificial stone, con-
crete, gypsum, low-melting metals and  
alloys  

 production of flexible castings, thermally stable 
fillers and washers made to measure, separation 
layers  

 encapsulation of electrical components or as anti-
vibration and damping materials 

 
Rubbers used for the production of 
moulds and pouring materials 
Lukopren N 1522  
is an all-purpose product with good pourability. It is 
used to manufacture simpler harder moulds for the 
casting of gypsum, wax, concrete, and epoxy resin 
products. It is also used for the production of detach-
able washers, flange gaskets, liners, models and pro-
totypes, separation layers; for the potting and protec-
tive encasing in electrical engineering. 
 
Lukopren N 5221 
is a medium viscous paste with good pourability and 
easy mould removal. Hardened silicone rubber is soft 
and features excellent mechanical properties (higher 
elasticity and resistance to tear). It is mainly used for 
the production of complex-shape flexible moulds 
made from complex models with deeper opposite 
shapes and for strained moulds exposed to multiple 
mould removals. 
 
Lukopren N Super 
is a paste with the lowest viscosity, good pourability 
and the most precise imprints. It is often used in elec-
trical engineering and defectoscopy (imprints and cast-
ings for checking purposes and for records), as a 
moulding material for less complex models yet with a 
fine and elaborate relief (medals or candles). Its trans-
lucent shade allows for good colouring by pigment 
paste.

 
 
 
Lukopren N 5541 
is a viscous paste with good pourability. Once cured it 
creates silicone rubber with higher hardness and ex-
cellent thermal resistance. In addition to selected fillers 
it contains the heat stabilizer of the silicone binder. It 
is used for the production of moulds for the casting of 
low-melting metals (alloys of steel, tin and antimony) 
up to 320 °C, for the production of thermally resistant 
sealing material, for the encasing of electrical parts 
(use in high-temperature conditions). 
 
Lukopren N 1725 
is a highly viscous paste with limited run-down. It is 
used to take reliefs on oblique and vertical walls; for 
the production of large moulds for statues; for the re-
pairs of architectonic elements and decorative stucco. 
It is applied by knifing (with a spatula). Details can be 
applied by brush. To obtain more precise imprints, the 
paste can be combined with a more pouring rubber 
that is used as the first layer. It is highly recommended 
for restoration applications. 
 
The range of two-component silicone rubbers further 
includes high-strength rubbers Lukopren N 8100 and 
N 8200 which are used for the production of extremely 
demanding, articulated moulds and also of so-called 
peel-off moulds. Its properties and the catalyst 
contained make Lukopren N rubbers quite different 
from other products (see separate technical datasheet). 
 
Potting materials 
(They are not designed for the production of moulds). 

Lukopren N 6681 
is a rubber featuring increased thermal conductivity 
while retaining its great electrical insulating properties 
and high hardness. It pours excellently and allows for 
further colouring. It is designed for the pouring (em-
bedding) of electrotechnical components such as 
transformers, capacitors, printed circuits, coils, etc. 
Lukopren N 1000 
is a low viscous polymeric liquid which features excel-
lent pouring capacity and allows for easy colouring. It 
is mainly used in electrical engineering for the embed-
ding of flat circuits and LED diodes, for the surface glu-
ing of glass sheets (while using a primer). The final vul-
canized product provides excellent clarity and translu-
cence regardless of the thickness of the layer. 
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Catalyst dosing and vulcanization characteristics  at 23 ± 2 °C, 50 ± 5 % RH 

Lukopren N 1000 requires water to be mixed into the material in advance for an even course of vulcanization, max. 0.1 wt. % 
 
 

Technical parameters of rubber paste and catalyst 

Lukopren N 1522 5221 Super 5541 1725 6681 1000 

Colour   white to 
beige 

ivory 
transparent 
and blue 

red-
brown 

ochre grey transparent 

Viscosity (Pa.s/20 °C)) 
(ČSN 640349) 

10 - 15 14 6 - 10 20 190 - 250 19 2.0 – 2.5 

Density (kg/m3) 1250 1100 1040 1200 1250 1580 980 

Lukopren Catalyst N: density 1,07 g/cm3, viscosity 6,5 mPa.s, colourless to yellowish liquid 

 
 

Vulcanizate parameters   vulcanization 48 hours under standard conditions (23±2 °C, 50 ±5 % RH) 

Lukopren N 1522 5221 Super 5541 1725 6681 1000 

Tensile strength (MPa) 
(ČSN ISO 37) 3.4 – 3.6 1.6 – 1.9 1.4 – 1.6 3.4 – 3.7 3.9 – 4.2 2.1 – 2.3 0.4 – 0.6 

Elasticity (%) 
(ČSN ISO 37) 130 - 140 280 – 300 170 - 190 110 - 130 160 - 170 70 - 80 110 - 120 

Hardness (°ShA)  
(ČSN ISO 48-4) 

53 - 55 23 - 25 30 - 32 55 - 57 58 - 60 59 - 63 23 - 26 

Linear shrinkage 
max. (%) 

max. 0.3 max. 0.3 max. 0.35 max. 0.35 max. 0.3 max. 0.3 max. 0.4 

Thermal resistance (°C) -50/250 -50/180 -50/180 
-50 /250 

(320) 
-50/180 -50/180 -50/180 

Coefficient of thermal 
conductivity (W/m.K) 

0.23–0.29 1,5 0.23–0.29 

Dielectric strength 
(kV/mm) 

min. 13 41 min. 13 

Resistivity ( . cm) 
(at frequency 1 kHz) 

min. 1012 min. 1012 min. 1012 

The time to reach the final parameters depends on the thickness of the layer, it is partly influenced by the humidity of the 
environment. For thick-walled castings / layers with a thickness of more than 1 cm, the demoulding time /time of reaching 
the final parameters will be more than 48 hours. In case of a rapid closure of the encapsulated space, the time to reach 
the final parameters is further extended.

Lukopren N 1522 5221 Super 5541 1725 6681 1000 

Working temperature (°C) 

+5 až +40 
In the case of low humidity (below 30%), the vulcanization time increases, especially with thick 
la-yers, the surface of the vulcanizate may stick for a longer time than usual. Therefore, it is 
advisable to increase the humidity of the air, for example, with steam or by applying a wet 
cloth to the mould. 

Lukopren Catalyst N 
wt. % (g/100 g) 

2.5 - 3 2 - 3 3 – 3.5 2 - 3 2 – 2.5 2.5 3 - 6 

Minimum processing time 
(min) 

55 - 40 40 - 25 45 - 35 100 - 60 30 - 20 45 65 - 25 

Demoulding after* mini-
mum after (hour) 6 - 4 4,5 - 3 3.5 - 3 5 - 3 5.5 - 4 

* mould / casting wall 
thickness up to 6 mm 
 

Handling of the poured** 
layer after (hour) 

**For thicker layers above 1 cm, the vulcanization is not fully 
finished – the created structure already allows manipulation  24 6.5 – 3 
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Properties of rubber paste 
 good flowability, self-leveling ability 
 accurate copying of fine details  
 curing at normal temperatures  
 neutral, non-corrosive system without releasing 

heat during vulcanization  
 the possibility of layering and combining 

individual types of rubber or mixing them to 
obtain optimal properties 

 
Properties of silicone rubber 
 thermal resistance in wide temperature range wit-

hout loss of elasticity including cyclic stress 
 excellent electroinsulating properties 
 resistance against an electric arch and the 

corona, effect even under heat stress 
 resistance against weather conditions, sunlight 

and ozone  
 vapor permeability higher than other rubbers 
 resistance against mild acids and bases, polar 

solvents, and most salts  
 limited adhesion to smooth non-porous substrate 
 ability to separate from a number of non-porous 

surfaces, including cast resins, easy demoulding 
 minimal shrinkage of the vulcanizate 
 swell in hydrocarbons - a reversible process 
 
Processing procedure 
 Storage may cause partial sedimentation of fillers 
and precipitation of clear liquid. First, the entire con-
tent must be homogenized. The necessary amount of 
the homogenized paste is then weighed into an appro-
priate, ideally plastic container and mixed with a pre-
scribed amount of Lukopren Catalyst N. A catalyst 
must be mixed-in carefully because of the marked di-
fference between both components’ viscosities. The 
mixture is thoroughly stirred with the flat spatula, espe-
cially on the bottom and in the corners of the container 
in order to prevent the mixing of air into the material 
(this is why catalyst must not be stirred with a propeller 
agitator by means of an electrical drilling machine). 
 The mixture is applied by pouring its thin stream or 
by painting with a brush. 
 The mixture can be evacuated to remove air bub-
bles (due to the expansion of bubbles, a larger conta-
iner must be chosen). Without the use of evacuation, 
the catalyzed mass can be deaerated or applied in thin 
layers for a few minutes before application and always 
wait for the bubbles to leave, or remove them with a 
sharp tip. 
 Rubber pastes from the Lukopren N basic series 
can be mixed with each other (before adding a cata-
lyst) thus modifying the physical-mechanical properties 
of the vulcanizate (e.g. hardness, fluidity). The dosing 
amount of the catalyst should be adjusted according 
to the specific composition of the mixed paste mixture. 
 A homogenized paste containing a catalyst is 
workable for 25 - 100 minutes (depending on the 
type of rubber and the amount of the catalyst).  
Workability time is defined as the time from mixing the 

catalyst to the moment of visible increase in consis-
tency and loss of self-leveling capabilities. 
 The curing of the rubber runs uniformly in the entire 
the mass. In case of low humidity, the surface of rub-
bers sticks longer than usual. The cure time is longer 
with thick-walled moulds and castings (24 - 48 hours). 
 
It is not recommended: 
× to heat the rubber during curing (increased 
creation of bubbles due to the production of gaseous 
products, devaluation of the catalyst). 
× to use a greater amount of added catalyst. 
This accelerates curing and shortens the processing 
time but it causes greater occurrence of undesirable 
linear shrinking and prevents the air bubbles from lea-
ving the poured surfaces. 
× to use a smaller amount of added catalyst as 
this leaves the rubber remains soft or even gluey. Com-
plete curing does not take place, required properties 
are not obtained and the primary model can be da-
maged permanently. 
× repaint with paints (the vulcanizate cannot be 
overpainted with paints). 
 
More in Technological procedure Lukopren N 
 
Dosing of small amounts of catalyst 
 Due to the density of the catalyst, small quantities 
can be dosed in grams as quantities in milliliters (a pla-
stic pipette is included in the carton). The necessary ca-
talyst aspiration is performed by squeezing the balloon 
at the top of the pipette. After use, the pipette should 
be flushed immediately with Lukopren Odmašťovač 
(Degreaser) (alcohol, acetone or benzine). 
Amounts less than 0.5 ml can be dispensed with the 
number of drops: 
Volume (ml)    0.1        0.2         0.3 
Number of drops  4 – 5          9      13 
 
Thinning of rubber pastes 
 Rubber pastes from the Lukopren N can be thinned 
with Lukopren N 1000 to regulate the final fluidity 
of the paste. The addition of Lukopren N 1000 should 
not exceed 10 % wt. to prevent the deterioration of the 
physical-mechanic properties of the vulcanizate. 
 
Colouring of rubber pastes 
Rubber pastes Lukopren N can be coloured with 
organic or inorganic (thermally resistant) pigments. 
They are best applied in the form of pigmented pastes. 
Ready Pigmented pastes can be bought (white, 
black, yellows, blue, green, red-brown).The 
recommended amount of the paste is 1 - 5 weight %. 
The Pigmented paste is mixed with rubber paste before 
the addition of the catalyst.  
Lukopren N Super-transparent, N 5221, N 1000 and 
N 6681 are easily coloured. Lukopren N 1522 can be 
coloured only in pale pastel shades (Lukopren N 
5541, N 1725 is difficult coloured due to its colour). 
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Separation 
 When manufacturing moulds, it is advised to coat 
the surface with the Lukopren Separator (separating 
agent), which creates a film with good separation 
properties after drying. It can be washed away with wa-
ter. Oil, petroleum jelly, etc. are not suitable for sepa-
ration because they disturb silicone rubber from the 
very beginning of vulcanization. 
 The Lukopren Paraffin Separator is intended 
for the separation of silicone rubber (eg contact sur-
faces of silicone multipart moulds) or other water-re-
pellent material. The separation must be carried out 
very consistently and always wait for the solvent to 
evaporate completely. When separating a thin layer of 
vulcanizate, the action of the solvent from the separa-
tor can cause swelling, which disappears after its eva-
poration (approx. 1 hour). 
 
Behavior to the substrate 
 Lukopren N rubbers have a very low adhesion to 
other non-porous materials such as glass, enamel, 
steel, aluminum after vulcanization. To improve the 
adhesion, the bonded surfaces must be pre-treated 
with special bonding agents, so-called Lukopren Pri-
mer A or Lukopren Primer N. It is applied in a thin 
layer on the degreased and roughened substrate. After 
drying (approx. 20 minutes), the rubber can be poured 
in. 
 When applying a new layer to an already vulca-
nized rubber layer, a primer is not necessary, the layers 
adhere very well to each other (if the original surface 
is not dirty, greased).  
 Bonding of cracked silicone rubber from Luko-
pren N or its gluing to the substrate is performed with 
one-component silicone sealant Lukopren S 6410, 
S 8280 (degrease contact surfaces beforehand). 

 
Cleaning 

 Unvulcanized rubber paste can be wiped off (cloth, 
paper towel) and the residue cleaned with Lukopren 
Odmašťovač (Degreaser), acetone, petrol or thin-
ners (type toluene, xylene). Already hardened rubber 
(vulcanizate) has low adhesion to the substrate, can be 
easily removed by peeling. 
 
Tempering of moulds and castings 
This step is not necessary in many cases, but is recom-
mended to achieve volume stabilization of the mould 
and when using the vulcanizate at higher tempera-
tures. It is performed in an oven with air exchange by 
gradually increasing the temperature up to 150 °C and 
leaving it in the oven for at least 30 minutes. 

Manufacturing of resilient moulds 
Preparation of models  
 A model can be made of wood, metal, plastics, 
ceramics, gypsum, wax, paper, marble, stone, or clay. 
Its surface must be free of any flaws unless they are to 
be intentionally reproduced. The surface of models of 
porous materials must be sealed with lacquer coats. 
Good separation is recommended. 
 
Mould casting - simple model (plastic pictures, 
coins, emblems, ornaments) 
 A model is placed into an auxiliary container or a 
box made of plates. Prepared rubber paste is poured 
slowly and carefully so as to avoid the creation of air 
bubbles and to break the bubbles that have been 
formed during catalyst mixing.  
The mechanical re-
sistance of the mould 
can be enhanced 
with meshed fabrics 
such as gauze, silk, 
burlap, or nylon 
netting. The thick-
ness of the walls of mo-
dels that are about 30 cm  
big should not exceed 1 cm. The wall thickness of 
smaller models should not be greater than 5 - 8 mm. 
 
Mould casting - three-dimensional model 
 With the simpler type of three-dimensional models 
(i.e. those even thickness in all three dimensions), a 
two or multipart mould can be made only of silicon 
rubber. The first half of the model is poured with the 
rubber paste – the parting 
line creates a suitable longi-
tudinal section model. 
 The second mould part 
is done, when the first half is 
cured. Rubber-rubber 
bonds are separated by 
means of Lukopren Par-
affin Separator. 
 
Two-part layered mould with the backing case 
 With more complex models with uneven thickness 
and a difficult relief, it is advised to create a 'layered' 
mould. The model is positioned up to the chosen 
parting line in a plastiline or clay in the frame or box 
(positioning pins are defining for easy assembly of 
mould and case parts too). Three to five coatings of 
rubber are gradually applied after a previous rubber 
coating has cured properly. The optimal thickness of 
such a mould is 2 - 3 mm. If this is the case, a gypsum, 
concrete or polyurethane backing case has to be 
created to reinforce the mould. Once the first half of 
the mould and backing case have hardened, the 
auxiliary box is removed. The model embedded in the 
first part mould and case is placed in a new frame. 
 The second exposed of model is poured according 
to the same procedure as the first part. Rubber-rubber 
bonds are separated by means of Lukopren Paraffin 
Separator.  
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Time demoulding 
 Recommendation: the mould should be removed 
and the model should be taken out no sooner than 
after 12 - 24 completed hours of cure, for thicker 
forms even after a longer period of time. 
 The subsequent casting in the mould is recom-
mended to perform after 48 hours. 
 
 

Health protection 
 Lukopren N 1522 and Lukopren N 6681: Safety 
data sheets are available on request. 
 Lukopren Catalyst N is classified as a dangerous 
chemical agent. Prior application read its label and 
safety data sheet carefully and follow the prescribed 
instructions. 
 
Storage 
 18 months from a manufacturing date in the ori-
ginal packaging, up to 30 °C.  
 Products in plastic packaging can be stored in a 
maximum of 2 layers. Before application stir 
properly! 
 Lukopren Catalyst N must be kept tightly closed to 
avoid contact of the product with humidity.

Packaging 
 Lukopren N 1522, N 1725, N 6681 and N 
5541 carton (1 kg paste + 30 g Lukopren Catalyst 
N + pipette)  
 Lukopren N Super and N 5221 carton (900 g 
paste + 30 g Lukopren Catalyst N + pipette)  
 Lukopren N 1522, N 1725, N 6681, N 5541, 
N Super, N 5221 pails 5 kg (catalyst not included)  
 Lukopren N 1000 carton (800 g polymer + 30 
g Lukopren Catalyst N + pipette); plastic can 25 kg 
(catalyst not included)  
 Lukopren Catalyst N bottle 30 g, 150 g 
a 300 g, canister 3 kg 

 
 
 
 


