
Application Instruction 

Installation must be done according to local regulations and usual safety precautions. Follow handling instructions given on DEKOTEC®-EP Primer. 

Product Details Minimum Storage Requirements Recommended Equipment 
Products should not be exposed to direct 
sunlight, snow, rain, dust or any other 
environmental influence before 
application.  

Storage at temperatures above +35°C 
(95°F) or below -10°C (14°F) shall be 
avoided.

DEKOTEC® HTS-70 wraparound shrink 
sleeve is supplied as pre-cut sleeve with 
separate closure patch or as master roll. 

DEKOTEC® HTS-70 is installed onto a 
layer of DEKOTEC® EP Primer. 

DEKOTEC -EP Primer is supplied as 
ready-to-use DEKOTEC -EP-Primer Kit 
(innovative two chamber application bag 
with applicator sponge) or as 
DEKOTEC -EP Primer Bulk material. 

DEKOTEC®-EP Primer has a shelf-life of 
min. 12 month from date of production 
when stored in a dry and cool place in 
original and tightly closed container  
(+5°C to +30°C; 41°F to 86°F). 

Propane torch with regulator, cutter, roller, 
contact pyrometer, cloth, solvent (if 
necessary) and standard safety equipment 
such as gloves, goggles, hard hat, etc. 

General Surface Preparation Flame Intensity: high Flame Intensity: medium
Required surface cleanliness: 
minimum SA 2½  according to ISO 8501-1

Pre-heating of steel surface before 
DEKOTEC®-EP Primer application: +50°C 
(122°F) measured with contact 
temperature gauge. 

Use high intensity 
flame for pre-
heating of steel 
surface and for 
DEKOTEC®-EP 
Primer curing. Blue 
non lightning flame 
with loud noise. 

Use medium 
intensity flame for 
DEKOTEC® HTS-70 
sleeve application. 
Blue non lightning 
flame without loud 
noise. 

1. Cleaning 2. Bevel 30º 3. Surface Preparation

Remove grease, oil, dust and all other 
contamination from steel surface and 
adjacent factory coating. Use suitable 
solvent if necessary. 

Elaborate a bevel of approx. 30º in both 
edges of the factory coating. 
Surface preparation of the cleaned factory 
coating has to be circumferentially 
roughened with coarse emery cloth. 
Remove grinding dust. 

Surface has to be dried before blast 
cleaning. Minimum surface preparation:  
SA 2½ according to ISO 8501-1. Include 
adjacent factory coating in a width of 
sleeve +100mm. 



4. Cleaning 5. Pre-heating of steel surface 6. DEKOTEC®-EP Primer

Remove all dust and other contamination 
Surface has to be dry. 

Pre-heat the joint area uniform (steel + 
min. 100 mm on adjacent mill coating) to 
+50°C (122°F) measured with contact
temperature gauge. (Note: on reflective
steel surface the measured value with IR
temperature gauge is app. 10°C (18°F)
lower.

Remove the middle rubber barrier by 
pulling off. 

Mix the two components A and B carefully 
by kneading the whole pack over 3 min. 
well. During the 3 min. the material has to 
be kneaded thoroughly from one side to 
the other side of the package. 

7. DEKOTEC®-EP Primer
(Squeezing)

7.1. DEKOTEC®-EP Primer bulk 
material

8. DEKOTEC®-EP Primer
(Application)

After kneading, cross out the material at 
one end of the package before opening the 
whole mix. Finally, cut the edge where the 
material shall be squeezed out (take a 
cutter, wear protecting glasses and 
gloves). During cutting, do not over-press 
the package (danger of contamination by 
uncontrolled squeezing of material). 

Fill the DEKOTEC®-EP Primer in 
measuring cup - Components A and B 
(mixing ratio by volume 2:1) in a 
measuring cup and mix thoroughly for app. 
1 min.  

Alternative to DEKOTEC®-EP Primer Kit 

Apply a thin layer (app. 100 μm) of 
DEKOTEC®-EP Primer to the steel surface 
and the factory coating by a rough sponge. 
Overlap the blast clean surface by 100 
mm. 

9. DEKOTEC®-EP Primer Curing 10. DEKOTEC® HTS-70 Sleeve
Installation

11. DEKOTEC® HTS-70 Sleeve
Installation

Cure the DEKOTEC®-EP Primer with a high 
intensity flame (surface temperature 
between 90°C - 110°C (194°F – 230°F). 
(On dark surfaces the temperature 
measured with contact or IR temperature 
gauge is equal).  

Curing is completed when DEKOTEC®-EP 
Primer is “touch dry”. 

Heat the adhesive side of the DEKOTEC®

HTS-70 shrink sleeve gently at one end of 
the sleeve on a length of min. 200 mm. 
Edges of this sleeve-end have to be cut in a 
45° angle. Pre-cut sleeves are supplied with 
already pre-cut edges. These edges have to 
be applied first. 

Mount the DEKOTEC® HTS-70 sleeve on 
the welded joint in a way that it overlaps 
between 10 and 2 o'clock position (approx. 
breast height of operator!). Firmly press the 
pre-heated end of the sleeve to the contact. 



12. DEKOTEC® HTS-70 Sleeve
Installation

13. DEKOTEC® HTS-70 Sleeve
Installation

14. DEKOTEC® HTS-70 Sleeve
Installation

Gently roll the DEKOTEC® HTS-70 sleeve 
on an area of 5-10 cm from the edge of the 
sleeve firmly upwards to the steel surface, 
starting in the middle of the joint. 

Gently roll the DEKOTEC® HTS-70 sleeve 
on an area of 15-20 cm from the edge of the 
sleeve downwards. 

Gently roll on both sides of the welded 
seam. 

15. DEKOTEC® HTS-70 Sleeve
Installation

16. DEKOTEC® HTS-70 Sleeve
Installation

17. DEKOTEC® HTS-70 Sleeve
Installation

Pre-heat the adhesive side gently of the 
other end of the sleeve on a length of min. 
15 cm until the adhesive is softened.  

Wrap the DEKOTEC® HTS-70 sleeve 
around the pipe. Firmly press the overlap 
area (approx. 8 cm) of the installed 
DEKOTEC® HTS-70 sleeve. This leaves a 
2 to 4 finger space in the inner side at the 
bottom.  

First roll the overlap area of the 
DEKOTEC® HTS-70 sleeve with the roller 
facing down. 

18. DEKOTEC® HTS-70 Sleeve
Installation

19. DEKOTEC®-CLP Closure Patch 20. DEKOTEC®-CLP Closure Patch

Then roll the overlap area of the
DEKOTEC® HTS-70 sleeve to the left and 
right side, starting from the welding seam. 
Gently roll the overlap area to press out 
entrapped air in the overlap area.

Pick up DEKOTEC®-CLP closure patch with 
the adhesive facing upwards. Heat with 
medium torch the adhesive 4 rounds. 
Slightly pre-heat overlap area with torch 
flame for activation.

Place DEKOTEC®-CLP closure patch onto 
the overlap with inscription upside and 
fasten it by pressing firmly with a glove. 
Avoid and remove air enclosures by use of a 
roller, moving it from the centre to the edge 
of the seal. 

21. Pre-Shrinking 22. Shrinking 23. Shrinking

Firmly lift the DEKOTEC® HTS-70 sleeve 
from the steel prior to shrinking on both 
sides up to the closure patch, to avoid air 
entrapment. 

Start the shrinking process in between 
welding and factory coating, not directly on 
the weld seam, to avoid air enclosures. 

Use a torch flame to shrink the DEKOTEC®

HTS-70 sleeve, with medium intensity. Heat 
the DEKOTEC® HTS-70 sleeve starting 
from the centre to its edges circumferentially 
around the pipe, using constant paintbrush 
motion. In case of two applicators, heat 
should be provided from either side of the 
tube. 

∅∅∅∅ > DN300"
2 torches



24. Shrinking 25. Shrinking 26. Shrinking

Continue with round movements from the 
centre to the sides of the DEKOTEC® HTS-
70 sleeve on both sides of the sleeve. 

The shrink process ends when the adhesive 
visibly flows out on either side of the 
DEKOTEC® HTS-70 sleeve. 

DEKOTEC heat indicators indicate the 
progress in shrinking. 

27. Post-Heating 28. Use of Roller 29. Use of Roller

Post - heat the full area of the DEKOTEC®

HTS-70 sleeve gently after shrinking to keep 
the adhesive layer homogenous fluently. 

When the DEKOTEC® HTS-70 sleeve is still 
hot and with a slight texture, uses a roller to 
smoothly eliminate any air enclosures. 

Gently roll the welding seam area and the 
transition zone of the factory coating, starting 
from the 6 o'clock position up to the 
overlapping area 

30. Use of Roller 31. Cooling Down 32. Inspection
Verify 
• That the sleeve has completely made
contact with the metal surface.

• That the adhesive has visibly flown out on
either side of the sleeve.

• That the sleeve coating is free from defects
(high voltage testing).

Gently roll the overlap area on both sides of 
the weld seam, starting from the weld seam 
to the factory coating to remove entrapped 
air and to close the overlapping area. 

After the end of shrinking wait 2 hours before 
burying the pipe.
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