HCOWieI CERTIFICATE OF CONFORMANCE

COWIE TECHNOLOGY GROUP LTD Item Description:  PTFE Stirrer Bar, Octahedral
RIDGEWAY, COULBY NEWHAM _

TS80TQ, ENGLAND Customer: Dutscher

Tel: +44 (0)1642 599190 order No: A

technical@cowie.com

WWW.cowie.com Date: 13 March 2025

Attention: N/A Email: certificates@avantorsciences.com

We confirm that the item listed complies with the product code/reference specification.

Shelf Life: Generally considered to be indefinite — within the confines of normal use and storage conditions.

THIS DOCUMENT IS VALID ONLY TO THE CUSTOMER IDENTIFIED ABOVE

Cowie Technology Group Ltd designs & manufactures under 1ISO9001:2015 certified by Lloyds Register QA.
PTFE used in the manufacture of this product is VIRGIN GRADE PTFE

PTFE COMPLIANCE STATUS:

FDA — Directive FDA 21 CFR 177.1550

USP Class VI

RoHS 2 — Directive 2011/65/EU, as amended

EU REACH (SVHC) — Regulation EC No. 1907/2006

ODS - Montreal Protocol, Class 1

California Proposition 65 — Safe Drinking Water and Toxic Enforcement Act
Dodd-Frank Wall Street Reform and Consumer Protection Act - ‘Conflict Minerals’ originating from the Democratic
Republic of Congo and adjoining countries

Regulation (EU) 2019/1021 - POPs

PFOS, PFOA (inc. APFO), Ce-C14 PFCAs their salts and related substances — Absent
Bisphenol A (BPA) — Absent

Latex — Absent

Phthalates (inc. DEHP) - Absent

VOC - Absent

Nitrosamine — Absent

Animal Derived Components (ADCF) / BSE & TSE — Absent

Genetically Modified Organisms (GMO) - Absent

It is the responsibility of the user to ensure that the products are suitable for their intended use

Approved: J M Morgan
For and on behalf of Cowie Technology Group Ltd
This certificate has been generated electronically and is valid without a signature
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=== EXTRACTABLE & TRACE ELEMENT ANALYSIS
|COW|€| PTFE PRODUCTS

COWIE TECHNOLOGY GROUP LTD
RIDGEWAY, COULBY NEWHAM
MIDDLESBROUGH, TS8 0TQ, ENGLAND
Email : enquiries@cowie.com

Typical data for extractables and trace elements relating to Teflon™ PTFE 807N X manufactured by
Chemours™ and used in the manufacture of Cowie® PTFE Products.
Analyses by ICP-MS and IC is shown below, IC analysis is denoted with *.

Extraction Medium | 2% HNO3 Time 2 days
Temperature 68°F Results ng/cm?
Elements Limit of Result Elements Limit of Result
quantification | (ng/cm?) gquantification | (ng/cm?)
(LOQ) (ng/cm?2) (LOQ) (ng/cm?)
Antimony 5 <5 Lead 5 <5
Arsenic 5 <5 Lithium 5 <5
Barium 5 <5 Manganese 5 <5
Beryllium 5 <5 Molybdenum 5 <5
Bismuth 5 <5 Nickel 5 <5
Boron 5 <5 Rubidium 5 <5
Cadmium 5 <5 Selenium 20 <20
Caesium 5 <5 Silver 10 <10
Chloride* 50 <50 Strontium 5 <5
Chromium 5 <5 Sulphur* as Sulphate | 50 <50
Cobalt 5 <5 Tantalum 5 <5
Copper 5 <5 Thallium 5 <5
Fluoride* 10 <10 Tin 5 <5
Gallium 5 <5 Titanium 5 <5
Gold 5 <5 Uranium 5 <5
Indium 5 <5 Vanadium 5 <5
Iron 15 21.8 Zinc 5 6.9

Cowie Technology Group Ltd designs & manufactures under 1ISO9001:2015 certified by Lloyds Register QA.

Virgin Grade PTFE COMPLIANCE STATUS

FDA — Directive FDA 21 CFR 177.1550

USP Class VI

RoHS 2 — Directive 2011/65/EU, as amended

EU REACH (SVHC) — Regulation EC No. 1907/2006

ODS — Montreal Protocol, Class 1

California Proposition 65 — Safe Drinking Water and Toxic Enforcement Act
Dodd-Frank Wall Street Reform and Consumer Protection Act - ‘Conflict Minerals’ originating from the Democratic Republic of
Congo and adjoining countries

Regulation (EU) 2019/1021 - POPs

PFOS, PFOA (inc. APFO), Co-C14 PFCAs their salts and related substances — Absent
Bisphenol A (BPA) — Absent

Latex — Absent

Phthalates (inc. DEHP) - Absent

VOC - Absent

Nitrosamine — Absent

Animal Derived Components (ADCF) / BSE & TSE — Absent

Genetically Modified Organisms (GMO) — Absent

It is the responsibility of the user to ensure that the products are suitable for their intended use.

Approved: J M Morgan
For Cowie Technology Group Ltd
This certificate has been generated electronically and is valid without a signature
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HCOW'E' Magnetic Stirring — Technical Information

Magnetic Stirring

The technique of magnetic stirring is an invaluable tool for stirring and mixing in liquid media and is extremely
effective over a diverse range of applications including synthetic procedures, drug preparation, chemical analysis,
flow control, emulsification, milling, grinding and solid phase extraction (SPE). The process is simple, inexpensive
and can be used in open or closed systems, under pressure or vacuum, over a wide range of temperature and
with virtually any chemical reagent. No bearings, glands, seals or complex drive mechanisms common to other
mixing systems are required.

The basic system has two parts, a Magnetic Stirrer Bar placed in a vessel containing a liquid, and a Magnetic
Drive usually located beneath the liquid container. The Stirrer Bar and Magnetic Drive form a magnetic circuit, the
rotation of the drive rotates the stirrer bar and hence stirring or mixing of the liquid. Virtually all drive systems
incorporate speed control and may also include automatic reversing. The speed should be increased slowly to
eliminate spin-out, tumbling or stalling. Magnetic Stirring is very versatile and almost any combination of Stirrer
Bar and Drive will be effective, however, each application is different.

Magnetic Stirrer Bar
The general form of a stirrer bar is a permanent magnet fully encapsulated by a suitable material, typically PTFE,
to protect the magnet and prevent contamination of the liquid medium.

Magnet Material
The most commonly used magnet material is Alnico V, less common alternatives are the rare earths Samarium-
Cobalt (SmCo) and neodymium (NdFeB) and Metal Oxides.

The relative magnetic strengths are: NdFeB > SmCo > Alnico > Metal Oxides

Demagnetisation and Shelf Life
Stirrer bars using an Alnico V (and even more so rare earth magnet cores) are highly resistant to demagnetisation.
Within the confines of normal use and storage conditions the shelf life is generally considered to be indefinite.

However, demagnetisation can occur. The principal causes are:

e Contact or close proximity to adverse magnetic fields - from powerful magnets / electrical sources or the
effect of a reducing, alternating magnetic field e.g. when removing a stirring bar from a vessel with the
drive still rotating.

e Handling - the random movement of magnets in contact with each other e.g. physical shock, especially
against iron or steel surfaces.

e Storage — stirrer bars should not be stored in a random mass but in pairs, not on steel or iron surfaces and
shall be free from the influence of conflicting magnetic fields and potential mechanical damage.

e Temperature — magnetic stirrers should be stored at ambient temperature. Heating above the magnets
Curie Temperature will cause demagnetisation.

Magnet Strength

The fact that certain types of magnet are more powerful than others does not automatically mean that they provide
more effective mixing since the magnetic characteristic of the materials may be different. The strength of the
magnet can have a significant effect on the stirring process. A powerful magnet may be required to stir large
volumes of liquids or viscous solutions but a powerful magnet, especially rare earth magnets, can increase the
generation of particulate matter due to the grinding effect of the stirrer bar on the base of the container.

A powerful interaction between the drive and driven magnets may act as a brake on the drive motor and could
even prevent rotation. It has been observed that, in these circumstance, raising the vessel (1-3cm) above the drive
may enable effective stirring.
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HCOWlel Magnetic Stirring — Technical Information

Working Temperature

The maximum working temperature for stirrer bars using Alnico or SmCo magnet cores depends on what it is
encapsulated with: PTFE 280°C (300°C for short periods); Polypropylene 120-130°C; Glass 400-450°C.

Note: Neodymium magnets cannot be directly encapsulated with PTFE since the temperature used to process
PTFE is in excess of the maximum working temperature, 150°C.

Encapsulation Materials
PTFE is the preferred and most commonly used material for several reasons:
Exceptional chemical resistance and insoluble - no contamination of media.
Working temperature to 280°C (300°C for short periods).
Comprehensive range of stirrer bar shape/size.
Easily sterilised — Chemical & Thermal but NOT using gamma radiation.
Very high purity.
e PTFE used by COWIE® conforms to FDA and USP Class VI requirements.
Polypropylene is less favoured because of its reduced chemical resistance, especially for hydrocarbons, and
lower working temperature, 120-130°C.
Glass has good chemical resistance and a high maximum working temperature, 400-450°C, but carries the risk of
breakage and an increased possibility of abrasion when stirring in glass containers.
Parylene is used to provide a very thin protective coating which conforms to the shape of the magnet core.

Particle Formation / Shedding in Magnetic Stirring

PTFE is a relatively soft material and, although it has extremely low frictional properties, can generate particles in
magnetic stirring due to the wearing action between the stirrer and the container surface. There are several factors
which determine the extent of wear and include surface finish, nature of the encapsulation material, type of magnet
core, container material, speed of rotation, viscosity of the liquid, temperature and the presence of suspended
material.

Stirrer Bar Shape

It is difficult to quantify the most effective shape of stirrer bar, in most cases almost any shape is effective, however
some particular shapes are self-evident:

Oval for round bottom containers.

Pivot ring to reduce friction in vessels with curved or uneven bases.

Octahedral provides increased turbulence due to larger surface area.

Triangular to create a pronounced scraping action and strong turbulence at low speeds.

Pre-Use Protocol for Stirrer Bars

Before use stirrer bars should always be cleaned and where necessary, sterilised (Chemical or Thermal but NOT
gamma radiation).

For demanding applications the cleaning agents should replicate the materials to be subsequently used.

Where the generation of particulate matter must be avoided a preliminary trial under actual conditions is always
necessary.

Cowie Technology Group Ltd. Cowie Technology Corp.
Ridgeway, 18 Boulden Circle, Suite 28,
Coulby Newham, New Castle, DE 19720
Middlesbrough, TS8 0TQ USA

England Toll Free: 800 233 5711
Tel: +44 (0) 1642 599 190

enguiries@cowie.com inquiries@cowie.com

© 2019. No part of this document may be reproduced without the Permission of COWIE TECHNOLOGY GROUP LTD.
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