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~a Polyamide 6

maaterial Information: High viscosity, unreinforced and modified polyamide 6 improved with good-impact resistance, heat
stabilized and lubricated for injection and extrusson maodding.
Motes: Eplamid 6 Impact modified compounds are used in all sectors of industry, offering a good impact strength for mechanical

properties and ensures an outstanding performance even at low temparatures (up to -40°C),
This material is available in natural and colours on request.

VALUES
TESTS TEST METHOD  UNIT
DAM CONDITIONED
DEMSITY |23 *C) 150 1183 glem’ 1,04
CONTENT 150 3451-4 y

DETERMIMNATION OF WATER CONTENT 150 15512 L 01
MOLD SHRINKAGE - PARALLEL / NORMAL |3 mm) IS0 204-4 Y 1.8/1.2

KSILE MODULUS {1 men/min / 23 5C) 150 527-2 Kfmm® 1400 ESD

NSILE STRESS AT BREAK (50 mm/min / 23 °C) IS0 527-2 Nfmm 40 25

NSILE STRAIN AT BREAK [50 mm/min / 23 °C) 150 527-2 % 50 =50
FLEXURAL MODULUS (2 mmymin / 23 'C) 150178 N/mm® 1150 500
FLEXURAL STRENGTH (2 mm/min / 23 *C) IS0 170 Nimm' 55 1
NOTCHED IZ0D IMPACT |23 °C) SO 100/14 kifmt 10 110
UNKNOTCHED 120D IMPACT (23 *C) 150 100/1U ki fmf Mo break Né break
NOTCHED CHARPY IMPACT (23 *C) IS0 179,/1eA klfim? g5 120
UNNOTCHED CHARPY IMIPACT (23 °C) 150 179,1el klfmd No break No break
KOTCHED IZ0D IMPACT {-20 °C) 50 180/14 klfmd E"1]
KOTCHED CHARPY IMPACT (-30 °C) IS0 179, 1eA klfmd a0
MELTING POINT IS0 ¥148 -] 220
HOT/B (120 "C/h - 0,45 Mpa) IS0 75-2/8 ' 120
HOT/& (120 °C/h - 1.8 Mpa) 50 75-2/4 iC 45

LAMMABILUTY CLASSIRCATION (0,8 mm) - UL 52 EM 60695-11-10 : HE

COMPARATIVE TRACKING INDEX - CT! (SOLUTION A) EM 60112 v £00
SURFACE RESISTIVITY ASTM D257 /s 1,006+13

Labaratory conditions are 23 Z2°C and 4555 % AH.
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Folyarmide & iz easy to mould material, with 2 very wide progescing Injection pressure chould penerally be anound 70 to 120 Mpa: this

window. & few peneral puidelines are given here. rezults in 3 minimum clamping force of the moulding machine in
tonnes of 0.7 times the projected surface 2rea in am’.

Pre-drying

Polyamide iz hygrescopic and meisture sensitive, so pre-drying is Holding prassure is penerally in the ares of 90 Mpa.

recomimended as 3 matter of rule. haterial that is not pre-dried to 2

mzisture bevel below 0,1 % will degrade, causing surface defects, parts B b s A e P
thiat are out of dimension and brittle parts. i is recommended to dry it kg R I = P

matenz! for 4 howurs 3t 30 °C to §5 °C in 3 desiccant dryer with more haws, 3 POuEh indication i 3= followe:
thian ore desiccent element.

Sctew Diameter[mml  Mwdmum ipm |
20 150
£ few tips to ensure proper operstion of the dryjer: a0 100
a0 ol
* Ensure the thermooouple that regulates the tempersture is placed 50 £
immediately before the entry of the air into the dryer. There can b= a 60 =
signifint temperature drop in the Jir-comseyanos syshem. ik L
B0 a5
* The temperature of the ir moing out of the dryer silo should not be =87 N
more than 30 *C lower than the zir entering the sysbem. If this is the
case, you have insuffident air capadty. Back pressure should be kept to 3 practical minimum,

* From time to time, monitor the dew point of the dry air to =nswre

the desiomnt elements are funcioning properly. | a IE‘m‘ Pa— -

* Often, bess gir runs through the wery bottom part of = dryer silo. Regrind sprues and nunners n be used on most materials. fis not
Therefore, it is recommended that you take the materizl ot of the recommended to use regrind on FR grades. When regrind is used,
bottom of the drper snd faed back into the top when you start vp observe thess simple rules:

YO procass.

* Lz 3 constant retio of regrind and virgin materizl. When a material

has been processed once, its viscosity and fibre length have been
P Mouldingtempe rotuTeS S N o croceed_ Using varying rations of regring can lead to variations in

Paofyamide & can be processec betwesn 220 and 295 °C, depending on | Gimansions, mechanics] performance and processing charactaristics.
the zrade wsed.

* Either feed the regrind straight back into the machine or pre-dry the

The following barrel settings are recommended: regring before same.

[Fretarial Zonad {iegpar]] | Zonaz Tone 3| Zana A{Hola) * Seore regrind in 2 dry, clean place to avoid contamination and

il ol Grmdes Z0-380 'c me-rmic | msrmic | meFTmic EADESS TSt rE.

Jiergrick P Grades Z0-345 T e e b 40-ITE . . ..
e 25200 °C 0T | I A% 08 T * Ensure shanp cutting blades to keep dust generation to 3 minimum;
|Esimnroed Granes a0 7a0 ' e e A0k 7715 cut E"i!ﬂ finre reinforced rraserial when it is still hat.

* Clean the grinder regulary to aveid build up of dust.

Tool temperaiure * Dy mok use splayed, discoloured or dezraded parts and runrers.

hould remperature is always 3 compramise, Moreower, tool
ternperatune should be as @ high as possible to give optimum
crystallization, cimensional, good surface finish ard excellens
mechanical performance. On the other hand, lower toal temperature
cam :iEr.iﬁn::l-.'l:I',' cist oyiche time, For Polyamide 6, 80 °C should be
mzirtained 32 & minimum, For reinforced grades values of 90-110 *C
are preferred
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