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Polyamide &

Technical Data Sheet

Material Information: Polyamide &, reinforced with 30% of glass fiber, heat stabilized, lubricated for injection moulding.

Motes: Eplamid 6 glass fiber reinforced compounds are used in all sectors of industry, offering a good balance of thermal

and mechanical properties,
This material is available in natural and colours on request.

Properties Test Mathod Unit Valus
Ph:Eil:'-al properties Dry Cond
Density (23°C) 150 1183 glem® 1,35

Ash content IS0 34514 Yo 20

Determination of water content IS0 15512 % 01

Mold shrinkage- parallel/normal [3mm) IS0 2944 % 04/0,7

Mechanica EE-E

Tensile modukss (Immdmin} (23°C) IS0 527-2 MPa 10000 8000
Tensile stress at break (Smm/min) {23°C) IS0 527-2 MPa 180 120
Tensile strain at break (Smm/min) {23°C) IS0 527-2 % 3.5 6
Flesrural modulus (2mm/min) (23°C) IS0 178 MPa SO0 7000
Flesural strength (Zmmimin) (23°C) 150 178 MPa 285 270
Notched izod impact [23°C) 150 180/1A jm: 14 16
Unnctched izod impact (23°C) 150 180/1U Wjm: 85 95
Motched charpy impact (23°C) IS0 179124 Kim* 15 17
Unnotched charpy impact (23°C) IS0 179/1=00 J/m= a0 100

Thermal properties

Melting point 150 3146 C 720
Temp. of deflection under load (0,45 MPa) IS0 75-2/B i 215
Temp, of deflection under load (1,80 MPa) IS0 75-2/A o 205
FIammaEiI'rtv & ;E-Etl'll:ﬂl properties

Flammahility classification {0,8mm) - UL 94 EN 60635-11-10 - HE
Comparative tracking index - CTI [Solution A) EN 60112 V 550
Surface resistivity ASTM D257 Qifsg 1,00E+13

Test mnnitinns

Laboratory conditions are 23 &2°C and 45-55 % RH.
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EPLAMID & GFR 30 NC 5T Q1D001

Polyamide &

EPLAMID & GRADES PROCESSING CONDITIONS

In'E'nn mmidiﬁ of EPLAMID &

Polyamide 6 & aasy 1o mould maberial, with a very wide processing
i .

A Pew genesal guidalines are given hare.

Pre-deying

Podyamice s hygroscopc and moksture sensilive, so pre-deying Is
retomimended a5 & matier of rule. Material that & nol pre-dried (o &
imcstune vl beiow 0,1 % will degrade, causing surface defecs,
panrts Rt are oul of Gmensson and Deittle parts. I 18 recomemsnded
R0 dry matesial for 4 hours 81 BOC o B5°C In a desiccant dryer with
D Hhan O detoran semeant.

A Pew TS 10 enEune proper operation of (he deyer;

® Engure e Bwrmocougie that regulabes Ehe Damperaiung B placed
bmemsstiantely besfore the entry of the ar nbo the diyer, Thene can bs
i wigpnlficand lesmapesratune deogs I Uhe ar-conveyancs gy slem,

' The temperature of the sl going ol of the dryer @io shoukd nol
b moee Bhin 307C kower (han (he alr entering e system, If this |s
ihe Ciare, you harve IngufTicnt alr capacily,

* Frosm time B0 time, monlbor he dew poink of the dry sl to ensure
e chedoran| aaments are funciioning propery.

* O, bt i iU Eeough B very Dotbom paet of & dryer siio,
Therefone, & b recommendad that you el the malerial ol of th
botioem of the dryer and fread back indo the op when you start up

YFOur price.
Moulding temperatures

Podyamide & can De rooesesd betwesn 220 aod 205°C, depanding
on the grade U,

The Tebowing barred wtings ace recommended

Wateal  [7one | [Hoppar]| o 2 foned | dentd (W)
Willed Gads | 2202400 Wt | DK Fr L
| lpach M. fradles IR TSI 2252450 103730
L L L R I
(Pl gmnd Crmhen | 24100 D M1 MO
Jeol temperalure

Mould lemperature 5 always a compioemise. Moreover, bool
lemperature shoukd be as 3 hagh as possible 1o give optimaum
erystalization, dimensional, good surface finish and excelent
mechanical performance. On the other hand, kawer ool
lemperature can significantly cut cycle time.

For Polyamide &, B0PC should be maintained as a minimum, Foe
reinforces grades values of 90-110°C are preferred.

Pressure and speed
Injection pressure shoukd generally be arcund 70 to 120 Mpa; this

resills in & mindmum clamping Force of the moukdng machins in
tonnes of 0,7 times the projected surface area in cm”.

Holifirg presisiane |5 generally in the area of 50 Mpa.

For glassfitre reinforced compounds, the sorew speed should De
kepl low, a rough indication & as follows:

Screw diameter (nwm) MaiLm o
2n 150
i) 100
40 70
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Back predeire ihould be Gept to e pracios minimum.

—r G

Regring speues and runners can be used on most materlals, 1 B not
pecoamiTncdied B e regiind on FR grades. When regrind B used,
Obsarve Mese dmple iles:

* Lse a constant ratio of regring and virgin matersal, When &
material has been processsd ance, | viscoalty and bwe length
Marve: Lot dhcrnsed, Using varying rations of regrind can bead to
varlations In dimensicns, mechanical perfonmance and processng
Characteristics,

* Either fead the regrind stralght back into the machsine o pre-dry
the regrind before usage,

* Store regrind In a dry, clean place to avoed contamination and
BACESS MoEkne,

* Ensure sharp cutting blades to keep dust generation 1o a
milmmun; cut geass fbre renforced matedal when i 5 Bl Rol.

* Clean the grinder regulary to avoid buld up of dust.

* Dy ot e splayed, discoioured or degraden pans and Funness.
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