e p S a n EPLAMID & GFR 50 NC Q1F001

nowatan for polymess Polyamide &

Technical Data Sheat

Material Information: Polyamide &, reinforced with 50% of glass fiber, heat stabilized, lubricated for injection moulding.

Notes: 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 Value
Physi e D Cond
Density (23°C) IS0 1183 glem® 157

Ash content IS0 34514 ] 50

Determinztion of water content IS0 15512 % 0.1

Mold shrinkage- parallel/normal (3mm) IS0 2944 % 0,2/0,3

Hmml Eﬁ'

Tensile modulus {Imm/min) (23°C) IS0 527-2 MPa 17000 13000
Tensile stress at brezk (Smm/min) (23°C) IS0 527-2 MPz 225 165
Tensile strain at bresk (Smm/min) (23°C) 150 527-2 % 0,03 0,05
Fexural modulus (2mmdmin) (23°C) 150 178 MPa 14500 11400
Flexural strength (2mm/min) (23°C) IS0 178 MPa 335 270
Notched izod impact (23°C) 150 180/1A Kjm: 17 19
Unnotched izod impact (23°C) IS0 180{1U Kjm: 100 110
Notched champy impact (23°C) 150 179/1=4 Kjm: 18 20
Unnotched charpy impact (23°C) IS0 179{1U Kim* 108 115

Thermal properties

Melting point IS0 3146 aC 220
Temg. of deflection under load (0,45 MP2) IS0 75-2/B aC 215
Temg. of deflection under load (1,80 MPa) IS0 75-2/A T 210
FEmmaEam,.- B M' I proparties

Flammability classification (0,8mm) - UL 94 EN 60695-11-10 - HE
Comparative tracking index - CTI [Solution A) EN &D112 W 500
Surface resistivity ASTM D257 fifsq 1,006+13

Test itions

Laboratory conditions are 23 £2°C and 45-55 % RH.
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EPLAMID 6 GFR 50 NC Q1FDO1

Pelyamide &

EPLAMID & GRADES PROCESSING CONDITIONS

In'ﬂ'mn mnuldinﬂ of EPLAMID &

Polyamide & i eagy bo mould material, with a very wide processing
windo.

A Tew general guidedines are given here.
Pre-drying

Palyamide & hygroscopic and malsture sensitive, so pre-drying Is
recomimended as a matter of rule. Materlal that s not pre-dried to &
miostire kevel bedow 0,1 will degrade, causng ssface defects,
parts that are cad of dimenson i biiltle parts. It s ecommended
b diry materkal for 4 hours sl B0%C 1o B5%C In & descoant deyer with
e ERan o deecanl semenl.

A Terwi tps 1o ensure proper operalion of the dryer:

® Enswre lhe hemmocougle that reguiates the emperatuie 5 placed
immesSiatety before the entry of the air into the dryer. There can be
a significant lemperature doop in the Sr-conveyance System.

* The temperature of the air going out of the dryer Sio should not
b2 more thain 30°C kwer than the alr entesing [he system. If this 1=

bhe case, you hawve insuffickent air capacity.

* From tme to Bme, mon|tos the dew point of [he dey & 10 &nsune
Lie chestic and edements ane funct loning properly.

* Often, s & rund theough the very bottom part of & dryer sliio,
Therefore, & i recammendad hal you take the maberial oul of the

bxakbom of the deyer and feed back IMo the top when you start up
WONIF PrOCess.

Moukding temperatures

Polyamide & can be processed between 220 and 295°C, depanding
of the grade use.

The Following barmel settings are recommendsd:
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Miould tesmperabure s always a comgioamise. Moreower, ool
temperature shoukd be as a high as possibie bo give optimum
crystalization, dimensional, good surface finish and excelent
mechanical performance. On the other hand, lower tool
temperature can sgnificantly cut cycle time.

For Polyamide &, 80°C should be maintained as a manimum, For
reinforced grades values of 90-110°C are prefesred.

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

resus in a mirimum damping foece of the moukiing maching in
bonnes of 0,7 times the projected surface area in om’.

Hoking pressuce is generlly i the area of 50 Mpa.

For glassfitre rendorond COMpounds, the screw speesd should be
kit kv, & rough indicabion B as Tollows:

Sorow dismoler (ma) | Mosimum rpm

20 150
20 100
40 70
30 [
0 50
70 a0
a0

»ED Ln]

Back pressure should be kept 10 a pracical minimim.

jrved

Regrind spruses and runnens can be used on most matendste, 11 is not
reccaaTended Io uie regrind on PR grades, When regring B oiead,
Dhusrve e smpe riles:

* s 3 constant ratio of regeind and virgin materal. When a
material has besn processed once, IS viscosity and fibre length
have besn demressed, Lsing varying raticns of regrind can lead o
variations in dimersions, mechanical perfomance and procsssing
characterslics.

* Either feed Ehe regrind straighl back into the machine o pre-dry
the regrind before wsage.

* Shore regring in & dry, clean place bo avoid contamination and
BACERS MokaiLuire.

* Engiare sharp cutting biladess 1o ksep dist generation i &
minlrmum; cut gl Mbee relnlonoed materlal when | B O hol,

* Clean the grinder regulaty 1o avoid bsid up of dust.

* Do not use splayed, discokourad of degraded pars and runnss,
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