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Technical Data Shest

Material Information: Flame retardant polyamide & reinforced with 30% glass fiber, heat stabilized for injection molding.

Motes: Halogenated, complance with RoHS derivatives, with rating ULS4 V0 and glow-wire at 960*C, which is used in many
sectors of industy and has excellent mechanical properties,
This material is available in natural and colors on request.

Properties Test Method Unit Valus
Physi ies B
Density (23°C) 150 1183 glem'? 1,62
Ash content IS0 34514 % 30
Determination of water content 150 15512 L 0,2
Mold sheinkage- parallel/normal [3mm) IS0 294-4 % 0,3/0,5
HMEI Eﬁ'
Tensile madulus (1mm/min} (23°C) IS0 527-2 MPa 10500
Tensile stress at break (Smm/min) (23°C}) IS0 527-2 MPa 150
Tensile strain at break (Smm/min) (23°C) IS0 527-2 % 2
Flexural medulus [2mm/min) (23*C) 150 178 MPa 10200
Flexural strength (2Zmmimin) (23°C) 150 178 MPa 200
Notched izod impact (23°C) 150 180/1A KIfme 10
Unnotched zod impact {23°C) IS0 18041V k1/m= 55
Motched charpy impact [23°C) IS0 179 1eA k1/m= 11
Unnotched charpy impact (23°C) IS0 179/1=U Kim* i
JTharmal properties
Melting point IS0 3146 "% 220
Temp. of deflection under koad (0,45 MPa) IS0 75-2/B *c 215
Temnp. of deflection under load (1,80 MPa) IS0 75-2/A °C 205
mmability & i (=
Flammability classfication (0,8mm) - UL 94 EN 60695-11-10 - 4 Vo
Glow Wire - GWFI (1,6 mm) EN 60695-2-12  *C 960
Glow Wire - GWIT (0,8 mm) EN 60895-2-13  *C 750
Ball Pressure Test (125 & 2 *C) EN 60695-10-2 . <2
Comparative tracking index - CTI (Solution A) EN 60112 v 250
Surface resistivity ASTM D257 0sq 1,00E+13
LIS-FVSS 302 IS0 3795 mm/min < 100
Tast itians

Laboratory conditions are 23 &2*C and 45-55 % RH.
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Polyamide & - Halogenatad

EPLAMID 6 GRADES PROCESSING CONDITIONS

Injection mu«ul-ll'nﬂ of EPLAMID &

Polyamice 6 & aasy to moukd material, wih & very wide processing
wireloy,

A Tew general guidelines dre given heve.
Pre-drying

Palyamice is hygroscoped and mokture sensitive, S0 pre-deying Is
recoamamsenced a8 o mabter of rube. Material that ks not pee-dried 1o a

miLire kel Bl O, 1 % will degrede, chuihig sirfice delects,

parts that are oul of dmendon and betle parts, I s recommencded
b iy material for 4 hours &t BOC o BSSC in & desccanl dryer with

e Ehan cne e canl sSeament .
A Tewi tps o ensure proper operation of the dryer:

* Ensure fhe thermocouple Bhat reguistes the lemperature 5 placed
immefately before Me entry of the & into th diyer. Thane can be
A sgnficant lemperature Grop in e r-COnveyance syslem,

* The temnperature of the air going cul of the dryes sl should not
b= more than 30°PC lower [han e 2@ entering the system. If this is
Ehve case, you have nsufficent air capadity.

* From time te time, monitor e dew point of the dey 2 to ensure
the desicrant edaments are functioning propery.

* Often, less @i runs throwgh the very bottom part of a dryer silo.
Therefiors, i & recommended thal you ke the materdial out of the
baktom of e dryer ard fesd pack inbo the op when you start up
YOUF Process,

Moulding temperatures

Palyamide & can be processesd betwesn 720 and 295°C, depending
on the grade used,

The Following barred settigs are recormimenden:

Hateal  [fena | [ogpar)  Pose } poned | Dene d Wafrk)
WiledOndem | LOM0C | 28200 | LTI | nsuwl
byt W, frades | 10| ”_’_.-‘??.*.'..1 L
Ml Ml Qrmdes | 25000 DI | DRI PR
Pl Furveed Geadhes | 340-200% oAt MK WO
Jool temperature

Maoukil temperature is alvays & compromise. Moreowver, bool
termpseratisne should be as & Pgh as possitie 1o glve oplimam
crystamization, dimensicnal, good wrface finksh and excelenl
mechanscal perormance. On He ot hand, kv ool
tempseratisne can skgnificantty cul cyche time.

For Polyamide &, 80°C shoukd be mantained as a minimum, Foe
relnforces grades values of S0- 1 10°C are preferred.

Pressure and speed

Injection préssure should gererally be around 70 to 120 Mpa; this
rESUES In & minemum :mmmmmﬂnﬂmm
tarines of 0,7 times the propected surtace & in om’,

Hekibing pressire i generally in the ses of 50 M,

For glasifre relrforoed compounds, e e spesed should be
kepl bow, & rough Indieation & ad folows:

Scrow dameter (mm) | Maxim rpm
20 150
30 100
il Fil
0 &0
Bl 50
7 | 40
B 15
80 | 30

Back pressure should be kept to a peactical minimum.

llseuiﬁriu:l
Regrind sprucs and runiess Can be wsed on most materials. I s nol
recommended to use regrind on FR grades. When regrind & wser,
obsarve hese smple nukes:

* lse 3 constant ratio of regrind and virgin material. When a
material has been processed once, s viscosity and fibre length
have bean decreasesd, Lising varying rathons of regrind can lead to
varations in dimensicns, mechanical performance and processing
characteristics.

* Efher feed the regrind strakght back o the maching of pre-dry
the regrind before ussge.

* Btore pegringd In & dey, chean place 1o okl contaminition and
e ke,

* Ensure sharp cutting blades 1o keep duit generation 1o &
milmmum; cut gheis Nbre renforcsd mabertal when i 18 S0 hol,

* Claan the grindes regulacy bo avosd Buld up of dui.

* Do nol use splayel, decoloured or degraded pars and runners,
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