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Technical Data Sheet

Material Information: Recompound polyamide 66, unreinforced, heat stabiliced, for injection moulding.

Motes: Eplon 86 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 Yalus
Ph:EiE‘-Hl properties Dry Cond
Density (23°C) 150 1183 glem® 1,14

Ash content IS0 34514 %%

Determination of water content IS0 15512 % 0.1

Mold shrinkage- parallel/normal (3mm) 150 294-4 M 1,317

Mechanica EE-E

Tensile modulus (1mm/min) (23°C) 150 527-2 MPz 3400 1500
Tensile stress at braak (S0mm/min) (23°C) 150 527-2 MP= 50 40
Tensile strain at braak (S0mm/min) (23°C) 150 527-2 % 4 6
Flexural modulus (2mmydmin} (23°C) 150178 MPa 2800 1250
Flexural strength (Zmm/min) (23C) IS0 178 MP= 120 80
Motched izod impact (23°C) IS0 180714 Kfm= 5 7
Unnotched izod impact (23°C) 150 180/1U Wim= 30 40
Motched charpy impact (23°C) IS0 179/ 1=A Kfm* 6 8
Unnotched charpy impact (23°C) IS0 179/1=U K/m= 35 45
Thermal properties

Melting point 150 3146 C 260

Temp, OF deflection under load (0,45 MPa) 150 75-2/B < 180

Temp, Of deflection under load (1,50 MPa) IS0 75-2/A . BS

FIammaEiI'rnr & ;E-l:tl'lcﬂl properties

Flammahility classfication (0,8mm) - UL 94 EN 60695-11-10 - HE

Comparative tracking index - CTI (Solution A) EN 60112 U &00

Suiface resistvity ASTM D257 (if=q 1,00E+14

Test mnnitiuns

Labaratory condidons are 23 2°C and 45-55 % RH.
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EPLON 66 BK Q101

Polyamide 66

EFLON 66 GRADES PROCESSING CONDITIONS

Inimiﬂn m:l-ul-d'ﬁ of EPLON &6

Palyamice 66 Is eagy b moukd material, which is nol pasticularty
sensithve 10 modding conditions.

A Tew general quidelines are given here.
Pre=drying

Palyamide & ygroscopic and mokture sensilive, so pre-deying |s
recomaended as i matter of re. Material that s not pee-dried to &
M Lire kel Below 0,1 %, il degrade, cauung srface defmcts,
parts that are aut of dmenson and brittie parts, 11 s recommenced
bo diry material for 4 hours at BT to BS*C In & desiccant deyer with
miie AR e G cant eement .

A lew Eips to ensure propes ogeration of the dryer:

* Ensie the thermooouple that regulates the lemperaline i placed
immedsately before the enfry of the ar into the dryer, There can be
a sgnificant temperature drop in the ar-oomeeyancs Sysiem.

* The temperaiure of the air going cul of the dryer Sk should not
b= rore than 30°C howes Than the 2 enfering the system., If this is

the case, you have insuiMicent ai capacty.

* From time to time, monitor the dew point of the dey 2 to ensure
the desicrant slements are Tunclioning propesty.

* (fen, hass air runs Hrough the veny bottom paet of a dryer silo.
Therefore, @ is recommenced hat you Esie the material out of the
battom of e dryer and fesd back inbo the iop when you start up
YOUF prOCess,

Moukdng tempergtires

For polyamide 66, e meil temperature mist be kept balow 300°C,
Any higher temperature will cause raped degradation, which can be
recognized by foaming of the material or splach marks on the

surface of the parl.
The following barrel settings are recomimended:
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Tool temperature

Ml Desmiperaturs i alviays & compromiss. Morsover, ool
Eermperatise should be as a Fgh ad possitle 1o glve oglinum
crystasization, dimengcnal, good wrtace finish and eacelenl
miechandcal performance. On e olfver Rand, e Dol
bempseratine can dgnificantly cul opcle me,

For Polysmide 66, BO™C showid D mainbmned ad a minimum. For
relnforced (rades valoes of S0- 1 LOC ane prefermad,

Pressiire &nd speed

Injectian pressure should generally be around 70 to 120 Mpa; this
resuls In & minimum clmping force of the moullng maching in
tarines of 0, 7 times the projected surface arsa in cm’,

Hildiryg presisiane 15 genemily b the e of 90 Mipa,

Foar glassifre relnforosd compounds, B sonesy spsad dhild ba
ket low, & rough Indication & as follows:
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Back pressure should be kept bo a practical minimum,

l.l-seuiﬁri'-d
Regrind sprues and runners Can be wsed on most materials. I s nof
recommended ko wse regrind on FR grades. When regrind is sad,
observe hese smple fules:

* lse a constant ratio of regrind and vingin material, When 2
material nas been processed once, s viscosity and fibes length
have been decreased. Lsing varying rations of regrind can lead o
variations in dimensions, mechanical performance and processing
characteristice.

* Efther feed the regrind straight back inlo the machine or pre-dry
the reqrind before usage.

* Slore regrind In a dry, ckean place 1o avod contamination and
ECeEs rioeliae,

* Ensure sharp culhing Dlaces 1o ke dust generation 10 A
mindmum; cut gleds fbre resnforcad matertal whan i 1S SO hal,

* Claan the grindes reguiary 1o avoid Buld up of dust.

* Do not wse splayed, decoloured or degraded pans and runners,

Pl vl sovaitinnt i Dhla A8 vl de elvrins b gpoind P st Dhoust i v . i olidis o i J il e Foes e aleligalivet bo Tawl o v ode 5 @6 T
fieis LTIy Ao Dlvei i e i i il i, Pl s I BEind i vl o i g 0 e (b ol B o vl B el il i oo i vl onddd
awiitrad, e, aitivaly pour ov sy, Bkl Epion, Epogias aved Egdwln v sgis b o &aukivivds s of Bgudes Plastil Sav. Ve Tic, A5

F.06E 0 ; PO L5 LD 2DLE



