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Technical Data Sheet

Polyamide 66

EFLON 66 GFR 30 NC Q1D003

Material Information: Recompound pobyamide 88, reinforced with 30°% of glass fiber, heat stabilzed, lubricated for

injection moulding.

Notes: Eplon 66 glass fiber reinforced compounds are used in ol sectors of industry, offering a good balance of thermal and

mechanical propertes.

This material is available in netural snd colours on reques.

Properties Test Method Ut Value
Physical Cond
Density (23°C) IS0 1183 glon® 1

Ash content IS0 34518 Iz 30

Determination of water content 5D 155127 E 01

Mold shrinkage- parallel/normal [3mm) IS0 2924 % 0.4/0.8

Machianica m

Tensile modubs {1mm/min) [23°C) TS0 527-2 MP= 10000 8500
Tensile stress at break (Smm/min) (23°C) IS0 527-2 MPa 190 150
Tensile strain at break (Smm/min) {23°C) TS0 527-2 % 3 &
Flexural modulus (2mmymin} (23°C) IS0 178 MP= B80D 6500
Flexural strength (2memf/min) (23°C) =0 178 MPz 225 180
Notched izod impact {23°C) IS0 150/14 Ofmz 11 13
Unnatched fzod impect (23°C) TS0 180710 Wm* 55 &0
Notched charpy impact (23°C) TS0 17914 Wm: 12 14
Unnatched charpy impact {23°C) 50 1791l Kim= &0 65
Thermal properties

Melting paint 150 3146 C 260

Temp, Of deflection under load (0,45 MPa) IS0 75-28 . 235

Temp, Of deflection under load (1.80 MPa) IS0 75-2/A by 215

F|Imn1|EI|It_-.r & electrical pm-pm -

Flammability classfication (0,8mm) - UL 54 EN 60695-11-10 - HE

Comparative racking index = CTT (Sohuton A) EN &0112 v 600

Surface resistivity ASTM D257 (lisq 1.00E+14

Test itions

Laboratory conditions are 23 £2°C and 45-55 % RHL
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EPLON 66 GFR 30 NC Q1D003

Polyamide 65
EPLON 66 GRADES PROCESSING CONDITIONS

Injection moulding of EPLON 65

Polyamide &6 is aasy to moukd material, whach is not particutarly
sansitive to moulding conditions.

A few peneral guadalinss are given hare,
Pre-irying

Palyamide is hygroscopic and moisture sansitive, so pre-drying is
recomimended a5 a matter of nule. Material that & not pre-dried to a
moisture beved balow 0,1 % will degrade, causing surface defects,
parts that are out of dimensasn and befttle parts. It recommsanded
to dry material for 4 hours at BO®C to BS°C in a desiccant dryer with
micre than one desiccant elemant.

A few tips to ensure propar operation of the dryer:

* Ensure the thermocouple that regulates the temperature is placed
immediataly balore the entry of the 2 into the dryer, There can be
a sgnficant temperature doop in the ar-conveyanoes system.

* The temperatune of tee i going out of the dryer slio should not
be more than 30°C lower than he air entering the system. If this is
the case, you have insufficient air capacity.

* From time to time, monitor the dew paint of the dry & 1o ensure
the desscrant elements are functioning properly.

* (Mten, less A rns Meoogh e very bottom past of 3 dryer silo.
Therelore, it & recommendad hat you take the materal out of the
bottom of e dryer and feed back infn the top whan you start up
YOUF PrOCess.

HuuldiE temperatures

For polyamide 66, e melt temperatise must be kept below 300°C.
Any higher temperature will cause rapid degradation, which can be

recoanized by faaming of the matedal or cnizsh masks on the
surface of the pan.

The Following barrel sellings ane recommended:

Materld | Jose 0 (Hogper] [ Dene 2 Jmel | Pomed (Womk)
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Reikoeend Grackes | D0 d0ac | aoamsed | Desee | peaek
Tool temperature

Maoudd temperatune i always a comgromise. Moreover, tool
temperatiune should Be a5 a high 5 possible b give optimam
crystalization, dmendonal, good surface Ainish and excelent
mechanical performance. On the other hand, lower ool
temperatune Can Shpnifcantly cut cycle time,

For Polyamade 66, BORC dhouid be malntaned & a minlivum. For
rednliorced gradet valises of 50-110°C are preferred.

Pressure and spesd

Injection pressure shoulkd generally be around 70 to 120 Mpa: this
results in @ minimum clamping force of the moukiing machine in
tonnss of 0,7 times the projectsd surface arsa in om”.

Hiolding pressurs is genesally @ the ares of 90 Mpa.

For glassfibre reirdormed compounds, The sores spess shcauk] e
k=pt ko, & rowsgh indic2tion S 25 Rolows:
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Back pressure should be kepl o2 prescihras mmininn e

l.l:aed:ﬂ'

Regrind sprues and runners Can be usad on most materisis I s not
recoammanded b0 wse regrind on FR grades. When regring B wsed,
Cosarve Mese smplke ukes:

3 Use 3 constant ratio of regeind and virgin materal. When 2
material nas been processed oncs, S viscrsity and e kength
Narve been derressent | sing varying rations of regrind (= kead o
variations in dimensions, mechanical peformance 30 procaasng
characterisiics.

* Bither fead e regring straight back intd e machine o pre-dry
e regrind before Lsage.

* Sine regrind in 2 dry, cesn place to Swvisd ContErmination and
ENCESE CETLS,

* Engure sharp cutting blades o kesp dest genaration o 2
miinirmum; ot giess fibre restfionten] mafedal witen i ol hot

* Chaan the grindes regularty b avosd Duld up of dust

* Doy maot s splayed, discoiowred or degraded parts and nonners.
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