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Technical Data Sheet

Material Information: Polyamide &, remforced with 50% of glass Sher, heat-aging stabilized, ubricated for injection
moulding.

Motes: Eplamid 66 glass fiber reinforced compounds are used in 2 sectors of mdustry, offering a good Delance of thermial
and mechanical properties,

This matedal is available in natural and colowrs on request.

Properties Test Method Unit Value
Physs as — Cond
Density [23°C) IS0 1183 gfom® 157
Ash cont=nt IS0 34514 % 50
Determinztion of water content IS0 15512 % 0.2
Mold shrinkage- parallelnormal (3mm) IS0 2524 % 0,2/0.4
- .|

Hedanalproperies R —
Tensile modulus (1mm/min} (23°C) IS0 527-2 MPa 16800 12800
Tensile stress at break (Smm/min) [23°C) IS0 527-2 MPa 235 175
Tensile strain 2t brazk (Smm/min) [23°C) IS0 527-2 % 25 4
Resural maduks (2mmfmin) (23°C) IS0 178 MPa 15100 11500
Flexural srength (2mm/min) (23°C) IS0 178 MPa 345 275
Notched izod impact (23°C) IS0 150114 Kim= 14 16
Unnotchad izod impact (23°C) IS0 18010 Kims B0 &0
Motched charpy impact (23°C) IS0 179f1eA Kfim: 15 17
Unnotched charpy impact (23°C) IS0 1791l kKjm2 85 ac
Thermal properties
Melting noint 150 3146 C 260
Temg. of deflection under load (0,45 MPa) Is0 75-2/B "C 255
Temgo. of defiection under load (1,80 MPa) IS0 75-2/A *C 250

& ical properties
Flammability cassFication (0,8mm) - UL 54 ENGDEES 1110 - HE
Comparative tracking index - CTI (Sohution &) EN 60112 v 500
Surface resrivity ASTM D257 0fsq 1 00FE+14
Test MO

Laboratory conditions are 23 £2°C and 45-55 % RH.
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Polyamide 66

EPLAMID 66 GRADES PROCESSING CONDITIONS

In'w' mnuldiﬁ of EPLAMID &6

Polyamide &6 is eay 10 mowkd material, which is nol particularty
sersithee b0 Moulding conditions.
A Pew genaial guidsdines are given hane

Pre-drying

Polyamids & hygrosoopsc and moisture sensitive, so pre-drying s
reComimended a5 a matier of rule. Material that i not pre-dried (o a
mosture leved bedow 0,1 % will degrade, causing surface defeds,
parts that are oul of dimension and beittle parts. It is recommended
b0 dry miaterial for 4 hours a1 BOC bo B5®C in a desiccant deyer with
il Hhan one desitoan] ekesment.

A e 1S R0 enune proper operation of the depar:

* Emsure the thermooougle that reguiabes the lemperaiure i§ placed
mameeriately hedone the enlry of the & inbo te diyer. Theare can be
& sigrifican] lemperature drop in he sr-conveyance sysiem,

" The temperatiee of the as going o0l of the dryer silo shoukd not
b e Bhan 30°C kowes 1han Ihe alr entening the systam, I this is
e case, you have insulficent alr capacily,

® Frodm Lime G0 Gime, monibos the dew point of the dry & 10 ensure
e desicrant ebaments are functioning properly,

* e, leit A rund Bheough e very botbom pan of a dryer silko,
Therefore, R i recommendad that you take the maleral out of the
bottom of the dryer and fesd back IMo the op when you start up
Yol e,

Moulding tamperatures

For polyamice &6, the mell lemparature must be kepl below 300°C,
Ay higheir Resmpesratuine will Chuse raged degradation, whikh can =
e igiieed by fosming of the material o splach manks on the
suiface of e pan.

The fodowig bairel wAtings are recommendesd
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Tool tempeialure

Houikd bemperatune B alwiys & oomgioemise. Moraover, bl

e ature should be as & high as possible o glve optimam
crystaiization, mensonal, good surface Anlsh and excelent
el FnniiCal pestfomminnce, O (he other hand, s Lool
lemperature Chn significantly cul cycle time,

Fodr Polyamits &6, BOSC ahoukd be malntalived &t & minlvum. For
renfonoed gradess values Of S0-1 10%C are praferred,

Pressure and speed
Injection pressure choukl genarally be around 70 i 120 Mpa: this

results in @ minimum clamping force of the moulkding machine in
tonnes of 0,7 times the projected surface area in om’.

Holding pressuee is geneslly i the area of 90 Mpa.

For glassfire reinforced compounds, the screw spesa should be
kept ko, & rough indication is as follows:

Soivew diamidter {mem) M aEdimum rpm
20 1540
Ao 104
40 L
30 £
G S
Filf] 4
B 15
-] 30

Back pressure should be kept 1o a practcal minimum.

uudﬂ'md
Regring sprues and runners can be used on most materials. ! s not
recoammended to se regind on FRL grades. Wihen regrind & wsed,
olsrve [hese dmpks wiles:

¥ e g constant ratlo of regiing and virgin matenal When a
miaterial Nad been processed once, [t viscosity and fAitwe kength
hearves Feseen decrensed, Using varying ratlcng of regring can bead bo
varations in dimensicns, mechanical perfomance and procesdng
charactertstics.

* Enther fesd the regrind stralght back inbo the machine or pre-dry
the regrind before usage.

* Store regrind Ina dry, chesn place bo avold contamination and
EACERS MO,

¥ Enguns sharp cubing bladet bo beep dust gensaration o &
Ml cit giads fbee renforced sl wihen it 5 B fol.

* Claan thee grinder regulary to avoid buld up of dust.

* Do nob uke splayed, discoloured or degraded parts and runners,
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