epsa n EPLON 66 NC 01

worvatan for polymers Polyamide 66

Technical Data Sheat

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

Motes: Eplon 66 compounds are used in all sectors of industry, offering a good balance of thermal and mechanical
[ g
This matenal is available in natural and colours on request.

Properties Test Method Uit Valua
Ph | nd
Density (23°C) 1501 1183 glem 114

Ash content IS0 34514 %

Determination of water content 1500 15512 % 0,1

Mold shiinkage- parallel/narmal (3mm) 501 294-4 ] 1.31,7

el properties o eeee—
Tensile modulus (1mmimin) (23*C) IS0 527-2 MPa 3700 1800
Tensile stress at break (S0mm/min) (23°C) 1501 527-2 MPa 8s 45
Tensile strain at break (50mm/min) (23°C) 1501 527-2 % 3 &
Frexoural modulus (2mmymin) (23%C) 1500178 MPa 3000 1300
Flexural strength (2mm/min) (23°C) 150 178 MPa 120 80
Motched izod impact (23°C) IS0 180/14 klim* g 7
Unnotched izod impact (23°C) IS0 180/1U K)fm* 30 40
Kotched charpy impact (23°C) 150 179/ 124 Kim* & B
Unnotched charpy impact (23°C) IS0 179/ 1el Kfm* 35 45

Thermal properties

Malting point 150 3146 aC 260
Temp. OfF deflection under load (0,45 MPa) IS0 75-2/8 *C 180
Temp. OF deflection under load (1,80 MPa) IS0 75-2/A *C 85

mma B ical properties
Flammability classFication (0,8mm) - UL 94 EN 60695-11-10 - HE
Comparative tracking index - CTI (Solution A} EN 60112 v 600
Surface resistivity ASTM D257 ffsq 1,006+14
Test iticrns

Laboratory conditions are 23 £2°C and 45-55 % RH.
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EPLON 66 NC 01

Polyamide 66

EPLON 66 GRADES PROCESSING CONDITIONS

——rlltstico mouiding o SELON S

Palyamide b6 |4 sy b0 mould material, which & nol particularky
iidlthvd 1o molding condiiors.

A Tew geieral Quidelines are ghven hee.
Pre=drying

Palyamicke s hygroscopic and mostune s, w0 pre-drying Is
recommamenced & a matter of rube. Matesial that & nol pre-dried to &
miosture level below 0, 1 % will degrace, (aUSng surface defects,
parts that are out of dmension and beittie parts. I is recommended
be dry material for 4 hours at BO®C to B5°C in a desiccant dryer with
miore: than one desiccant sement.

A Terw tips 1o ensure proper operation of the dryer:

* Ensure the thermocouple that regulates the lemperature i placed
immedataly before the enlry of the ar inbo the dryer, There can be
a sgnificant temperature drop in the ar-Conveyance system.

* The temnperaiure of the air going out of the dryer siko should not
b more than 30°C iowes than the s entering the system, I this i
b case, yOu have iNsulMcient air Capadity.

¥ From Hme ta me, monitor e dew point of the dny 8 to ensune
Lhe desborant ebements are fundioning propery.

" (fen, less s runs theough the very bottom pan of & dryer silo,
Therefare, & & recommended Bl you Lae the malerial oul of the
Lt of the dryer and feed back inbo Uhe lop when you start up

VORI [rOcess,

For polysmide 66, e meltl lemger sture mudl be kept below J00°C,
Ay higher temgerature will cause raped degradation, which can be
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surface of the par.
The following barrel settings are recomimended:

Materd | Jose | (Mogger)|  Besed | Posed | Posed Wook)
Trepst M. Goadhess | I50-TTC 202 111K TS
Fome el Grdes | 160204 2R DI-ARAC Fr

Lindiled Erades TR0 IS5 TR0 AT 275-2500C IS EEC
R bepcam] Grashes | 100 20 202 I I
Tool temperatune

Mot temperature is always a Compromise. Moreover, bl
temperatisre should be 3s a high as possitée 1o give oglimuam
crystafization, dimensicnal, good surface finish and excelent
mechanical performance. On the offvs hand, lower Lool
temperatisre can significantly cul cyche time.

For Polyamide 66, BO®C showld be maintained as a minimaim. For
relinforcen grades vahues of 90-1 10°C are prefermed,

Pressure and speed
Injection presaure dhould gererally e aound 70 b 120 Mpa; this

resURs (0 & mindmum clamping foroe of the moulding machine in
trines of 0,7 times the projected surfsce sres incm’,

Hiolkiing préssiae 15 generally in Ehe sres of 50 Mpa,

For glassfibre reinforced compounds, B sonew spesd should be
kept low, a rough indication & as follows:

Sorew dianseters {nmm ) Mlaxdifauam Fpim
21 150
L 100
40 L)
50 | L ]
Gl o0
il A0
a0 | 15
w81 10

Back pressure should be kepd bo a peacical minimum,

%

Resgrind spaies and munnes can B ued on mol mslefald, I s ot
pecamaTrIded bo s regiing on PR gredes. When regring i uded,
Dheive Mese dmples ke

¥ Lse i conatant ratio of regrnd and virgin material, When a

miaterial has besn processed onos, it vioouty and fibee length
[erve: Doy (Secrefsed, Lsing wvarying rathons of regrind can lsad 1o

varlations in dimenskcns, mechanical performance and processing
Characteristics.

¥ Efther fead the regrind strakghi back indo ihe machine or pre-dry
the reqrind before usage.

* Sinre regrind In a dry, chean place 1o v contamination and
eNCESs moEsiine,

* Ensure sharp oufting blades o kesp dust gensration o a
minirmum; Cwt gless fibre renforced mafedal when it is still hot.

* Clean the grinder reguiany 1o avoid bulld up of dust.

* Do not s splayer, discokoures or degraded pans and ANers,
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