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Material Information: Unreinforred pofyamide 66, extemally and internally lubricated for injection moulding and esxtrusion
applications wihere fast opdes and sssy flow are regered.

Motes: Eplamid 66 offers all primany properties of wnresnforced PAES wsed in all sectos of industry, pood balance of thermal and
mechanica properbies, espeaaly fior thin wall and fa=t oyde applicatons.

This rmaterial is available in natwral and oolors on regueest.

VALUES

TESTS TEST METHOD LT DAM CONDI
DEMSITY (23 %C) 150 1183 glem’ 114
a&5H COMTENT 50 3451-8 %
DETERMINATION OF WATER CONTENT 150 15512 % o1
MOLD SHRINKAGE - PARALLEL / NORMAL (3 =) 50 2934 %y 14716

NSILE MODULLS (1 mem/min § 23 *C) B0 527-2 N/ mm 3200 1000

ENSILE STRESS AT BREAK (50 —=/=i= / 23°0) 50 527-2 Nfmm’®  EBS a5

NSILE STRAIN AT BREAK (S0 menymin / 23 °0) 50 527-2 % 10 15
FLEXURAL MODULUS (2 mmgmin / 23 °C) 150 178 Wfmm® 2900 300
FLEXURAL STRENGTH (2 mmymin / 23 *C} 150 178 N/mm’® 95 50
NOTCHED IZ0D IMPACT 23 *C) 150 180414 klfm? & 7
UNNOTCHED [Z0D IMPACT (23 *C) 50 180/1U k) Ne break Mo break
KOTCHED CHARPY IMPACT (23 °C) 50 179/1e4 k) & 7
UNNOTCHED CHARPY IMPACT (23 *C) 50 179/1elU k)t Ne break No break
MELTING PFOINT B0 ¥ida '’ 260
HOT/8 (120 *C/m - 0,45 Mpa) 50 7528 " 208
HOT/& (120 %C/h - 1.8 Mpa) 150 75-2/4 ' &6

EM 50595-11-10
EM 60112
A5TH D57

EM 60695-10-2
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Pressure and

Polyamide 66 is easy to mould materizl, which is not partioularly Injection pressune should penerally be around 70 to 100 Mpa; this
sensithve to moubding conditions. & few gerersl puidefnes are phaen resulis in & minimam damping force of the moulding machine in
heere. tonres af 0,7 Smes the projected surfoe zrea inore.
Pre-drying

Pobyarmide iz hygrozcopic and meisture sensitive, so pre-drying is Halding pressure is generally in the ares of 90 Mpa.

recommended & 3 matter of rule. Material that is not predried to 3

moistune beed bedow 0,1 % will degrade, cauvsing surface defects, parts bar ) - ol bt
that are out of dimengion and briftle parts. i is recommended to dry glass : e i ¥ pt

maternal for & howrs 3t 80 °C 1o 05 'Cin o desiccant dryer with mare o, & Fough indicatien is s followa:
than ore descant element,

My 150
& few tips to ersure proper operation of the drger: T 100
* Ensure the thesmocouple that regulates the wereperature is placed &0 o
immediately before the entry of the air into the drger. There can be 2 50 &0
significaint temperatune drop in the 2ir-comeeyanoe System. (1] 50

T =0
* The temperztune of the i moing out of the dryer sho should not be 50 a5
more than 30*C lower than the zir entering the sy=tem. I this &= the L >80 =0
case, you have msuffacent air capadty. |
* From time to tme, monitor the dew point of the diny Sir to enswne Back pressure should be bept to 3 practical minimum.

the desiccant elements are functioning properly.

" Often, less e runs through the vary battom part of 3 dryer 5. e Mgeofregond . ]

Tharefore. it it recemimended thit you take the matenal out of the Regrird sprues and runners can be used on most materials Bt i not
boftam of the deyer @nd feed back Into the top whes you stert up recomerendad to ure reprind on FE grades. When regrad i3 uted,
YOUF Prooess ohzerve these nmple nules:

M e S [ ' cor<tact rvo of regrind and ingn material. When 2 mareria|
hias been processed onoe, its viscosity and fibre lengith hanee been

For potyamide 66, the me't temperature must be kept below 300 °C. demreased. Using wanying rations of regrind can lead to variations in

Any higher semperazure will cause rapid degracation. which can be dimensions, mechanics! perfonmance znd processing characbenistics.
recovmized by focming of the materizl or splash marks on the surfaoe
e it * Either feed the res-ind straizht back inta the machine or pre-gry the
regrind before uzape.
| The following barmel settings ahe recommended: * Store regring in 3 ding, chean place to avoid contaminaton and
2onad Fona } Fama A (Mo lo)] EACESS e shure
RS ETF % MOROX LIy iTF BoF X * Engure sharp outting blades to keep dust peneraton 1o 3 minemuam|

poo-pao g | a0-p0cg | poemecs | rmeps g : - e
Jo0-1n 0-En e | 1 pe P cut glass Fibre resnfoeroed matenial when itig sl hot

SP.S, (5= 1AL N WP FUTCrL S 1 T M - B B * Clean the grinder regularly te avoid build up of dust

Teol temperature * Do ot wse splaped. distoloured or degraded parts and rusiners.
Mould terrperature is atways 2 compromise. horeower, tool

temperature showld be as 3 high as possible to ghve optimam

crystallizztion, dmensional, good surface finish and esoellent

mechanicl performance. On the other hand, lower tool temperture

can sigrificarthy out oyche time. For Polyamide 66, B °C should be

maintained a5 & mmimum. For reinforoed grades valves of 80-110 °C

are prefermed.
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