e p 5 a nIE EPIMIX PET GFR 30 BK Q1D0DA301

ag)ile innavatan far pohpmens Polybutylene Terephthalate

Techinical Data Sheat

Material Information: EPIMIX PBT, 30% Glass fiber reinforced, heat stabilized and lubricated for injection moulding.

Motes: EPIMIX PET glass fiber neinforced grades are used in all sectors of industry, has and excellent suface finish, low
warpage and all around excellent mechanical properties,
This material is available in natural and colours on request.

Properties Test Mathod Unit Value
Fhiiiﬂil properties -E
Density {23°C) 150 1183 glem® 1,51
Ash content IS0 34514 % 30
Mold shrinkage- parallel/noemal (2mim) IS0 2944 % 0,3/1,0
Haaniﬂal w'u

Tensile modulus { immy/min) (23*C) 150 527-2 MPa 9B00
Tensile stress at break (Smm/min) (23°C) 150 5272 MPa 130
Tensile strain ot break (Smm/min) (23°C) 150 527-2 % 3
Flexural modulus (2mm/min) (23°C) 150 178 MPa 9100
Flexural strangth (2mm/min) (23°C) 150 178 MPa 200
Notched izod impact (23°C) IS0 180/1A Id/ma 10
Unnatched izod impaect (23%C) IS0 180/1U kdfmé &0
Naotched charpy impact (23°C) IS0 179/ 1eA kJfm# 1
Unnotched charpy impact (23°C) 150 179/ 1l k)/m# 65

Thermal ENEE

Melting point IS0 3146 aC 25
Temp. of deflection under load (0,45 MPa) 150 75-2/B B 220

Temp. of deflection under load (1,80 MPa) IS0 75-2/A b 210
Flammahilii & electrical properties

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

Comparative tracking index - CTI (Sclution A) EN 60112 v 350

Suiface resistivity ASTM D257 ffsq 1E+14

estcondieons

Laboratory conditions are 23 #2°C and 45-55 % RH.
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Polybutylene Terephthalate

EFIMIX PBT GRADES PROCESSING CONDITIONS

Init:‘l:i-m m:l-ulﬁﬂ of EPIMIX PBT

POT s edsy 1o mould materal, with a very wide processing windaw.
A Tew general Quidkelines are ghén here.

Pre=drying

PIT b hygrosoopic and messture seitive, 5o pre-diying b
reconTuTiended as A matter of rube Material that i not pre-dried (o a

miisLire keved below 0,1 W will degrade, causng witace defects,

fiiits thist are gul of dmendion e betle partd, I i reconmmeided
b iy makerlal for 2-4 howrd ol LHPC 1o 140FC 0 & desiccant dryer

with more than one desiocant slement.
A e Hps 10 endune proges opesation of (he dinper:

* Ensise the thermooouple that regulates the lemoeratiin i placed
immeriately before e entry of the ar inbo the dryer. There can be
A sgnificant bemperature drop i The Sir-oomeyance Syslem.

* The temperature of the air going cut of the dryer sila should not
b ore than 30°C lowss Ehan Ihe s entering the systam, If this is

the case, you have insuMMicient air capacily.

* From time to time, monitor the dew point of the dey ai to ensure
the desiccant elements are Tundctioning property.

* Often, less s rans Hhnough the veny bottom paet of a dryer silo.
Therefore, i is reoommendad Bhal you ke the material out of the
bottiom of Eha dryer and feed back inko the op when you start up
YOUF PrOCSas,

Moulding temperatures

PET can b processes betwesn Z20 and IP05C, depending on the
grate used.

The following barrel settings are recomimendad.

Patwal _[tora | Dhope)|  temed | toned | Zoee 4 k)
WilbedGrde | I3 | USIAC | DM | MK
Dot M. Grads | 100 J03% .'.;:;-'.-"._-1 L8 NG FIT LT LS
H.rullh_t.l-r-hl 1% 1 e 10N FLEE Y
Mo frwed! tirackss | 113 290%C g e ek ey M
Jool lemperature

Mouk) esmperature is alviys & Compromise. Moreover, bool
temperatise shousd be as a high st possitde 1o glve oglimaam
crysiazakion, dimensonal, good surface finish and excslen]

i hanbcal performance, On the ol Rand, KOwer (0ol
bemperatiee can significantly cul opcle time. For PET, B0*C should
b madntalned a5 & mindmum. For dffenen] grsdes vaiues of #&)-

L 10 are predemmed,

Predsine and §peed

Injection pressure shoukd generally e around 70 to 100 Mpa; 1his
resuls 0 & minimum clmping force of the moulding maching in

tonnes of 0,7 times the projecied surface area in cm’,

Hiolding pressisns |5 gensmiby b the s of B M,

For glassiee refrforoed compounds, e ey gpessd dhould be
kept low, & rough Indication & as follows.

Screw diameter [mm) Maimanm g
A0 ]
w T a5
an 0
50 i &0
bl S
Fju | &0
Hi 35
»H0 | 30

Back pressure should be kept bo 2 peactical minimuam.

l.l-sedﬁrinl:l
Regrind sprues and runners can be used on mast materals, It is not
recommended to wse regrind on FR grades. When regrind s usex,
obsarve these simple nules:

* Use a constant ratio of regrind and virgin material, When a
material has been processed cnde, s visoosity and fibee length
have besn decreased, Using varying rations of regrind can lead 1o
variations in dimensicns, mechanical performance and prooessing
characlteristics.

* Efther fieed the regrind straight back indo the maching or pre-dry
the regrind before usage.

* Store regrind in A dry, ckean place 1o avoid contamination and
ECEgg oksliee,

* Ensune sharp cuthing Dlades bo kesp dudt generation 1o &
minimum; cul ghass Nbre reinforcsd material whan it 15 08 hol,

* Claan the grindes reguiary o avoid buld up of dusl.

* Do not use splayed, decolouned or degraded pars and runners,
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