e p s a n EPIMIX PET GFR 30 NC Q1D0A301

PRCHIROI Tor posymae Polybutylene Terephthalate

Technical Data Shest

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

Motes: EPIMIX PBT glass fiber reinforced grades are used in all sectors of industry, has and excellent surface finish, low
warpage and all around excellent mechanical properies.
This material is available in natural and colours on request.

Properties Test Method Unit Value
FhIsi-r.'i! properties m
Density (23*C) 1501 1183 glem’ 1,51
Ash content IS0 34514 B 10
Mold shrinkege- parallel/narmal (3mm) 1500 294-4 " 0,3/1.0
L
Tensile modulus (1mm/min) (23°C) IS0 527-2 MPa 10000
Tensile stress at break (Smm/min) (23°C) 1500 527-2 MPa 135
Tensile srain at break (Smmimin) (23°C) IS0 527-2 % 3
Fheoural modulus (2mmimin) (23°C) 1501 178 MPa 9200
Flexural strength (2mm/min) (23°C) 150 178 MPa 200
Notched izod impact (23°C) IS0 180/1A ilfm 10
Unnotched izod impact (23°C) IS0 180410 Wim* 60
Notched chaipy impact (23%C) IS0 179/ 1e4 klfm 11
Unnotched charpy impact (23°C) IS0 179/1aU klfm* 65
mﬂlﬂ properties

Mefting point 150 3146 " 225
Temp. of deflection under load (0,45 MPa) IS0 75-2/B " 220
Temp. of deflection under load (1,60 MPa) IS0 75-2/A «C 210

Flimmlhiﬁt: B electrical Ewu

Fammability class®ication (0,Bmm) - UL 94 EN &D695-11-10 - HB
Comparative tracking index - CTI (Solution A) EN &0112 ¥ 350
Surface resistivity ASTM D257 {l/sq 1E+13
Test itions

Laboratory conditions are 23 £2°C and 45-55 % RH.
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e p S a nE EPIMIX PET GFR 30 NC Q1D0A301

apde nnDvatan far polymes

Polybutylene Terephthalate

EPIMIX PBT GRADES PROCESSING CONDITIONS

In'ﬂ'nrr mnd-diﬁ of EPIMIX PET

PET & easy to mould material, with a very wide processing windaw.
A Pew Qeneral guidedines are given here.

Pre-diying

PET & ygroscopic and mosdure sendliive, so pre-drying B
recomimended a5 a matter of rule. Material that i not pre-dried to a
mistune level Delow 0,1 % will degrade, CAUSNG Surface defects,
parts that are oul of dmension and beittle parts, I s recomemeanded
i dry msterial for 2-4 hours at 120°C to 140°C in a desiccant dryes
with mone than one desiccant slement,

A few 6 f0 ensure proper operation of the deye::

¥ Erviure the thammooougde thal regulabes the lemperaiun B placed
imamestiately Deslore the enlry of the s nbo the diyer, There can be
& Sgnificant temiperature deop in the sr-conveyancs systam,

* The temperature of the b going ool of the dryer @80 should nol
b imiete Bl 30PC e (han (he alr endering the system, I this s

the Care, you have lsufMicent all capacily.

® Frgams tires 10 Rime, monibos (hi dew polnk of the dry 8l o &ndune
the desicant sbemmts are functioning propery.

* Offten, bt o U Wiecuigh the very bottom paet of a dryer slio,
Therefcre, & i recomimandsd that you take the material oul of the
botioem of the dryer and feed back indo the op when you start up
WOl e

Moulding temperatures

PET can be processsd between 220 and 270°C, depending on the
grnde .

The Tebowing barred wtings are recoiminended.
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Joi temperalure

Mould lemperature 5 always a compioemise. Moreover, bool
lemperature shoukd be as 3 hagh as possible 1o give optimaum
erystalization, dimensional, good surface finish and excelent
mechanical performance. On the other hand, kawer ool
lemperature can significantly cut cycle time, For PET, BOPC should
b maintained 25 3 minimum, For different grades values of B0-
110°C are peaferrad.

Pressure and speed

Injection pressure shoulkd generally be arcund 70 o 100 Mpa; this
resils N & mindmim rJamp-hq force of the mmhlng maChins n
tonnes of 0,7 times the projected surface area in cm”.

Holding pressuse 15 generally in the area of BD Mpa.

For glassfinre relrforced compounds, the screw spesd should be
kepl e, & rousgh Indication s as follows:

Screw diameter (rmm)
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Back predsre ehould be bept to o pracics minimum,

%

Resgrind spues and mnnens can b used on most materiali. [ B not
pecoaTuTended Bo s regiind on FR grades. When regrind & uied,
oy Mese simple niles:

* [l a constant ratko of regring and virgin materal, When &
material has been processsl oncs, It viscosity and b length
harve besen decrensed, Lising varydng rations of regrind can kead o
virrlations In dimendlons, mechanical pesrformances and prodeing
characteristica,

* Enther feed the regrind stralght back inbo the machine o pre-dry
the: regrind before usage,

* Store ragring in a dry, clean place to avod contamination and
BACESS MOkHre.

* Ensure sharp cutting blades to keep dust generation o a
milmmum; cut glass Abre reinforced matesial when it is sEl ol

* Clean the grinder regulary to avoid buld up of dust.

* Dy ot e splayed, discoioured or degraden pans and Funness.
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