E p S a n EPIMIX PET GVO 30 NC Q1DOBOO1

agile innavatan far pohpmers

Polybutylene Terephthalate, Halogenated

Techinical Data Sheat

Material Information: Flame reétardant PBT reinforced with 30% glass fiber, heat stablized for injection melding.

Motes: Halogenated, complance with RoHS derivatives, with rating UL Y0 and glow-wire at %60°C, which is used in many
sectors of industy and has excellent mechanical properties,
This material is available in natural and colours on request.

Properties Test Method Unit Value
Fhliiﬂil properties -E
Density (23°C) IS0 1183 glem’ 1,64
Ash content I50 34514 % 30
Mold shrinkage- parallel/normal (3mm) IS0 294-4 % 0,3/1,0
Mechanica ies
Tensile modulus ( 1mmf/min} (23°C) IS0 527-2 MPa 11000
Tensile stress at break (Smm/fmin) (23°C) 150 527-2 MPa 130
Tensile strain at break (Smm/min) (23%C) 150 527-2 %% 4,5
Flexural modulus (2mm/min) (23*C) 150 178 MPa 9500
Flexural srrength (2mm/min) (23°C) 1500 178 MPa 185
Netched izod impest (23°C) 1500 180/14 I)fms T
Unnatched izod impact (23°C) 150 180/1U k)fme 50
Notched charpy impact (23°C) IS0 179/1eA k)/md 8
Unnaotched charpy impact (23°C) 1500 179/1eU k)/m? 11
Fni!rmil EMEE
Melting point IS0 3146 aC 220
Temp. of deflection under load (0,45 MPa) IS0 75-2/B = 200
Temp, of deflection under load (1,80 MPa) IS0 75-2/A P 195
mmability & i
Flammahility classfication [1,6mm) - UL 54 EN 60695-11-10 - VO
Glow Wire - GWFI (1,6 mm) EM &0695-2-12 . T
Ball Pressure Test (125 £ 2 *C) EN &0&95-10-2 - w2
Comparative tracking index - CTI (Sclution A) EN 60112 v 200
Surface resistivity ASTM D257 fifsq 1E+15
US-FMVSS 302 150 3795 mmy/ min <100

Testeondions

Laboratory conditions are 23 #2°C and 45-55 % RH.
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e p Sa n EPIMIX PBT GVO 30 NC Q1D0B001
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Polybutylense Terephthalate, Halogenated

EPIMIX PET GRADES PROCESSING CONDITIONS

i invaiildi f EPIMIX PAT

POT ts aasy 1o mould matenal, with & very wide processing window.
A lew general guidsdinss are given here.

Pre-drying

PBT is hygrescopic and mosture sensitive, so pre-drying is
recomimended &% a matter of nile. Material that is not pre-cried to A
mpstire kel bekow 0,1 ' Wil degrade, Causing mirface defects,

parts 1At are cul of dimension and brtte parts, 1L |s recommended
Lo dry material for 2-4 hours at 120°C 1o 140°C in a deskecant dryes

with more than one desiccant elesmant.

A Tew tips 10 ensure propar operation of the dryar:

* Ensure the thesmocouple that regulates the lemperature i placed
Immeiately before the sty of the s into the diyer, There can be

B g afcant bempesrature doop | Ehe Bi-oonveyance sysbem,

* The ternperature of the air going out of the dryer gio should not
be more than, 30°C kower than Me air entering the system. IF this is

the case, you hawe insufficent air capacity.

® From time to time, monitos the dew point of the dry & o ensure
e chimidie ank ederreants are Tunchioning propery.

o Often, less v runs thiough e very botbom part of & dnyer dllo,
Therefore, | & recommendad hat you take the material oul of the
beattom of the deyer and feed back nto the lop when you stat up
YOUr procass.

Moulding temperatures

PBT can be processsd between 220 and 270°C, depending on the
e L]

The following basrel settings are recommended:

Material | Tore | (Hopper] | Towe 2 Tomd | Ioee & ok
UniledGrdss | DOMOC | NSIPC | NSMPC | MK
h‘l.H-l'II"I.l.iH-h. wldih FFLREL SEMEG 1.1
Hﬂm.hh’ IR« 135 Mo WA Hih i
Hita foerd tradks| 200200 MOt 00T, 2
Tool temperature

Mould temperature is always a compromiss. Moreover, tool
temperatisne should be 35 a hagh as possibie 1o give optimum
crystalization, dimensional, good surface finish and excelent
mechankcal performance, On e other hand, kwer Lol
temperatune can dgaificantly cut cychs time, For POT, BOPC shoukd
e masntained as a minkmam, For different grades vaiies of 90-

110°C are preferred.

Pressure and speed

Injection pressure shiukd gererally be arcund 70 to 100 Mpa; this
reswlts in & minimum clamping force of the moulkding machine in

tonmes of 0,7 times the projected surface area in om’.

Hiolding pressure is generally in the area of B0 Mpa.

For ghsafre reinforoed comgounds, The screw speed should be
ket ko, & rough Indication & as foliows:
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Back pressure should be kept to a practical minimasm.

Fin

Regrind sprues and ninners can be used on most materials, It s not
recormmended 1o use regrind on FR grades. When regring i used,
ohserve hese smple miles:

* Use 3 constant ratio of regeind and vimin materal. When a
material has been processed onoe, ils viscosity and Sbee length
harve bessn decreased, Lising varying rations of regrind can lead to
virrlathons in dimendlons, mechanlcal peefonmance snd procesdng
Characteritics.

* Eithes fessd the regrind strasght back into the machine oF pre-dry
the regrind before Usage.

* Store regrind in a dry, cesn place to avoid contamination and
EACESS MoEture,

* Endure shaip autling blades 1o keep dust generation 1o &
minimuemg o ghada Abre renforoed masterdsl when ) 4 SO0 hol,

* Claan e grinder reguiany b avoid buid up of duest

* Do ol use splayed, discoloured or degraded pans and neners,
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