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Polyamide &

Technical Data Sheat

Material Information: Polyamide 6, reinforced with 60% of glass fibar, haut stabilized, lubsicated for injection maulding,

Notes: Eplamid 6 glass fiber reinforced compounds are used in all sectors of industry, offering a good balance of thermal
and mechanical properties.
This material is available in natural and colours on request.

Properties Test Mathod Unit Value
Ph:iiﬂil properties Dry Cond
Density {23°C) 150 1183 glem® 1,68

Ash content IS0 34514 e 6l

Determination of water content IS0 15512 % 0,2

Mold shrinkage- paralkel/mormal (2mim) 150 294-4 % 0,2/0,3

Mechanica s

Tensile modulus { Imm/min} (23*C) 150 527-2 MPa 19800 15800
Tensile stress at break (Smm/min) (23°C) 1500 527-2 MPa 220 160
Tensile strain at bréak (Smm/min) (23°C) 1500 527-2 % 2 3
Flexural modulus (2mmimin) (23*C) 150 178 MPa 17000 13500
Flexural strength (2mm/min) (23*C) 150 178 MPa 350 290
Notched izod impact [ 23°C) I500 180/1A W/mé: 15 17
Unnatched (zod impect (23°C) 150 180/1U Kima 9% 105
Notched charpy impact (23°C) IS0 179/ 1eA k)/mé 16 18
Unnotched charpy impact (23°C) 150 179/1eU il/md 100 110
Thermal properties

Melting point 150 3145 °C 220

Temp. of deflection under boad (0,45 MPa) 150 75-2/B C 215

Temp. of deflection under load (1,80 MPa) 150 75-2/A o & 210

FE mmaEiIit'glI & m I properties

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

Comparative tracking index - CTI (Solution A) EN 60112 v 500

Surface resistivity ASTM D257 fifsq 1,00E+13

Test mmiﬁuns

Laboratary conditions are 23 £2°C and 45-55 % RH.
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EPFLAMID 6 GFR 60 NC Q1G001

Palyamide 6

EPLAMID 6 GRADES PROCESSING CONMDITIONS

—ltSico moulding S EPLANID S

Polyamice & s sasy to moukd material, wilh & very witde processing
wiirelomy,

A Ty gensral quidelines ane gheen hede.
Pre-drying

Palyamice i hygroscopsc and mowsture sensdtive, S0 pre-drying 1
reconmumended &5 a matter of rube Material that i not pre-dried 1o a
ministure leved below 0, 1 % will degrace, causing surface defads,
parts that are cut of dmension and brithie parts. Tt is recommended
b dry material for 4 hours 3t B0PC o B5°C in a desiccant dryer with
miofe than one desiccant eement.

A e tips 10 ensure propes operation of the dryar:

* Ensure the thermocouple that requiates the lemperature is placed
immediataly before te entry of [he #r into the dryer, Thare can be
a significant temperature drop in the ar-comeyancs system,

* The temperatine of the air going cul of the dryer 8o shoukl not
[ more than 30°C lowes Ehan the sir enlering the systam, If tis is
Lhe case, you have inSuiMcient als capacity,

* From time to time, monitor e dew point of Uhe dry 8 1o endue
the desicc ant sements are functioning propeily.

* Often, less i rans Bhiough the very bottom part of a diver 4lio,
Therefare, & i recommended thal you ke the materisl ou of the
Eattom of the dryer and feed bisck Ingo the lop when you start up
ORI rocess,

e 12U iding temiperatures

Palyamide & can be processed bebwesn 220 and 295°C, depending
on the grade wsed.

The following barrel settirgs are reccmmended:

Hateial  |dcna | [hogpar]|  Tome 2 tonad fone A [k
Unilled Grades | 2002500 25T 5N, )
h:nrtH.Em:h: T AT ria i IS fric: i
Flanw Mgl rades | 223240 Pl 11 FLlir IR o
M fried G| 2402000 i Falaril i A
Jool temperature

Mould temperature is abways a compromise. Moreowver, bool
terperatine should De as a Pigh as possible (o give optimam
crystafization, dimengcnal, good surface finish and excellent
mechanical performance. On Bhe ofvsr fand, o 1o
termperatise can sgnifcantly oul cpche time.,

For Pelymmiche &, BOPC ahould be imabniained &6 & mindmum, Foe
renforced grades valses of S0- | LOFC are prefermad,

Pressure and speed

Injection presaire dhoukd gererally be arownd 70 to 120 Mpa; 1his
resuls i & mindmum clamping force of the moulding maching in

torines of 0,7 times the profected surface sies in om’.

Holding pressure is generally in the s of 90 Mpa.,

For glassfitre reinforced compounds, Bhe sorew spesad should be
kept low, a rough indication 5 as follows:

Screw diameter (mm) | Maximum rpm
20 150
30 | 100
<0 0
30 L]
&0 50
70 40
B0 35
=80 0

Back pressure should be kegt to 3 peactical minimum.

—— A, e

Regrind spnues and runners can b uisd on mos) malerals, I s not
recomaTsnded o uie regind on PR grades. When regringd b oeed,
phisrve [Hese gmple nules:

* Lse o constant ratho of regrind and virgin materal, When a
material has been processed onde, B visoodity and filee length
have been deoreased, Lsing varying rations of regrind can lead 1o
variations in dimensions, mechanical performance and processing
characteritica.

* Either foed the regrind straight back o the maching o pre-dry
Ihe regrind before usage.

* Sinre regeind in a dry, cean plare 1o 2void contamination and
= Ta = [

* Ensure sharp culting blades to kesp dust genaration 1o a
minimum; cut glass fibre renforosd matedal whan it is sl hot.

* Clean the grindes reguiarty o avoid Bulld up of dust

* Do nolb use playel, decoloured o degraded pans and s,
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