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Technical Data Sheat

Material Information: Unfilled polyamide 6, extermnally and internally lubricated for injection moulding.

Motes: Eplamid 6 offers of primary properties of unreinforced PAG used in all sectos of industry, super balance of thermal

and mechanical properties, especially for thin wall and fast cycle applications.
This matenial s available in netural and colors on request,

Properties Tast Method Unit Value
Lhysical properties Dry Cond ___
Density (23°C) IS0 1183 glem’ 114

Melt volume - flow rate (275°C/Skg) IS0 1133 em*/10min 160

Determination of water content 150 15512 % 0.1

Mold shrinkage- paralked/normal [ 3mm) 150 294-4 % 1.0/1.2
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Tensile madulus {(1mm/min) (23°C) IS0 527-2 MPa 3100 1000
Tensile stress at break (50mm/min) (23°C) IS0 527-2 MPa 75 40
Tensile strain at bresk (S0mm/min) (23°C) IS0 527-2 % 40 50
Hexural modulus (2mmfmin) [23°C) IS0 178 MPz 2500 850
Fexural strength (2mm/min) (23°C) IS0 178 MPa 105 35
Motched izod impact (23°C) IS0 1B0/1A kljm= <10 <10
Uninotchied zod impact (23°C) IS0 18010 kIfm= Mo break No break
Motched charpy impact (23°C) I=0 17914 kIfm= =10 20
Uninotchied charpy impact (23°C) 150 179/1el k1/m= Mo break No break
inermal Ew

Melting point 150 3146 o 23

Temp. of deflection under load (0,45 MPa) IS0 75-2/B *C 160

Temp. of deflection under load (1,80 MPa) 150 75-20A c 55

P

Flammability clagsification (0.4mm) - UL 94 EM 60695-11-10 - V2

Glow Wire - GWFI (1.6 mm) EN 60695-2-12 b 850

Glow Wire - GWIT (1,6 mm) EN 60695-2-13  *C 700
Comparative tracking index - CTT (Solution A) EM 60112 v 600
Surface resistivity ASTM D257 fifsg 1.00E+13
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Laboratory conditions are 23 &2°C and 45-55 %% RH,
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EPLAMID 6 NC L K B4.0

Palyamide &

EPLAMID & GRADES PROCESSING CONDITIONS

Injection %ﬁﬂlﬂﬂﬂﬁ

Polyamide & s ey bo mouksd material, with a very wide processing
wirndom.

A few general quidelines are given hare.
FPre-drying

Polyamice & Myoroscopss and moishure sensitive, 50 pre-deying is
rerommenden 5 3 mater of nde. Material that i not pre-dried o 2
moistire level below 0,1 % wil degrade, (3using surface defads,
parts that are out of dmencon nd brite parts, T 8 recomenenderd
o dry material fior 4 howrs 28 B0°C o BS°C in & desiccant dryer with
e

A fizw Hips 10 eniure propes operaton of e deyer:

¥ Engure the thermocongis Tt regulsbe: the lemperature i placed
imimsiEately befiore Bee ety of thee & nto tha diyer, There can b=
a sagndficant bemperaturs Srop in the Sr-conveyancs systam,

* The temperaturs of e & goeng out of the dryer slo shauld not
b more than 30PC lower han B air enfering the system., If this is
the Case. you hawe insufficen? i Epacity.

* From time to fime, monitor B dew pont of the dey 3 1o ansure
the decrrant coments ans Renctinding propery

* Often, s air rans Meouoh Bhe very bottom part of a dryer sik.
Therefore, B = recormmencied Bal oo ke the material out of the
beoktom of e dryer 2 fesa bacie ko the: 1op wihan you start up

YOur profess.
Moulding temperatures

Palyamide & can be proceieed betwasn 220 and 2955C, depanding
o the: grade whed,

Thea following harrel setfings are recomimended:

Matessl  |fone | epper! o2 fonal | denad [azte]
Willed Grades |  T9-050T 5T DTN 2527
hﬂ.‘tﬂ.m ] B Lo I MR =0T
Flams: Ret. Grades| 7252607 pa T 5255, PR
e lprued Gradess | 240-280%7 R M2 L [
Tool termperatpre

Miowdd tesmperature = Slways 3 comgroenss. Moreover, ool
Pemperabure chould be 25 2 Pigh 25 possible bo glve optimam
Crysiafization, dmenional, ocd surface finksh and excelent
mechanichl peribrnance. On e olfwer hand, e D00
bemperitung chn Signifcently ool Cpcle Ime.

For Polyamice &, 50°C shoulkd be maintained a5 & minimum, Foe
redrlorced grades vashoss of S0-1 10°C are prafermad,

Pressure angd speed
Enjection presaes shoulkd genarally be arcund 70 b 120 Mpa; this

resulls in & minimom damping force of the moulding maching in
tonnes of 0,7 Bmes e projected suface area in cm’.

Holding pressurs is generally in the area of %0 Mpa.

For glassfivee: reinfiorced compounds, the screw speed should be
kept low, 3 rough indication B as follows:

Sorew dismeter (mm) Hasimum rpm
20 150
0 100
< 70
30 B 6
&0 50
77 '
80 15
»5i 30

Back pressare shonld be k=pk 1o 2 practicad minimum.
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Regring sprues and normers can be used on most materials. I € nof
Pernememended b wse regrnd on FR grades. When regrind i wsed,
ST Cs SImple rukis:

* Use 2 constand ratio of regrind and virgin matesdal, When a
il Pud Bt procEied once, IS visCodily and fbeg length
v baisir: S, Lsing wanying rallons of régring can lead to
variations in Gemendions, mechanical pEOmmANcE N rocessng
characieritics.

* Esther fesd B regrind straight back inbo the machine or pre-dry
e regring before 202

® Shore regring in 2 dry, Cean place bo avoid contamination and
SmrEs MEEshre.

* Ensure sharp cuitng blades 1o keep dust generation 1o &
Mmirimom; Cul Jiess fibre resnforced matesial wivsn it is Sl hot

* Clean the grinder reguiaryy to avoid bulld up of dust.

= Dwy fdl S g, dSCoiured or Sfgraded parts and rnanners.
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