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NG — TOPONew— 5 DO1
72 LT84 Product Description FERN Applications
-PBT X 2R Z H R T — RE B IL Al i -$5 11 T2 Extrusion molding
RN, PUKAR O AR IR B Y e A B S
High Viscosity, Hydrolysis Resistance Modified engineering plastics or optical fiber loose tube, etc.
% B8 A R Bfr HRE
Properties Test Method Test Condition Unit Typical Values
¥ B8 Physical properties
B E Specific Gravity ASTM D792 / g/cm? 1.31
MRS Intrinsic Viscosity ASTM D445 / di/g 1.30
AR BN R Intrinsic Viscosity ASTM D1238 250°C/2.16kg g/cm? 7-15
H i) % .
RIS Water absorption, ASTM D570 Water at 23°C % <0.05
equilibrium in water at 23°C
AR EGTE B Shore hardness ASTM D2240 D 75
Pl Mechanical properties
FifH SR Yield strength ASTM D638 50mm/min MPa 55
J& R A K 2 Elongation at yield ASTM D638 50mm/min % 5.4
Ik 2448 % Tensile Strain at break ASTM D638 50mm/min % >250
P B & Tensile Modulus ASTM D638 5mm/min MPa 2300
55 Flexural Strength ASTM D790 2mm/min MPa 75
4 E Flexural Modulus ASTM D790 2mm/min MPa 2250
HLE y .
FERGR il i ASTM D256 23°C kJ/m> 5
Izod Impact, notched
EL y
FERGR il i3 ASTM D256 -40°C kJ/m’ 4.5
Izod Impact, notched
LRV e )
PR O, il ASTM D256 23C ki/m’ 160
Izod Impact, unnotched
B Thermal properties
b
G DSC Way DsC C 224
Melting point
AR 38,
““}Eﬂ[/{mg, ASTM D648 1.80MPa, 4.0mm C 55
Heat deflection temperature
LMK R ¥ (23-80) C
Coefficient of linear thermal &
. ASTM D696 10 °/K 70
expansion,
longitudinal (23-80)C
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Note: The data above is typical value for reference, not guarantee value. The data will vary with tool design such as gate type , gate

location, gate number, injection molding process and part thickness. The data will vary with different color as well.



INJECTION MOLDING/ yE¥HakAIn T

BRI T %44 Processing Conditions

Z% il Range

T4  Pre-Dry needed

120-140C, 3-4h

JEAR IR Melt Temperature 235-250C
5 FF Nozzle Temperature 240°C

1 255 Mold Temperature 60-80°C
VE 5K 77 Injection Pressure 40-100MPa
& Back Pressure 4-15MPa
IRAT# E Screw Speed <100RPM

COMPOUDING EXTRUSION /tftd% s BB in T

AN T 444 Processing Conditions 2% 5 Range

T4  Pre-Dry needed 120-140°C, 3-4h
JEAR IR Melt Temperature 220-250°C
X 45 i gy
Eidelrz;gﬂriei::ujiu?éi IIE::]L,)cIose to feeder 210-245°C
BEFF — [X & FEExtruder Temperature ZONE2 210-245°C
B FF =X IR ¥ Extruder Temperature ZONE3 210-245°C
BEAF DU [X 3 FE Extruder Temperature ZONE4 210-245°C
] 453 #
%%ii?#?ﬁei;:uji E]g%NES, close to die 210-245°C
IEFT S Screw Speed <900RPM

YA D EBUEESHAE, WREAREE. RRBE DR WMEESR, X bk T HoE 2% .

Note: The above process condition is only for reference. The actual process should be adjusted according to different type of machine,
mold design and product design.



