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Ixef® 1025

50% cTeknoBOJSIOKHO
Polyarylamide

Solvay Specialty Polymers

Onuncanve MaTepuanos:

Ixef® 1025 is a 50% glass-fiber reinforced, UV stabilized polyarylamide which exhibits very high strength and rigidity, outstanding surface gloss, and
excellent creep resistance.
Black: Ixef® 1025/9008

CmasHasa UHdopmaums

HanonHutens/apmupoBaHve ApPMNPOBaHHBI CTEKNOBOMOKHOM MaTepman, 50% HanosHUTenb no Becy
Hob6aska YO-cTabunmsarop
XapakTepucTukn Cynep >ecTKui

Xopoluasa cTabunbHOCTb pasMepoB
OTNWYHBIN BHELIHWIA BU,

Hunakas rurpockonMyHocTb

Bbicokasi NpoYHOCTb

Xopoluee ConpoTMBIEHNE NON3YYECTN
Bbicokasi SpKocTb

Xopoluasa xummnyeckas CTONKOCTb

Wcnonbayetcs O6opynoBaHve st ra3oHOB 1 cafa
LLlecTepHs
OnekTponpubopsbl
OnekTponuTaHne/apyrue UHCTPYMEHTbI
[MpombiwneHHoe NpUMeHeHKe
MalunHa/mexaHndeckune getanm
[eTanu 6bITOBON TEXHUKN
Me6enb
3ameHa meTanna
MprMeHeHne B aBTOMOBUIBHOWM 06nacTu

BuraHec-o6opyaoBaHne

CooteetcTtaue RoHS CootsetcTtBue RoHS

BHewHun Bua YepHbIii

dopmbl YacTuubl

MeTop 06paboTkm JnTbe nop AasneHviem

MHoroTo4eyHble faHHble N3onsumoHHbIn cTpecc npotus gecdopmauumm (ISO 11403-1)
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®dusnyeckui HomuHanbHoe 3Ha4eHue EnavHuua usmepeHus MeTop ucnbiTaHusi
MnotHocTb 1.61 g/cm? ISO 1183
®dopmoBoyHas ycagka 0.10-0.30 % Internal method
MornouwieHne Boakl (23°C, 24 hr) 0.16 % ISO 62
MornoweHne soabl-Equil, 65% RH 1.5 % Internal method

MexaHu4yeckue HomuHanbHoe 3Ha4eHue EnavHuua usmepeHus MeTop ucnbiTaHusi
Mopynb pacTsxkeHust 17000 MPa ISO 527-2

Tensile Stress (Break) 230 MPa ISO 527-2
PacTsxumoe HanpsixeHue (Break) 1.9 % ISO 527-2
PnekTopHbIN MOay b 17000 MPa ISO 178
DnekTopHbIN CTpecc 310 MPa ISO 178

BospeiicTBue HomuHanbHoe 3HauyeHue EauMHuua namepeHus MeTtop ucnbiTaHus
3y6uatbin nsop, Impact 95 J/m ASTM D256
Hesy64yatbii n3opn Impact 700 J/m ASTM D256

TennoBou

HomuHanbHoe 3HayeHue

EanHuua U3mMepeHus

MeTopn ucnbiTaHus

Heat Deflection Temperature (1.8 MPa,

Unannealed) 230 °C ISO 75-2/A
CLTE-MoTtok 1.5E-5 cm/cm/°C ISO 11359-2
BocnnameHsiemocTb HomuHanbHoe 3Ha4eHue EnvHuua usmepeHus MeTop ucnbiTaHusi
OrHecTOMKOCTb ' HB UL 94

MHpgekc kucnopoga 25 % ISO 4589-2

WHbekums HomuHanbHoe 3Ha4eHue EnvHuua usmepeHus
TemnepaTypa CyLUKK 120 °C

Bpewmsi cywikn 0.50-1.5 hr

3apHss Temneparypa 250 - 260 °C

MepenHss Temnepatypa 260 - 290 °C

TemnepaTypa 06paboTku (pacnnasa) 280 °C

TemnepaTypa dopmbl 120 - 140 °C

CKOpoCTb BrpbicKa Fast

WHCTPYKLMM NO BNPbICKY

Hot Runners: 250°C to 260°C (482°F to 500°F)Storagelxef® compounds are shipped in moisture-resistant packages at moisture levels according to
specifications. Sealed, undamaged bags should be preferably stored in a dry room at a maximum temperature of 50°C (122°F) and should be
protected from possible damage. If only a portion of a package is used, the remaining material should be transferred into a sealable container. It is
recommended that Ixef® resins be dried prior to molding following the recommendations found in this datasheet and/or in the Ixef® processing
guide.DryingThe material as supplied is ready for molding without drying. However, If the bags have been open for longer than 24 hours, the material
needs to be dried. When using a desiccant air dryer with dew point of -28°C (-18°F) or lower, these guidelines can be followed: 0.5-1.5 hour at 120°C
(248°F), 1-3 hours at 100°C (212°F), or 1-7 hours at 80°C (176°F).Injection MoldingIXEF 1025 compound can be readily injection molded in most
screw injection molding machines. A general purpose screw is recommended, with minimum back pressure.The measured melt temperature should
be about 280°C (536°F), and the barrel temperatures should be around 250°C to 260°C (482°F to 500°F) in the rear zone, gradually increasing to
260°C to 290°C (500°F to 554°F) in the front one. If hot runners are used, they should be set to 250°C to 60°C (482°F to 500°F).To maximize
crystallinity, the temperature of the mold cavity surface must be held between 120°C and 140°C (248°F and 84°F). Molding at lower temperatures will
produce articles hat may warp, have poor surface appearance, and have a greater tendency to creep. et injection pressure to give rapid injection.
Adjust holding pressure and hold time to maximize part weight. Transfer from injection to hold pressure at the screw position just before the part is
completely filled (95% to 99%).
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NOTE
These flammability ratings do not
represent the risk of these
materials or any other materials in
1. actual fire situations.

* OTKa3 OT OTBETCTBEHHOCTMU: MHq)OpMaLWIH Ha aTon CTpaHuue npenocrtasieHa nponssoguTenem, N NnoCTaBLLMK OOKYyMeHTa He HeCceT HUKaKon
POpI/I,U,VNeCKOVI OTBETCTBEHHOCTU. Bece npasa 3alinLleHbl. I'Io>Kany|7|CTa, HeMeaneHHO CBAXNTECb C HaMu B cliy4yae Kakunx-nmbo HapyLIJeHI/II;I.

CBsixxuTecb ¢ Hamu

Susheng Import & Export Trading Co.,Ltd.

TenedoH: +86-021-58958519
Mo6unbHbIN TenedoH: +86-13424755533
Email: sales@su-jiao.com

Appec: NocnogunH Yxxao

PaiioH ®aHcsaHb, Lanxan, Kutan

WeChat
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