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Ixef® FC-1022

50% cTeknoBOJSIOKHO
Polyarylamide

Solvay Specialty Polymers

Onuncanve MaTepuanos:

Ixef® FC-1022 is a 50% glass-fiber reinforced, general purpose polyarylamide compound that exhibits very high strength and rigidity, outstanding

surface gloss, and excellent creep resistance.

Ixef® FC-1022 is approved for food contact and meets FDA regulations for Ixef® FC-1022 NT 000 (natural) and Ixef® FC-1022 BK 000 (black) based on
clearances granted by FCN 001242 for repeated use food contact applications with all food types, under FDA conditions of use B through H as
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described in Tables 1 and 2 of 21 CFR 176.170(c).

Black: FC-1022 BK 000
Natural: FC-1022 NT 000

CmaBHasa UHdopmaums

UL YellowCard
HanonHutens/apMupoBaHune

XapaKkTepucTuKu

VMcnonb3yetca

PeTuHr areHTCcTBa

CooTteeTtcTBue RoHS

BHewHun Bua

E95746-101810229

ApPMMPOBaHHbIN CTEKNIOBONOKHOM MaTepuan, 50% HanosHuTeNb No Becy
Cynep >ecTKui

Xopoluas cTabunbHOCTb pasMepoB
OTNWYHBIN BHELIHWIA BU,

Hunskas rmrpocKonnyYHoCTb

Bbicokasi Npo4YHOCTb

Xopowas gesnHgekums

Xopollee conpoTMBIEHNE NON3YHECTN
Bbicokasi spkocTb

Xopoluas xummnyeckasi CTOMKOCTb
CoOTBETCTBUE NULLEBOIrO KOHTaKTa

YHuBepcanbHbIn

OnekTponpubopsbl
MpryMeHeHre NoacBeTKN
Muwesoe o6cny>xmBaHue

MeguumHckoe o6opyaoBaHne

FDA 21 CFR 176,170 (c) 3
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CooTteeTtcTBne RoHS

YepHbIii

HaTypanbHbliii LseT
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dopmbl YacTuubl

MeTop, 06paboTkm JlnTbe nop gaBneHnem

dusnyeckun Cyxom CocTtosiHue EnvHuua nsmepeHus MeTtop ucnbiTaHus
MnotHocTb 1.64 -- g/cm? ISO 1183
®dopmoBoyHas ycagka 0.10-0.30 -- % ISO 294-4
MornouwieHne Boasbl (23°C,

24 hr) 0.16 -- % ISO 62
MexaHu4eckue Cyxom CocTtosiHue EnvHuua namepeHus MeTop ucnbiTaHus
Mopynb pacTsxkeHust 19500 19500 MPa ISO 527-2

Tensile Stress (Break) 280 260 MPa ISO 527-2
PacTtaxunmoe HanpsixkeHne

(Break) 1.9 2.2 % ISO 527-2
®nekTopHbIN MOayb 18500 -- MPa ISO 178
DnekTopHbIN CTpecc 380 -- MPa ISO 178
BospewctBue Cyxom CocTtosiHue EnvHuua nsmepeHus MeTtop ucnbiTaHus
3ybuatbin nsop, Impact 110 -- J/m ASTM D256
Hesy64yaTtbii n3opn Impact 850 -- J/m ASTM D256
Tennoson Cyxom CocTtosiHue EnvHuua nsmepeHus MeTtop 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
HononHutenbHas UH(opmaL@yxomn CocTtosiHue

MornoweHne soabl-Equil,

65% RH --

NHbekuus Cyxom EnvHuua nsmepeHus

TemnepaTypa CyLLKK 120 °C

Bpewmsi cyikn 0.50-1.5 hr

3apHss Temneparypa 250 - 260 °C

MepenHss Temnepatypa 260 - 290 °C

TemnepaTypa conna 260 - 290 °C

TemnepaTypa 06paboTku

(pacnnagsa) 280 °C

TemnepaTypa dopmbl 120 - 140 °C

CKopoCTb BrpbicKa Fast

WHCTPYKLMM NO BNPbICKY
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Hot runners: 250°C to 260°C (482°C 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 Moldinglxef® FC-1022 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 to 260°C (482 to 500°F) in the rear zone, gradually increasing to 260 to
290°C (500 to 554°F) in the front zone. If hot runners are used, they should be set to 250 to 260°C (482 to 500°F).To maximize crystallinity, the
temperature of the mold cavity surface must be held between 120 and 140°C (248 and 284°F). Molding at lower temperatures will produce articles
that may warp, have poor surface appearance, and have a greater tendency to creep. Set 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
(95-99%).

* OTKa3 OT OTBETCTBEHHOCTMU: MHq)OpMaLWIH Ha aTon CTpaHuue npenocrtasieHa nponssogutTenem, 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 HapyLIJeHVII;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, Kutain

WeChat
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