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PLASTIC CHEMICAL

I &% Processing conditions 8E Range
BB &4 Pre-drying Condition 110°C-120°C, 4hr
728 E 7] Injection Pressure 60-100MPa
¥R Injection Speed 50-80
A8 E Mold Temperature 100°C

A TR E LR Processing Temperature Max. 320°C
YAREE Melt Temperature 280°C
HERE-INEER Cylinder Temperature-Feeding 240°C-260°C
HEHEE-PEE Cylinder Temperature-Compressing 270°C-290°C
HERE -5 Cylinder Temperature-Nozzle 280°C-300°C

a. UEHIBAREBE LR, RERNMEEKIETRS U EEIER—#, The above data is for the original color material, and the properties of the
dyeing material may differ from theabove data.

b. HMEMERISIRENTEIILHIE, NBFERNSE, RMEAN=RIRAE, Typical values refer to the average data of the laboratory, which are only used as
reference and are not used as product standards.

D EENRGESEER, TREBHAK/N. BEEURTRERMEIEE  The above values are only for reference, and can be adjusted according to the
size, thickness and requirements of the product.

Note:
1. £ RIZEENBEMIEEMBIRELRZEY, The resin should not contact with dust and sundries in processing.
2. EStEABDIEHRRRKEEEMKRED, Do notStay the resin in the heating tube for a long time during the injecting cycle.
3. AREZAZBEAEEEUEMASK, The temperature of the hot runner should not be too high to avoid material
degradation.
4. MINSEEEHKNEHZRIEHREENXEZ—,. The moisture control is one of the keys to ensure the quality of products in processing

U EHIREAE QAN EZELHIERESE, BNERARSERMNUIEIRAT
The above data is theoreticaldata measured by our company and is for reference only. All rights reserved @ Dongguan Suke Chemical Co., Ltd.
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