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UM RE Fig UEREDELY) B M A5
h{HEE 20000 20000 MPa ISO 527-1
NIRRT (BTR) 280 260 MPa ISO 527-2
PRI (M) 1.9 2.2 % ISO 527-2
EHEE 19000 - MPa I1SO 178
23 1vP)) 400 - MPa ISO 178
AR Fig UEREDELY) By M 75
M X RER O P HRE 1 11 kJ/m2 ISO 179
X RTRR O P EHEE 68 57 kJ/m? ISO 179
BEDRONPHRE 110 - Jim ASTM D256
TR OB R & 850 - Jim ASTM D4812
BAMERY Tz EREIELS) B PR DD
AT TATEBE (1.8 MPa, KIEX) 230 - °C ISO 75-2/A
BENEE 237 - °C ISO 11357-3
KRB RE - R 1.5E-5 - cm/cm/°C  1SO 11359-2
BAMRE Fig EREIELS) B4 MR 5%
ESAENEES 1.0E+13 - ohms.cm  |EC 60093
NEBREE 31 - kV/mm IEC 60243-1
NEEH (110 Hz) 4.60 - IEC 60250
TREBEREER 570 500 v IEC 60112
FERREHK 0.017 - IEC 60250
AR Tz VEREDEL:Y) B MW 3%
UL FRRE R HB - UL 94
RS EH 25 - % ISO 4589-2
SE5T Fie il
FRIBE 120°C
Figatia 0.50 2 1.5hr
REEHERE 250 #) 260°C
BT FI SR E 260 %] 290°C
HERE 260 2| 290°C
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EF A

Hot runners: 250°C to 260°C (482°C to 500°F)

Storage

Ixef® 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.

Drying

The 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 Molding
Ixef 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%).
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