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LFT-G Xiamen LFT Composite Plastic Co.,Ltd

LFT-G®PA12-BC03B

e A FR name: LFT-G®PA12-BC03B

2R resin type: e JEJ¢-12 Polyamide 12

“F 4R fiber type - K4 Long Carbon Fiber

¢I 48 & fiber content: 30%

A e, color : mfn At black, nature

MAEREE material properties: VE¥AZL, UMM RE R 4T Injection molding, good mechanical
properties

Materials Characteristic/#1 k3%

Physical Typical Characteristic Testing Standard
bbE

Specific Gravity 1.17 glem’ ASTM D-792
RS W 4 2 ASTM D-955
Molding Shrinkage 0.20-040 % (1/8 in (3.2 mm)section)

Mechanical Typical Characteristic Testing Standard
ﬁﬁﬂ?}i}%ﬁ 218.9 MPa ISO: 527
Tensile Strength 221.2 MPa ASTM D-638
ﬁﬁﬂﬁ% 19784.7 MPa 1ISO: 527
Tensile Modulus 19828.3 MPa ASTM D-638
P 0.5-1.5 % ISO: 527
Tensile Elongation 0.5-1.5% ASTM D-638
25 A 307.6 MPa GB/T 9341
Flexural Strength 319.3 MPa ASTM D-790
i 15089.8 MPa GB/T 9341
Flexural Modulus 15172.5 MPa ASTM D-790
R LR Lt o 31.3 KJ/m? ISO: 180
Notched Izod Impact 267 J/m ASTM D-256
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Materials Process quidline/Jji TZ¥ &%

Thermal Typical Characteristic Testing Standard
AR

Deflection Temperature

@ 264 psi (1820 kPa) 209 ° C ASTM D-648
Flammability Typical Characteristic Testing Standard
BELATE

Flame Retardant HB@ 1.5 mm ASTM D-635
Injection Typical Characteristic

BT

Injection Pressure 80-115 MPa

RUNTTYES

Melt Temperature 247~269 °C

BRI E

Mould temperature 90~120°C

AR (A A PR B TR L)

Pre-drying 4-6 hrs @100~110 C

(Use the best of dehumidification dryer)

Ko

Moisture Content 0.01 %

Processing Notes/ . ZiE & E I

Values included in this Property Data Sheet are based on limited laboratory test specimens.
These values are typical values and are not meant to be used for setting maximum or minimum
values for specification purposes. Any determination of the suitability of the materials shown in
this property data sheet for use by the end user is the sole responsibility of the user, who must
assure himself that the material as subsequently processed meets the need of his particular
product or use. To the best of our knowledge the information in this publication is accurate and
reliable, LFT-G® does not assume any liability whatsoever for the accuracy of this information.
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Introducation/#1 k&L &4
LFT-G

is the producct name for long fiber reinforced thermoplastic materials for injection

moldings,compression molding and extrusion.Retention of fiber length in the finished part is key
to the performance .Fiber length is retained by proper use of free flowing check valves,metering
screws and a complete evaluation of the mold to reduce high shear and allow the materials to fill
the part while maintaining the critical fiber length.The fiberglass is continuous within the pellet
and offers incredible properties and performance when molded correctly.

LET-G S R L UE M s IR IEAARE, A 107 ol P T2, IR ANBE R R o ity o (R T 2K 2
BB R RSB o 3 I (T ALl ], e AP RAT AR, O T BT Y, ORERETLEC S
A LG R TE RIAORL 2 . RDRE BB LT AR R RS, A Tl LASR SO 57 A4 B HYE BE

Injection molding general processing /#E

Use full round runners with minimum diameters of about 5-6MM;Use maximum allowable gate
size no limited;Shorten sprues to mini and taper them to gate in graduated taper;Use large sprue,
straight gate, can not use dispensing;Sprue/Runner;Gate minimum about 5mm; Recyling can be
added to LFT-G during the molding process.It is recommended that no more than about 3-5%
recycle be added to reduce the possibility of property and performance degradation in the
molded part.The injection Molding machine should be purged with polyethylene or polypropylene
prior to shut down.It is recommended to leave long glass products in the barrel or in the
tools.Use metering screw for plasticizing and delivery to material to mold.40% feeding;18:1 to
24:1 1/d ratio;Mold with more than 100Tons machine for better performance;Use 100% a free flow
check valve and a large open nozzle to reduce shear.

il /N EARAE 5-6MM I BTERUE SR VI Fo e RS BOR sk BRI i beis, B4/
ORI, BIRH, BRI HEH RS Be I /2 Smm R 2 o an Fof AR I 2 LFT-G
BTG FEIANREER L 5%, Ky 2 BRI R B RO TERE . RPN ZENLZ AT, Yl 2R LI B I i
KB i A E A BERMA o A FTRAP R AR s BB . 40% T8} 18:1/24:1 ELABERMEAL
fe/b 100 W1 K 1 A2 o DUEE R BT ) ).

Web : www.|frt-plastic.com;www.Ift-g.com;
Email : candyhu@lfrtplastic.com
Tel : 0086 7277077

Availability: Global-Foreign
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