Apec® 1603
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MVR (330°C/2.16kg) 25 cm?10 min; high viscosity; UV stabilized; softening temperature (VST/B
120)=159 °C; injection molding - melt temperature 320 - 340°C

it HEREH By HER & K&iB
BN
CIMVR 330 ° C; 2.16 kg cm?10 min 1S0 1133 25
CIMFR 330 ° C; 2.16 kg g/10 min 1S0 1133 26
ClRfzinfEER. REHR 60x60x2 mm % 1S0 294-4 0.75
ClRfzinfa®. BEEAR 60x60x2 mm % 180 294-4 0.75
BT (23 ° C/50 % r. h.)
Cl5Isk Y s 1 mm/min MPa 1S0 527-1,-2 2400
Cl5I5R Y &R IG F 50 mm/min MPa 180 527-1,-2 68
ClBI3R Y R TSR 50 mm/min % 1S0 527-1,-2 6.3
C|5I3R Y B U EE 50 mm/min % 1S0 527-1,-2 > 50
Cl o v L E—FEEE 23°¢C kJ/m? 1S0 179-1eU N
Cl Y v L E—FEEiEE =30 ° C kJd/m? 1S0 179-1eU N
Cl e (3R 2 mm/min MPa 1S0 178 2400
Cl e 1758 2 mm/min MPa 1S0 178 103
ClEsXEE N/mm? 1S0 2039-1 120
A
ClriE=bhHBE 1.80 MPa °C 1S0 75-1,-2 137
ClEmEfrhHERE 0.45 MPa °C 180 75-1,-2 150
ClEh v FERIEERE 50 N; 120 ° C/h °C 1S0 306 159
Cl#RizaRmRE. REAR 23 to 55 ° C 109K 1S0 11359-1, -2 0.65
CliRREssRRM. BEEAM 23to55°¢C 104K 1S0 11359-1,-2 0.65
C| #& 4 EUL94 (1. Smm) 1.5 mm Class UL 94 HB
Cl #ABEtEUL94 3.0 mm Class UL 94 HB
ClEERIEH Method A % 180 4589-2 26
Clya—o4v—7X k @GWFI) °C IEC 60695-2-12 900
ESHME@3 ° 6/50 % r. h.)
ClitFER 100 Hz - IEC 60250 3.0
ClitFExR 1 MHz - IEC 60250 2.9
CliFEEE 100 Hz 10™ IEC 60250 10
ClABEHE 1 MHz 10™ IEC 60250 90
ClixTRiEmE Ohm'm IEC 60093 1E15
Cl&xmiEmnE Ohm IEC 60093 1E16
ClHe i RIAR 1 mm kV/mm IEC 60243-1 35
Clifit k5 wx> ¥t CTI Solution A Rating IEC 60112 250
Clit kv X245 M CTI M Solution B Rating IEC 60112 125
cleet Rating IEC 60426 Al
Z D FFiE @3 ° 0
ClkKkE (faF0) Water at 23 ° C % 1S0 62 0.3
ClkKE (F4) 23 °C: 50 % r. h. % 1S0 62 0.12
ClzE kg/m?® 1S0 1183-1 1180
E R
CliEi= Procedure A - 1S0 489 1.578
Clip®EBER (B 1 mm % 1S0 13468-2 89
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Apec® 1603

covestro

i HEREM Bf HERAE R&fE
HERA BB EL
C| 5t A RLIRE °C 150 294 330
Clstt - BB °C 1S0 294 100
C| &t B s -5 HH S B mm/s 1S0 294 200
Recommended Processing and Drying Conditions
Cl#if:aE °C - 320 - 340
CliZisnE °C - 330
Cl/ALILBE - #5 °C - 310 - 320
Cl/ALIVBE - thip °C - 315 - 325
Cl/ALIVBE - B8 °C - 315 - 330
Cl/NLILRE - 7 )L °C - 310 - 335
Cl&RiRE °C - 80 - 120
ClRE (RARFTHEL) % - 50 - 75
clsE bar - 100 - 200
ClR 4 1) 2 —EERHK m/s - 0.05 - 0.2
ClR@EsttE GASGTHEL) % - 30 - 70
ClazigRE (RiTEZIRE) °C - 130
Clazigesr (RRIZEZIRH) h - 4
ClEREKE % - <=0,02
ClRY hRE mm - 0.025 - 0.05
C ZhoDEMHEIZCAWUIS TS AF 9o T—2 22— bBohiztOTHY. 150 10350

[CERLTSRAFIEBHZATERT—HIZEI<CHEDTT,

RS N = REEY, P = HOKE C=- T2WER

R=D2/R=D3
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Recommended Processing and Drying Conditions

Temperature set-up for different barrel types may change according to configuration.Values for hold pressure as

Barrel temperatures are valid for a standard 3-zone barrel.

injection molding machine and injection mold.Drying conditions are for dry air dryers

percentage of injection pressure may vary depending on, amongst others, part geometry,

only. Drying times and drying temperatures may differ depending on valid dryer type.Further information is provided by your local Covestro support as well as in the following

brochures:Injection Molding of High Quality Molded Parts — Drying;Determining the Dryness of Makrolon by TVI Test:The fundamentals of shrinkage in thermoplastics;Shrinkage

1

and deformation of glass fiber reinforced thermoplastics [..

Publisher: Covestro AG

Polycarbonates Business Unit

Kaiser-Wilhelm-Allee 60

51373 Leverkusen

Germany

plastics@covestro.com

www.plastics.covestro.com
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