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Ultraform® N2640 Z4 LEV2 AT bk 140
(POM+PUR) BASF

BESATRENEREAETESER , BTRE, &, ZEMGNMIZHERINTE.

HRIBISO 1043-1: POMIAES ZF5-HI
HRABISO 29988-POM-K, M-GCPR,2- 16 & #5

AT EEE R iE
ISO%iE
IBIRMRTRENEE, MVR 7 cm?/10min 1SO 1133

BE 190 °C -

E31C] 2.16 kg -
BB, F1T 1.8 % 1SO 294-4, 2577
BBRGEER EE 1.8 % 1SO 294-4, 2577
MU S R TiE
ISO$IE
hifBiEE 1700 MPa 1SO 527
JEBRN S 44 MPa 1SO 527
[ERREKE 14 % 15O 527
BB ERKE 38 % 1S0 527
RHRIETIEE, 1h 1350 MPa 150 899-1
ZRROBSZ R HERE, +23°C Tohrs kd/m?2 1SO 179/1eU
EZROBZRHERE, -30°C 240 kd/m? 1SO 179/1eU
Bz RO EHEE, +23°C 14 kJ/m2 1SO 179/1eA
B RO TR, -30°C 6 kd/m?2 1SO 179/1eA
HitkBe R TTiE
ISO$UE
YRRIEE, 10°C/min 166 °C 1SO 11357-1/-3
HTHLERE, 1.80 MPa 75 °C 1SO 75-1/-2
MTHZBE, 0.45 MPa 140 °C 1SO 75-1/-2
R REE, 50°C/h 50N 130 °C 1SO 306
LHRRAKRE, 1T 130 E-6/K 1SO 11359-1/-2
1.5mmB X EERTAIRRIGR % HB class UL 94

MR ERE 1.6 mm -

ULERR 21 - -
[EFE JohBd Ry pA kRt HB class UL 94

MR ERE 0.8 mm -
B IERE R TTiE
ISO$E
AN T E SR, 100Hz 4.2 - IEC 62631-2-1
XN EEE, TMHz 4.2 - IEC 62631-2-1
N EHFEEF, 100Hz 110 E-4 IEC 62631-2-1
N ERFEEF, 1MHz 190 E-4 IEC 62631-2-1
RFRERPEER 1E9 Ohm*m IEC 62631-3-1
REEPAE 1E14 Ohm IEC 62631-3-2
NEEE 40 kV/mm 1EC 60243-1
AR R RIEH 600 - IEC 60112
He Mg R iE
ISO%iR
IRK i 1 % FAUISO 62
B 0.25 % FEIUISO 62
BE 1360 kg/m3 15O 1183

RBHTERASH i3 7575
ISOE

BRELRE 105 °C -
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Ultraform® N2640 Z4 LEV2 AT bk 140

(POM+PUR) BASF
A= R 8 (1] by
ISO%uiE

EE, IBIKRE 200 °C 1SO 294
X2, BEIBE 80 °C 1SO 294
EE, EEHEE 200 mm/s 1SO 294
TR GEEE) o by
BTE-RE 100 °C -

¥ 2B (] 3 h -
NIEE <0.2 % -
EBBIREE 190 - 215 °C -
HEEEE 60 - 80 °C _

15Tk IERE

E%2 B SR/ R
HH, B EHER
BiiRBAF

X8

PREPROCESSING

Pre/Post-processing, max. allowed water content: .2 %
Pre/Post-processing, Pre-drying, Temperature: 100 °C
Pre/Post-processing, Pre-drying, Time: 3 h

PROCESSING

injection molding, Melt temperature, range: 190 - 215 °C
injection molding, Melt temperature, recommended: 200 °C
injection molding, Mold temperature, range: 60 - 80 °C
injection molding, Mold temperature, recommended: 60 °C
injection molding, Dwell time, thermoplastics: 10 min

Processing

Usual single-flighted three-section screws with an effective screw length of at least 15 D, better 20 - 23 D are suitable for the injection
molding of Ultraform.

Pretreatment

Granules or pellets in original packaging can be processed without any special pretreatment. Granules or pellets which have become moist
due to prolonged or incorrect storage (e.g. by formation of condensed water) must be dried in dehumidifying or recirculating air dryers for
approx. 3 hours at about 100 - 110 °C. The moisture content should not exceed 0.2 %.

Postprocessing

If parts were produced at a comparatively low mold temperature (e.g. in order to obtain short cycle times) and must not change their
geometry in use thermal postprocessing inducing dimensional changes by postcrystallization may be necessary. In such cases parts should
be stored in an oven with recirculated air at temperatures of 100 - 130 °C until dimensions don&#039;t change significantly any further. The
time needed for this has to be determined experimentally.




