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We create chemistry

Ultrason® S 6010 NAT
PSU

FTigig, BWEHMENESR , LHESE I EENAN RIS,
IRIEISO 1043-1: PSUIGES &F5

ALBIS

BASF

IO /4IRSt R TiE
ASTMEUR
BRE, 73°F 1240 kg/m3 ASTM D 792
T EE R TiE
ISO$IE
BIREFURENEE, MVR 30/ % cm3/10min 1SO 1133
BE 360/ * °C -
E3RG 10/ * kg -
IEEBURYEEE, 1T 0.7/%* % 1SO 294-4, 2577
BBNER BEE 0.8/* % 1SO 294-4, 2577
HUERE R TE
ISO%IE
RIHRiEE - /2560 MPa 1S0 527
[ERRN S -/74 MPa 1SO 527
ERREKE -/5.7 % 1SO 527
OB R hEEE, +23°C -/ Tl kJ/m2 1SO 179/1eU
ZER ORISR P HEE, -30°C -/ T3 kd/m? 1SO 179/1eU
BT RO EHRE, +23°C -/6 kd/mz2 1SO 179/1eA
BT RO PERE, -30°C -/6.5 kd/m?2 1SO 179/1eA
ASTMEIR
[ERRR A 75.2/ - MPa ASTM D 638
BEREFKE 5.7/ - % ASTM D 638
THES 2599/ - MPa ASTM D 790
THEE 114/ - MPa ASTM D 790
SEZHOMETERE, 1/8in 10/ - J/m ASTM D 256
HttBe R TiE
ISO%IE
WIELAETIRE (10°C/min) 187/* °C 1SO 11357-1/-2
HRERE, 1.80 MPa 177 1 * °C 1SO 75-1/-2
MTHBRE, 0.45 MPa 183/* °C 1SO 75-1/-2
LUK R B, 1T 53/%* E-6/K 1SO 11359-1/-2
ASTMEURE
DTUL @ 66 psi 182 °C ASTM D 648
DTUL @ 264 psi 172 °C ASTM D 648
B BE R TE
ISO%IE
X EEE SR, 100Hz -/3.5 - IEC 62631-2-1
XN EEE S, 1MHz -/34 - 1EC 62631-2-1
N EHFEEF, 100Hz -/ E-4 IEC 62631-2-1
NFRIRERETF, 1MHz -/ 71 E-4 IEC 62631-2-1
{RFRERFEER -/>1E13 Ohm*m 1EC 62631-3-1
RE AR * [ >1E15 Ohm 1EC 62631-3-2
NERE -/37 kV/mm 1EC 60243-1
MR RRIER -/125 - IEC 60112
HEtge T /8 =i R iE
ISO$IE
IRk 0.8/* % F{UISO 62
M 0.3/* % F{UISO 62
ZE 1230/ - kg/m3 1SO 1183
TEYEN B R TRIERE R TiE
ISO$IE
HEE. 81/%* cmd3/g 1SO 307, 1157, 1628
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Ultrason® S 6010 NAT

PSU BASF
A= R 8 (1] by
ISO%uiE

EE, IBIKRE 370 °C 1SO 294
X2, BEIBE 140 °C 1SO 294
EE, EEHEE 200 mm/s 1SO 294
X8 REEN 70 MPa 1SO 294
MR GEE) o by
T BE 140 °C -

T T JR-Be (] 4 h -
NTEE <0.02 % -
EEBBRINEE 330 - 390 °C -
BERE 120 - 160 °C -

$S1E

IOk LR

IR, REVMIBTHIALEY, AMBTHAREY, NREE, AL HiR, BAE

e

PREPROCESSING

Pre/Post-processing, max. allowed water content: .02 %
Pre/Post-processing, Pre-drying, Temperature: 140 °C
Pre/Post-processing, Pre-drying, Time: 4 h

PROCESSING

injection molding, Melt temperature, range: 330 - 390 °C
injection molding, Melt temperature, recommended: 350 °C
injection molding, Mold temperature, range: 120 - 160 °C
injection molding, Mold temperature, recommended: 140 °C
injection molding, Dwell time, thermoplastics: 10 min

Pretreatment

Drying temperature: 130 - 150°C

Drying time: minimum 4h

recommended dryer: vaccum or dry air dryer
maximum moisture: 0,02 - 0,05%

Ultrason® can be injection molded by any type of machinery on the market, provided that the plasticizing unit and the mold temperature
control system have been configured appropriately. The machinery manufacturer must be consulted if any doubts exist on the ability of
various parts to withstand the high temperatures required (e.g. barrel, barrel head, bolted connections, etc.)

Long residence time in combination with high temperatures should be avoided e.g. by pump out material at regular intervals.
During extended interruptions, the barrel temperature should be lowered to about 250-280°C.

It has been found out that heating to the requested processing temperature and shutting down or lowering the temperature is best carried
out in two steps.

First, the barrel temperatures are set at the lower processing temperature range for the particular thermoplastic (340 - 350 °C). As soon as
these temperatures have reached a steady state, the material in the barrel is pumped out. Second, the barrel temperature can be set to the
required processing temperature or the heaters can be shut down.




