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PC/ABS $EBE& & (GP-1232)
PC/ABS Laser Alloy (GP-1232)
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General Information
, e =itz High Flow =114 Toughness
FFAE “ L -
Featres e [sI#25%E Good Dimensional Stability
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Uses e Car parts
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Forms e Pellets
T o ¥
Processing Method e Injection Molding
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Typical Properties
b M oA HAUE
Test standard Test Condition Typical Value
F R A . :
Melt Flow Index ASTM D1238 260°C/2.16kg 13g/10min
YEPhEe W . ;
Physical Specific Gravity ASTM D792 23¢C 1.096g/cm
FRIL 47 2 . o
Mold Shrinkage ASTM D955 23°C 0.3-0.5%
ﬁﬁa.ﬁg ASTM D638 50mm/min 55 MPa
Tensile Strength
b 22 K 2%
AR ASTM D638 50mm/min 25%
Tensile Elongation
i -
Frgpteay o MEE ASTM D790 2.0mm/min 80 MPa
. Flexural Strength
Mechanical —; T
PR ASTM D790 2.0mm/min 2200MPa
Flexural Modulus
R TR i R T
Izod Notched Impact ~ ASTM D256 23C 435 J/m
Strength
. AT L (RIB K)
A ERE Heat Deflection ASTM D648 0.45MPa 100°C
Thermal Temperature
(Unannealed)
e FH#AE Flammability  UL-94 - HB
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Processing Guidelines

TR

Drying 80°C, 4.0h

Ja B

220°C-240°C
Rear Temperature

B

Middle Temperature 230°C-250°C

AT BUR

240°C-260°C
Front Temperature

L

Nozzle Temperature 240°C-260°C

FR

Melt Temperature 230°C-250°C

PR

Mold Temperature 60C-80°C

s

.3-0.6MP
Back pressure 0.3-0.6MPa

WEAT 3k

Screw Speed 40-60rpm

#E:

Note:

L T s e s I RE, IS, AP dhdri.

All data are typical values from laboratory. The data are used for reference only, not as production
standard.
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Avoid contact with other materials, dust and debris in the injection processing.
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Avoid long time stay in the barrel in the injection processing.



