Sampo
Technical Datasheet

Sampo FLX

TPU 92 Shore A natural

Sampo FLX is a thermoplastic polyurethane (TPU) based on aromatic isocyanates and polyester polyols
which primarily has been developed for processing via injection moulding.

Sampo FLX has excellent resistance to mechanical wear This results in combination with its very low
damping values in a low heat build-up, which makes it an ideal material for dynamically loaded, high
performance applications even at high frequencies. A good hydrolysis and chemical resistance, low
compression set and wide temperature range complete the property profile of this outstanding high
performance material.

Sampo FLX is characterised by the following features:

e High rebound resilience
e Wide range of application temperature from -35°C to 120°C
e Low compression set

e Good hydrolysis and chemical resistance

Sampo FLX is suitable for a wide range of thick- and thin-walled components. Particularly noteworthy
is the outstanding performance in applications under dynamic load.

e Seals of different kinds
e Couplings

e Rolls and rollers
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Sampo FLX / TPU 92 A natural

Product features

Colour

Density

Mechanical properties

Hardness Shore A
Hardness Shore D
Tensile strength
Abrasion

Modulus 100%
Modulus 300%
Elongation at break
Compression set !

Compression set 2

Thermal properties

Min. operating temperature

Max. operating temperature

Value Unit
brown ---
1160 [kg/m?3]
Value Unit
9243 [SHORE]
44+3 [SHORE]
>50 [MPa]
35 [mm3]
>11 [MPa]
>15 [MPa]
>500 [%]
<27 [%]
<30 [%]
Value Unit
-35 [°C]
120 [°C]

1 Testing parameters: 24h, 70°C, 25% deformation / 2 testing parameters: 24h, 100°C, 25% deformation

Processing instructions for injection moulding of Sampo FLX

Pre-treatment, drying

Sampo FLX is a hygroscopic TPU and therefore

attracts moisture during storage. For this reason,

it is recommended to dry the granules to a resid-

ual moisture content of < 0.03% with a dry-air

dryer before processing.

Drying parameters (reference values)

Dew point:
Temperature:
Drying time:

<-40°C
80°C
3h

Machine parameters

Feeding section:
Zone 1:

Zone 2:

Zone 3:

Nozzle:
Die/Mould:
Plastic melt:

Dosing volume:
Injection speed:
Holding pressure:

Sampo

Testing standard

ISO 1183
Testing standard

ISO 868
ISO 868
DIN 53 504
DIN 53 516
DIN 53 504
DIN 53 504
DIN 53 504
ISO 815
ISO 815

Testing standard

Post-treatment, post-curing

Post-curing temperature:

Post-curing time:

25-40°C
185 —195°C
210 —220°C
215 -225°C
225 —235°C
20-60°C
225 —-235°C
50 - 80%
medium

70 -90% P,
120°C

16 —24h

Note: the parts must be cooled to a minimum temperature
of 40°C before taking out of the oven
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Sampo

Barrel capacity:

Avoid underutilization of the barrel wherever possible since it can lead to long residence times. Small
shots run on a large capacity barrel complicate processing. The specifically best practice for any mould-
ing is to utilize 40 % to 80% of the barrel capacity for each shot. This typically translates to 1,3 to 2,5
shots in the barrel.

Shrinkage:
Shrinkage is dependent on the geometry and processing parameters. Melt temperature and cooling
rate impacts the shrinkage. The common range is between 1,5% and 2,2%.

General notes:

Our information corresponds to our current knowledge and experience to the best of our knowledge.
However, we pass it on without obligation. Our information neither describes the quality of our prod-
ucts and services nor does it represent guarantees. This also applies to the protection of third-party
property rights. We reserve the right to make changes in the course of technical progress and opera-
tional development. The customer is not released from a careful examination of the functions or ap-
plication possibilities of the products by personnel qualified for this.
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