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LFT-G® PP-LGF50-NG05-2

P2 = B Information

Notched Charpy impact

P IEZA! Resin type: o FRIPP HPP
F4EEM Fiber type: o KIi4F Long Glass Fiber
“[- 45 & Fiber content: e 50%
B, Color: o M, A black and natrue
MR Material properties:  ® TEZBZ% HUBERE R 4F Injection molding,good mechanical
properties
Hith#gE Others
B Specific gravity 1.32 glem?® ASTM D-792
A 45 % Molding shrinkage 0.1~0.3 % ASTM D-955
B R Mechanical

PR i i 147 MPa ISO: 527
Tensile strength 145 MPa ASTM D-638
ERALELE 11713 MPa ISO: 527
Tensile modulus 11914 MPa ASTM D-638
TR CRSE 1.7-25 % ISO: 527
Tensile elongation 1.7-25 % ASTM D-638
5 SR 208 MPa GB/T 9341
Flexural strength 206 MPa ASTM D-790
(R8s 9215 MPa GB/T 9341
Flexural modulus 9121 MPa ASTM D-790
A TR 1 R

348 J/m ASTM D-256
Notched Izod impact
A TR i o

46 KJ/m?2 ISO: 179
Notched Izod impact
] SRR 1 5

43 KJ/m? ISO: 180
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#tEfe Thermal performance

WA E HDT(1.8MPa) 160 C 1ISO: 75-2
FEBRMEBE Flame retardant
FHAPE: Flame retardant HB@1.5 mm UL-94

INT2% Processing parameters

VESEIE 7] Injection pressure 69~103 MPa
VAR EN Melt temperature 210~250 °C

AR Mould temperature 38~69 ° C
T8B! Pre-drying 2~4 hrs @80~90 ° C
T /K EH Dry water content <01%

TEHEEET Processing Notes

Values presented in this Property Data Sheet are based on limited laboratory test
specimens. These values are typical values only and are not intended to be used as specification
limits (maximum or minimum values). It is the sole responsibility of the end user to determine the
suitability of the material for their intended application. The user must ensure that the material, as
processed, meets the requirements of their specific product or use.To the best of our knowledge, the
information contained in this publication is accurate and reliable. However, LFT-G® assumes no
liability whatsoever for the accuracy or completeness of this information.

Note: [1] The melt temperature refers to the actual measured melt temperature inside the barrel.
Customers should evaluate the deviation between the machine set temperature and the actual
measured temperature to avoid material degradation or carbonization caused by overheating. [2]
The mold temperature refers to the actual measured mold temperature rather than the set
temperature. Since mold temperature affects the appearance and dimensional stability of the
product, it should be evaluated based on specific product requirements. [3] It is recommended to
use a dehumidifying dryer. Customers should determine the appropriate drying temperature and
time within the suggested range according to their drying equipment, to achieve the required
moisture content for processing. [4] Prior to injection molding, it is recommended to dry the material
to a moisture content below 0.1% to prevent material degradation during processing.
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ik (1] SRR R M AR AR SEIREE, 20 7 EAT PP L & MR IR B IR 5 SR 2 TR
s, AT G R RO, (2] A BER R fe e R B M AR OE B B . PRI B 2 317
anSMILR R ReE v, 1% PARIE T R 2R BAT VPG (3] HEFR LA BRI TIRALEEAT T, iE%  RIEE C
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[4) EBEAAET, VAT MK & B R 01% LT, B ik 28 s TR e R4t 2 fi

R Introduction
®
LFT-G

is a long fiber reinforced thermoplastic material designed for injection molding,

compression molding, and extrusion applications. Retention of fiber length in the finished part is
critical to achieving optimal mechanical performance. Fiber length can be preserved through proper
processing conditions, including the use of free-flow check valves, optimized metering screw
designs, and comprehensive mold design evaluation to minimize shear and ensure smooth material
flow while maintaining the critical fiber length. The fiberglass within each pellet is continuous,
enabling outstanding mechanical properties and performance when processed correctly.

LFT-G 2 KL YER i A BBVER L, AR B G TV, R4 s th BB B S o Bt Hh R4 4K R
AR IR RS . & IR SR BT, SE R R PR IR AR, O T b BT Y], PRRRET ] DL
IR IAPEL A o ROREH R IR AT A R TR LRI, SIS AT DLER RO e (A R BE

#E Injection mould general processing

For optimal processing, full-round runners with a minimum diameter of 5-6 mm are
recommended to ensure smooth material flow. Gate sizes should be as large as possible and no
strict upper limit. Sprues should be kept as short as possible and designed with a gradual taper
toward the gate. Large sprues and straight (direct) gates are recommended, while restrictive or
pinpoint gates should be avoided to minimize shear and preserve fiber length. Recycled material
could be added during processing; however, it is recommended not to exceed 5% to reduce the risk
of property degradation. Prior to machine shutdown, the injection molding machine should be
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purged with PE or PP, and long glass fiber materials should not be left in the barrel or tooling for
extended periods. A metering screw is recommended for proper plasticizing and conveying of the
material, with a feeding level of approximately 40% and a screw L/D ratio between 18:1 and 24:1.
For improved molding performance, it is recommended to use injection molding machines with a
clamping force above 100 tons, along with a large open nozzle to reduce shear.

i /N BARAE 5-6MM H BT FE SCR IR FovFRe H RS oK B R 4 nei, B inde )
fEFOKE, BIRHE, ARer: b HRIE; B /N Smm s A2 b an 5o i A RRR NS LFT-G ¥
InyE A GeR It 5%, R 22 PR A5 FPERE . SCHNEINLZ |/, el R OmEER NG M. KLt
Hil i A ZE SRS o R R A R A R ik BB s b . 40% T RL18:1/24:1 ELE LA ML 22> 100
WL, A5 FF R 1A s LA FRA IR BT 1 .

Web : www Ifrt-plastic.com; www.Ift-g.com
Email : Candyhu@lfrtplastic.com
Tel : 0086-7277077-2

Availability : Global
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