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As the conditions under which our products may be used are beyond

our control, any

statement or recommendation is made without

warranty or guarantee.

CHEMICAL NAME:
NORMAL STATE:
NORMAL COLOUR:
ODOUR:

e
B

REACTTION WITH
WATER:

REACTTON WITH
OTHER CHEMTICALS:

SOFTENING
POINT:
TOXICITY:
FLAMMABTYLITY:

¥IRE FIGHTING:

PERSONNEL
PROTECTING:

WASTE DISPOSAL:
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Acrylonitrile Butadiene Stytrene. :

Rigid, solid rod and sheet.
Grey.
None.

None.
Inforpation avajlable on request.
80 ~ 118 degrees C. (VICAT, 5kg)
Non toxic -~ syitable for direct contact with
food.
Flash point 360 degrees C.

Small  fires dry chemical or Co,
extinguishers.

Large fire foam or water.

Use breathing apparatus in presence of
smoke/fumes. Gives off styrene fumes.

No special precaution other than normal
machine shop safety practise.

Do not incinerate. Use dry waste disposal
method.




General remarks*

- Non-reinforced thermoplastics ¢an
be machined with curting tools of

FOr reinforeed materials hard metal
00IS 3re required.

=1n all cases only properly sharpened
TO0Is are to be used.

—Due to the poor thermal conductivity
of plastics

provision has to be made

for good heat dissiparion. Heast Is best
dissipated

via the chips.

Dimensional stability
- ensional stab of I
Dimens litty p:;tg <

i
semifinished m: which have to
be annealed. The heat generated by
the cutting tool atherwise inevitably

leads to the release of pr

and deformation of the part,

Sresses
In‘the case of high material removal
volumes, Intermediate stoving

may be n after the main

machining operation so as to remove

the arising thermal stregses.

1
- Materigis with the high molistura
absorpdon (e.g. polyamides) may re-

Quire conditioning before machining,

~ Plastics require targer finishing

tolerances than meztals, fFurthermore,
allowance has o be made for the many

times greater thermal expansion,

Machining operations
1. Turning

Cuide values for
are given In the table. For particularly

high quallty surface finishes the tip Is to

be shaped as a broad-nosed finishing
tool as shown In Fig_ 1.

For cutung off the tool should be
ground ta the profile shown In Fig, 2
SO 3s to avold a remaining stump.

On thin-watled and particularty flexible
workpleces, on the other hand_ it s

Detter towork with tools thataresround

%0 a knife-like cutting geometry.
Figs.3ana4
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Fig. 1, Turning ool witn oreas-nosed fimshing
4t proguces » better surface finish
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cutting tool geometry
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Figs. 3and 4, Cutiing-off of Aexible plastics

Z Milling

For piane surfaces face milling Is mare
economical an peripheral miing,
For peripheral milling and profiling the

cutting tools sholia not have more than

WO Cutting edges so that vibrations
due to the number of teeth IS kept to
2 minimum and chip widths are suff-
clentty large,

Optimum removal rates and surface
ﬂnlsl,;: are obtained with singie-polint
TO0IS.

3. Drilling and boring

As a general rule it is possible to use
wist drills; these should have an angle

S-*ﬁ.,,_ T
‘

Fig. 5: blunt geill

FiQ. 6: sharp drhl
STress pattern caused Dy the orill

Of Ywist of 12 - 16° and very smhooth
helical fiutes for good chip removal,
Larger dlameters should e rough gril
or Dlioduced by trepanning or intern:
turning.

On drilling Into solid material care rry
be taken to emuremztasotgfmm
tnearlsmg compressive strain ¢an >
up and cause the mateartal to spiit.

Reinforced plastics possess higher
la\lme:"?l > ct strengsg\ th wﬁhreh
mpa an ul ;
SSeapHI S st s particu
e
Where possibie, thesens'wuld be heat
10 about 412¢° € before dritling (heats
time approx. 1 hour per 10 mm ¢ross
section). This procedure Js 3)so recor
mended In the case of polyamide 68
ana potyester,

4. Sawing

Unnecessary generation of heat'ny
friction Is to be avolded since sawing
1S mostly applied for cutting off thick
walled pares with relativety thin Ttook
Well-sharpened ana heavily crossed
sawblades are therefore advised

5. Thread cutting

* Threads are best cut with chasing took

burring can be avelded by using doub
toathed chasing tools. Curting dies ar
notrecommended. for on backing off
the dle further cutting Is to be expects
An overmeasure has frequentiy to be
allowed in the case of tapping tools
(according to material ang diameter,
guide value: 0.1 mmy.

6. Safety precautions

Fallure to comply with the guide valu
and released stress can lead to local
overheating, this can cause material
decomposition. The free decomposi-
tion products including PTFE filler are
removed with extraction equipment.
Tobacco in cannection with this can
produce possibie paisoning and must
be kept away from the work shop.

Y Application-related advice given By us verbany

and In writing |5 Intended To 5315t your own work
1t 15 to be deemen 35 NOA-DINEING Information,
3150 With respect 1o any turd party propriecary
rAgNts. N ¢ase of 0ymages occurred auring pro.
cessing llablfley is excluded.




