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SARLINK® TPV 25300 series are engineered materials designed primarily for Nylon bondable applications. SARLINK® 25355B is a low density,
medium hardness, RoHS compliant grade suitable for injection molding.
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114 HEE HUH Wi A%
RPN HBENELR - EERE ASTM D573
257°F, 1008 hr 23 %
275°F, 168 hr 4.4 %
ESHRAUFEENTLR - BERE ASTM D573
257°F, 1008 hr 6.7 %
275°F, 168 hr 57 %
ERARBHKRNTER - EARE ASTM D573
257°F, 1008 hr 6.3 %
275°F, 168 hr -11 %
L4 HEE R LI EWaD:S
IRM 903 JhiZRiA %, 257°F, 70 hr
Change in Volume 158 % ASTM D471
Change in Volume 158 % ISO 1817
HEER BEE R Wig A=
Apparent Shear Viscosity - Capillary @ 206/s ASTM D3835
392°F 310 Pa's
473°F 251 Pa's
Excellent adhesion to nylon substrates
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Pre-drying is not typically necessary. However, if there is an issue with moisture the material can be dried at 82°C for 3 hours.

Listed processing conditions are for two-shot molding. For insert overmolding, it may be necessary to raise barrel and melt temperatures to

270-280°C and to pre-heat the nylon substrate.
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