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Classification: Internal Use

Sl
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LEXAN™ SHEET PROCESSING OVERVIEW x84 T Z LS
L Fabricating Assembling Decorating
Forming piEY \ ‘
’ MANT e o1

Thermoforming*
PRy B Sawing {f&t]] Bonding

Painting

A
32

Screen printing
22 EDfR

Drape forming Kbz
BpLA Routing &

Hot line bending
7 Milling & Mechanical
assembling

Cold line bending i
i) Others Hft? AU

22 EN
Lamination
BIE

Hydrographics
IKEEED

Details of processing can be found in the SABIC’s LEXANMT sheet Processing Guide. BT, 1EIRAIE,

* The process used will influence the retain of the texture. 1ZHJf2 ] BEF/ NN ERZZ GRAYSIE
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Classification: Internal Use

ﬁ,an_u
THERMOFORMING VS INJECTION MOLDING Bl 53F %8Rk

Injection Molding ;¥%8

2
P
= %_ Structural Foam Molding &t#5a
% g Comp:ression Molding {&FE
7 O Blow Molding |ixzz
1% E ' Thermo Forming |#gi8Y
a 1
Extrusion HpEB

Part Size
FmR~
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Classification: Internal Use

Equipment & Infrastructure Cost 1825124 :
« Machine Cost IZFHA

- Infrastructure Cost i&HEmk4~

« Building Size #ZigHE
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Classification: Internal Use

THERMOFORMING VS INJECTION MOLDING #p Bl 55F %8

ﬁ,an_u

Mold {&R:

« Mold Cost 2B 4

« Mold Dimensions ~ Part Dimensions 2B R~ ~ jkART
« Computer Simulation 1+E#H1EHA
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Classification: Internal Use
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THERMOFORMING PROCESS#pELI T Z,

Fiz

Bt

Al =24
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Classification: Internal Use

PRE-DRYING FiT/)&

Sl

Drying time vs. sheet thickness at recommended temperatures

BNTFERE T TRIEBESIRERERNXR

30

25

20

Drying time [h]
H
()]

2 3 4 5 6

Sheet thickness [mm]

Rule of thumb:
Minimal drying time = 2 h/mm.
2Z25EN - & T IEAYE=2/M AT/ Z K

—Air out

- _ «l v
Alr in=— -

,/

Sheets plac'ed vertically (or horizontally) @
1.0-2.5cm separated from each other by
means of place holders.

WM N EESEE TRFARTRETIEE
£, APPSR R EF1.0~2.5cmEE s,
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Classification: Internal Use

HEATING SHEET fiitviis

9.0 12.0
0 0
— 7.00
€ = 9.00
- E
% 5.0 S 60
=2 50 2 0
2 =
[ 2 =S
3.00 3.00
1.00 0
0 40 80 120 160 200 240 1] 100 200 300 400 500 GO0 T00 BOD
Heating Time (Seconds) Heating Time (Seconds)
Typical heating times for LEXAN polycarbon- Typical heating times for CYCOLAC ABS
ate sheet using a commercial sandwich-type sheet using a commercial sandwich-type
heater. heater..
FSE RN NIFAEEEIAIL EXAN PCIRERES e R IRIFAGEAIAIC Y COLAC ABSHRE
PFRETEIROE R E SR EAE R
Critical to Control Parameters Xigi=HISE]
Heating affect: JN#WHER Heating source: fITFV/R Oven distance: BiEIEES
Surface M +  Calrods _ N
Throughput F=§& * Ceramic fg& *  Fixed EER
Yield =& . Quartz A= . Variable A2

+  Halogens &
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Classification: Internal Use
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sabic
HEATING SHEET JN#*Ris
Processing Details for SABIC Specialty Sheet Materials
SABIC5HRIZF= Il TiFMES
Material Pre-drying Temp. Forming Temp. Window Mold Temp. Cooling Time
FHEEE (°C) FRELREEX(E (°C) REIRE (°C)* EZSRIENS)
LEXAN 9030
LEXAN EXELL D
LEXAN F2000
LEXAN F2000A
180-260

LEXAN F6000

120 120 20
GEPAX 3000
GEPAX 7000
LEXAN XHR6000
LEXAN 9000

200-280

GEPAX 9020
LEXAN H6000* 80 160-220 80 30
ULTEM 1668 160 230-300 160 30

+ *LEXANMT H6000 can be formed without pre-drying, depending on type of mold, complexity of the mold and draw ratio.
LEXANMT HB000HT RSB SERERIEE, SREEFIAMHRLEX,

*  **Using a heated mold isn’t necessary. Only when stress inclusion must be really low or there is a need for very
reproducible part to part dimension control, heated tools are needed. #E2EREWREIN, RBEYEMERNAOEKRIEE
1 BRI IR EMESIEHRIER T4 B EIVER,
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THERMOFORMING #upy8Y
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Classification: Internal Use
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TRIMMING 1]
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Classification: Internal Use
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THERMOFORMING METHODS

 Vacuum EZSpEY

* Plug Assist tEZEtHB R EY
- Billow #WfiKAkEY

* Pressure EJIpE
 Matched Metal &St&EY
« Twin Sheet Y EY

« Drape Bk E
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Classification: Internal Use
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THERMOFORMING METHODS - VACUUM EZSpi B

Male Female Negative Forming BRt&EREEY:
or Positive or Negative . . 2 e 1]y R T
Forming Forming Most Common Thermoforming Process gx& WAYREL S
NP /A + Female Mold &
Heater +  Minimal Part Complexity SM4SZvIEER/IML,

| 1
R I T T TR TSRS R NS Y L
=_| — —1 —]

Vacuum Line 1 F
I L

Material Draw/Part Depth Limited f#4¥H{H/EMERESZR
Requires Generic Machinery 184188

Wide Range of Mold Materials 2B}

Minimal Dimensional Control RJ#ZHIg/\ME

Zero Draft angle can be achieved AI{HZEIEEIRIER

Positive Forming PRtEREL:

Vacuum Forming, Male mold EZSEEY, A&
Deeper Draw Capability BEfE R ERI{H
Requires Greater Draft Angle EERAIRIEE
Minimal Part Complexity Zp{4-E LR /IML,
Requires Generic Machinery 1@FZ 128

Wide Range of Mold Materials #Ei1#} S
Minimal Dimensional Control R~J#Z#I85/\ME

» Negative forming results in more even distribution of stretching and thinning in the sheet before
contact is made with the cold surface BEt&ERELRERSLINEII—ATRIBR DT, IRMEEANMEERE Z A
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Classification: Internal Use
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THERMOFORMING METHODS - PLUG ASSIST t=Z=E4#a1 Y

Heater (Double Sided)

o

7277 V77

W]

vy

77

L ! Maltelrial
|—|I' | | "_l 1T
7 //%J///% F//%J/ ZZ
Eubblel El!lm.'ing
Plug down
Mould up e
7777 V7 P (P77 7
1 N
Final Forming
7 G e 7]
?’ a H 7 by

7).

I

Plug-Assist Forming P25 Bh &

Deeper Draw Capability G54 & i fif

Improved Material Distribution #& &4k} E 43 4i
«  Typically Female Molds #iL7 ff) R A5
«  Requires Custom Machinery 5& il (IS 5
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Classification: Internal Use
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sabia
THERMOFORMING METHODS — BILLOW K EY
Billow Forming #ik ple B Billow with Plug-Assist 25 Bh# ik il
Typically Male Molds #1754 ft) /A «  Deeper Draw Capability AE %1 & i {5
Greater Draw/Part Depth %1% /& Fifif «  Improved Material Distribution & &1} 5 & 73 A
Improved Wall Uniformity & J5 51 154] +  Typically Female Molds #i7 fj B4

«  Requires Custom Machinery 5& il (AL 5 %
> Positive pressure to stretch sheet prior to

forming SEFRLEIEISIRAM TEREL L

A B A B

J:¥Male Plug

Air Pressure

Sealed Air
Chamber Air Relief
Vacuum

Vacuum

No. 15



Classification: Internal Use

Sl

sabia

THERMOFORMING METHODS - PRESSURE [£/1pkEY

Preszure Chamber

C T

Heater (Double-sided

1 —

Hems e 1
1 (O

Material

Praszure Chamber

77 A7

Preszure Chamber

Bubble blowing
iy

Maximum Bubble Height
SEERAEE

| VA o7
' 1 Mold Moving
up Pressure- - - -
! L Chamber down 1
HE FF, EARTR

A Pressure Applied

7 J,L&ﬂ'prw{f;mw f
l" . Vecuum Appled

Final forming

Pressure Forming FEEJIREEY:

More Advanced Thermoforming Process
BESCHAIE T Z

Female or Male Molds (Majority Female)
EHEE AR (BHEAE)

High Part Definition SEFHIERE4CER
Requires Custom Machinery EIRITIREESS
Aluminum or Metal Mold Materials $8aEA1th
EEEM

High Dimensional Control EEFHIR JiaEM
Fast Processing Cycle BERAYAE = EHA
Produces Highly Defined Parts &RF4=
FoERESK S AR
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Classification: Internal Use
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THERMOFORMING METHODS - PRESSURE [£/J5 2!
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Classification: Internal Use
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THERMOFORMING METHODS - MATCHED METAL &f&pEY

Matched Metal Forming &iSpEE!:

«  Typically Female Molds &3

+ Surface Detail Replication REHET ZEH!
« Wall Thickness Control E¥[ERZ 1z Fl

«  Necessary for Highly Porous Materials B EZ SRS E TS

« Requires Custom Machinery S i%E

Formed Part

Trapped-Air
Vents

No. 18



Classification: Internal Use
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> 7T
THERMOFORMING METHODS - TWIN SHEET YWHxpkEY
Twin Sheet Forming Y#RpEY:
«  More Advanced Thermoforming Process B4t A 8
BHORAT S FUpper Hall
N\
- Requires 1-2 Clamp Frames BB 2 EEINE [ r—f ~ TWfeaed ==
Female Mold Mo!d Paes
- Double-Walled and Structural Parts — Pallets, Lower Half e
containers, air plenums and ducts JEFR T EELS
Twil
WRTHINGER, B, BEERINTSSEESE . ther
Vacuum Sheets Formed
Against Mold With Foriiod

Requires Custom Machinery TEHIHIHEESS
Aluminum or Metal Mold Materials 8E( it £ /&
&7

Alternative to Blow Molding in Some Applications

TR LR FR7S T AT AR IR 2B B EY

Air Pressure

Air
Pressure
Through
Needle

Hollow

ry
s
Rewd
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Classification: Internal Use
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sabia
THERMOFORMING METHODS — DRAPE FORMING ZBZEaEY

Non-Vacuum Drape Forming for High Optics or Texture Retention

ZEZESREHIES S mA R B RESTEAIERM Y
Sheet Temperature HRENNFGEE: 149~157°C

Time JI#AETE: Depends on sheet thickness (When sheet is pliable) SiRiIEEE X (Hi1E4R)

Sheet Size R~ Pre-trimmed, Same as finish part i), S&R&ZEHMFHERE

Tool i& Clamp %8

Mold {&E

Silicone Membrane or Felt
Fabric

RS skBta/ A

Lexan Sheet

Lexant®t?
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Classification: Internal Use

THERMOFORMING METHODS — DRAPE FORMING &5k EY

Circulating air oven

IS STEIRR

No. 21



Classification: Internal Use
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PART DESIGN F=f@igit

Thermoforming

As the sheet is formed, the
material continues to thins.

iR, ey, /| I
ARTES .I

e Thickness

EERE

Smallest Wall
Thickness E¥[EmiE

« Parts are typically designed to the thinnest wall section =Ri&i+—fREESR/\EEERRN

« Consistent wall thickness and minimizing localized thinning is critical #5#9BE:ELAR RETRGR /D
[EERRHEREE

* Unnecessary thick walls add significant cost A~ ERYEEESIENNRAS

No. 22



Classification: Internal Use

PART DESIGN F=RigiT

Mold ability 2B Structure 453

. . T —] >—£\ 2/ . . . S
Min radii £/ \EZRHR «  Designing in stiffness i&itRIE

. ) . Nuvd =7y k =+ . ‘O
Avoid complex surface transitions B2 S ZHFEmEL, - Avoiding stress concentration Ba K&
VAL RS

+  Webbing 5%
«  Avoiding molded in stress B SatEEERFE4 N

+  Avoid local thinning k&t EEREE

1:1 Ratio 1:6 Ratio

Optimum ratio, easy form  Very difficult to form, needs

=IELLH, SRE billow and plug assist
TRMERREY, BEEENSBIIEEE
HEENpLE

> | ¢
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MOLD DESIGN #&Eigit

Mold Materials
Prototyping 3THEER Production Tooling 4EF=EE

(low cost, short life span, low dimensional stability, (higher cost, long life, high dimensional stability,

no cooling pAME, FRREMRE, RIREMERE, temperature control BAE, FRAERK, RIRA

TIRENRSE) S, BEERR)

+  Wood A% «  Metapor %&i8#4#— high end material for high

«  MDF (medium density fibreboard) SR 4R aesthetic finish demands. Porous material = mold

« Polyurethane BB&HE — Easy to shape and available surface acts as a vacuum channel. Cooling difficult
in large blocks, meaning less bonding lines. due to porosity. Bonding lines on large tools.

«  Ceramic (plaster) or Epoxy (composite) fBi& (BE) -+ Aluminum £8 — chosen for high quality aesthetic

ZIAERIIE (84F) - better surface finish and longer finish. Can incorporate slides for undercuts. Excellent
life. Moderate cost and low lead time. durability. Full cooling capability = fast cycle times with

« 3D Printed Ultem 3D¥JEPEBERIFRE — porous so n high dimensional stability. Higher costs, lead times,
vacuum holes needed, same day lead times. and more expensive tool mold cost.

Cost Comparison pgAIFEL: a 50*50*10cm part — cost of an MDF tool = ‘1, then PU ~ ‘3’, 3D

printed Ultem ~ ‘4’, epoxy ~ ‘5’, Metapor and Aluminum ~ ‘7’.

No. 24



Classification: Internal Use
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MOLD DESIGN #&EEi&it
Tool Selection {EE1%#E

> Preferred for higher aesthetic surface requirements

. Male 28 /\ W
> One or more raised elements 182/ N Y#S RN

ERTREEWERI M

> More thickness at the top JREZREZE 2 male female
> 1to 1 draw ratio preferred. 1 to 5° draft minimum Z&i}1: 1h{#LY, S/vkiEfE1~5°
- Female B8

> Increased wall thickness around the edges 1AL MEE[EIEN
» Outside surface can have tighter tolerances, feature replication and texturing will be more

accurate SMREINZEA LAT=AEIES], SIS HIFIEBRIISES
> 4to 1 draw ratio (width 4x height), 0 to 1° draft minimum Hi{#tb4: 1, 0~ 1°G/MEIERA
« Multiple Part Tool ASIEE
> Female version — cavities can be placed closer together 18404, FEEEZ AT LMRSER

> Male version — cavities should be 1.5x height or more from each other MRES, [RiEZBIEEZE

D ERREERNLE

No. 25



Classification: Internal Use _4|7| L|_|_|
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MOLD DESIGN #Ei&it

« Shrinkage 4gt&:
» To allow for post forming sharinkage, 0.6~0.7% should be added to all dimensions with a
heated mold of 120°C A *MERIERRIR T4, RI%EREIRITATE EiZ000.6 ~ 0.8%HI
HRIRE,
« Vacuum Holes E=FHl,:
> To avoid marks on the moulding, 0.5~0.75mm diameter holds are recommended. 9% E
ST KERMRAEEER INHESRIE, EEFETFLEE/90.5~0.7mm.
- Mold Surface Finish {REZREHMYS
> Not highly polished on Age=EHYE
> Large flat surface RAJBEIRITAEFRRFE

—> -— 0 05-0.75 mm

Mauld

—

Bose Plate Spacing
Washers

No. 26



Classification: Internal Use

MOLD DESIGN =Eig1T

Male tool 234

10 to 5o

Female tool FH&

Typical draft angles BEIpARIE£S:

male tool 2% 1°to 5 (average ~4O)

female tool F1&: 0 to 2 (usual 0.5-1°)

No. 27



Classification: Internal Use

MOLD DESIGN & Eigit

Recommended radii for tools:

HEMREmMERE .

Inside radius Nf%: 0.8 h,
Outside radius 4+%: 4 h,

No. 28



Classification: Internal Use
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MOLD DESIGN #&Eigit

Recommended radii for tools:

HFMREMRLE

Minimum relative radius R > h,
B/IMEXTEER > h,
Recommended easy-to-form relative radius: R =4 h,

W SR AT EE R = 4 h,

No. 29
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Classification: Internal Use

HOT LINE BENDING #ESpiFY

Sl

sabia

EREAHEZR
A ¥z

~~_ Lexan f#1

JEG I [ E HE SR
e Al iE

Application of heat to the bending zone to
enable bending of thicker sheet and acute
angles TR ST XKIEZAMTRILASSIFRIENR
HHTINL, mERTLARELH EERRTITE.
Single or dual sided heating radiation heaters
e.g. electrical resistance heaters BRI EIN
g, WEEEINARE

Polycarbonate: 155-165°C PCHRIIFZE155-
165°C

Bending can be done with protective masking
attached to sheet fERAVES R A PHRFARIFIRA]
RIER BRI RE

No. 31



Classification: Internal Use

COLD CURVING A& EY

Lexan Exell D Uncoated Lexan
Min. Radius Products Min. Rad.
(i) (mm)

Sheet Thickness

(mm)

15 - 150
2.0 350 200
3.0 525 300
4.0 700 400
5.0 875 500
6.0 1050 600
8.0 1400 800
95
12
Minimum Curve Radius: .
/N ESHEREEER
_ AL =S, Margard I_Fi}.':aRI;))((':jFLGSXT'
Uncoated PC: 100x sheet thickness B, £00
Exell D: 175x sheet thickness 3 900
1-sided FMR:  300x sheet thickness P 1200
5 1500
6 1800
8 2400
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Classification: Internal Use _‘.:‘ Lu_|
sadbia
COLD LINE BENDING ;£ hE!

« Permanent plastic deformation 7K A 1A ZBMHHZZS

« Restricted to max 90° FfE&A90°

« Stresses along bend will reduce ductility Z37 /5 BN ST SREEHREEY
SEFEE

« Recommendations #EiX:
- Sharp tool edges {FHRN T EiASNEF]
- Allow 1-2 days relaxation after bending IrZ S5 1 ~ 2RAYFASHAT 8]
- Do not bend backwards during installation TEZ2ER A Bt E B R/ INSITRE
- Perform bending quickly to obtain the best results JJIAZIEIFRIBER, ZHTERIERNL
RIRAERESTAY,

- Bending textured sheets only with textured surface in compression T4 AR
MRS SR =2 4880

- Some overbending will be needed to obtain desired angle (due to stress

relaxation) EZHEAED LEENS, MXEFRFHRE, FEEHMTIEINT

<

GHEXNE.‘ Groove Radllus Angle knife Penetration Hold time  Direction Angle :.ifter Angle after Cracks
width angle knife ) depth ) weblexs) bending 24h tyessino)
(mm) o) (mm) (mm) (0) )

4 500 16 30 1 28 10.75 4 webfextr 82.5 88.5 no

5 1000 24 30 25 30 18 4 webfextr 855 a15 no

8 500 30 40 2.5 30 17 0 web® 84.5 90.5 no

12 1000 40 40 25 30 2393 4 web* 84 90 no

15 web* ‘

No. 33
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Classification: Internal Use

FABRICATING TECHNIQUES

Slide Router Saw

,%19&\ B i

3

Router Saw —
e

=— Saw Trim
#t]




Classification: Internal Use

“bin
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CUTTING & SAWING f&t]]

© e N o gk w b=

—
=

Lexan #4411 T
ZmERSY

TERVIRT PR R T 71 b T R B TAERS

ZIPEITA= 2 P2 4T ¥

EVIRIIN T AT, MEEEDT] EATTEIRERI M3, 358 M RAE I TARH AT %5
HUUE MR, IR NI A R E S U HI TR R

RO AR Tk f2 P i R G 4 A TR FRVGES, Prksan;

FE VIS N fR Bt _E A BRAP IR, LA Ak B A 1 45

A H V) 3 BE R 5

Fe FH FE 405 2 Uk B8 B b o 2 o 7= AR R 8 R 2k

B LexantiH N TFM, #TLLIRGEIEEE L,
RV TG, RO %)k 40 47 b 38 55 4
PAERE B BB O . XA AR R AR . —rialaile

AR S
T T e, 1
] & £ 20°-30° 200-300 7 e e

TIRAE o0-15° (o-Fe Eat sl Wk 200085
WHEH 1800-2400m/min - 600-1000m/min W@Z prra—
tiE 9-15mm 1.5-4mm oa
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Classification: Internal Use

MILLING &5l

Sl

sabia

5 PCHUM J2 FEFE SRR b LA, 1k 13,

IEf 38T

=i A AL o e e [ b R e ik
EEERASESHDMESYRMEE, RO L EEE;
& BB TAEARAS, DAHERE B8R0 B v bt T in T
FATEEHIIN TR, WA g R LR,

HrEREH S piag, HERERFHTOEMNITE.

e

B E R

ERMA 5100
T fE 0°-100

BEHI ¥ 100-500m/min

2 T) i 0.1-0.5mm/rev.

LR Rl TR
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Classification: Internal Use
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DRILLING $5%.
I I I| ,
1. FERHEUMPRETLZ AN, RERPEORHIEITE M A SE R AE E MR RS (RE) /;/ “$To_ RokeAngle5®
efERETEN ) |
2. LRk, L D
H |
3. HrEtk ERFEMEREFRERRYR l.’ O, '1'
|
4. Bk EFERENERRDE, REMTRHEZ I Z X5k P /f ;
5. R A BRI AR BB T R LR \;f !
if AT H K FLA R LA EE
=
f
Chisel edge =i T
Cutting ™ ;Jf"""
edges I
having -~
, _ Zero oke parallel to surface
B i — BT B — *— tobecut
s Point angle o parallel to

WIong ool ded anale) right way

& P T ) el Sk PR P

cutting edge

A A
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Classification: Internal Use
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DRILLING $5FL

6 Rt B A FURS 7 (A el 3k B T R it

7. FEEFLM THAEFESEEEETL, Lt MR R,

8. HWHESILTFEESFaF LIRS

9. TBER smiTa Rl

10.  BSERAYTLALAETLERAK

1. FLEYELF 2 b R A aR &2 sBRAT AU TLAE R, #0091 5~2f5 BT T, LI EME
B A4 BT A R T B R

12, LEWHAhsrEF2SMES, EEARAT1—1 5805

13, RHEMAMENEFTMT, HEHERER S S5 )k,

14,  FHILMTHERFESERETLAGHS:

15.  EEITETLATAS LR EEyER.

"

SLAHEM A TEE (REEED

LIEEEIR: S6
LER didirevimin  #EE5E Emm/min
3 1750 125
6 1500 100 i
9 1000 75 Ect L S
12 650 50 : " |
18 350 25 p 30 0
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Classification: Internal Use
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sdbic
MISCELLANEOUS FABRICATING TECHNIQUES EftBjn LA
AFINEFIIN L exan SRRESERIRAZRIEL M SEBIRIHE A
Shearing 551]]
_ \ S EIRYER
Punching ;4&;
YIENNGRERE
Tapping HHRZY . i
YIEIAN BRI
Laser Cutting EOEIE) FE IR IR AR S
Water Jet Cutting BEiE/KFIE . e

IR BIRIIR =
VNG R EES TR
TIENRER

REINEE

)4

oR

K3
i

No. 40
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Classification: Internal Use

CHEMICAL RESISTANCE it 14

ﬁ,lLl_u

LEXAN™MiRFZTIE A 1R

ST e =AU
L1 i W FE R FE 2R A
i i H AR
S {RIRAE M T el 852, MR EEANE R S 2U8 A
iy 2
Al iR S 51 IR AR
fE s FEEW, LFEn
7 RS T, BRI 5

lﬁ 1"|:l ljﬁfﬁiﬁfa%iku

im A RE IR IR A, (EamBiE 2 KK
AL =4 38E 4 ik

[EES gl ZlEs dh, iR
C ke (RN T 26 P AT, i BN 5 4
7IM i AR ) R AR
H AR AR A R R AR R, BT EEA
FAETE, Mg 2 7R
SRS & A, BN e
EES o | e I 27 g AN B o AR
=30 | 80°C, WA
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Classification: Internal Use

CHEMICAL RESISTANCE it 14

_‘|7|L|_u

LEXAN™ MARGARD™ {52 14 mlizt

T RHIEE LEXAN MARGARD" MRSE
HH W/S 0K
] el S 0K
H 3L 7 3L R S 0K
LA b W/S 0K
g (95—97%) 0K 0K
HAFEEE (32%) 0K 0K
FHK (25%) 0K 0K
B (Sikkensl- W/S OK
2-3)
5l (ESSO) W/S 0K
Leih (ESSO) 0K 0K
R C OK 0K
3k h 5 R OK OK
W= =1k
S=FH T

No. 43



Classification: Internal Use

Sl
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PAINTING ;ﬁ%

RERLTESIN
ERER RIS EE FUESSNIRMREH TESE, LBRERE
EREXEERRIRRIRIIRA I TIE SR ILE
e PRI RIS RIRENIS ERRIREE
EFESRETAEERERERETRENSERET
EEEREESERPERTRES
RASENSSRIBEESIETINREREER
(e FIHEFRIIN TANEED TS AT R R R EH THUEEC

If

> WRFHSRNBERE, §&aFRFHRRES.
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Classification: Internal Use

Sl
sabia
SCREEN PRINTING ZZxJEDS
2 MIENRIRYES IR
(VEAEENRIT A RBFRRER
FEASHERAERAHRA
AERSERRERERSR B R LEDEER
AEICHBRHRIGI AR PR, —PK, FERIBRE. REZERSEMRXL
H R
TEENRIBI BB R s ik An Es e, Bk iRt R E
(EFR R R e BRI SR
EFEHE AT SN S SEIRFIEN

> ZRMENRIFAESTFEIRLEXANMT MARGARDMT MR5E, FMRSXTHIMRAS3, XSERmfE{L RS /Y
LEXANMT MARGARDMTF= gy, RJLATEIERE(CREHITEDR.
> MMENRIAEMBIDE, 5E5i8iM=EMNE,
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Classification: Internal Use

BONDING #hzE

ﬁ,lLl_u

BTk
i A58 LEXAN tRH #1 HE Y 7
M L@, YR, B 3M
M g 3M
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EEM Wy, 2R, K Henkel ({¥ )
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rEfE LEXAN JCi& 24, LEXAN Exell D, LEXAN | GE Baver Silicones
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Classification: Internal Use
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4 Packaging

(in-line lamination 7E
% system EZEARHK) Saw/cutting Stacking
Resin®, (QA system el
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/ Winding 485
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Masking
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Roll stack/
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