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High Transparency Resin
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*Product introduction F= &4~

High transparency resin is a high-precision 3D printing UV curable resin with high transparency
and low yellowing. This resin has the properties of low shrinkage / high penetration / low
yellowing. Suit for customized proofing and small batch production of headphones shell, lighting
and high transparency samples. =REM R 2 mEW . KRR SR EE 3D 4T HDGEHR S,
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*Resin property g4
Pre-cure [E4bHT(HA):

Measurement Test method Value
T H W7 W EE
Viscosity f4iJE, cps (@25°C) ASTM D 2196 500
Density &, g/lcm?® (@25°C) ASTM D 792 1.05-1.10
Post-cure [f44 5 ([ 25)
Measurement Test method Value
AT H N AWARFS WA
Hardness fi# &, Shore D ASTM D 2240 80-85
Flexural modulus %5 #li % &, Mpa ASTM D 790 1500-2000
Flexural strength %5 iff 5, Mpa ASTM D 790 80--100
Tensile modulus $ % &, Mpa ASTM D 638 600-1000
Tensile strength 37 {155, Mpa ASTM D 638 40-65
Elongation at break W% it % % ASTM D 638 10-18
Impact strength,notched Izod, J/m ASTM D 256 40-50
Bf [ ok i E
Heat deflection temperature, C ASTM D648 @66PS! 60-80
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*Parameter suggestion S
Equipme/r:t Thickness Beispeols?;zr NZ:EZISLII?ZH Lift speed
R = st | e | TP
DJ-89 0.05-0.1 mm 30-50 s 3.0-4.5s 1-8 mm/s
DJ-89Plus 0.05-0.1 mm 30-50's 3.0-4.5s 1-10 mm/s
Halot One 0.05-0.1 mm 20-40 s 4.0-5.5s 1-3 mm/s
Halot Sky 0.05-0.1 mm 30-50 s 3.045s 1-8 mm/s
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Halot Mage 0.05-0.1 mm 30-50 s 2.5-35s 1-3 mm/s
Photon Mono M5s 0.05-0.1 mm 30-50 s 3.0-4.5s 1-10 mm/s
Saturn 3 Ultra 0.05-0.1 mm 30-50 s 3.0-4.5s 1-10 mm/s

*Post-Processing Procedure and Note )543 55 %:

1. The print model should be cleaned with absolute ethanol/isoprpanol and can be cleaned with a
low-frequency ultrasonic cleaner. If high-frequency and high-power ultrasonic cleaning is used for
the model, it may cause certain damage to the surface of the model; 55 B F] H To/K B 8 7 A
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2. Thoroughly blow the model dry with a hair dryer or the like; FIS BRI KUMLES B2 & 1
o

3. It is recommended to remove the support for model with supports first, and then post-cure
treatment. If you remove the supports after it’s been post-cured , it will easily cause damage to the
contact surface of the support point; Ji& [l 44 Fif Sa 8 B A 73 SC8¥, 17 )5 W46 58 15 3647405 5
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4. For some occasions where certain toughness is required, you can choose to cure with UV lamp
for 5 minutes. The printed parts should be kept in a cool dry place. HRH:5%E H F) Ja &4k 18 FE X B
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*Safety Precautions ZEVF:EHIN:

1)Eye Contact: Immediately flush with plenty of clean water (under eye lids) for at least 20
minutes. Hold eyelids apart to ensure flushing. Washing within one minute of contact is essential
to achieve maximum effectiveness. Seek medical attention immediately. #[1HE & AN 1E £ fi 21 4%
Jig, VESLENANEKIEYE, GV iy A& 1 L R =

2)Skin Contact: Remove contaminated clothing and rinse contact area thoroughly with soap and
water. U1ANECRE S B AW 3L R TE e DUIE 2 58 /KSR BE I 5 R

3)3D resin is not approved for use with food, drink, or medical application on the human body. %
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4)For additional information please see the Material Safety Data Sheet. 151555 % 44
k.

*Storage 77 2:

Below 25 C cold storage for 18 months, sensitive to visible light, general illumination visible
light will initiate polymerization reaction. M JJE7E 25 “C4&M4 N BEGMEA ORI 18 N H, X
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