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Tired of constant bucket elevator maintenance problems?

You don't have to fight bucket corrosion, pull out, poor dumping and unscheduled downtime any longer. By
installing Cast Nylon elevator buckets from Cast Nylons Ltd., maintenance personnel in tough environments
such as foundries, glass plants, mines and others are increasing productivity and cutting maintenance costs.
Although priced competitively with malleable iron, Cast Nylon buckets offer significantly improved
performance and increased reliability.

Features Benefits
- Wear Resistant - Increased Bucket Life
» Clean Dumping - Eliminates Build-up
- Lightweight - Minimized Belt / Chain Wear
- Durable - Less Downtime
- Efficient - Higher Carrying Capacity

Cast Nylon Buckets are tough!
With a sheer strength of 6,800 psi, tensile strength of 10,200 psi and a flexural strength of 13,200 psi Cast
Nylon buckets offer all the strength required to run heavy duty conveying with a minimum of maintenance.

More than just tough!

Cast Nylon buckets offer a natural, built-in lubrication that allows them to dump clean. No material build up,
no excess weight. Belt/chain wear and motor drag decreases while efficiency increases. Thereby raising the
capacity of the entire elevator system.

Heat a factor?
Cast Nylon buckets can still do the job. Use them in continuous use temperatures up to 300°F.

Cast Nylon Buckets resist wear!
The unique properties of CNL Cast Nylon buckets make them highly suitable for most abrasive applications.

Cast Nylon Buckets are lightweight!
Power savings e Increased bearing life « Increased drive component life « Reduced belt stretch
Increased belt / chain life e Increased system capacity « Lower centrifugal force at higher speeds

Cast Nylon Buckets are clean dumping!
Eliminates dead weight e Increases system capacity ¢ Improves production reliability

Cast Nylon Buckets offer system safety!
With CNL Cast Nylon Buckets’ shear pin design, buckets will break away in case of a jam, eliminating
possible damage to belt or chain.

Cast Nylon Buckets offer superior corrosion resistance!

The superior corrosion resistance properties of Cast Nylon buckets insure the inside of the bucket remains
smooth, allowing for cleaner dumping and increased service life.
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Cast Nylon
Continuous Style Elevator Bucket

Buckets discharge continuously by dumping materials
over the front of the preceding bucket which acts as a
discharge chute.

Cast Nylon
Style AA Centrifugal Discharge Bucket

Cast Nylon
Style AC Centrifugal Discharge Bucket

The high front of this bucket design increases capacity
while the hooded back allows for close bucket spacing.

Improved design provides for rapid, thorough discharge
of cement and other dry, free flowing materials.
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CASTNYLONS

APPLICATION HISTORIES

FOUNDRY SAND

Installations of Cast Nylon buckets have taken place in most of the major automotive foundries in the United States and
Canada. Following these successes, thousands of buckets are now in service in large and small foundries and proving the
outstanding benefits of this product on a daily basis.

Foundries are using Cast Nylon buckets in both wet and dry systems including hot shakeout sand up to 3000°F. In addition
to the lightweight and superior wear and corrosion resistance characteristics, the insulating properties of Cast Nylon buckets
play an important part in lengthening belt life on hot shakeout sand. Where heat transfer from malleable iron buckets to the
belt has always been a factor in poor belt life, the Cast Nylon bucket greatly reduces rubber belt degradation due to heat

transfer.

e FOUNDRY SAND

(0]

A leading producer of malleable iron buckets was convinced to try Cast Nylon buckets in the foundry where
serious build-up was present with iron buckets. Having previously experimented with coating malleable
buckets with Teflon and being unsuccessful because the Teflon wore too easily, Cast Nylon buckets were
tested.

RESULTS: Cast Nylon buckets have now been in use for many years and are proving to be clean dumping
and excellent in abrasion resistance. Using Cast Nylon buckets, this producer of malleable buckets is helping
to improve production rates and, in turn, reduce production costs.

e FOUNDRY SAND

(o}

In several large aluminum foundries, polyethylene buckets were used to haul sand in hope of finding a
lighter, wear resistant bucket. The polyethylene buckets were found to be extremely poor in wear resistance
and service life.

RESULTS: Cast Nylon buckets were tested for the same reasons and the opposite was found to be true.
Weight savings were considerable, dumping was much cleaner and bucket life span was greatly increased.

STONE, CLAY, GLASS PRODUCTS AND MINERALS

CLAY

e BRICK AND TILE PLANTS

(0]

In this operation clay is ground and screened and the residue gathered by elevator buckets for further re-
finement and use. A three-month test was performed comparing Cast Nylon buckets with steel buckets.

RESULTS: Upon completion of the test, it was found that the steel buckets were worn to a sharp point. No
wear was evident on Cast Nylon buckets. Steel buckets also tended to retain most of the clay mixture, par-
ticularly during damp and cold weather. Cast Nylon buckets dumped completely clean during similar opera-
tions. Cast Nylon buckets have now replaced all steel buckets in this operation.

e REFRACTORY CLAY

(0]

Traditionally, metal buckets were used to handle clay, which contained aluminum. One serious problem,
which resulted, though, was that metal buckets had to be cleaned at least twice per shift.

RESULTS: With the introduction of Cast Nylon buckets, the system did not require periodic cleaning. Cast
Nylon buckets were used throughout January and February without once requiring dumping or cleaning. Not
only did Cast Nylon buckets save time, they also helped to reduce contamination.
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CLAY AND BRICK GROG

(0]

In brick plants, metal buckets were traditionally used to handle fine chunks of clay and to move broken
pieces of brick or "grog". With metal buckets, the fine pieces of clay continuously posed a serious build-
up problem. With the grog, serious abrasion quickly reduced the metal buckets.

RESULTS: With Cast Nylon buckets, grog wear on buckets is almost negligible. With the fine chunks of
clay, dumping was considerably cleaner.

FIRE CLAY AND SHELL

In the manufacture of clay sewer pipes, buckets are used to carry wet scrap clay (fire clay and shell).
Metal buckets posed several problems. They were too heavy, taxing the system seriously; they were
short-lived and dumping was inferior.

RESULTS: Cast Nylon provided the decreased weight which maintenance people were primarily
concerned about. Additionally, dumping was cleaner and bucket life increased substantially.

GLASS BATCH

After repeated problems with iron contamination from iron buckets, customer looked for a non-
contaminating bucket that was also lighter weight and had superior wear resistance characteristics.
Other "Plastic" buckets were tested but proved to be inadequate.

RESULTS: Tests with Cast Nylon buckets have been so successful that they are now a standard item in
this particular operation. Reasons given most often are the lightweight, abrasion resistance and
elimination of iron contamination.

SILICA SAND

(0]

SILICA

(0]

Steel buckets were traditionally used at sand plants to carry both wet and dry silica sand. Abrasion re-
sistance was not sufficient with steel buckets and the iron content also resulted in iron contamination.
Cast Nylon buckets were tested as possible alternatives.

RESULTS: Cast Nylon buckets substantially reduced overall weight and were very abrasion resistant.
Iron contamination was completely eliminated.

In other operations, various buckets were tested for still another reason. In northern locations, they
wanted buckets that could discharge clean in cold, wet months. Although Cast Nylon buckets are made
for temperatures between 20° and 300°F., they were tested at near-zero temperatures.

RESULTS: The Cast Nylon buckets held up very well in adverse climate conditions, dumped very clean
and provided an important decrease in weight.

COAL AND COKE
STOKER COAL

(0]

Coal is moved to furnaces with elevator buckets. With serious problems from fabricated steel buckets
(22" x 8" x 8¥2" continuous style) hang-up was common when wet coal and sulphur combined with
moisture resulting in acid chemically attacking steel buckets and deteriorating the bottoms.

RESULTS: 18" x 8" x 8%" centrifugal buckets were evaluated. The different styled Cast Nylon buckets
performed extremely well and gave outstanding discharge even at speeds of 105 ft./min. The Cast
Nylon buckets dumped clean, the effective system capacity was increased on a single chain system, and
the weight reduction (over a ton) reduced maintenance problems.
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e COAL HANDLING

(o}

Several leading coal companies tested BCN buckets in carrying West Kentucky # 11 coal because malle-
able buckets continually "plugged-up"” and were quite heavy. (Maximum size = %4")

RESULTS: After using Cast Nylon buckets, it was found that they did not "plug- up" and that the system
payload was substantially increased. Companies were so pleased with results that tests are now being
conducted on abrasion resistance to coke material.

e PETROLEUM COKE

(o}

Iron buckets have traditionally been used on belt systems handling petroleum coke. Unfortunately, the
iron buckets were also too heavy for efficient operations.

RESUL TS: Upon using the Cast Nylon buckets they were found to be quite superior to the iron. They
were cleaner dumping, more abrasion resistant and much lighter in weight. The Cast Nylon buckets are
much easier for to handle when mounting on belts. Cast Nylon buckets require less man-hours of main-
tenance time in installation and also substantially reduce maintenance costs.

ORE AND ROCK
e ASPHALT PLANT MATERIALS

(0]

In some asphalt plants, malleable buckets were used to convey cold aggregate consisting of gravel and
sand, being moved to the kiln. It was decided to test Cast Nylon buckets to help alleviate some of the
wear on the system.

RESULTS The Cast Nylon buckets performed extremely well with only a minimum of wear. Weight re-
duction was considerable over the entire elevator system.

e LIMESTONE HANDLING

(0]

Iron buckets have traditionally been used at limestone quarries to handle # 6 mesh Dolomite. Wear
characteristics have not been acceptable so several tests were made using Cast Nylon buckets. ,

RESULTS: After almost six months of testing, maintenance crews reported that wear was minimal and
weight reduction considerable. The buckets are used on a single chain system with K-2 punching.

e GYPSUM ORE

[0}

At marine terminals, malleable buckets were used to handle gypsum ore, a hydrous calcium sulphate,
which at times builds up to considerable solids and 20% to 75% fines. Malleable buckets were too
heavy so Cast Nylon buckets were tested.

RESULTS: The Cast Nylon buckets worked so well that all malleable bucket lines carrying gypsum were
converted to Cast Nylon buckets. Reduction of weight and the superior wear resistance were cited as
reasons for the change.

e ROCK AND COPPER ORE UNDER 5/8"”

(0]

Rock and copper ore wore steel and iron buckets considerably and bucket corrosion was also a problem.
Due to the size of the iron buckets, weight was a problem in the copper plant. .

RESULTS: The Cast Nylon buckets tested resisted abrasive wear much better than the iron or steel and
completely solved the corrosion problem. In the case of the copper processes the problem of belt
stretch was eliminated by the use of lightweight Cast Nylon buckets.
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e SAND/CEMENT MIX
o In concrete pipe plants, Cast Nylon buckets have been used to reduce acute build-up commonly found

in metal buckets and to reduce weight on chain systems. Six percent moisture in sand cement mix pro-
duces serious sticking problem in both metal and other "plastic" alternatives.

RESULTS: Cast Nylon buckets produced an 80% reduction in weight and were much cleaner dumping.
Motor overloading and sprocket/pin wear on the chain was substantially reduced.

e LIGHTWEIGHT/HEAVYWEIGHT CONCRETE
o In several large plants concerned mainly with the manufacturing of light and heavyweight concrete and

aggregate blocks, maintenance people had used metal or steel but found that none were satisfactory.
With steel or malleable buckets, gumming is very serious. Wear is serious after one year and heavy
weight of buckets means increased maintenance costs.

RESULTS: With Cast Nylon buckets, maintenance of motors, head shafts, and other operating compo-
nents was substantially reduced. After almost six months of operation, BCN buckets showed absolutely
no signs of wear.

CEMENT

e BLAST FURNACE SLAG
e In several cement plants, manganese buckets were used to carry ground blast furnace slag, which is
heavily abrasive. In most cases, wear was severe and bucket-life was very limited.

RESULTS: Wear was reduced substantially and bucket life increased by 3x.

e DRY CEMENT POWDER
e Some cement companies had no serious problems with steel or iron buckets in handling dry cement
powder. After a trial period, though, Cast Nylon buckets proved to be superior.

RESULTS: Although dry cement powder posed no problem with build-up the weight reduction was so
significant that maintenance personnel have completely replaced all buckets with Cast Nylon. Cast Nylon
completely reduced power required to drive motors and also reduced wear on the system.

e ROCK, SAND, REDI-MIX CONCRETE
0 Many redi-mix concrete companies had always used iron buckets even though they were heavy and not
clean dumping.
RESULTS: After switching to Cast Nylon buckets, companies now report outstanding results; much
cleaner dumping, lighter weight, and substantially increased longevity.

e STOKER-SIZE COAL FEED
0 Some Portland cement companies had always used 22" x 8" x 11 5/8" continuous-style fabricated steel
buckets to elevate coal feed to kiln furnaces. Problems experienced using metal buckets were poor dis-
charge, and acid attack.

RESULTS: Cast Nylon buckets were extremely durable, much lighter in weight and much cleaner dump-
ing. Acid attack and corrosive destruction of buckets was also eliminated.
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BUILDING MATERIALS

e FINE SAND HANDLING
o0 Numerous building materials firms used malleable buckets to carry a fine sand mix, which was usually

damp. With increased moisture, build-up was an extremely serious problem. Buckets were usually half-
filled with sand and continuously broke off from 7 or 8-ply belts.

RESULTS: With Cast Nylon buckets, the system was changed to a two-ply nylon belt. Build-up problems
were completely eliminated, buckets ceased to break off and maintenance was substantially reduced.

e SAND, STONE, LIME
0 Block manufacturers had previously used aluminum buckets to carry sand, stone and lime. Problems

continuously present were poor dumping and poor resistance to wear.

RESULTS; With the Cast Nylon buckets, wear resistance was substantially increased. Cast Nylon buckets
proved to be superior to aluminum alternatives in dumping characteristics.

e SAND AND GRAVEL

(o}

Fabricated sheet steel buckets were used at this yard. Build-up was an extremely serious problem,
limiting production capacity and causing serious belt stretch related problems.

RESULTS: Cast Nylon buckets have proven the solution to build up and belt stretch issues.

SALT PRODUCTS AND RAW SUGAR
* ROUGH SALT MIXTURE

[0}

Stainless steel buckets have been traditionally used to handle rough salt mixtures ranging in size from
powder to ¥4". Build up has always been a serious problem in such operations and stainless buckets
continually came loose because of system vibrations.

RESULTS: With Cast Nylon buckets, lock washers hold buckets securely in place. For a period of over six
months, not one bucket came loose from the chain system. Additionally, weight reduction with Cast Ny-
lon buckets was substantial enough to eliminate most strain on chains. Build up of salt, a common prob-
lem with steel buckets, was completely eliminated with Cast Nylon buckets.

e RAW SUGAR

[0}

FEEDS

Various types of metal buckets have been the standard for many years. Poor dumping and excessive
weight have been a constant source of operating inefficiencies.

RESULTS: Several sugar processors have now switched to Cast Nylon buckets. Dramatic weight savings
have taken place. Clean dumping and absence of contaminating corrosion have led to a dramatic in-
crease in operating efficiencies.

e HOG FEED PELLETS

[0}

In some Midwest feed companies, aluminum and steel buckets were used to elevate a composite mix-
ture of hog feed consisting of 80 percent grain, molasses, vitamins and assorted ground meats. Pellets
of this mixture are extremely hot and neither aluminum nor steel was adequate to combat the serious
corrosive properties of the mixture.

RESULTS: With the introduction of the Cast Nylon buckets, wear and corrosion disappeared. Cast Nylon
buckets last much longer and are much lighter.
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e FEED GRAIN MIXTURE
o0 Metal buckets had historically been used to handle a mixture of feed grains. Free discharge, though,

was not apparent.

RESULTS: When Cast Nylon buckets were substituted, discharge was substantially improved, weight
was substantially reduced, resulting in increased system efficiency and reduced maintenance costs.

CORN AND CORN COBS

e WHOLE AND GROUND CORN COBS
e Iron buckets are used in some cereal mills to transfer corncobs to silos prior to and after the grinding
process. Foreign residue from the fields accumulates in the buckets and is not easily dumped. In
addition, an acidic moisture is released from the cob after grinding which corrodes the iron buckets.

RESULTS: Dumping was substantially improved and corrosion issues eliminated using the Cast Nylon
buckets. Rough cobs have no detrimental affect on Cast Nylon buckets. Cast Nylon buckets are now
recommended for the process.

GRAIN AND HOPS
e BREWERY HOPS

0 Spent hops stick to steel and malleable iron buckets resulting in poor dumping.

RESULTS: Dumping was substantially improved and material delivery increased with Cast Nylon buckets.

e DISTILLERY GRAIN
o0 significant dumping problems was occurring with metal buckets in several southern breweries’ grain

handling process.

RESULTS: Efficiency of dumping improved substantially with Cast Nylon buckets.

e WET GRAIN
o0 Cereal mills used fabricated steel buckets on high-speed elevators to handle abrasive, usually wet, raw

grain. A serious problem with metal buckets has been inadequate grain release properties.

RESULTS: A significant improvement in grain release was noted after switching to Cast Nylon buckets.
In spite of higher initial cost, Cast Nylon buckets have proven more economical based on improved dis-
charge and superior wear resistance.

BEANS

e CASTOR OIL BEANS
o0 Steel buckets were traditionally used to carry fresh castor beans. But the sticky bean residue caused se-

rious cleaning problems. Bucket weight was also an issue.

RESULTS: Cast Nylon buckets proved much easier to clean. Weight savings were substantial reducing
motor weatr.

e SOY BEANS

e Steel buckets suffered from rapid abrasive wear resulting in excessive change over costs.

RESULTS: Cast Nylon buckets have minimized problems of belt stretch and are out wearing steel x2.
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Cast Nylon buckets on a 108 bucket
wet sand system show no appreciable
wear after four months of service.

Cast Nylon buckets continue to
dump clean and are not visibly
worn after four months service on
a dry sand system.

Build-up is substantial in cast iron
buckets which show heavy wear,
pull-out and belt damage after one
year.

¥ Cast Nylon |

| Page 12



ASTNYL( NS

LIMITED:

Comparable wear of Cast Nylon bucket, left, and malleable iron bucket,
right, after 27 months service on a foundry’s return sand elevator.

Malleable Iron

Lightweight Cast Nylon buckets are outwearing malleable iron buckets and
reducing belt load by 2,210 Ibs. on a 170 bucket return sand elevator.

Pull-out was a common problem when
malleable buckets were used in this
foundry. At right is a typical malleable
bucket ripped out by tramp iron.
(Note: corner bolts still intact)

New Cast Nylon bucket punched for
application is at left.
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Cast Nylon buckets dump clean
on prepared sand elevators in
foundry applications.

Cast Nylon

Cast Nylon buckets are typically
self-cleaning while malle-
able iron buckets frequently
suffer from severe build-up re-
sulting in pull-out from the
belt.
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== cast Nylon .

The clean dumping characteristics of a Cast Nylon bucket (top)
versus a malleable iron bucket are clearly demonstrated on this
sand line. Note the heavy, virtually permanent, build up of sand
in the malleable iron bucket. Complete line replacement with
Cast Nylon buckets resulted in a significant reduction of belt
stretch related maintenance issues. Application is the middle ele-
vator leg of a high production redi-mix facility.

Another example of the difference in dumping
characteristics between a malleable iron bucket
(top) and a Cast Nylon bucket (bottom) on a
sand line in a redi-mix plant.
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CASTNYLONS

BUCKET STYLE AND MOUNTING INSTRUCTIONS

BUCKET STYLE

CNL Cast Nylon Elevator Buckets are designed and manufactured in a style AA and style AC configuration. This design
feature is not restrictive or limiting. They have been successfully substituted for malleable style A (Salem), M, AC and
style SC buckets. CNL Cast Nylon Elevator Buckets are also designed and manufactured in a Continuous Discharge con-
figuration. CNL's Continuous style design offers an increase in capacity over conventional designs now in use. Among
the features that accomplish this is a radius on the inside bottom which reduces the material build-up and "bridging"
common to buckets that have sharp edges at this point. CNL's design also has a "rounded" front that results in a
smoother, more gentle flow of materials. At the dumping stage, the bucket drops material on the rounded front of the

preceding bucket, which serves as a discharge chute.

MOUNTING / REMOVAL

Standard mounting procedures in use with malleable buckets on belt or chain have also been proven satisfactory for CNL
Cast Nylon buckets. When installing the bucket, a large flat washer can be used directly against the back to prevent the
lock washers from being tightened directly into the nylon. This over-tightening can cause a weakening of the back at the

bolt holes and result in premature failure.

CNL can provide standard or custom punching. The customer must provide a sketch or template if custom punching is
desired. For standard chain, specify chain and attachment number for proper punching. Blank buckets should be drilled

and never punched. The holes should be drilled 1/32" larger than the diameter of the mounting bolt.

For bucket removal, the use of bolt cutters is recommended. Since many customers use a torch to burn off bolts, it
should be noted that under certain conditions, nylon can burn. If using this method, proceed with caution. To save the

belt, burn off the nut inside bucket; to save the bucket, burn off head on backside of belt.

SEVERE DIGGING

Depending on severity of digging required, a malleable iron bucket style AA or AA-RB should be interspersed with the
nylon. One iron bucket for every 5th, 6th or 7th nylon bucket is the suggested ratio. Actual dimensions of iron buckets
vary from manufacturer to manufacturer. Make sure that the iron digger bucket extends beyond the nylon at least

1/16". If necessary, increase the iron bucket projection by placing washers or spacers behind the bucket.
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RECOMMENDED PROCEDURE FOR TRIAL ORDERS

The following procedure is recommended when testing CNL Cast Nylon elevator buckets against metal buckets on the

same elevator:

Mount CNL Cast Nylon buckets in a series of at least 6 buckets, rather than intersperse the Cast Nylon buckets among

the metal buckets already in use.

This procedure is recommended because CNL Cast Nylon buckets may have slightly larger dimensions than metal buck-
ets of the same "nominal"” size. This will cause the nylon bucket to do most of the digging and be subject to a higher

and disproportionate wear rate.

Mounting at least 6 CNL Cast Nylon buckets in a row will tend to make the lead one or two buckets do most of the dig-
ging and spare the remaining 4 or 5 Cast Nylon buckets in the series for regular functioning. Thus, wear on the 3rd, 4th,
5th and 6th CNL buckets can be compared more validly with wear on the metal buckets in service on the same elevator.

The results observed will be more indicative of the performance of an all CNL Cast Nylon bucket system.

This means, of course, that the installation of only one or two CNL Cast Nylon buckets on a belt or chain of metal buck-
ets will lessen the validity of test results with respect to wear rate. A higher wear rate may be expected if there is a

greater projection with the CNL Cast Nylon buckets.

Generally six Cast Nylon buckets in a row will not unbalance a system with a large number of buckets. However, if
weight balance is a problem, an equal number of Cast Nylon buckets may be mounted on the opposite side of the belt

or chain at 180° apart.
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CASTNYLONS

TEMPERATURE AND CHEMICAL RESISTANCE
TEMPERATURE RESISTANCE

CNL Cast Nylon has a much higher heat distortion temperature than conventional nylon (410°F versus 155°F), and can
therefore perform under load at high temperatures. It is operational up to 300°F and melts at 440°F. At very low tem-
peratures there is some loss of impact strength in Cast Nylon. However, good performance at temperatures well below

freezing has been realized. Our standard recommended operating temperature is 20°F to 300°F.
CHEMICAL RESISTANCE

CNL Cast Nylon ranks with the best in resistance to chemical attack. Cast Nylon products are inert to most organic
chemicals such as alcohols, ketones, aliphatic hydrocarbons and chlorinated solvents. They are also not affected by alka-
lis and most common inorganic chemicals. Cast Nylon products are softened by strong acids, phenols, strong oxidizing

agents, and some inorganic halides, but are not soluble in these chemicals.

The following chart provides ratings on relative chemical resistance of conventional nylon. The higher molecular weight

of CNL Cast Nylon can be expected to impart some improvement in these ratings.

For questions on chemical compatibility, please contact CNL Technical Sales or Engineering with information on the

media, concentration and temperature.
CHEMICAL RESISTANCE OF CAST NYLON

The attached table is a compilation of the resistance of CNL Cast Nylon to substances at various concentrations and
temperatures. Where the concentration of a substance is shown, the resistance classification is valid for that and lesser

concentrations.

The chemical resistance of plastics to particular substances very often depends on the temperature. Resistance may be
excellent at room temperature and be poor at elevated temperatures. For example, CNL Cast Nylon is resistant to con-
centrated solutions of potassium hydroxide at room temperature but is slowly attacked at 60°C. Generally, room tem-
perature classifications are valid up to 40°C (104°F).
RESISTANCE KEY

e G: Recommended for use. Good resistance, no long term affects.

o A: Recommended for use. Slight loss of properties, discoloration, or swelling after a long period of time.

¢ Q: Questionable resistance, confirm performance through testing.
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CHEMICAL TEMP°C CONC,% RATING CHEMICAL TEMP°C CONC,% RATING
ACETALDEHYDE 23 40 A BARIUM HYDROXIDE 23 100 G
ACETAMIDE 23 50 G BARIUM NITRATE 23 100 G
ACETICACID 100 2 G BARIUM SULFATE 23 15 G
ACETICACID - 100 10 P BARIUM SULFIDE 23 100 G
ACETICACID . 23 2 G BEER 23 100 G
ACETICACID 23 10 P BEET LIQUIDS 23 100 G
ACETICANHYDRIDE 23 100 P BENZALDEHYDE 23 100 P
ACETONE 23 100 G BENZALDEHYDE 23 0.3 G
ACETONITRILE 23 100 G BENZENE 23 100 G
ACETYL CHLORIDE 23 100 P BENZOICACID 23 100 P
ACETYLENE 23 100 G BENZYLALCOHOL 23 100 Q
ACRYLONITRILE 23 100 G BENZYL CHLORIDE 23 100 G
ALLYLALCOHCL 23 100 A BORAX 23 SAT G
ALLYLCHLORIDE 23 100 G BORICACID 23 10 A
ALUM 23 SAT A BRANDY 23 100 G
ALUMINUM CHLORIDE 23 10 G BROMINE 23 100 Q
ALUMINUM FLUORIDE 23 100 G BROMINE 23 10 Q
ALUMINUM HYDROXIDE 23 100 G BUTANE 23 100 G
ALUMINUM POTASSIUM SULPHATE 23 10 P BUTANOL 23 100 G
ALUMINUM SULFATE 50 10 G BUTTER 23 100 G
AMMONIA 23 10 G BUTTERMILK 23 100 G
AMMONIA 100 10 G BUTYLACETATE 23 100 G
AMMONIUMACETATE 23 100 G BUTYLENE 23 100 A
AMMONIUM CARBONATE 23 100 G BUTYLENE GLYCOL 23 100 G
AMMONIUM CHLORIDE 23 10 G BUTYRICACID 23 100 A
AMMONIUM CHLORIDE 23 37 G CALCIUM BISULFIDE 23 100 G
AMMONIUM FLUORIDE 23 100 G CALCIUM BISULFITE 50 100 G
AMMONIUMHYDROXIDE 23 40 G CALCIUM CARBONATE 23 100 G
AMMONIUM NITRATE 23 100 G CALCIUM CHLORIDE 23 SAT Q
AMMONIUM PERSULFATE 23 100 Q CALCIUM CHLORIDE 100 SAT P
AMMONIUM PHOSPHATE 23 100 G CALCIUM HYDROXIDE 50 100 G
AMMONIUM SULPHATE 28 100 G CALCIUM HYPOCHLORITE 23 100 Q
AMMONIUM SULPHIDE 23 100 G CALCIUM SULFATE 23 100 P
AMYLACETATE 23 100 G CAMPHOR 23 100 G
AMYLALCOHOL 23 100 G CARBON DISULFIDE 23 100 G
AMYL CHLORIDE 23 100 G CARBONTETRACHLORIDE - 23 100 G
ANILINE 23 100 P CARBONATED BEVERAGES 23 100 G
ANISEED OIL 23 100 G CASTOROIL 23 100 G
ANTIMONY TRICHLORIDE 23 10 P CATECHOL 23 100 P
AROCHLOR 1248 23 100 G CATSUP 23 100 G
ARSENICACID 23 100 G CAUSTIC POTASH 23 40 G
BAmUMCHLOWDE 23 15 G CAUSTIC SODA 23 40 G
BARIUM CHLORIDE 50 100 G CELLULOSEACETATE 23 100 G
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CHEMICAL TEMP°C CONC<% RATING CHEMICAL TEMP°C CONC,% RATING
CHLORICACID 23 10 Q ETHYL ETHER 23 100 G
CHLORINE 23 100 P ETHYLENE CHLORIDE 23 100 G
CHLORINE 23 5 Q ETHYLENE DIAMINE 23 100 G
CHLOROACETICACID 23 100 P ETHYLENE GLYCOL 23 85 G
CHLOROBENZENE 23 100 G ETHYLENE OXIDE 23 100 G
CHLOROBROMOMETHANE 23 100 A FERRIC CHLORIDE 23 5 G
CHLOROETHANOL 23 100 G FERRIC CHLORIDE 23 SAT P
CHLOROFORM 23 100 Q FERRIC CHLORIDE 100 5 P
- CHLOROLHYDRATE 23 AQ. P FERRIC NITRATE 23 100 G
CHLOROSULFONICACID 23 100 Q FERRIC SULFATE 23 100 G
CHOCOLATE SYRUP 23 100 G FERROUS CHLORIDE 23 100 A
CHROMEALUM 23 10 G FERROUS SULFATE 23 15 P
CHROMICACID 23 10 P FLUORINE 23 100 Q
CITRICACID 23 100 P FLUORSILICICACID 23 100 P
CITRICACID 23 10 G FLUROBORICACID 23 100 P
COCOA 23 100 G FORAMIDE 23 100 A
COCONUT OIL 23 100 G FORMALDEHYDE 23 30 G
COFFEE 23 100 G FORMICACID 23 10 P
COPPER CHLORIDE 23 100 G FREON 11 23 100 G
COPPER CYANIDE 23 100 G FREON 113 23 100 G
COPPER NITRATE 23 100 P FREON 12 23 100 G
COPPER SULFATE 23 SAT G FREON 22 23 100 G
COTTON SEED OIL 23 100 G FREONTF 23 100 P
CREAM 23 100 G FRUIT JUICES 23 100 G
CRESOL 23 100 F FURFUROL 23 100 A
CYCLOHEXANE 23 100 G GALLICACID 23 100 A
CYCLOHEXANOL 23 100 P GASOLINE 23 100 G
CYCLOHEXANONE 23 100 G GLUCOSE 23 100 G
DECALIN 23 100 G GLYCERINE 23 100 G
DEXTRIN 23 100 G HEPTANE 23 100 G
DIACETONEALCOHOL 23 100 G HEXANE 23 100 G
DIBUTYLPHTHALATE 23 100 G HEXYLALCOHOL 23 100 G
DICHLOROACETICACID 23 100 Q HOESERADDISH 23 100 G
DICHLOROETHYLENE 23 100 G HYDROBROMICACID 23 10 P
DIESEL QIL 28 100 G HYDROCHLORICACID 23 10 P
DIETHYLAMINE 23 100 G HYDROFLUORICACID 23 40 P
DIMETHYL FORMAMIDE 23 100 G HYDROGEN PEROXIDE 23 10 Q
DIOCTYLPHTHALATE 23 100 G HYDROGEN PEROXIDE 23 2 Q
DIOXANE 23 100 G HYDROGEN PEROXIDE 23 30 P
DIPHENYL ETHER 23 100 A HYDROGEN SULFIDE 23 5 G
ETHANOLAMINE 23 100 G INDIA INK 23 100 G
ETHYLACETATE 50 100 G IODINE 23 5 P
ETHYLALCOHOL 23 100 G IODOFORM 23 100 Q
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ASTNYLONS

CHEMICAL TEMP°C CONC,% RATING CHEMICAL TEMP°C CONC,% RATING
ISOBUTYL ALCOHOL 23 100 G MILK 23 100 G
ISOOCTANE 23 100 G MINERAL OIL 23 100 G
ISOPROPYLACETATAE 23 100 G MONOCHLOROACETICACID 23 10 P
ISOPROPYLALCOHOL 23 100 G MOTH BALLS 23 100 G
ISOPROPYL ETHER 23 100 G NAIL POLISH 23 100 G
JAM 23 100 G NAPHTHALENE 23 100 G
LACTICACID 23 50 Q NICKEL CHLORIDE 23 100 Q
LACTICACID 23 a0 P NICKEL SULFATE 23 100 G
LACTICACID 23 10 G NITRICACID 23 10 P
LANOLIN 23 100 G NITROBENZYENE 23 100 A
LEADACETATE 23 10 G NITROMETHANE 23 100 G
LEAD STEARATE 23 100 G OCTANE 23 100 G
LEAD SULFAMATE 23 100 A OCTYLALCOHOL 23 100 G
LEMON JUICE 23 100 A OIL OF LAVENDER 23 100 G
LINSEED OIL 23 100 G OIL OF PINE 23 100 G
LIQUERS 23 100 G OILOF TERPENTINE 23 100 G
MAGNESIUM CHLORIDE 23 10 G OLEICACID 23 100 G
MAGNESIUM HYDROXIDE 23 10 G OLIVEOIL 23 100 G
MAGNESIUM NITRATE 23 100 G OXALICACID 23 10 G
MAGNESIUM SULFATE 23 100 G OZONE 23 1PPM G
MALEICACID 23 100 A OZONE 23 100 Q
MALICACID 23 100 P PARAFIN OIL 23 100 G
MALONICACID 23 100 P PEANUT QIL 23 100 G
MANGANESE SULFATE 23 10 G PEPPERMINT OIL 23 100 G
MARGARINE 23 100 G PERCHLORICACID 23 10 P
MAYONISE 23 100 G PERCHLOROETHYLENE 23 100 G
MELAMINE 23 100 G PHENOL 23 100 P
MERCURIC CHLORIDE 23 SAT G PHENYL ETHYLALCOHOL 23 100 A
MERCURIC CYANIDE 23 100 G PHOSPHORICACID 23 10 P
MERCUROUS CHLORIDE 23 10 P PHTALICACID 23 100 A
MERCURY 23 100 G PICRICACID 23 100 Q
METHANOL 23 100 G PINEAPPLE JUICE 23 100 G
METHYLACETATE 50 100 G POTASSIUMACETATAE 100 50 G
METHYL BROMIDE 23 100 G POTASSIUM BICHROMATE 23 5 G
METHYL CEILLOSOLVE 23 100 Q POTASSIUM BROMIDE 23 10 G
METHYL CHLORIDE 23 100 G POTASSIUM CHLORATE 23 7 Q
METHYL ISOBUTYL KETONE 23 100 G POTASSIUM CHLORATE 23 5 A
METHYL ISOPROPYL KETONE 23 100 A POTASSIUM CHLORIDE 23 100 A
METHYL-DICHLOROACETATE 28 100 Q POTASSIUM CHROMATE 23 100 G
METHYL-MONOCHLOROACETATE 23 100 Q POTASSIUM CYANIDE 23 100 G
METHYLENE CHLORIDE 23 100 A POTASSIUM DICHROMATE 23 100 P
METHYLETHYLKETONE 23 100 G POTASSIUM FERROCYANIDE 23 30 G
METHYLGLYCOL 23 100 G POTASSIUM HYPOCHLORIDE 23 100 A
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CHEMICAL

POTASSIUM IODIDE
POTASSIUM NITRATE

POTASSIUM PERMANGANATE
POTASSIUM PERSULPHATE

POTASSIUM SULFATE

POTASSIUM-ALUMINUM SULFATE

PROPANE

PROPANOL
PROPYLACETATE
PYRIDINE
RESORCINOL
RICINUS OIL

ROSE OIL
SALICYLICACID
SILICONE OILS
SILVER NITRATE
SOAP
SODIUMACETATE
SODIUMACETATE
SODIUM BICHROMATE
SODIUMBISULFATE
SODIUM BISULPHITE
SODIUM BORATE
SODIUM BROMIDE
SODIUM CARBONATE
SODIUM CARBONATE
SODIUM CHLORATE
SODIUM CHLORIDE
SODIUM CHLORITE
SODIUM CHROMATE
SODIUM CYANIDE
SODIUM FLUORIDE
SODIUM HYDROSULFITE
SODIUM HYPOCHLORITE

SODIUM METAPHOSPHATE

SODIUM MONOSULPHIDE
SODIUMNITRATE
SODIUMNITRITE
SODIUM PERBORATE
SODIUM PERBORATE
SODIUM PHOSPHATE

SODIUM POLYPHOSPHATE

TEMP°C CONC,%

23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
100
23
23
23
23
23
100
23
23
23
23
23
23
23
23
23
23
23
23

23
23
23
23
23

10
10
1
100
10
100
100
100
100
100
100
100
100
100
100
100
10
46
46

10
100
100
10
21
21
100
SAT

100

100

100

100

100

10

100

10
100

RATING
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CHEMICAL

SODIUM SILICATE
SODIUM SULFIDE
SODIUM SULFITE
SODIUM SULPHATE
SODIUMTETRABORATE
SODIUMTHIOSULFITE
SOYA OIL

STANNIC CHLORIDE
STANNOUS CHLORIDE
STARCH
STEARICACID
STYRENE

SUGAR

SULFUR

SULFUR DIOXIDE
SULFUROUSACID
SULPHURICACID
TALLOW
TARTARICACID

TEA
TETRACHLOROETHANE
TETRAHYDROFURAN
THIONYL CHLORIDE
TOLUENE
TRANSFORMER OIL
TRICHLOROETHANE
TRICHLOROETHYLENE
TRICHLOROETHYLENE
TRICRESYLPHOSPHATE
TRIETHANOLAMINE
TRIETHYLAMINE
TRISODIUM PHOSPHATE
TURPENTINE

UREA

VINYL CHLORIDE
VM&P NAPTHA

WINE

XYLENE

ZINC CHLORIDE

ZINC HYDROSULFITE
ZINC OXIDE

ZINC SULFATE

TEMP°C CONC,%

23
23
23
23
23
28
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
23
87
50
23
23
23
23
23
23
23
23
23
23
23
23
23

AST NYL

100
10
10
10
100
SAT
100
100
100
SAT
100
100
SAT
100

100
10

100
10

100
100
100
100
100
100
100
100
100
100
100
100
80

100
20

100
100
100
100
10

100
100
100

RATING
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CASTNYLONS

WEIGHT COMPARISON
CAST NYLON VS. MALLEABLE IRON
: Weight
Length |Projection| Depth (‘:N eight Malleable
ast Nylon
Iron
4" VEAY .5 Ibs. 2.7 lbs.
8" 5" 515" .9 Ibs. 4.8 Ibs.
9" 3" 35%/" .6 Ibs. 2.4 Ibs.
10" 6" 6va" 1.5 Ibs. 7.7 Ibs
12" 7" V4" 2.5 Ibs. 12 Ibs.
[}
" - e | 30me | 13.9 e MECHANICAL PROPERTIES (75°F)
14" 8" 814" 3.6 Ibs. 18.5 Ibs. PROPERTY UNIT VALUE
16" 8" 82" 4.5 Ibs. 21.8 Ibs. TENSILE STRENGTH PSI 10,200
18" 8" 815" 4.9 lps. 23.5 Ibs.
ELONGATION (BREAK) % 13
18" 10" 10v%" 9.5 Ibs. 34.5 Ibs
19" 5 515" 3.2 Ibs. 19.6 Ibs. YIELD STRENGTH PSI 9,400
24" 8" 814" 8.9 Ibs. 30.5 Ibs. TENSILE MODULUS PSI 350,000
24" 13" 12%" | 18.71bs. | 80.51bs. FLEXURAL STRENGTH PSI 13,200
18" 10" 10v%" 9.9 Ibs. 52 lbs
FLEXURAL MODULUS PSI 336,000
24" 10" 105" 15.5 Ibs. 72 lbs.
COMPRESSIVE STRENGTH (YIELD) PSI 11,000
* STYLE AC COMPRESSIVE MODULUS PSI 290,000
SHEAR STRENGTH PSI 6,800
WEAR RATE 1ZOD IMPACT FT-LB/IN 1.2
MATERIAL CS-17 WHEEL COEFFICIENT OF THERMAL EXPANSION
cc/1000 WEAR RATE IN/IN/°C 7x10°
CAST NYLON = 1
CYCLES HEAT DISTORTION TEMPERATURE
CAST NYLON .0023 1.0 66 PSI 420°F
MALLEABLE 0040 L 264 psi 410°F
IRON ) ) MELTING POINT 440°F
LOW CARBON 0032 14 COEFFICIENT OF FRICTION (DYNAMIC) .32 bRy
STEEL .05 oL
STAINLESS 0013 6 21 waTeR
STEEL (304) ) '
POLYETHYLENE .0119 5.2
PHENOLIC
.01 A
CANVAS 0186 8
FIBERGLASS
. 4 43.2
POLYESTHER 099 3
ALUMINUM
.0052 2.3
6061-16
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Additional products from

CASTNYLONS

e Replaces bronze, brass, steel, aluminum and other metals, as well as other plastics, wood and rubber in a wide
variety of diverse engineering applications.

o Extremely good wear resistance, high tensile strength, modulus of elasticity and heat distortion temperature .

e Functions exceptionally well with/without lubrication in low and high PV environments.

e Excellent impact, vibration, abrasion, brittleness and deterioration resistance.

e Withstands environmental conditions such as sustained contact with alkalis, dilute acids or oxidizing agents.

e Lightweight, 1/8 the weight of bronze, 1/7 the weight of cast iron and 1/2 the weight of aluminum.

e Available in various colors

NYCAST® 6 PA-MoS2
This molybdenum disulphide-filled Type 6 cast nylon is a popular choice as a dry lubricant filled bearing material.
Increased crystalline structure provides slightly improved compressive strength properties.

NYLOIL®

NYLOIL® is the only internally lubricated nylon available in three grades tailored to specific applications. Offers increased
PV capability and a 25% reduction in coefficient of friction versus other grades of nylon. Performs in harsh environments
such as direct contact with abrasive slurries and submerged applications.

NYCAST® RX / GX

Specially formulated, self-lubricating grades designed to deliver low coefficient of friction, superior wear resistance, high
velocity performance and low moisture absorption. Developed after years of research as a cost effective alternative to
other “solid lubricated” cast nylons.

NYCAST® 12
Specially formulated and designed to offer superior dimensional stability and a uniform modulus of elasticity over tem-
perature ranges. Also offers very low moisture absorption, superior wear resistance and high impact strength.

NYCAST® GF
30% glass filled. Offers improved tensile, compressive and flexural properties over conventional unfilled grades. Provides increased
load bearing characteristics, stiffness, rigidity and dimensional stability.

NYCAST® XHA
Heat stabilized adds up to 20°F higher continuous operation temperature.

NYCAST® CP
Specifically developed for use in ball valve seats in the gas and oil industry. Is more resilient, has increased elongation
and high tensile strength retention versus standard Type 6 nylons.

NYCAST® 6 MP
Specially formulated for use as pile driver caps and cushion pads. Prevents impact damage caused by metal-to-metal
contact, resistance to brittleness failure and better cushioning effect than standard nylons.

NYMETAL™

Use primarily in the manufacture of gears, rollers and sprockets for power transmission. Combines the performance ad-
vantages of cast nylon and metal into one cohesive unit. Produces a quiet running part with good vibration dampening,
shock absorption, reduced part weight, longer wear and the ability to reduce or eliminate lubrication.

NYCAST® NNS
NYCAST® Near Net Shape casting is the process of directly casting the type 6 nylon into a specific shape via a mold or tool. Produces
finished or rough castings similar to metal castings. Offers significant savings versus machined heavy section plastics and metals.

NYCAST® SHEAVES
Used extensively by crane and elevator OEMs, Nycast Custom Cast Sheaves offer important advantages to equipment designers such
as increased sheave and wire service life, reduced component weight and corrosion protection.

Please refer to specific product brochures for complete information.
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CASTNYLONS

For product support or services call us at
800-543-3619 or visit our website at
www.castnylon.com

The facts stated and recommendations contained herein are based on experiments and information believed to be reliable.
No guarantee is made of the accuracy, however, and the products are sold without warranty, expressed or implied, and
upon the conditions that purchaser shall conduct their own test to determine suitability for their intended use.
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