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Drying

Do

• �Keep drying system clean to prevent contamination  

of Eastman Tritan™ copolyester.

• �Dry thoroughly with a dehumidified drying system  

to prevent

   –  Bubbles or appearance problems on finished product.

   –  �Degradation due to hydrolysis, which causes loss of 

toughness.

• �Use air with a dew point of –30° to –40°C (–20° to –40°F).

• �Check dehumidifying system with a dew point tester.

• �Use air temperatures of 82° to 88°C (180° to 190°F).  

Air temperatures below 65°C (150°F) will substantially 

increase drying time. Air temperatures above 108°C  

(226°F) may cause pellets to stick together.

• �Dry material for a minimum of 4 hours.

• �Keep desiccant bed clean.

• �Check heater circuits and elements.

• �Control temperature precisely.

• �Use air-drying volume of 1.0 cfm/lb [0.06 (m3/min)/kg]  

of material processed per hour.

Drying

Don’t

• �Attempt to decrease drying time by raising temperature 

above 108°C (226°F). This may cause pellets to stick 

together.

• �Remove dried material from the drying system until just 

prior to processing. The moisture level increases rapidly 

when Eastman Tritan™ copolyester is exposed to ambient 

conditions. Even in the hopper, the material will begin to 

absorb moisture. It is good practice to keep the material  

in the hopper as dry as possible.

Eastman Tritan™ copolyester is a thermoplastic material that is ideally suited for 
a variety of injection molding applications because of its outstanding clarity, 
toughness, and chemical resistance. Some dos and don’ts that should be helpful 
in processing this material follow.



Injection molding

Do

• �Keep the material free from contamination to produce 

tough, clear parts.

• �Purge the machine thoroughly, preferably with Eastman 

Tritan™ copolyester.

• �Use standard molding equipment.

• �Use conventional mold-design engineering to include  

full-round, large runners, large gates, and generously 

radiused corners.

• �Use slow screw speeds of between 30 and 60 rpm, or  

even slower if recovery is erratic.

• �Use slow injection speed to reduce streaking and gate splay. 

If injection speed is programmable, a slow/moderate/slow 

profile may be used to produce the best appearance and a 

reasonable fill time.

• �Use an actual melt temperature near the recommended 

282°C (540°F) when at the recommended 5–6 minutes or 

less melt residence time. Cooler melt may contribute to 

residual stress or screw recovery issues. In cases of longer 

residence time (big barrel and small shot), consider and test 

parts from lower melt temperatures approaching 260°C 

(500°F). 

• �Plan shot size to be at least 40% and preferably 75% to 80% 

of machine capacity.

• �Expect properties to be dependent on the interplay of 

temperature, time, and moisture.

• �Maintain mold surface temperature around 38° to 66°C 

(100° to 150°F).

Injection molding

Don’t

• �Use high-back pressures except when including regrind 

material or color concentrates.

• �Use large mold vents since excessive gas is not produced. 

Small, conventional vents of 0.001 to 0.0015 in. (0.025 to 

0.038 mm) are adequate.

• �Discard scrap material. If scrap material is initially dried and 

processed properly and is free of contamination, it may be 

blended with virgin material up to a level of 25%.

• �Rely on visual inspection to judge the physical properties 

and quality of a molded piece. Test it under exacting  

conditions.
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Safety Data Sheets providing safety precautions that should 
be observed when handling and storing Eastman products are 
available online or by request. You should obtain and review the 
available material safety information before handling any of 
these products. If any materials mentioned are not Eastman 
products, appropriate industrial hygiene and other safety 
precautions recommended by their manufacturers should 
be observed.

It is the responsibility of the medical device manufacturer 
(“Manufacturer”) to determine the suitability of all component 
parts and raw materials, including any Eastman product, used 
in its final product to ensure safety and compliance with 
requirements of the United States Food and Drug Administration 
(FDA) or other international regulatory agencies. 

Eastman products have not been designed for nor are they 
promoted for end uses that would be categorized either by 
the United States FDA or by the International Standards 
Organization (ISO) as implant devices. Eastman products are 
not intended for use in the following applications: (1) in any 
bodily implant applications for greater than 30 days, based on 
FDA-Modified ISO-10993, Part 1, “Biological Evaluation of 
Medical Devices” tests (including any cosmetic, reconstructive, 
or reproductive implant applications); (2) in any cardiac 
prosthetic device application, regardless of the length of time 
involved, including, without limitation, pacemaker leads and 
devices, artificial hearts, heart valves, intra-aortic balloons and 
control systems, and ventricular bypass assisted devices; or
(3) as any critical component in any medical device that 
supports or sustains human life. 

For manufacturers of medical devices, biological evaluation of 
medical devices is performed to determine the potential toxicity 
resulting from contact of the component materials of the device 
with the body. The ranges of tests under FDA-Modified ISO-
10993, Part 1, “Biological Evaluation of Medical Devices” 
include cytotoxicity, sensitization, irritation or intracutaneous 
reactivity, systemic toxicity (acute), subchronic toxicity 
(subacute), implantation, and hemocompatibility. For Eastman 
products offered for the medical market, limited testing 
information is available on request. The Manufacturer of the 
medical device is responsible for the biological evaluation of 
the finished medical device.

The suitability of an Eastman product in a given end-use 
environment is dependent on various conditions including, 
without limitation, chemical compatibility, temperature, part 
design, sterilization method, residual stresses, and external 
loads. It is the responsibility of the Manufacturer to evaluate 
its final product under actual end-use requirements and to 
adequately advise and warn purchasers and users thereof.
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