
MATERIAL DATA SAFETY SHEET
Issued in Australia by Bilby 3D Pty Ltd. 

The attached Material Data Safety Sheet has been prepared by the 
manufacturer outside Australia.

In accordance with Australia WHS regulations the following Australian contact
details apply

Australian Contact Details
In Australia the product is imported and distributed by:
Bilby 3D Pty Ltd
Mailing Address : 
Kingsgrove Business Centre, 7/192 Kingsgrove Rd, Kingsgrove NSW 2208 

Head Office Address : 
Kingsgrove Business Centre, 7/192 Kingsgrove Rd, Kingsgrove NSW 2208 
Contact Phone:  1800 847 333

Emergency Contact
In the event of an emergency please contact:
Poisons Information Centre 24 hour Telephone Advice Line on 13 11 26

Date of Issue : 1 March 2020
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Iden�fica�on
Trade name Premium PET-G
Chemical name Polyethylene terephthalate glycol-modified
Use Addi�ve Manufacturing
Origin Spectrum Group Sp. z o.o.

Filament Specifica�on
Diameter 1.75 1.75 ± 0.05 mm
Diameter 2.85 2.85 ± 0.05 mm
“Verify your spool” op�on YES

Material proper�es
Melt Flow Index 11 g/10 min ISO 1133
Mel�ng point > 220°C -
Density 1.27 g/cm3 ASTM D792
Vicat so�ening temperature 85°C ISO 306
Heat deflec�on temperature 70°C ISO 75
Water solubility insoluble -
Odor odorless -

Guideline for print se�ngs*
Nozzle temperature 230-255°C
Bed temperature 60-80°C
Ac�ve cooling fan YES (up to 100%)
Layer height** 0.08 - 0.30 mm
Shell thickness** 0.40 – 2.4 mm
Print speed** 40 – 120 mm/s
*Se�ngs are based on a 0,4 mm nozzle.
** The range depends on the geometrical complexity
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Mechanical proper�es Tensile test Test Method ASTM D638
Printed ver�cal (Z-axis) Printed horizontal (X, Y-axis)

Infill 50 % 100 % 50 % 100 %
Tensile strength (MPa) 11,5 15,9 18,7 27,1
Force at break (MPa) 11,5 15,9 17,2 25,2
Elonga�on at max force (%) 0,04 4,7 10,5 11,0
Elonga�on at break (%) 0,04 4,7 9,6 9,5
Emodulus (MPa) 283,9 341,7 266,5 360,4

All specimens were printed
using the BLIXET B100 Mul� 3D
printer using following
parameters:
Nozzle temperature: 240°C
Bed temperature: 80°C
Prin�ng speed: 45mm/s
Number of shells: 4
Infill type: la�ce
Infill under: 45°

Mechanical proper�es

Impact test Test Method ISO 179
Charpy - Printed ver�cal

(Z-axis)
Charpy - Printed horizontal (X, Y-

axis)
Infill 50% 100% 50% 100%
Impact strength (J/cm2) 1,13 1,25 1,43 1,94
Impact energy (mJ) 500 566 566 766

All specimens were printed
using the BLIXET B100 Mul� 3D
printer using following
parameters:
Nozzle temperature: 240°C
Bed temperature: 80°C
Prin�ng speed: 45mm/s
Number of shells: 4
Infill type: la�ce
Infill under: 45°
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Mechanical proper�es Flexural test Test Method ISO 178
Printed ver�cal (Z-axis) Printed horizontal (X, Y-axis)

Infill 50% 100% 50% 100%
Flexural modulus (MPa) 1388 1628 1388 1932
Maximum bending stress (MPa) 22,09 38,79 47,72 72,26
Deflec�on (mm) 2 9 3 10,5

All specimens were printed using
the BLIXET B100 Mul� 3D printer
using following parameters:
Nozzle temperature: 240°C
Bed temperature: 80°C
Prin�ng speed: 45mm/s
Number of shells: 4
Infill type: la�ce
Infill under: 45°

Prepara�on date: 08-05-2019

All shown data are typical proper�es. Users should confirm results by their own tests.
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