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FusFlex™ TPU-Aero
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Active foaming low weight TPU 3D print material
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Product Description

FusFlex™ TPU-Aero 2 — & A FFF {TEIRAA LM FEFEE TN LB FMME, BEEFHTENE
B, TULAARNFHLEEER, RAZIEAEOBREMZHENR. FusFlex™ TPU-Aero $TENH3RE
W O i 7E 65A-85A Z 8], TERAKBEET, FusFlex™ TPU-Aero #HELE1E TPU MR o] DURE 50%, #T
ENFREERH KR 2.

FusFlex™ TPU-Aero is a medium-hardness, active foaming flexible material specifically developed

for FFF printing technology. By controlling the printing temperature, different extrusion foaming ratios can
be achieved, resulting in varying weight reduction and softness effects. The surface hardness of FusFlex™
TPU-Aero printed parts can be controlled between 65A and 85A. At the maximum foaming rate, FusFlex™
TPU-Aero can reduce weight by 50% compared to ordinary TPU materials, with the printed surface

exhibiting an excellent fabric-like texture.
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Product Advantages

® IFAARA
FusFlex™ TPU-Aero @ —fR7EFTENI R FTAR/BAYE M TPU #4%]. FusRock® BITHFIAMFTHMT T
2, BEAADTERBENRETIYINHE TPU EMAR, FEEE-REEMARRKRELE kg, XF
B EITENEREFBIIARITENRE T IXBBETZBHED WK ER, KRR EMZRER
R, HEARNHAEX.

FusFlex™ TPU-Aero is a flexible TPU material that foams during the printing process. FusRock® uses

it

I

a special extrusion processing technique to uniformly distribute the foaming components within the
TPU matrix in an unactivated state, ensuring that the entire spool of material remains at kg without

weight reduction. By adjusting the printing temperature, the expansion ratio of the foaming



components can be freely controlled, achieving different weight reduction and softness effects to

meet various application requirements.

ZTHTEN

FusFlex™ TPU-Aero B3 FANBTHINITZ, B% T RBEDELM AR AEEARERFRREMEE
AYERBE . RBUERZIBAD L NIMEMAID S 2707 TPU B A, BRURS T FusFlex™ TPU-Aero %
MRREEE, PR TFTENMERE . FusFlex™ TPU-Aero RA KNI D FTENYIITED, RAHFHRETIA
12mm3/s.,

FusFlex™ TPU-Aero avoids the defect of significantly reduced filament hardness after foaming by
using a special extrusion processing technique. The unactivated foaming components act as rigid
particles uniformly distributed within the TPU matrix, effectively increasing the surface hardness of

the FusFlex™ TPU-Aero filament and reducing printing difficulty. FusFlex™ TPU-Aero is compatible

with most printers, with a maximum extrusion flow rate of 12mm?/s.

Available

B Color: B White/ 2 Black/ &4k Bright Green
#£1Z Diameter: 1.75mm

%2 Net Weight: 500g/ 1kg

HEl (%41) Btk

Filament Material Properties

M T B M T77% RIE
Property Testing method Typical value
SMEE
ISO 1183 115 g/cm?®
Filament Density
faRLIEE
190°C, 2.16kg 8
Melt index
TR R IS0 62:
5.82%
Water absorption Method 1
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Recommended Print Flow Ratio vs Print Temperature

P R~

Hotend Size*

FIENR R

Foaming effect

220°C

230°C**

240°C**

250°C**

260°C

0.4mm

Hardened Steel

A==
HERE

Flow Ratio

F0.90

FO0.76

FO0.66

F0.56

BE

Hardness

81A

19A

T4A

66A

B

Density

1.03g/cms3

0.89g/cm3

0.78g/cm3

0.64g/cm3

0.6mm

Hardened Steel

A==
HERE

Flow Ratio

F0.82

F0.72

F0.56

F0.50

BE

Hardness

82A

T9A

TA

66A

B

Density

0.95g/cm3

0.84g/cms

0.65g/cm3

0.58g/cm3

*REHIEE T/ Bambu Lab H2D $TENs

*Flow ratio based on printing test using Bambu Lab H2D

EWITENREX 8

** Recommended printing temperature range

ABTAREITENPRE AR, BWERITHHITFHRERAE, REBRYIHTINEE THRERLRE.

A Given that different printers have varying hotend hardware, it is advisable to perform a manual flow calibration for the first print to determine

the optimal extrusion flow at the current printing temperature.
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Mechanical Properties of Printed Specimens

FELFTENE B /Specimens print temperature 220°C 230°C 240°C 250°C
B EH L &2/ Flow ratio 0.84 0.74 0.62 0.52
FTENG=RE
ISO 845 0.95 g/cm® 0.84 g/cm® 0.65 g/cm? 0.58 g/cm?®
Print parts density
HRBIR
ISO 306 79.5 °C 75.8 °C 62.3°C 49.8 °C
Vicat softening temperature
WA
ISO 7619 82A T9A T1A 66A
Hardness
(] 58 {4 ASTM
33% 33% 33% 33%
Bayshore rebound D2632
EZEK AT
ISO 815-1 39 % 27 % 42 % 51%
Permanent compression set
R E (X-Y)
10.56+0.32 MPa | 7.75+0.23 MPa 5.25+0.05 MPa | 3.92+0.04 MPa
Tensile breaking strength (X-Y)
ISO 1798
B 1R (X-Y)
666.29+46.49 % | 558.04+x34.79 % | 545.54+£25.55 % | 424.29+18.35 %
elongation at break (X-Y)
Z7iEHRE (2) 41.03£2.51 34.61£2.99 24.96+2.25 16.24+0.91
SO 34-1
Tear Strength (Z) KN/m KN/m KN/m KN/m

REESTENS L : $TEDE S Bambu Lab H2D, WA/ 0.6mm, FTENES 0.3mm, JEARING 45°C, FTEMEE 60mm/s, ERZK 100%, EFEFAE+45°

Specimens printed under the following conditions: Printer Bambu Lab H2D, Nozzle size 0.6mm, Layer height 0.3mm, Bed temp 45°C, Print speed

60mm/s, Infill 100%, Infill angle +45°
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Recommended printing conditions

SRR

Nozzle temperature

220-260°C

BRI K]\

Recommended nozzle diameter

0.4mm-0.8mm

PEI R E5L PEI MERERIR (BRI 5 BC & UM EHS)
PEI film or PEI coated build surface(Spray alcohol to

BIUERMR A

Recommended build surface
help remove print parts)

EAURE
30-45°C
Build plate temperature
RS
On
Cooling fan speed

FTENERE

<100 mm/s

Print speed

Bl 4hEE 5

Omm or Off

Retraction distance

HbzEI:

1.

TPU M RIRBAES PR ZRBKS, ZBWEFTIT FusFlex™ TPU-Aero AR EF BB EM AT
BRER (REEFIE 15%UT) #HTHTH, FTHNZIEREREREBRANEERE.

TPU materials are prone to absorb moisture when exposed to air. It is recommended to place the FusFlex™
TPU-Aero filament into a dry box (humidity controlled below 15%) immediately after opening the vacuum

aluminum foil packaging. Unused filament should be sealed back in the original aluminum foil packaging.

KA [E) &R T =[P H) TPU-Aero Zebf, 1B KLU 70-80°C BAEMA T1E 4-6h FHITITED, ML
BESHFEEETFESE. fLIF, NLFRE.

For FusFlex™ TPU-Aero filament that has been exposed to air for a long time, it is recommended to dry the
filament in an oven at 70-80°C for 4-6 hours before printing to avoid issues such as bubbles, holes, or stringing

caused by moisture.

BT RZERMBHERun i A RS A, SENS ARSI HIREER, RIEIET E4HhEE A0 =




BREDMTENE, BWAEVIF KGR RAEMHINGE, —X{GTEREMERSFE AR MFTENIRE, B EKER
= ANBRERIE AL AL 22 TR RHRBE .

Due to the continuous expansion of foaming materials in the hot end chamber, leakage is inevitable during
travel movement. Even adjusting retraction distance and speed cannot improve this. It is recommended to
disable retraction in the slicing software, print only one model at a time, or use the print-by-part function to

reduce stringing and leakage caused by long-distance idle movements and jumps.

4. FB9 PEIRIES PEI MERAYFTENRAR T RES XY TPU KRG NS R, BN BEAZERHER, BH1E
BRFTENMFRERRAER, 1BMUA ) SR TENH R A%, MEHRH, FEBRESEHITENHS PEI ERR(E
AZERRRRN BRI TRE, HEBWEATRENAFRRIFRIARD 2 PVP RUKEEAMERIR.

Some of PEI textured or PEI film build plates may exhibit excessive adhesion to TPU materials, avoid
forceful removal to prevent base layer damage. Apply a small amount of isopropyl alcohol (99%) to the edge
regions of the model's base. Wait 10-20 seconds to allow capillary penetration between the model and PEI
surface, enabling non-destructive release. Alternatively, use an uncoated stainless steel build plate with a

thin layer of polyvinylpyrrolidone (PVP) adhesive for controlled interfacial separation.

®EEH

Disclaimer

Fusrock® 3D #TENFEAHE AT EAITENRIE, EEFEFGTHOWE. A, ITHORANMESRENEISHERYE, SETOSEK. RERIT. FRF
BRKFRAIE. £ Fusrock® #RBIRTAFENBFRAR, BTHHTOHREERTHRARR, HREHL~EHEHMNE. Fusrock® XEREXR
SFEAHTENA = RERGFE AR TR SENETRE. GEIREAFFEEMTE, BREFRTENEN. WEFFAFEARETINRERE. EHITHY
MATFXE. hEttR@lHRe, BSL#TREIMIK. BR Fusrock® EFRIAMEIFTRB R EBHMER RS, Fusrock® =R RBUSEST. MRS EGIIF
RGINMEHAR.

Fusrock® 3D printing filaments are suitable for general printing applications and have been tested under standard conditions. However, the performance
and safety of printed products are influenced by multiple factors, including printing parameters, model design, operating environment, and intended use. By
using Fusrock® materials, users acknowledge and agree to independently evaluate the suitability of printed items for their specific applications and assume
all associated risks. Fusrock® shall not be held liable for any damages, injuries, or losses resulting from the practical use of products printed with its
materials, including but not limited to structural failures, malfunctions, or safety hazards in operational environments. Thorough testing must be conducted
before applying printed components to critical, functional, or commercial scenarios. Fusrock® products are not certified for medical, aerospace, or life-
support systems, except for certifications explicitly stated by Fusrock® for specific materials.




