
Extru-Clean  Purging Procedures.

Extru-Clean concentrate allows for rapid colour and material changes in all thermoplastic converting machines. It can be used with most thermoplastic polymers and effectively purges cylinders, extruder screws, hot runner moulds, hot channel dies, etc.

Instructions.

1.  Thoroughly mix Extru-Clean  concentrate with follow up heat stable polymer of your choice in a ratio of:

1 bag (2,5kg) Extru-Clean concentrate, for each bag of 25kg polymer. (E.g. polyethylene). PVC can be purged straight through with the use of a mixture of Extru-Clean and PVC material (ONLY when doing colour changes. NOT recommended if machine is to be shut down). PVC converters should use a mix of Extru-Clean  and a heat stable polymer for shut down.  

2.  Ensure that hopper feed zone cooling is operative.

3.  No need to change temperature profile (for heat stable materials). PVC can be purged using the Extru-Clean  mixture at a temperature profile between 180°C & 400° C.

4.  Fill purge mixture into clean, empty hopper.

5.  Reduce screw speed, for greater efficiency. The purging should exit as a “foam”, ideally the polymer used (normally pellets) should be semi- molten on exit of the die.

6.  Once purging is complete, resume feeding with follow up polymer.

7.  Continue extruding until extrudate is blister free.

8.  Example of average consumption:

A 120mm extruder requires approximately 25kg of resin mixed with 2,5kg purge concentrate.  

CAUTION.

1.  Always ensure a minimum mixing ratio of:

1 part Extru-Clean : 10 parts polymer. (Recommend high-density polyethylene or polystyrene).

2.  Not to be used with cross-linked materials.

3.  Vented barrels must be closed off.

4.  Do not pre-dry or place in hopper dryers, it is better to use the material wet. 

Purging Procedures during Production.
If you are experiencing black spots, fish eyes, die lines or gel particles, follow these procedures.

1.  Remove screen pack, but put breaker plate back into position. (This is for extrusion lines where screens are in place.)

2.  Follow normal procedure but add Extru-Clean  mixture to your machine.

3.  Speed can be reduced for greater efficiency of the purging compound.

4.  Continue feeding Extru-Clean  mixture until the extrudate coming from the die or nozzle is clean.

5.  Replace clean screen pack and carry on with production. 

Colour or Material Change.

For a fast and efficient colour or material change, use Extru-Clean mixture as follows to clean out all residue of the previous material.

1.  Remove screen pack, but put breaker plate back into position. (This is for extrusion lines only.)

2.  Add Extru-Clean  mixture to the material to be used next in the hopper. If next material has a lower temperature than previous, remove most of the higher temperature gradually and lower temperature to the, required temperature.

3.  Speed can be reduced for greater efficiency of the purging compound. 

4.  Continue feeding Extru-Clean  mixture to the material until the extrudate coming from the die is clean.

5.  Replace clean screen pack and carry on with production. 

Shutdown for Weekend, or End of Production Run.

1.  Remove screen pack, but put breaker plate back into position. (This is for extrusion lines only.)

2.  Follow normal procedure but add Extru-Clean  mixture to your machine.

3.  Speed can be reduced for greater efficiency of the purging compound.

4.  Extrude until Extru-Clean  mixture comes out of the die or nozzle. Switch off machine, leaving it full of Extru-Clean  mixture from the hopper to the end of the nozzle or die.

Start-up after Shutdown.

If the correct shutdown procedures have been followed, Extru-Clean  will have cleaned the machine over the weekend. Start up as per normal procedures.

1.  Turn on the main switch and set the specified temperature for the material in the hopper. i.e. your Extru-Clean  mixture used for shutting down.

2.  Check that the machine and die head or nozzle, have reached the set temperatures.

3.  Start the machine and let screw run at a slow speed. Watch the amp meter. Extrude till molten material (with Extru-Clean mixture) comes out of the die or nozzle. Screw speed can now be increased slightly. 

4.  Continue extruding until all signs of Extru-Clean  mixture are gone.

5.  Replace clean screen pack and carry on with production.

Removal of Screws or Die.

By filling your system with Extru-Clean, procedures such as pulling out a screw or cleaning a die head, can be performed fast and effectively.

1.  During the pulling of the screw from the barrel dip your steel brush into water or spray silicone onto it: this will stop the plastic from clogging up your brush. You can then brush excess plastic off your screw and it will be clean. No scouring is needed, as Extru-Clean  will assist you in reducing the stickiness of the plastic.

2.  DIES, in general: Same procedure as above with brush, this time using a Copper or Brass brush or scraper. Extru-Clean will also help to stop the residue from sticking to the different parts of die.

3.  MONO FILAMENT DIES: Preferably clean in an aluminium oxide bath. The dies must first be burnt out in a furnace to remove excess material. Do not use an open gas flame or torch, as this will distort the die. The die should now be cleaned in an Ultra Sonic bath.

4.  COAT HANGER OR FLAT LIP DIES: Leaving Extru-Clean  mixture in the die can clean out these dies. Once die has cooled down, loosen bolts and open die. The mixture will come out in one solid piece and if any residue is left, a Copper or Brass brush or scraper can be used. 

5.  BARRELS and CHANNELS: Both can be cleaned out with a round steel brush, here again applying water or a silicone spray. 

NB. If you use Extru-Clean  regularly all of the above will be easier, or not even necessary.

If you are going to store your screws, barrels or dies for a long period of time and you have performed one of the above procedures, you must spray them with a good protector so that the weather or climate cannot cause any corrosion. If you have allowed some parts to corrode then Extru-Clean  will also help you to remove corrosion as well.     

PREVENTATIVE MAINTENANCE

After cleaning machines for the first time with "Extru-Clean " or as follow-up on a maintenance programme in which the screw is pulled, barrel and die or nozzles are cleaned, it is advised to purge regularly with "Extru-Clean ".  This should be at least once a week to avoid the build-up of polymer residues (carbon) in machine, dies or nozzles.

THE ADVANTAGES OF THIS STEP ARE AS FOLLOWS:

1. It eliminates unexpected delays in production due to the loosening of polymer residues that may appear in the products. 

2. It makes quick changing of colours and/or material possible.

3. The need for pulling screws and cleaning dies or nozzles can be avoided.

4. Scheduled maintenance programmes can be adjusted.

5. Increased production time per machine. 

Notes:
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