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Cleaning Procedures

(WDischarge the previous material to the lower
limit hopper level, perform airblow and then add
an appropriate amount of TOUGHTRACE™.

%Do not mix TOUGHTRACE™ with other resins.
The quantity to be used and the changeover
time will increase.

@Set the screw speed to a relatively high speed.
(Be careful of excessive screw loads.)

#*During inflation film forming cleaning, reducing
the pull speed will stabilize film formation.

®Visually confirm the color discharged from the
die to decide when to stop.

%When changing resins or to remove burn,
please refer to the guideline for use below.

@After cleaning is complete, discharge as much
TOUGHTRACE™ as possible and then add the
next material to the hopper. The changeover to
the next material is visually determined by the
color and foaming condition.

(®Replace the screen after changing over to the
next material.

Note: If a cleaning agent is being used for the
first time, large quantities of buildup (burned
and gelled material) from inside the cylinder will
be discharged. Screen may clog so carefully
watch the torque and pressure.

Points of Concern

(DDo not apply aspiration to the vent when using
a vented extruder.

% TOUGHTRACE™ foaming will be hindered and
the cleaning performance will be reduced.

(@Changing the temperature is not necessary if
the processing temperature conditions are
within the recommended temperatures.

%If cleaning speed at an end of the T-die is
slow, the die set temperature should be lowered
by around 10 to 20T.

RREE 77 hU—A™ DOERE Molding Machine Capacity Quantity of TOUGHTRACE™ Used
(RHY1—1%) (kg) (Screw Diameter) (kg)

40mm g 2.0 40mm g 2.0

60mma@ 4.0 B60mma@ 4.0

80mma¢ 8.0 80mma¢ 8.0

100mm¢ 16.0 100mmg 16.0

120mma¢ 25.0 120mma¢ 25.0
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*The above guantities are estimates and may vary depending on die condition.



