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Recommended Applications
Purging Emulsion for

Plastics Processing Machines
Standard Procedure for Purging with CORATEX

Plastics Injection moulding  |Injection moulding Blow moulding
Processing | machines with machines with Extruders machines and
Machines conventional tooling [hotrunner tooling filmblowing plants
Procedure
1. Setting of % Set purging temperature according to the specific type of plastics (approx. 10-15%
purging below normal processing temperature, see Data “Temperature-Proportions-Quantity”
temperature table)
Along the screw Along the screw In the extruder at the |(In the extruder at the
keep ‘normal’ increase temperature |breakerplate; breakerplate;
processing of the hotrunner keep normal keep normal
temperature inthe  [tooling by approx.  |processing processing
nozzle area. 10-15% above temperature at the temperature in the
normal. tooling. head.

Note: If possible, remove screens before
commencement of purging!

Do not lower temperature in the breaker-
plate region when screens are still in place!

2. Making the % Always shake CORATEX bottle well before use!
Purging Mix % Pour 3-5% of CORATEX into the plastics granules and stir or tumble well to obtain
the purging mix. (See Data “Temperature-Proportions-Quantity” table).

Note:

Do not exceed CORATEX proportions as this can result in poor feeding due to slippage.

3. Purging % Check whether set purging temperatures have been reached.

% Reduce screw revolution by approx. 50%, if possible.

% Run the prepared purging mix through the plastics processing machine and through the
connected nozzles or tooling , if left on the machine. (Quantity: see Data “Usage
Amounts Required of Purging Mix i.e. Granules with CORATEX").

% While purging, correct the temperature along the screw, if necessary, to ensure that the
purge emerges with minor scalelike effect.

* Lift backpressure slightly.

% Use, if possible, the total injection-
stroke for purging.

Note: Note:
The purge can also be[The purge can also
injected into the be injected into the
closed mould hotrunner tooling.
(depending on This allows cleaning
machine). This of dirty channels.
allows cleaning of
the tooling at the
same time.
4. “Flushing” * follow-up, after the purging mix has gone through, with pure plastic granules of the

type required by the production to follow.(Quantity: see Data: Usage Amount Required
of Purging Mix i.e. Granule with CORATEX”).

5. Setting for % Set all temperatures according to requirements of the plastic raw material which is
Next Production following.
Condition. % Set backpressure as required. Note: Inset screens

% Set screw stroke as required. again, if required.




@ KENE

i CORATEX BHTIBEVERIIrES B

CORATEX
BRI L’ #FEEILR

RN Tk

TS AL
KBRBR

TS R
B TRIEAE R

Bl R EE R AL

BRIt %

1R BIS BRI

K ANE] (2R E FIAS R S DR

S “UREEXTIRR

IR R 7 BORR

VR X i 2 IR
N TR AR
i

TR R BOR R

IR IE A L
bl IE# R 10—
15%

LT3 5 0 T B ) 10—15%,
RSB AL 2 AR [TRRE BT AL
Ak I P A3 AR A ) L

K LR P 5 1 T [k PR R I I T
i A T it EAR

VE R
HIGLATRE, NSRRI T R
BRSO, AT B 4R X 4R
oL

2 il &
TR AR

b SEIE RN TR LR R E A
FHF 35 ITHVERUEI NIRRT, BEPEIST, AR & EORITETRIR &R
(Z WIREAER IR

HER:

AZE A BBV E2NERRSEETIR SR, e,

3IHYE

o for T el A

T IER .

K A S AT RE,  BEARMEAT 425 50% /5 45
K AEERIIN T PO S & 4 MR Ui Sk MM RmIEHE L, Blas A2

HEAER

K. 0 SRR E, BRDEIE TR 250

FOEVEI, B RRIEIRAT T A AR, AORIIE R4 TR BERCR

K AR

KT AEE, A AIVES TR bR

eSS
ER/RETIREE AN
&R
M5E )o ZAEATLA
FETRBEHL 25 1 )
I, JEvERR

eSS
ER/RETIREE AN
HOUER A, X
FEATTE B UE
Hii&-.

& TR

KA G VR AL TR, ZRE I T — A A R KL 1
E: 20 “BRiRGRANE, BRRINGRR” 250 .

5E T 4%
FEEAE

e $ AR 7 i P AR EUR 0 BRI E 4 B

K AL ESR I E T

K E B SR 2 IR AT AR

R 7,

RS R




@ KENG

Recommended Applications
Purging Emulsion for
Plastics Processing Machines

How to Purge under Special Conditions

Characteristics

Measures

Screw with small
diameter
(<30mm)(=1Y4”)

% Keep the exact proportions of CORATEX and plastics for the purging mix (see
temperature/Quantity chart), mix well to allow the purging mix to pour well.

% If feeding problems occur, reduce the CORATEX proportion in the purging mix,
speed up screw revolutions a little.

Equipment with de-
gassing zones (verted
barrels)

% In the de-gassing zones the cleaning effect of the purging mix with CORATEX is
very much reduced because there is no back pressure.
- Lower the temperature even further in the degassing area.
- Purge according to the standard procedure.
- Additionally, force-feed cleaning mix through the de-gassing openings.

De-compositions of
PVC (coking/
yellowing)

*Spemal purging method as per following steps:

1. Remove nozzle and clean manually

. Do not lower temperature

. Purge with purging mix containing 5% of CORATEX in natural PP

. Follow-up with a small quantity of pure PP natural

. Lift temperature to 200-220°C

. Purge with purging mix containing 5% of CORATEX in natural PP

. follow-up with a small quantity of pure PP natural

. Set temperature according to the production requirements of the plastic raw
material to follow

9. Fit nozzle

coO~NO O~ WN P

When using high value
plastic raw materials

% In those cases where high-value and expensive plastic raw materials are being
processed, a further reduction of the purging costs can be achieved with good results
buy using a purging mix made from ‘PP natural’ or ‘PP glass clear’ and 5% of
CORATEX. (PP is stable up to 320°C/ 600°F and can, therefore, be used for nearly
all plastics raw materials).

How to rectify poor cleaning results

Problem Reasons Solutions
After purging with | % Extra stubborn contamination % Repeat purging according to standard
CORATEX further procedure, reduce the temperature even

contaminations are

further.

being noticed in
the plastic

% Severe damage of the screw (for
example grooves, pockets, porous
sections)

% Exchange screw.

% Damage to inner wall of cylinder
(for example cracks, grooves,
indentations).

% Rework the cylinder.

% Unfavourable flow characteristics
in head, nozzle and in the tooling
region (due to construction, or
through wear).

Y repair or exchange those parts producing
unfavourable flow characteristics with better
constructed parts.

Hot-runner system
will not get clean

% Unfavourable flow characteristics
of the hot-runner system (for
example, pocket holes, undercuts,
misalignments).

% Change construction of hot-runner system.

% Hot-runner temperature too low.

Y% Raise the temperature of the hot-runner
system.
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W ok F R PROCESSING | PURGING REMARK
TEMP. TEMP.

44 FULL NAME e [C] [c]
WIEIE— T 20— ROEILEREY ABS 200—250 170—190
ACRYLONITRILE-BUTADIENE-STYRENE
COPOLYMER
P S SL 2% ACRYLONITRILE-COPOLYMER |SAN 200—220 180—200
B iR 2T 4 & CELLULOSE-ACETATE CA 220—260 190—230 LA PP i YRk
RE% (JEJ) 6 POLYAMIDE(NYLON) 6 PA6 220—250 210—230  |Lh PP il MR
Bz (JEJe) 66 POLYAMIDE(NYLON)66  [PA66 | 250—290 250—270  |Lh PP fiLiE MRt
Rz S POLYCARBONATE PC 280—330 230—280
BWe (LER) POLYESTER(AMORPHOUS) PETP |270-300 240 - 260
RO R ZHIR £, FElE (B eftam) PET 270—300 255—270
POLYETHYLENE TEREPHTHALATE (GF)
BXR ZHIR T Rl PBT 225—270 220—240
POLYBUTYLENE TEREPHTHALATE
- B 2J% HIGH DENSITY POLYETHYLENE |HDPE |180—250 150—190
-------------- LOW DENSITY POLYETHYLENE [LDPE |120-190 100 - 130
L AR F PMMA | 190 - 260 180—210
POLYMETHYL-METHACRYLATE
RKHEE (MR POM 170—220 170-190  |PA PP fiE Mkl
POLYACETAL (HOMOPOLYMER)
FHEE GLEYD POM 160 - 210 160 - 185 PL PP s vkt
POLYACETAL (COPOLYMER)
E 4% POLYPROPYLENE PP 200—250 170—200
B )% POLYSTYRENE PS 200—270 170—210
% POLYSULPHONE PSU 350—400 320—350 LA PP i YRk
H & M POLYVINYLCHLORIDE PVC 160—190 150 — 170 PL PP s Gkt
{4 £ M5 POLYVINYLIDENE FLUORIDE PVDF |200—220 170—190 PL PP B Yk
IR T H e TPU 200—220 170—190
THERMOPLASTIC POLYURETHANE

BREARFENR . PPREMELR)

Screw dia. mm. 20-40 | 40-50 | 50-60 | 60-80 | 80-100 | 100-120 | 120-150 | 150-170 | 175-200
BFFER inch.  |0.75-1.5| 1.5-2 2-25 2.5-3 3-4 4-45 4.5-6 6-6.5 6.5-8

Recomd. kgs.* [0.125-1| 1-2 2-3.4 3.4-8 8-16 16-27 | 27-53 | 53-84 | 84-125
BEYHE lbs. 0.3-22| 2.2-43 | 43-75 | 75-18 | 18-35 | 35-60 | 60-117 | 117-186 | 186-280

Ee ) RPTEHIEIONSHE, AR R TR K5 Qe L E «
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