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Blown Film Color Change Material Change

EXTRUSION, BLOWN FILM, MONOLAYER

Code: 2_1_6_3_CC+MC_F_SL

1. Manually remove all possible contamination sources in
the hopper/mixer/filters etc..

2. Before starting the purging process, increase the die
temperatures by 30°C / 54°F.

3. We recommend keeping the barrel full of polymer when
adding Ultra Purge™ into the machine.

4. We recommend removing the finest layer of the screen
pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

5. Add Ultra Purge™, the amount required for purging is
equal to one quarter of the maximum hourly machine
throughput.

6. Reduce the screw rotation speed in order to allow Ultra
Purge™ to pass through the barrel in 5 to 10 minutes.

7. Load the next production polymer directly after Ultra
Purge™.

8. When Ultra Purge™ starts to be ejected increase the
screw rotation to the maximum safe speed to flush out
all contaminations.

9. Set all the parameters to the next production settings.
10. Begin normal production.
11. If possible, replace the screen pack during this phase.
12. If contamination persists repeat steps.

Blown Film Freezing Mixture

EXTRUSION, BLOWN FILM, MONOLAYER

Code: 2_1_6_3_FM_F_0P

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. Load Ultra Purge™ and process it until it is extruded

from the die.

5. DO NOT ADD POLYMER AFTER Ultra Purge™!
6. Leave the purging compound inside the barrel and turn

the machine completely off (do not leave machine's
heater settings in “Maintenance/Idle” mode).

7. START-UP
8. Turn the machine on and adjust to production settings.
9. Completely empty the barrel of all purging compound,

load production polymer and begin normal production.
10. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.

Cast Sheet / Film Freezing Mixture

EXTRUSION, CAST SHEET / FILM

Code: 2_1_4_0_FM_F_0P

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. Load Ultra Purge™ and process it until it is extruded

from the die.
5. DO NOT ADD POLYMER AFTER Ultra Purge™!
6. Leave the purging compound inside the barrel and turn

the machine completely off (do not leave machine's
heater settings in “Maintenance/Idle” mode).

7. START-UP
8. Turn the machine on and adjust to production settings.
9. Completely empty the barrel of all purging compound,

load production polymer and begin normal production.
10. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.

Screw + Barrel Freezing Mixture

EXTRUSION, SCREW + BARREL
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Code: 2_1_1_0_FM_F_0P

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. Load Ultra Purge™ and process it until it is extruded

from the die.
5. DO NOT ADD POLYMER AFTER Ultra Purge™!
6. Leave the purging compound inside the barrel and turn

the machine completely off (do not leave machine's
heater settings in “Maintenance/Idle” mode).

7. START-UP
8. Turn the machine on and adjust to production settings.
9. Completely empty the barrel of all purging compound,

load production polymer and begin normal production.
10. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.

Screw + Barrel Color Change Material Change

EXTRUSION, SCREW + BARREL

Code: 2_1_1_0_CC+MC_F_SL

1. Manually remove all possible contamination sources in
the hopper/mixer/filters etc..

2. We recommend keeping the barrel full of polymer when
adding Ultra Purge™ into the machine.

3. We recommend removing the finest layer of the screen
pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

4. Add Ultra Purge™ approximately 1.5 times the extruder
barrel capacity.

5. Extrude at low speed until Ultra Purge™ is ejected from
the machine.

6. We recommend to let Ultra Purge™ soak in the barrel
for 5 minutes. Allow for 10 minutes of soaking time for
difficult applications.

7. Add the next production polymer directly after Ultra
Purge™.

8. (In case of material change with different processing
temperatures, empty the machine barrel from the Ultra

Purge™ before adding the next production polymer and
set the temperatures to the next production settings.)

9. Extrude the next production polymer at high speed to
completely displace Ultra Purge™.

10. If possible, replace the screen pack during this phase.
11. If contamination persists repeat steps.

Blown Film Shut-Down

EXTRUSION, BLOWN FILM

Code: 2_1_6_0_SD_F_NSP

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. We recommend removing the finest layer of the screen

pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

5. Add Ultra Purge™, the amount of Ultra Purge™ required
for the purging process equals 50 % of the system
volume capacity (barrel + head).

6. Purge out until the barrel is completely empty. DO NOT
ADD RESIN AFTER Ultra Purge™!

7. Turn the machine off completely. Do not leave machine's
heater settings in “Maintenance/Idle” mode.

8. START-UP
9. Turn the machine on and adjust to production settings.
10. Add Ultra Purge™, the amount of Ultra Purge™ required

for the purging process equals 50 % of the system
volume capacity (barrel + head).

11. Load the next production polymer directly after Ultra
Purge™.

12. Reduce the screw rotation speed. When Ultra Purge™
starts to be extruded, increase the screw rotation to the
maximum safe speed to flush out all contaminations.

13. Set all the parameters to the next production settings.
14. Begin normal production.
15. If possible, replace the screen pack during this phase.
16. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.
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Screw + Barrel Shut-Down

EXTRUSION, SCREW + BARREL

Code: 2_1_1_0_SD_F_NSP

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. We recommend removing the finest layer of the screen

pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

5. Add Ultra Purge™: 1 machine barrel capacity.
6. Purge out until the barrel is completely empty. DO NOT

ADD RESIN AFTER Ultra Purge™!
7. Turn the machine off completely. Do not leave machine's

heater settings in “Maintenance/Idle” mode.
8. START-UP
9. Turn on the machine to production settings, load and

process 0.5 extra machine barrel capacity of Ultra
Purge™ followed by the production polymer and begin
normal production.

10. If possible, replace the screen pack during this phase.
11. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.

Cast Sheet / Film Shut-Down

EXTRUSION, CAST SHEET / FILM

Code: 2_1_4_0_SD_F_NSP

1. SHUT DOWN
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. We recommend keeping the barrel full of polymer when

adding Ultra Purge™ into the machine.
4. We recommend removing the finest layer of the screen

pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

5. Add Ultra Purge™, the amount of Ultra Purge™ required
for the purging process equals 50 % of the system
volume capacity (barrel + head).

6. Purge out until the barrel is completely empty. DO NOT
ADD RESIN AFTER Ultra Purge™!

7. Turn the machine off completely. Do not leave machine's
heater settings in “Maintenance/Idle” mode.

8. START-UP
9. Turn the machine on and adjust to production settings.
10. Add Ultra Purge™, the amount of Ultra Purge™ required

for the purging process equals 50 % of the system
volume capacity (barrel + head).

11. Load the next production polymer directly after Ultra
Purge™.

12. Reduce the screw rotation speed. When Ultra Purge™
starts to be extruded, increase the screw rotation to the
maximum safe speed to flush out all contaminations.

13. Set all the parameters to the next production settings.
14. Begin normal production.
15. If possible, replace the screen pack during this phase.
16. If contamination persists, follow the standard cleaning

procedure. It is normal to see contaminations being
flushed out on start-up.

Cast Sheet / Film Color Change Material Change

EXTRUSION, CAST SHEET / FILM

Code: 2_1_4_0_CC+MC_F_SL

1. Manually remove all possible contamination sources in
the hopper/mixer/filters etc..

2. Before starting the purging process, decrease the
temperatures in the head middle area (-20°C / -40°F)
and increase the temperatures on the sides (20°C /
40°F).

3. We recommend keeping the barrel full of polymer when
adding Ultra Purge™ into the machine.

4. We recommend removing the finest layer of the screen
pack. Make sure that the pressure or torque force
remains within safety limits when running Ultra Purge™.

5. Add Ultra Purge™, the amount required for the purging
process is equal to 1 full system capacity (barrel + head).

6. Reduce the screw rotation speed in order to allow Ultra
Purge™ to pass through the barrel in 5 to 10 minutes.
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7. Load the next production polymer directly after Ultra
Purge™.

8. When Ultra Purge™ starts to be ejected increase the
screw rotation to the maximum safe speed to flush out
all contaminations.

9. Set all the parameters to the next production settings.
10. Begin normal production.
11. If possible, replace the screen pack during this phase.
12. If contamination persists repeat steps.

Screw + Barrel Screw Pull

EXTRUSION, SCREW + BARREL

Code: 2_1_1_0_SP_E_NS

1. Empty the barrel.
2. Manually remove all possible contamination sources in

the hopper/mixer/filters etc..
3. Add Ultra Purge™ approximately 1 times the extruder

barrel capacity.
4. Extrude at slow screw rotation speed until the barrel is

completely empty.
5. Start the screw pull process based on your machine

configuration.

Special Notes
• Do not use moreof the recommended quantity of Ultra Purge™ per each

cleaning.
• Do not use Ultra Purge™ outside its processing temperature range.

Legal Notice
The technical information and suggestions for use contained herein
are based on our general experience and knowledge at the time of
publication and are intended to give information of possible applications to a
professional with technical experience. It does not release the customer from
the obligation of performing their own tests with the product selected for a
specific application. While the information and suggestions are believed to
be accurate and reliable, nothing stated in this document is to be taken as a
warranty either expressed or implied.

https://chemtrend.com/contact/

