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Whilst attempts are often made to baffle
heads to give equal pressures and speeds at all
points, this is rarely successful®. Die design
problems are more complex than this, as
different swells are normally obtained at dif-
ferent parts of the die and vary also with the
overall die aperture. It is normal practice for
the die to be the hottest part of the machine,
the temperature being progressively increased
to this point from the feed®.

Much can be done in compound design to
improve the extrudability of a compound. In
general terms, as discussed in Section 9. 3,
the more plastic the compound, and the less
its elasticity , the better is the quality of finish
of the extrudate. The lower the viscosity of
the compound, the greater is the throughput
to be expected in unit time.

Sheets of compound can be obtained from
extruders as welll as from calenders, one
technique being to extrude a tube, cut it along
its length, and open this up to form a flat
sheet. Any slight eccentricity in the tube can,
however, result in sheets with humps and

- hollows®. Whilst this system has been and is
still used, a type of machine known as a roller
die or roller head die has been developed (B.
F. Goodrich Co. , 1933; Farrel Corpn, 1965;
Thomson and McAlpine, 1969). In this
case, the head is used to distribute the com-
pound from the berrel to a pair of calender
rolls. The roller die possesses the better fea-

tures of both a calender and an extruder,
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namely, the high throughput and freedom
from air entrapment of the extruder, coupled
with the precision of gauge control and the
speed of thickness changes associated with a
calender®. The range of thickness to be ex-
pected from such a machine is the same as
that to be expected from a calender or extrud-
er.

The two most important items in the de-
sign of a roller die are to ensure that it works
at the minimum pressures, which must be
kept constant as the compound leaves the
head, and that the section presented to the
calender is as near as possible to the ultimate
shape required.

The methods of handling and vulcanising
extrusions are described in Sections 9.1.1,09.
2.3 and 9. 2. 4.
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It is also reported that the new prevul-
canization in hibitors give no undesirable side
effects such as porosity or staining, and that
they are effective over a wide range of primary
accelerators (mainlyv sulphenamides), activa-
tors and compounding ingredients.
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