
 

 
 

 

TECH- PURGE PROCEDURE FOR EXTRUSION/BLOW 

MOLDING 

 
1. Ensure that the barrel is empty of material to be changed before introducing purge. 

 

2. Pour purge into hopper. For the first time use, use approx. 2 to3 times barrel capacity. After this use 

only what is required for normal use Usually 1 times the barrel capacity. Remove the screen as it 

may get plugged with the material that the purge removes from the barrel. 

 

3. Rotate the screw, until material comes out of the nozzle. The amount of time the purge needs to 

activate properly is 90 seconds from the time it hits the screw to the time it leaves the nozzle. If the 

time is less than this leave the material in the barrel until 90 seconds elapses. 

 

4. This purge is also safe to purge through the mixers as well as the forming die(if applicable). It is 

also recommended as this will help rid of contamination  

 

5. If the purge that is coming out of the nozzle is brownish in color, then the purge is doing its job. If 

the material is blackish in color, then it has sat in the barrel too long and will not clean properly (no 

harm will come to the barrel or screw). You will need to complete the procedure again. At no time 

will the purge become white in colour. This is normal. 

 

6. When you have added the last of the purge and you see the screw, simply introduce the next 

material to be used into the screw and start to purge it out. Run next material. 

 

7. Please note that this material is not designed to remain in the barrel. If you are not running and just 

shutting down then put enough P/P in the barrel to clear out the purge.  

 

Note: This material requires special instructions for use with 

Acetal materials. 

 
 

 

***Before the purge comes in contact with the Acetal you must 

first use Polypropylene then Tec-Purge then Polypropylene so 

that the purge is clear from the barrel.*** 
 

 

 

 

Manufactured by JTS Tech Products, Cambridge, Ontario 

PH – 519-569-0420 

TECH-PURGE WORKING INSTUCTIONS 
 

 


