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Extrusion
Durethan® BKV315Z H2.0 polyamide resin can
be processed with conventional three section screws
without a shearing section and moderate compression
ratio (approximately 3:1). Grooved feed sections are
not recommended. Due to the glass content, wear
resistant screws and barrels are necessary.

Temperature settings on the extruder and sheet line can
be set as follows:

The given data for roll temperatures are starting
guidelines as actual settings depend on sheet line, sheet
thickness, roll surface (smooth or embossed) and take
off roll speed.

The temperature of the melt at the die orifice should
be between 520° and 535°F. For start up, the extruder,
adapter, and die settings should be 15° to 25°F higher
than the values given, to prevent the equipment from
being damaged by excessively high melt pressure
(danger of cold plugs).

Screen packs are not recommended for glass fiber
reinforced Durethan® BKV315Z H2.0 polyamide
resin, because the screens will become clogged with
glass fibers.

Thermoforming
The sheets made from Durethan® BKV315Z H2.0
resin will absorb moisture as all polyamides do.
Therefore the sheets must be dried prior to thermoforming.
Drying at 195° to 212°F for 24 hours is commonly
recommended for black mono-layer structures. Colored,
natural, or co-extruded structures may require lower
temperatures to avoid color shifts. Due to polyamide’s
hydroscopic nature, desiccant air at <0°F dew point is
required. Insufficient drying may impair the thermo-
forming properties causing surface defects, the formation
of bubbles, and excessive sagging.

Thermoforming properties were investigated at the
LANXESS processing facility using a variable step mold.
This rectangle step pyramid allows an easy way to
judge drawing characteristics and stretch ratio limita-
tions. Figure 2 shows examples of parts with 3, 5, and 7
steps and increasing stretch ratios. The ratios were
calculated using

Extruder:
Feed section: 465° to 500° F
Compression section: 500° to 535° F
Metering section: 520° to 535° F
Adapter: 520° to 535° F
Die: 520° to 535° F

Stretch Ratio = Part area after draw (A)
Sheet size before forming (LxW)
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For good sheet surface
bead must be kept to a
minimum.

Roll Stack
Roll 3: 248° to 284°F
Roll 2: 248° to 284°F
Roll 1: 248° to 302°F



Thermoformed parts can be produced with good wall
thickness consistency. Typical sheet surface temperatures
for forming range from 450° to 500°F. Equipment with
upper and lower heating elements is preferred and all
banks should be on. Pre-stretching with air can provide
a more uniform wall thickness distribution and better
reproduction of the mold contours. A heated mold will
aid in surface appearance. Adequate draft will allow for
easy mold release. If the part is to be painted, care
should be exercised if any mold release agent is used.

The good thermoformability of Durethan® BKV315Z 
H2.0 polyamide resin has been demonstrated with
a Porsche model (figure 3) at the Illig company in
Heilbronn. Sheets of 0.152 inch thickness have been
successfully thermoformed with this tool.

Recycling
Durethan® BKV315Z H2.0 resin is a high-viscosity
branched polyamide that displays good processing
stability. Even after reprocessing 100% regrind through
three passes, the material still displays only slight signs
of material degradation, e.g., in melt elasticity during
extrusion or in flow viscosity. However, the length of
the glass fibers are inevitably reduced after the material
has been reprocessed several times over, even under
gentle conditions. While this will not result in a serious
impairment of mechanical properties immediately, it will
result in a gradual reduction in the strength values over
each processing cycle.

Because results obtained in the laboratory are only
guidelines, use of Durethan® BKV315Z H2.0
polyamide resin must be tested (including but not limited
to field testing) in advance by the user to determine
suitability. In particular, a check should be conducted on
an original extruded article prior to the start of production
to establish the reliability of the production process and
the expected recycle content. Experience has shown
that up to 50% scrap that occurs in conventional sheet
extrusion can be fed back into the process on a continuous
basis if the material has been prepared and, more
importantly dried in the proper manner.

After use, semi-finished products made of Durethan® 
BKV315Z H2.0 polyamide resin, which do not
contain any pollutants, can be mechanically recycled.
If the product to be recycled is a co-extruded structure
or contains materials other than BKV315Z H2.0,
care must be taken to insure that the mechanical
properties of the final blend are not negatively impacted.
Semi-finished products that are not pollutant free can
be chemically recycled or incinerated for energy recovery.
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Figure 2

Figure 3

Step height 30 mm

Clamp frame

Side length 320 mm

Side length 255 mm

Max height 210 mm
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