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Tl - Manufacture method for super-hydrophobic plastic

AB - The invention discloses a manufacture method for super-hydrophobic plastic.
The manufacture method comprises the following steps: 1) performing condensation
reaction of perfluoroalkane (including but not limited to perfluorobutane,
perfluoropentane and perfluorohexane) and acrylic ester to get perfluoroalkyl
acrylate; 2) mixing the silicon dioxide having three particle sizes (10-30 nanometer,
200-500 nanometer and 800-1200 nanometer) in mass ratio of 1:1:1 uniformly; 3)



2/8
PN
PR
AP
DT
PA
Tl
AB

3/8
PN
PNFP
PR
AP
DT
CcT

preparing the material: by mass, 15% of condensation compound of perfluoroalkyl
acrylate, 15% of mixture of silicon dioxide, 70% of plastic resin (including but not
limited to polyethylene resin PE, polypropylene resin PP, polycarbonate PC,
polyamide PA, ABS resin and the like), 1%-5% of paraffin or chlorinated paraffin as
an internal lubricant, and 1%-3% of stearic acid as an external lubricant, stirring
fully to make the material mix uniformly; 4) manufacturing composite master batch
by a extrusion moulding method in a double screw extruder at the temperature of
220-280 DEG C; 5) manufacturing various plastic products by using a extrusion,
rolling process, injection moulding, spray, blow molding and so on.
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Integral automatic oil removal and recovery device for kitchen

The utility model discloses an integral automatic oil removal and recovery device
for a kitchen, which comprises an oil recovery container tank body, wherein a water
inlet pipe connector and a valve thereof, a water outlet pipe connector and a valve
thereof, a connector connected with a sewage discharge pipe and a valve thereof,
and a grating primary filter screen are arranged on the outer side face of the oil
recovery container tank body; a siphon water outlet pipe is arranged in the oil
recovery container tank body; and an exhausting diversion port and an exhausting
diversion port internal screw cover are arranged on the top part of the oil recovery
container tank body. The oil recovery container tank body is made of stainless steel
materials, glass fiber reinforced plastics materials, metal materials and plastic
materials, and is integrally formed through processes such as machinery

injection molding, extrusion molding, blow molding, welding and the like after hand-
made manufacturing. The oil recovery container tank body has a simple structure,
ingenious concept, strong resistance to pressure, good water sealing property, light
weight, and good corrosion resistance, is convenient to maintain, is very suitable for
household kitchens, group kitchens, hotels, restaurants and other food processing
fields, and is appropriate for large-scale popularization.
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Tl - (AB)
Car spare tire cover plate manufacturingmethod

AB - (A)
The invention discloses a car spare tire cover plate manufacturing method which
comprises the following steps: delivering PP (polypropylene) engineering plastic
particles into a charging barrel above a blow molding machine; heating and
delivering the plastic particles to an extrusion die head by virtue of an extrusion
screw rod; fixing a punched non-woven fabric on the fixed die cavity plate of a blow
molding die; extruding molten plastic from the die head through the extrusion die
head, thus forming a primary blank; sealing the lower end of the primary blank
through a sealing device, starting the die head for blowing, thus forming the blank
with needed dimension through blowing expansion, and starting die assembly; when
the die assembly is in place, starting an oil cylinder on a supporting plate
instantaneously so as to push a reinforcing rib forming push plate on a fixing plate
to extrude the blank, delaying for 1-2 seconds, retreating the oil cylinder, and
simultaneously starting a blowing needle for blowing; carrying out blowing forming
and cooling; and carrying out die sinking when preset forming and cooling time is
achieved, and taking out the finished product. The spare tire cover
plate manufactured by the method is light in mass, good in sound-insulating effect,
large in bearing force and good in attaching effect of the body and the fabric.
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- Method of manufacturing
structural foam plastic
products free from
undesirable contaminant
constituents

- Thermoplastic granules
mixed with a blowing agent
are processed in a barrel unit
which encloses a
rotating screw which mixes,
works and plasticizes the
mixture so that at the leading
end of the barrel it is in a
molten condition suitable
for extrusion or
injection molding. The screw
has two compression stages
with an intermediate
decompression stage
therebetween. At a location
corresponding to the
decompression stage of
the screw the barrel has a
vent therein which permits
the escape of moisture vapors
and other unwanted volatiles
in the mixture. At the vent
zone the forward faces of
the screw flights are undercut
to minimize the discharge of
mixture through the vent.
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Synthetic plastic composition, articles made therefrom and method of manufacture

New plastic compositions, made from a uniform mixture of thermoplastic resin and a
naturally occurring aluminosilicate glass (NOAG) produce articles of manufacture
by a variety of molding processes that have a more uniform and smoother surface
with significantly reduced sink marks, and exhibit an improved dispersion of
additives and pigments. The molding machines making articles from these
compositions of thermoplastic resin and NOAG exhibit an increase in throughput,
lower operating temperatures, less power consumption, reduced injection pressure,
and increased injection speed. Running these synthetic plastic compositions through
injection, extrusion and blow molding machines also tends to clean and lubricate
the screw and the injector nozzles, increasing the life of the machine parts. The
NOAG is preferably present in amounts ranging from 0.1% to 3.0% by weight of the
composition. The NOAG is added to the thermoplastic resin in a manner that
uniformly disperses it throughout the resulting thermoplastic resin-NOAG
composition. The NOAG may be added as a dry powder directly to the plastic resin
preferably in a particle size smaller than 325 mesh. The NOAG also may be added to
the plastic resin in pellet form of various sizes, encapsulated by a carrier such as
LLDPE, or may be directly compounded into the thermoplastic resin.
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(A1B2)
Synthetic thermoplastic composition, articles made therefrom and method
of manufacture

(A1B2)

New plastic compositions, made from a uniform mixture of thermoplastic resin and a
naturally occurring aluminosilicate glass (NOAG) produce articles of manufacture
by a variety of molding processes that have a more uniform and smoother surface
with significantly reduced sink marks, and exhibit an improved dispersion of
additives and pigments. The molding machines making articles from these
compositions of thermoplastic resin and NOAG exhibit an increase in throughput,
lower operating temperatures, less power consumption, reduced injection pressure,
and increased injection speed. Running these synthetic plastic compositions through
injection, extrusion and blow molding machines also tends to clean and lubricate
the screw and the injector nozzles, increasing the life of the machine parts. The
NOAG is preferably present in amounts ranging from 0.1% to 3.0% by weight of the
composition. The NOAG is added to the thermoplastic resin in a manner that
uniformly disperses it throughout the resulting thermoplastic resin-NOAG
composition. The NOAG may be added as a dry powder directly to the plastic resin
preferably in a particle size smaller than 325 mesh. The NOAG also may be added to
the plastic resin in pellet form of various sizes, encapsulated by a carrier such as
LLDPE, or may be directly compounded into the thermoplastic resin.
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(A1)

Extruder for

plasticizing plastic waste,
comprises a cylinder,

a screw, a filling area, an
output area, a comminuting
unit having an adjustable and
interchangeable knife-edge,
and a tool arranged in the
output area

(A1)

The extruder (1) for
plasticizing plastic waste,
comprises a cylinder (2),

a screw (3), a filling area (4),
an output area (5), a
comminuting unit (6) having
an adjustable and
interchangeable knife-edge,
and a tool arranged in the
output area. The comminuting
unit is arranged to the
extruder and in the filling
area opposite to other heated
areas, and is arranged to
the screw. The screw is
constructed from an extruder
shaft and screw passages.
The knife-edge is rigidly
connected with the extruder
shaft. The cutting edge of the
knife-edge repels in

rotational direction of the
extruder shaft. The extruder
(1) for plasticizing plastic
waste, comprises a cylinder
(2), a screw (3), a filling area
(4), an output area (5), a
comminuting unit (6) having
an adjustable and
interchangeable knife-edge,



and a tool arranged in the
output area. The comminuting
unit is arranged to the
extruder and in the filling
area opposite to other heated
areas, and is arranged to

the screw. The screw is
constructed from an extruder
shaft and screw passages.
The knife-edge is rigidly
connected with the extruder
shaft. The cutting edge of the
knife-edge repels in

rotational direction of the
extruder shaft. Several knife-
edges are simultaneously
arranged at the circumference
of the extruder shaft. A radial
dimension of the
comminuting unit represents
the radial dimension of

the screw passages of

the screw. A gradient of

the screw passages along the
extruder shaft in the filling
area is larger than outside of
the filling area. The knife-edge
arranged to the cylinder
forms a horizontal knife to
the knife-edge arranged to
the screw. The knife-edge has
a straight polished cutting
edge and/or a toothed cutting
edge. The knife-edge of the
cylinder and the knife-edge of
the screw have toothed
cutting edge. The teeth of the
cutting edges grip into one
another. The knife-edge has
strength of 10 mm. The tool
produces granulates from the
emerging melting strand. The
extruder acts itself in

the plastic waste around cut-
off edges of a foil tube
produced in a blow

foil extrusion process and
around residuals of a disk
extruding process, a spraying
casting process or a pressing
process. Independent claims
are included for: (1) a process
for recycling plastic waste
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from a manufacture process
for plastic products like foils,
plates, injection molding
fresh products; and (2) an
arrangement for

recycling plastic waste from
a manufacture process

for plastic products like foils,
plates, injection molding
fresh products.
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Extrusion blow molding forming apparatus for false proof container

An anti-counterfeiting vessel extruding blow molding device includes a main
material supply device consisting of a mixing hopper, a melting heating device, an
extruding screw and a material outlet, a blow mold and a side material supply
device which includes a separate side material mixing hopper, a side material
melting heating device and a side material extruding screw communicated with the
material outlet of the main material supply device. As the utility model adopts the
structure device which integrates the fluorescence counterfeiting symbol into a
whole in the vessel, the counterfeiting vessel of the utility model has the following
advantages: 1. the counterfeiting effect is good, the need of the invisible fluorescence
counterfeiting of the plastic vessel is reliably implemented and the counterfeiting
character is obvious, is easy to be identified and is hard to be modeled on; 2.

the manufacture is easy and reliable, the reliability of the fluorescence
counterfeiting is largely improved to make the utility model has the features of
economic, energy-saving and environmental protection, meanwhile, the applicable
range is largely reinforced.



