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[57] ABSTRACT 
A plastic extruder system having a barrel and a shell 
with heat exchange elements surrounding the barrel is 
disclosed. Two thermocouples are provided, one for 
sensing the temperature of the inner surface of the bar 
rel and the other for sensing the temperature of the 
shell. A system controller, into which a desired barrel 
setpoint temperature can be set and stored, receives and 
stores the independent temperature signals from the 
thermocouples and controls the heat exchange elements 
to automatically maintain the temperature of the ex 
truder barrel close to the desired barrel setpoint temper~ 
am 1'8 . 

22 Claims, 22 Drawing Figures 
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EXTRUDER TEMPERATURE CONTROLLER 

Matter enclosed in heavy brackets I: ] appears in the 
original patent but forms no part of this reissue speci?ca 
tion; matter printed in italics indicates the additions made 
by reissue. 

This application is a reissue of Ser. No. 048.974, ?led 
June 15, 1979. now US. Pat. No. 4.262,I3Z 

This invention relates to extrusion apparatus for plas 
tic materials and the like. 

In particular, the invention relates to the control of 
the operating temperature of an extruder barrel in a 
system which includes a shell surrounding the barrel 
and providing heat exchange elements for exchanging 
heat with the extruder barrel. The invention is particu 
larly suited to a system employing water as a liquid 
coolant, although it is also applicable to a system em 
ploying only heater elements, to a system employing 
coolants other than water, or to an air cooled system. 

Extruder systems employing one or more pairs of 
temperature probes (thermocouples), located one at the 
inner surface of the extruder barrel, and one within the 
shell surrounding the barrel, are described for example 
in US. Pat. No. 3,866,669 to Gardiner, and US. Pat. 
No. 3,751,014 to Waterloo. In both of these systems, the 
electrical signals from the two thermocouples of the 
pair are electrically combined (as shown particularly in 
FIG. 4 of U5. Pat. No. 3,751,014) to provide an aver 
age value, which may be weighted appropriately. The 
average value is input to the controller of the system 
which employs it together with a setpoint value to de 
rive output control signals. The control signals are ap 
plied to the controls of the heat exchange elements to 
control the barrel temperatures. 
Although the systems of these patents have been 

widely used, they are de?cient in a number of respects. 
For example, in the systems of the prior art, after the 

system has stabilized, there usually exists a difference 
between the actual operating temperature and the refer 
ence temperature (set point) set into the system by the 
operator. This difference is known as "droop". Opera 
tors of the system have been obliged to input a new 
reference temperature, empirically selected on the basis 
of experience and judgment, and to wait further until 
the system restabilizes to find out whether a major por~ 
tion of droop has been eliminated and the operating 
temperature is now satisfactorily close to the desired set 
temperature. Sometimes several steps have been re 
quired, requiring considerable time before use of the 
system could commence. 

Furthermore, in previously known systems, the tem 
perature of the heat exchange element has either not 
been individually sensed or has not been independently 
input and stored and hence has been unavailable for use 
by the controller. As a result, it was impossible in the 
prior art systems to utilize evaporative cooling, when 
operating at temperatures close to the ?ash point of the 
coolant (generally water), in order to take advantage of 
the heat of vaporization of the coolant, to increase the 
cooling capacity of a given volume of coolant and 
thereby to increase the efficiency of operation. 

Accordingly, it is a major object of the present inven 
tion to provide a novel system which automatically 
resets itself to substantially reduce the droop problem, 
providing an actual temperature much more nearly 
equal to the setpoint temperature. 
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2 
It is another object of the invention to provide a 

novel system which makes it possible to take advantage 
of evaporative cooling. 

It is a further object of the invention to provide auto 
matic heater protection, disabling any heater whose 
temperature exceeds a safe limit of operation. 
These and other objects have been accomplished by 

the present invention, by providing, in a plastic extruder 
system having a barrel and a shell surrounding the bar 
rel, and having a heat exchange element which may 
include both heating and cooling elements, at least one 
pair of temperature sensitive elements, one of the pair 
being placed to sense the temperature at the inner sur 
face of the barrel, the other of the pair being placed to 
sense the temperature of the shell. 
More speci?cally, the improvement of the present 

invention comprises a controller having temperature 
signal input means for receiving an independent temper 
ature signal from each of the pair of temperature sensi 
tive elements, setpoint signal input means for inputting 
a setpoint signal representative of a desired barrel tem 
perature, and storage means for independently storing 
each of the input independent temperature signals and 
the input setpoint signal. Control means responsive to 
the stored setpoint signal and each of the stored temper 
ature signals controls the heat exchange element to 
maintain the temperature of the barrel close to the set 
point temperature. 

In preferred embodiments, the storage means further 
provides at least one gain signal, and a set of signals 
representative of a plurality of heater and cooler duty 
cycle times and heater and cooler on~times. The con 
troller further may have means responsive to the stored 
input setpoint signal; the stored gain signal, and each of 
the stored input independent temperature signals to 
derive indexing signals, indexing means for applying the 
indexing signals to the storage means to select certain of 
the stored duty cycle time signals and heater and cooler 
on-time signals, and output means for outputting the 
selected signals to control the heat exchange element 
power control means. The temperature of the extruder 
barrel is thereby maintained close to the input setpoint 
temperature. 

Several advantages are provided by the invention. 
The system is highly responsive to changes in operating 
conditions, and in effect anticipates changes of tempera 
ture in the barrel before they‘occur. As a result, the 
system is highly energy-efficient. 

Because the shell temperature is sensed separately 
from that of the barrel and the resultant signal is inde 
pendently stored, the system can provide automatic 
?ash point compensation and improved cooling re 
sponse, as well as automatic heater protection. 
FIG. 1 shows an external view of an extruder system 

including the controller of the invention; 
FIG. 2 shows a cross section of a single zone of the 

extruder barrel and heat exchange element shell, with 
the placement of a temperature sensing thermocouple 
pair and their connection to the controller of the inven 
tion; 
FIG. 3 shows schematically the controller, the con 

trol panel, and the outputs to the heater and cooler 
controls; 
FIG. 4 shows the contents of the controller signal 

storage; 
FIG. 5 shows the elements of the controller con 

cerned with the reading and storing of the thermo 
couple signals; 
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FIGS. 6. 7v 8, 9 and 10 show elements ofthe control 
ler associated with generating certain internal control 
signals: 
FIGS. l1. 12, 13. 14 and 15 show elements of the 

controller more particularly associated with generating 
control signals to be output to the heater and cooler 
controls; and 

FIG. 16 shows the steady-state temperature ?uctua 
tions typical ofa system employing the controller ofthe 
invention; 
FIGS. 17a and b show certain control parameters 

used in the controller in relation to zero error condi 
tions; 
FIGS. 18a and b show the relationship between time 

and temperatures measured by each of the thermo 
couple pair, together with certain parameters. during 
approach to operating temperature stability, for a heat 
ing load condition; and 
FIG. 19 is similar to FIG. 18b, for a cooling load 

condition. 

DESCRIPTION OF THE INVENTION 

In the following description of the invention, a num 
ber of terms of art are employed. The following list of 
de?nitions of such terms may be helpful in understand 
ing the description. 

DEFINITIONS 

Alarm band, actual is an arbitrarily selected reference 
value for each barrel zone, typically :5‘, with which 
actual error A is compared to determine whether or not 
to derive the reset signal; it may be set through the 
keyboard (alarm set points); its signals are stored in 
Stack 80. 
Alarm band, control is an arbitrarily selected refer 

ence value for each barrel zone, typically i", with 
which control sum error is compared to determine 
whether the temperature is stable enough to derive a 
reset signal; it is hardwired in the system; its signals are 
stored in Stack 112. 

Barrel heat limit is a physical parameter, dependent 
on the design of heater and system wiring; it is hard 
wired in the system; its signal is stored in Register 177. 
Dead band, cooling is a range of temperature slightly 

above (typically 1 degree) the no-error condition (at 
which control sum error=0); its signal is stored in Reg 
ister 167. 
Dead band, heating is a range of temperature slightly 

below (typically l degree) the no-error condition (at 
which control sum error=0); its signal is stored in Reg 
ister 154. 
Duty cycle is a time period during a portion of which 

the heater or cooler may be turned on and off once; it is 
a function of the thermal time constants of the system; 
its length varies as a function of the error; heating duty 
cycle typically varies from 15 seconds maximum to 10 
seconds minimum; cooling duty cycle typically varies 
from l0 seconds maximum to 3 seconds minimum. 

Error, actual (A or B) is the difference between “ac 
tual setpoint" and “actual temperature (A or B)" for 
each barrel zone; its signal is stored in Stack 54. 

Error, control (A or B) is the difference between 
"control setpoint" and “actual temperature (A or B)" 
for each barrel zone; its signal is stored in Stack 70. 

Error, control sum is the weighted average of control 
errors A and B for each barrel zone; its signal is stored 
in Stack 78; control sum error=(K1 A+K2 
B)/(KI+ K2). where K1 and K2 are weighting factors. 
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4 
Flag. actual error (or flag. actual alarm): 1 when 

actual error A is greater than or equal to the actual 
alarm band width; it=0 where actual error A is less 
than actual alarm band width, for a given barrel zone: II 
is represented by bit I of Information Stack 82 at the 
location corresponding to that barrel zone. 

Flag, control (or flag, control alarm)=l when con~ 
trol sum error is greater than or equal to the control 
alarm band width; it=0 when control sum error is less 
than the control alarm band width, for a given barrel 
zone; it is represented by bit 6 of Information Stack 82 
at the location corresponding to that barrel zone. 

Flag, control sum stability: I when control error has 
been less than control alann band width for a selected 
time period (typically two minutes), for a given barrel 
zone; it is represented by bit 7 of Information Stack 82 
at the location corresponding to that barrel zone. 

Flash point is the temperature at which water evapo 
rates into steam (at sea level. 212 degrees Fahrenheit. 
100 degrees Celsius). 

Gain, barrel cool is an empirically determined physi 
cal parameter related to the cooling load in the system 
in a given barrel zone; its signals are stored in Stacks 132 
or 133; it is hardwired into the system. 

Gain, barrel heat is an empirically determined physi 
cal parameter related to the heating load in the system 
in a given barrel zone; its signals are stored in Stack 130: 
it is hardwired in the system. 

Gain, reset is a physical parameter of the extruder 
system, for each barrel zone, empirically determined 
when the system and its controller are designed, and is 
representative of the load at that zone; its signals are 
stored in Stack 56; it is hardwired in the system. 

K1, K2 are constant weighting factors applied to 
control errors A and B to derive control sum error. 

On-time is the portion of the duty cycle during which 
the heater or cooler is energized; heater on-time typi 
cally varies from 2 seconds minimum to 10 seconds 
maximum; cooler on-time typically varies from 0.1 sec 
onds minimum to 1.0 seconds maximum. 

Proportional band, barrel cool is the temperature 
range (typically 20 degrees) above the no-error condi 
tion (at which the control sum error-=0 within which 
cooling on—times will be proportional); its signal is 
stored in Register 169. 

Proportional band, barrel heat is the temperature 
range (typically 10 degrees) below the no-error condi 
tion (at which the control sum error=0 within which 
heating on-times will be proportional); its signal is 
stored in Register 158. 

Reset, reset correction=(actual error A X reset gain) 
+old reset value, for a given barrel zone; its signals are 
stored in Stack 58. 

Setpoint, actual is the desired value of the barrel 
operating temperature, for a given barrel zone. which is 
entered through the keyboard; its signals are stored in 
Stack 52; it is equal to Control Setpoint at power~on and 
when reset is disabled. 

Setpoint, alarm—see alarm band. 
Setpoint, control=sum of actual setpoint-irreset, for 

a given barrel zone; it is a derived temperature setpoint 
used by the controller; at power-on or when reset is 
disabled, control setpoint is equal to actual setpoint; its 
signals are stored in Stack 66. 

Temperature, actual (A or B) is temperature as mea 
sured by the A or B thermocouple (respectively at the 
barrel inner surface and in the heater/cooler shell) for a 
given barrel zone; its signals are stored in Stack 48. Note 
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that when temperatures are given in degrees in the 
following description. degrees Fahrenheit are generally 
meant; but since the numbers of degrees are given only 
by way of example. nothing in the description should be 
taken as limited to operation in degrees Fahrenheit. 

Referring now to the drawings, FIG. 1 shows an 
extruder system 10 with a controller 12 according to the 
invention connected thereto. Controller 12 includes a 
panel 14 having a keyboard 36 for the input of control 
signals, and a display 38. 
A typical extruder system of the kind to which the 

controller of the invention is applicable includes an 
extruder barrel, surrounded by a shell including heater 
elements and cooling structure, which may be, for ex 
ample, tubes carrying a coolant, such as water. Alterna 
tively, the cooling structure may comprise a ?nned shell 
with a blower to circulate air past the fins. The control 
ler of the invention is applicable to an extruder system 
having either type of cooling structure. The barrel and 
shell are divided into a number of zones, and the con 
troller is designed to operate on the selected number of 
zones. The number is typically eight, but is not critical. 
A controller according to the present invention can be 
designed to operate on any selected number of zones. 
FIG. 2 shows a cross section of a single zone of a 

water-cooled extruder. The extruder barrel 16 is sur 
rounded by a heater/cooler shell 18, in which are pro 
vided heater elements 20 (typically a resistive heating 
element, such as that sold under the tradename Cal-rod) 
and tubes 22 for the circulation of cooling water. The 
heating elements are operated by a conventional power 
control device, not shown, and the cooling elements are 
operated by conventional pumps and solenoid valves, 
also not shown. Two thermocouples per barrel zone are 
provided, electrically isolated from one another. The 
thermocouple 24, called the A thermocouple of the 
pair, is placed at the inner surface of the barrel 16. The 
thermocouple 26, called the B thermocouple of the pair, 
is placed in the interior of the heater/cooler shell 18. 
Each zone of the extruder is similarly provided with a 
pair of thermocouples, A and B, similarly placed. In an 
air-cooled extruder system, the B thermocouple is also 
placed in the interior of the shell. 

Before the structure and operation of the controller 
of the invention is explained in detail, it will be helpful 
to have a qualitative understanding of the operation of 
the controller, which will be described with reference 
particularly to FIGS. 17, 18 and 19. 

In general terms, referring ?rst to FIG. 18a, in the 
case of a heating load, when the extruder system is 
started up (at power-on), the temperatures measured by 
each of ,hermocouples A and B in any particular barrel 
zone begin to rise as heat is input to the system. The 
difference between the barrel temperature (measured by 
thermocouple A) and the actual set point is continually 
measured by the controller, as is the difference between 
the heater temperature (measured by thermocouple B) 
and the actual set point. The difference between actual 
setpoint and the temperature measured by thermo 
couple A is called the “actual error A", which is com 
pared by the controller with a reference value called the 
"actual alarm band" (FIG. 17a). When the barrel tem 
perature is equal to the actual set point temperature, the 
actual error is zero. Unless the actual error exceeds the 
actual alarm bandwidth, the automatic reset correction 
will not be made, as will be explained. 
A signal called the "control sum error“ is derived by 

the controller from the two measured temperatures. 
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6 
Referring to the left hand portion of FIG. 17b. so long 
as the “control sum error" signal is greater (in absolute 
magnitude) than the reference signal called the "barrel 
heat proportional bandwith“. which is six degrees in the 
embodiment described herein, it is desirable to input as 
much heat as possible into the system. In this condition 
the heater control cycles as frequently as possible (mini 
mum duty cycle) and the heater is energized for 100% 
of the duty cycle. As a result, the heater is on continu 
ously. 
Only when the control sum error is found by the 

controller to be within the barrel heat proportional 
band will more sensitive control of the heating process 
be undertaken. As seen in FIG. 17b, when the control 
sum error is within the barrel heat proportional band, 
the percentage of the duty cycle during which the 
heater is energized decreases from 100%, when the 
control sum error is six degrees, to 0% when the control 
sum error reaches zero. 

In cooling load conditions (FIG. 19 and the right 
hand portion of FIG. 17b), which might occur, for 
example, when the rotating screw of the extruder gen 
erates frictional heat which raises the barrel tempera 
ture above the actual setpoint, the control sum error is 
compared with the barrel cool proportional bandwidth. 
50 long as the control sum error is greater than the 
bandwidth, the coolant control cycles as frequently as 
possible (minimum duty cycle) and the pumps and 
valves that cause coolant to flow are energized during 
100% of the duty cycle. As a result, the cooling appara 
tus is on continuously. 
As seen in FIG. 17b, when the control error is found 

to be within the barrel cool proportional bandwidth, the 
percentage of the duty cycle during which the coolant 
valves and pumps are energized decreases from 100%, 
when the control sum error is twenty degrees, to 0% 
when the control sum error is zero. As is seen in FIG. 
17b, the relationship between control sum error and 
on-time for the barrel heat proportional band is quite 
different from that for the barrel cool proportional 
band. 
Two further reference signals are employed by the 

controller; as seen in FIG. 17b, the region slightly 
below the zero-error condition is called the “heating 
dead band", while that slightly above is called the 
“cooling dead band.” These bandwidths are typically of 
the order of one degree; while the control sum error is 
within one degree of the zero-error condition, no cor 
rection will be undertaken. A slightly larger region 
called the "control alarm band", typically :two de 
grees, surrounds the zero-error condition. The control 
sum error is compared with the control alarm band 
width to determine when the reset correction should be 
undertaken, as will be explained. 

Referring to FIG. 182, as the system is heated from 
power-on, the temperature of the heater/cooler shell, as 
measured by thermocouple B, overshoots the actual set 
point, while the temperature of the barrel, as measured 
by thermocouple A, does not reach the actual set point. 
As seen in detail in FIG. 18b, the system approaches 
temperature stability (in a heating load condition), but 
the barrel temperature remains below the actual set 
point. The system settles down into a stable condition in 
which the actual error A is greater than live degrees 
(the actual alarm band width). The controller by com 
paring the control sum error with the control alarm 
band detects the condition in which the control sum 
error remains within the control alarm band for a time 


























