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(54) AUTOMATED MAPPING SYSTEM FOR CONTROLLING PARAMETERS OF POLYMERIC MELT

(57) A system (1000) for controlling parameters of
polymeric film (7) includes an extruder (17) and a die (1)
which has a gap (G). A plurality of regulators (2) are po-
sitioned along the die (1) for regulating the gap (G). A
cooling cylinder (3) is located downstream of the die (1)
and a polymeric melt (11) extends from the die (1) to the
cooling cylinder (3). A haze generator (5H) for creating
a haze lane in the polymeric melt (11) is located proxi-
mate the gap (G). A haze sensor system (4) is located

downstream from the gap (G) in a measuring location
(13). The haze sensor system (4) is locates a transverse
point (LP1, LP2, LP3) for the respective haze lane (14.
14’, 14") in the polymeric film (7) at the measuring location
(13). The haze sensor system (4) is in communication
with the regulators (2) to adjust the gap (G) based on a
correlation of haze lane (14, 14’, 14") position at origin
point (PI, P2, P3) and transverse point (LP1, LP2, LP3)
at the measuring location (13).
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Description

FIELD OF THE INVENTION

[0001] The present invention relates generally to a sys-
tem for controlling parameters of polymeric melt and
more particularly to a system for controlling the profile of
polymeric melt discharged from a die using a haze gen-
erator (e.g., a haze formation device) to mark the molten
polymeric film being discharged from the die, using the
mark to map the profile of the polymeric film after quench-
ing and adjusting the profile of the melt at the die based
upon the map.

BACKGROUND OF THE INVENTION

[0002] Polymer film is manufactured by melting poly-
mer pellets in an extruder apparatus and forcing melted
polymer out of a gap (e.g., die slot, die lip) in the die that
is in communication with the extruder apparatus. The size
of the die gap is adjusted in increments across the trans-
verse direction of the gap by a plurality of regulators. The
polymer film can be manufactured via a cast film system
that produces thin plastic sheets such as that used in
stretch film; a cast sheet system that produces thick plas-
tic film that can be cast into three-dimensional shapes
such as cups; embossed cast film system for producing
plastic sheets that have dimples, perforations or the like
formed in them; and extrusion coating systems that bond
polymer sheet to substrates such as paper. Dies that may
be employed include slot dies and round dies (e.g., those
used in blown film casting processes). The molten poly-
mer film is discharged from the die in a machine direction
which is the direction of travel of the polymer melt from
the die.
[0003] Maintaining uniform thickness of the polymer
film in a direction transverse to the machine direction is
a difficult task. Edges of the film tend to neck-in, become
narrower due to the tension created as the melt is pulled
from the die in to quenching systems (e.g., cooling roll-
ers). Thus, the thickness of the film can vary in the trans-
verse direction, for example across the width of the die
slot. Such varying of the thickness of the film in the di-
rection transverse to the machine direction is often re-
ferred to as a series of non-linear lanes. After quenching
of the melt into the film (i.e., solidified melt) the thickness
of the film can be measured by a caliper or mass sensor
and the die (e.g., multiple die slot gaps) is adjusted or
controlled to obtain proper thickness profile (i.e., the var-
iation in thickness transversely across the polymeric film)
of the film after quenching of the polymeric melt.
[0004] However, the width of the film after quenching
does not directly equate to the width of the molten film
that is discharged from the die slot. Thus, a challenge in
performing the adjustments and control of the thickness
profile of the film is the inaccurate correlation of a caliper
or mass sensor traversing across the solidified melt and
corresponding a melt flow lane back to the die lip gap

actuator used in controlling the profile in the measured
lane.
[0005] Correlating the transverse position of the
quenched film to the corresponding transverse position
of the molten film discharged from the die slot is an iter-
ative process. Measuring of the thickness of the film as
a function of transverse position is typically done during
initial set-up portions of each production run. The current
processes for correlating the transverse position of the
quenched film to the corresponding transverse position
of the polymeric melt discharged from the die slot are
time consuming, labor intensive, inaccurate, must be re-
peated each time the product is run in a product run, must
be repeated for each new polymeric material or config-
uration used in a production run, presents significant
safety hazards and results in significant waste of mate-
rial.
[0006] Thus, there is a need for an automated system
to control the profile of polymeric melt to address the
foregoing problems.

SUMMARY OF THE INVENTION

[0007] The present invention includes a system for
controlling parameters of polymeric film in a continuous
melt forming process. The system includes an extruder
that is configured to create a polymeric melt. The system
includes a die (e.g., a slot-die) in communication with the
extruder for receiving the polymeric melt from the extrud-
er. The die has a gap (e.g., elongated opening between
opposing die lips) extending transversely along a dis-
charge end thereof. The system includes a plurality of
regulators positioned transversely along the die proxi-
mate the gap for selectively regulating the gap about a
nominal size setting of the gap. The system includes a
cooling cylinder located downstream of the die in a ma-
chine direction. The polymeric melt extends from the die
to the cooling cylinder and is wrapped around and cooled
(e.g., quenched or solidified) thereon. The system in-
cludes one or more haze generators located proximate
the gap and upstream of the cooling cylinder. The haze
generators are configured to create haze lanes in the
polymeric melt at respective origin points proximate the
gap during production of the polymeric film. The system
includes a haze sensor system that is located down-
stream from the gap in a measuring location of the haze
lane where the polymeric melt has been quenched to
form a polymeric film. The haze sensor system is config-
ured to locate transverse points in the respective haze
lane in the polymeric film at the measuring location. The
haze sensor system is in communication with the plurality
of regulators to adjust the gap about the nominal size
setting based on a correlation of haze lane position at
the respective origin points and the respective transverse
points at the measuring location of the haze lane in the
polymeric film.
[0008] In some embodiments, the haze generators in-
clude one or more ports configured to communicate a
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substance and/or a form of energy with the polymeric
melt proximate the die to create the haze lane.
[0009] In some embodiments, the haze generators are
moveably positionable transversely across the die.
[0010] In some embodiments, the haze generators in-
clude a jet of air that impinges the polymeric melt to form
the haze lane.
[0011] In some embodiments, the haze sensor system
is configured to detect the haze lane and a transverse
position of the haze lane.
[0012] In some embodiments, the system includes a
control unit that has a computer processor which includes
executable software that has an algorithm for controlling
the adjusting of the gap based on a correlation of haze
lane position of the polymeric melt at the origin points
and the respective haze lane position of the polymeric
film at the respective transverse points, at the measuring
location.
[0013] In some embodiments, the computer processor
is configured to store the correlation of haze lane position
at the origin point and the haze lane position at the re-
spective transverse points at the measuring location and
have the executable software execute the correlation to
have the control unit adjust the regulators for a plurality
of initiations of product runs of the system for a plurality
of polymeric material and configurations thereof.
[0014] In some embodiments, the die includes one or
more width adjustment devices (e.g., one or more deck-
les) for adjusting a width of the polymeric melt being dis-
charged from the gap.
[0015] In some embodiments, the haze generator is
repositioned based upon a width adjustment caused by
the width adjustment device.
[0016] The present invention includes a system for
controlling parameters of polymeric melt in a continuous
melt forming process. The system includes an extruder
configured to create a polymeric melt. The system in-
cludes a die in communication with the extruder for re-
ceiving the polymeric melt from the extruder. The die has
a gap extending transversely along a discharge end
thereof and plurality of regulators transversely along the
die proximate the gap for selectively regulating the gap
about a nominal size setting of the gap. The system in-
cludes a cooling cylinder located downstream of the die
in a machine direction. The polymeric melt extends from
the die to the cooling cylinder which cools (e.g., quenches
or solidifies) the polymeric melt. The system includes one
of more thickness adjuster devices located proximate the
gap. The thickness adjuster devices are configured to
create a lane of changed thickness of the polymeric melt
at an origin point proximate the gap during production of
the polymeric film. The system includes a thickness sen-
sor system located downstream from the gap in a meas-
uring location of the lane of changed thickness of poly-
meric melt where the polymeric melt has been quenched
to form a polymeric film. The thickness sensor is config-
ured to locate the lane of changed thickness of the pol-
ymeric film. The thickness sensor system is in commu-

nication with the plurality of regulators to adjust the gap
based on a correlation of the lane of changed thickness
of the polymeric melt at the origin point and the location,
in of the polymeric film, of the lane of changed thickness.
[0017] In some embodiments, the thickness adjuster
devices include one or more pneumatic discharge ports
configured to discharge a gas onto the polymeric melt
proximate the die to create the lane of changed thickness
of the polymeric melt.

BRIEF DESCRIPTION OF THE DRAWINGS

[0018]

FIG. 1 is a schematic view of the system for control-
ling parameters of polymeric melt in a continuous
melt forming process of the present invention;
FIG. 2A is schematic side view of a substrate coating
processing system using a modified version of the
continuous melt forming process of FIG. 1;
FIG. 2B is a schematic top view of an extrusion die
with a polymeric melt shown being extruded there-
from;
FIG. 2C is perspective schematic view of a portion
of a haze generator of the present invention;
FIG. 2D a schematic view of a traversing haze gen-
erator;
FIG. 2E is an enlarged view of a portion of the die of
FIG. 1;
FIG. 2F is a cross sectional schematic view taken
across section 2F-2F of FIG. 2E;
FIG. 3 is a schematic view of the width adjustment
system before conducting width adjustment;
FIG. 4 is a schematic view of the width adjustment
system after conducting width adjustment; and
FIG. 5 is a schematic view of another embodiment
of the system for controlling parameters of polymeric
melt in a continuous melt forming process of the
present invention.

DETAILED DESCRIPTION

[0019] As shown in FIG. 1, a system 1000 is provided
for controlling parameters of polymeric melt 11 in a con-
tinuous melt forming apparatus 100 that produces a pol-
ymeric film 7 from the polymeric melt 11. The continuous
melt forming apparatus 100 includes a hopper 18 which
receives, holds and discharges un-melted polymer pel-
lets 18P therein. The continuous melt forming apparatus
100 includes an extruder 17 located downstream of and
in communication with the hopper 18. The extruder 17
melts the polymeric pellets to create the polymeric melt
11. The continuous melt forming apparatus 100 includes
a die 1 secured to a discharge end of the extruder 17.
The extruder 17 delivers the polymeric melt 11 to the die
1 where the die 1 creates a profile to the polymeric melt
11 as it exits the die 1 via a gap G. The continuous melt
forming apparatus 100 includes a cooling cylinder 3 lo-
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cated downstream from and spaced apart from the die
1. The die 1 discharges the polymeric melt 11 through
the gap G in a machine direction MD onto the cooling
cylinder 3 which cools the polymeric melt 11 thereby
quenching and solidifying the polymeric melt 11 thereby
forming the polymeric film 7. The polymeric melt 11 is
pulled over and/or drawn out of the die 1 by rotation (e.g.,
clockwise rotation shown for example in FIG. 1) of the
cooling cylinder 3 creating the polymeric film 7. The die
1 includes a plurality of regulators 2 attached thereto to
control the size of the gap G, as described further herein.
[0020] As shown in FIG. 1, the system 1000 includes
one or more haze generators 5H (e.g., a device that cre-
ates an optical haze in the molten polymeric film) located
proximate the gap G, as described in further detail herein.
Each of the haze generators 5H is configured to create
a haze lane 14, 14", 14" (see FIG. 2B) in the polymeric
melt 11 at each of the respective origin points P1, P2, P3
thereon, proximate the gap G, during production of the
polymeric melt 11. While three haze lanes are labeled in
FIG. 2B for the respective origin points P1, P2 and P3,
the present invention is not limited in this regard as the
haze generator 5H is configured to create additional haze
lanes at all other origin points corresponding to each reg-
ulator 2.
[0021] As shown in FIG. 1, the system 1000 includes
a haze sensor system 4 located downstream from the
gap G and downstream of the cooling cylinder 3 to locate
the haze lanes 14, 14’, 14" as described further herein
with reference to FIG. 2B. The system 1000 includes a
measuring device 16 (e.g., a caliper or mass sensor or
profile sensor) located between the cooling cylinder 3
and the haze sensor system 4. The measuring device 16
is used to measure the thickness profile (i.e., the variation
in thickness transversely across the polymeric film) of
the polymeric film 7. The haze sensor system 4 includes
a traversing mechanism that is configured to move trans-
versely (i.e., laterally, perpendicular to the machine di-
rection MD) across the polymeric film 7 to detect the
transverse position LP1, LP2, and LP3 (see FIG. 2B) of
the haze lane 14, 14’ and 14", respectively (see FIG. 2B).
The measuring device 16 includes a traversing mecha-
nism that is configured to move transversely across the
polymeric film 7 to detect the thickness of the polymeric
film 7 at positions corresponding to the transverse posi-
tion LP1, LP2 and LP3 (see FIG. 2B) of the haze lanes
14, 14’ and 14", respectively (see FIG. 2B). While the
haze sensor system 4 is described as detecting the trans-
verse positions LP1, LP2, LP3 of the haze lanes 14, 14’
and 14", respectively, the present invention is not limited
in this regard as the haze sensor system is configured
to measure a plurality of transverse positions of a plurality
of corresponding haze lanes. The haze sensor system
is configured to detect each transverse position (e.g.,
LP1, LP2, LP3) of the respective haze lane (e.g., 14, 14’,
14") one at a time or together as a group or sub-group.
[0022] As shown in FIG. 1, the system 1000 includes
an encoder 15 that is in communication with the haze

sensor system 4 and the measuring device 16 and re-
ceives and processes signals therefrom. The system
1000 includes a control unit 19 (e.g., an Automatic Profile
Control APC system) that includes a computer processor
19P having executable software 19M that generates an
algorithm for calibrating, controlling and adjusting the
size of the gap G based upon a correlation of the position
of the haze lanes 14, 14’, 14" of the polymeric film 7 at
the transverse points LP1, LP2, LP3 at the measuring
location 13 to the respective haze lane position 14, 14’
14" of the polymeric melt 11 at the respective origin points
P1,P2, P3, acquired during an initial startup product run
of the system 1000. The control unit 19 is in communi-
cation with the encoder 15, the haze sensor system 4
and the measuring device 16 and receives signals there-
from. The control unit 19 is in communication with each
of the plurality of regulators 2. The control unit 19 trans-
mits control signals to each of the plurality of regulators
2 for controlling and adjusting the size of the gap G. The
computer processor 19P stores the algorithm generated
from the correlation of the position of the haze lanes 14,
14’, 14" of the polymeric film 7 at the transverse points
LP1, LP2, LP3 at the measuring location 13 to the re-
spective haze lane position 14, 14’ 14" of the polymeric
melt 11 at the respective origin points P1,P2, P3 and
applies the algorithm to future product start up runs, with-
out the need creating further haze lanes and correlating
the locations thereof between the transverse points LP1,
LP2, LP3 and the origin points P1, P2, P3 and the re-
spective regulators associated therewith.
[0023] As shown in FIG. 1, the system includes a wind-
ing roll assembly 90 for receiving and rolling the polymeric
film thereon.
[0024] While FIG. 1 illustrates the continuous melt
forming apparatus 100, the present invention may also
be employed in a continuous melt forming apparatus 200
that is configured to form a laminated film 8 by laminating
two substrates 9 and 12 together by feeding the polymer
melt 11 between the two substrates 9 and 12 in a con-
tinuous process as shown in FIG. 2A. The polymeric melt
11 solidifies between and bonds the two substrates 9 and
12 together to form the laminated film 8 during cooling
and quenching of the polymeric melt 11 on the cooling
cylinder 3 during rotation of the cooling cylinder 3. The
laminated film 8 discharged from the cylinder 3 has the
polymeric film bonded to opposing surfaces of the two
substrates 9 and 12. The melt forming apparatus 200
shown in FIG. 2A can replace the melt forming apparatus
100 shown in FIG. 1 and operate with the system 1000
in a manner similar to that described herein with respect
to FIG. 1.
[0025] As shown in FIG. 2B, the die 1 extends trans-
versely to the machine direction MD (i.e., perpendicular
to the machine direction MD) as indicated by the arrow
T. The die 1 has a plurality of regulators 2 (shown in FIG.
2B schematically as small rectangles and shown with
additional detail in FIG. 2E) positioned transversely
across the die 1. Each of the plurality of regulators 2 is
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configured for selectively regulating the size of the gap
G at a plurality of positions transversely across the die
1. For example, the control unit 19 transmits control sig-
nals to the regulator 2 located proximate the origin point
P1 (see FIG. 2B) to ensure the thickness of the polymeric
film 7 at a respective transverse point LP1 (see FIG. 2B)
for the haze lane 14 (see FIG. 2B) has a thickness that
meets specification. The executable software 19M in-
cludes an algorithm for controlling the adjustment of the
gap G at the origin point P1 (see FIG. 2B) based on a
correlation of the thickness of the polymeric film 7 at the
at the transverse point LP1 (see FIG. 2B) in the haze
lane 14 (see FIG. 2B) detected by the haze sensor sys-
tem 4 at the measuring location 13 where the polymeric
melt 11 has been quenched into the polymeric film 7.
[0026] As shown in FIG. 1, the control unit 19 transmits
control signals to the regulator 2 located proximate an
origin point P2 (see FIG. 2B) to ensure the thickness of
the polymeric film 7 at the respective transverse point
LP2 (see FIG. 2B) for haze lane 14’ (see FIG. 2B) has a
thickness that meets specification. The executable soft-
ware 19M includes an algorithm for controlling the ad-
justment of the gap G at the origin point P2 (see FIG. 2B)
based on a correlation of the thickness of the polymeric
film 7 at the at the transverse point LP2 (see FIG. 2B) in
the haze lane 14’ (see FIG. 2B) detected by the haze
sensor system 4 at the measuring location 13 where the
polymeric melt 11 has been quenched into the polymeric
film 7.
[0027] As shown in FIG. 1, the control unit 19 transmits
control signals to the regulator 2 located proximate an
origin point P3 (see FIG. 2B) to ensure the thickness of
the polymeric film 7 at the respective transverse point
LP3 (see FIG. 2B) for haze lane 14" (see FIG. 2B) has
a thickness that meets specification. The executable soft-
ware 19M includes an algorithm for controlling the ad-
justment of the gap G at the origin point P3 (see FIG. 2B)
based on a correlation of the thickness of the polymeric
film 7 at the at the transverse point LP3 (see FIG. 2B) in
the haze lane 14" (see FIG. 2B) detected by the haze
sensor system 4 at the measuring location 13 where the
polymeric melt 11 has been quenched into the polymeric
film 7.
[0028] While the control unit 19 is shown and described
as controlling the actuators 2 at the origin points P1, P2
and P3 based upon thickness of the polymeric film 7 in
the haze lanes 14, 14’ and 14" at transverse points LP1,
LP2, and LP3, respectively, the present invention is not
limited in this regard as the control unit 19 is configured
to control each of the regulators 2 for each haze lane
corresponding to the respective regulator 2 in a manner
similar to that described herein for the haze lanes 14, 14’
and 14".
[0029] During production of the polymeric melt 11,
each of the haze generators 5H (shown in FIG. 1) is con-
figured to create a haze lane 14, 14’, 14" in the polymeric
melt 11 at an origin point P1, P2, P3 as shown on FIG.
2B. The origin point P1, P2, P3 is located proximate the

gap G. As shown in FIGS. 1 and 2B, the haze sensor
system 4 is located downstream from the gap G at a
measuring location 13 of the haze lane 14, 14’, 14" where
the polymeric melt 11 has been quenched into the poly-
meric film 7. The haze sensor system 4 is configured to
detect the haze lane 14, 14’, 14" and to capture a trans-
verse position LP1, LP2, LP3 (see FIG. 2B) of the haze
lane 14, 14’, 14", respectively. The haze sensor system
4 is in communication with the plurality of regulators 2 to
adjust the gap-sizes based on a correlation of haze lane
position at the origin point P1, P2, P3 and the measuring
location 13 of the haze lane 14, 14’, 14" where the poly-
meric melt has been quenched. The haze generator 5H
is configured to create a plurality of additional haze lanes,
for example haze lanes 14’ and 14", in the polymeric melt
11 a plurality of additional origin points, for example, or-
igin points P2 and P3, respectively.
[0030] Thus, the haze sensor system 4 maps the trans-
verse position (e.g., LP1, LP2, LP3) for the corresponding
haze lane (e.g., 14, 14’, 14") and the control unit 19 em-
ploys the executable software 19M to correlate (e.g., cal-
ibrate, assign or align) the transverse position (e.g., LP1,
LP2, LP3) with the respective regulator 2 at the respective
origin point (e.g., P1, P2, P3) to cause the respective
regulator to adjust the gap G to adjust the thickness of
the polymeric melt 11 at the respective origin point (e.g.,
P1, P2, P3). The regulators 2 are configured to modulate
the magnitude of the gap G, for example, to locally in-
crease the magnitude of the gap G at each respective
origin point (e.g., P1, P2, P3) to increase the thickness
of the polymeric melt 11 at each respective origin point
(e.g., P1, P2, P3) and to locally decrease the magnitude
of the gap G at each respective origin point (e.g., P1, P2,
P3) to decrease the thickness of the polymeric melt 11
at each respective origin point (e.g., P1, P2, P3).
[0031] The computer processor 19P is configured to
store the algorithm generated based on the correlation
of haze lane position of the polymeric melt 11 at the re-
spective origin points P1, P2, P3 and the haze lane po-
sition of the polymeric film 7 at the respective transverse
points LP1, LP2, LP3 at the measuring location 13 and
have the executable software 19M execute the correla-
tion to have the control unit 19 adjust the regulators 2 for
a plurality of startup of future product runs of the system
1000 for a plurality of polymeric material and configura-
tions thereof. Thus, algorithms are established for each
particular type of polymeric material, die 1 and desired
polymeric film 7 characteristics and saved in the compu-
ter processor 19P for execution of future startup product
runs without having to recalibrate the system 1000. The
algorithm has utility in avoiding the material waste, safety
hazards, lengthy and repetitive calibration times for each
startup of product runs and other disadvantages of prior
art systems.
[0032] The haze generator 5H is configured to create
the haze lanes (e.g., 14, 14’, 14") by use of one or more
processes, including but not limited to communicating
(e.g., discharging, touching, in close proximity to) a sub-
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stance and/or a form of energy therefrom onto selective
portions of the polymeric melt 11. For example, the haze
generator 5H is configured to discharge one or more sub-
stances such as, but not limited to, a gas (e.g., air or
nitrogen), a powder, a liquid, particles, mechanical de-
vices (e.g., roller or brush), a color media, a polymer and
combinations thereof onto or in close proximity to selec-
tive portions of the polymeric melt 11, for example prox-
imate the origin points P1, P2, P3. For example, the haze
generator 5H is configured to create or discharge forms
of energy such as, but not limited to, heat sources, heat
sinks, cooling media, a shock wave, a vibration, audible
sound waves, an ultrasonic transmission and radiation
onto or in close proximity to the selective portions of the
polymeric melt 11, for example proximate the origin
points P1, P2, P3.
[0033] For example, as shown in FIG. 2C, each of the
haze generators 5H has one or more (e.g., a plurality of
discharge ports) discharge ports 5P configured to dis-
charge a gas (e.g., air) onto the polymeric melt 11 prox-
imate the die 1 to create the haze lane 14. Each of the
discharge ports 5P are located at a predetermined posi-
tion proximate the gap G and adjacent a respective one
of the plurality of regulators 2 (see FIG. 2B). The haze
generator 5H includes a gas distribution manifold 6 that
is in communication with each of the pneumatic dis-
charge ports 5P, for supplying a gas (e.g., air) to the
discharge ports 5P from a suitable supply source AS.
Each of the discharge ports 5P of the haze generator 5H
creates a jet of gas 5J (e.g., air) that impinges the poly-
meric melt 11 to form the haze lane 14 at the origin point
P1, to form the haze lane 14’ at the origin point P2, to
form the haze lane 14" at the origin point P3 and to form
additional haze lanes at a plurality of additional origin
points in the polymeric melt.
[0034] While the haze generator 5H shown and de-
scribed with reference to FIG. 2C employs the gas dis-
tribution manifold 6 and the plurality of discharge ports
5P, the present invention is not limited in this regard as
other configurations may be employed including but not
limited to the haze generator 5H being moveably posi-
tionable transversely across the polymeric melt 11, as
shown in FIG. 2D. For example, the haze generator 5H
shown in FIG. 2D has one discharge port 5P riding on a
rail arrangement 5R and has a flexible air supply tube 5K
in communication with the discharge port 5P for supply-
ing a gas (e.g., air) thereto from a suitable supply source
AS.
[0035] As shown in FIGS. 2E and 2F, the gap G is a
generally linear opening in the die 1. The gap G is ad-
justable by the regulators 2 that have actuators 2A that
control and move die bolts DB proximate the gap G of
the die 1 to regulate the gap G around a nominal opening
to produce a profile in the polymeric film 7 (i.e., solidified
melt) against a target base line profile at the point of
measurement of the solidified melt being a film or coating
on a web. The profile is typically flat, but in some embod-
iments the profile is shaped. In one embodiment, the ma-

terial is a polymer having a suitable melt flow, viscosity
and composition for making film.
[0036] As shown in FIGS. 3 and 4, the die 1 includes
width adjustment devices 30 (e.g., deckles) for adjusting
a width of the polymeric melt 11 being discharged from
the gap G. In one embodiment, the haze generator 5H
(see FIG. 2D) is repositioned based upon a width adjust-
ment caused by the width adjustment device 30. FIG. 3
illustrates the position of the width adjustment devices
30 at opposing transverse edges of the die 1. The width
adjustment devices 30 shown in FIG. 3 are in an initial
position (e.g., un-deckled die) thereby establishing an
initial width Wi of the gap G of the die 1 and the polymeric
melt 11 having a full width 21. A group of haze generators
5H (see FIG. 2D) are pre-set on opposing ends of the
die 1 at positions HA1, HA2, HA3, HB1, HB2 and HB3.
[0037] As shown in FIG. 4, the width adjustment de-
vices 30 are moved toward each other in the direction of
the arrows Q1 and Q2, to shorten an effective width W2
of the gap G of the die 1 to produce a narrower width
profile 22. As the width adjustment devices 30 are moved
to shorten the width W2 of the gap G of the die 1, the
group of haze generators 5H (see FIG. 2D) move in uni-
son with the width adjustment devices 30. Thus, the
group of haze generators 5H move from the positions
HA1, HA2, HA3, HB1, HB2 and HB3 shown in FIG. 3 to
the positions HA1’, HA2’, HA3’, HB1’, HB2’ and HB3’
shown in FIG. 4.
[0038] The physical movement of the width adjustment
devices 30 and positions of the group of haze generators
5H is performed manually by a machine operator; or by
the automated system via the computer processor 19P
to a pre-set positions established by the algorithms em-
ployed by executable software 19M.
[0039] As shown in FIG. 5, an alternate embodiment
for controlling parameters of polymeric melt 11 in a con-
tinuous melt forming apparatus 100 that produces a pol-
ymeric film 7 from the polymeric melt 11 is designated
by the numeral 1000’. The system 1000’ is similar to the
system 1000, thus the same element numbers are em-
ployed except where differences in the system 1000’ are
present. For example, the system 1000’ selectively reg-
ulates the size of the gap G of the die 1 at a plurality of
positions transversely across the die 1 based on the thick-
ness of the polymeric melt 11. In this embodiment, at
least one film thickness adjuster 5HT is located proximate
to the gap G and the thickness adjuster 5HT creates a
lane of changed thickness of the polymeric melt 11 at an
origin point P1 proximate to the gap G, during production
of the polymeric melt 11. A thickness sensor system 4T
is located downstream from the gap G, at a measuring
location 13 where the polymeric melt 11 has been
quenched into the polymeric film 7. The thickness sensor
system 4T communicates with the regulators 2 to adjust
the size of the gap G based on a correlation of the meas-
uring location of the lane of changed thickness of the
polymeric melt 11 at the origin point P1 and the measur-
ing location 13 of the lane of changed thickness where
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the polymeric melt has been quenched into the polymeric
film 7.
[0040] In some embodiments, the thickness adjuster
5T has at least one discharge port (e.g., discharge ports
similar to the discharge ports 5P shown in FIGS. 2C and
2D for the system 1000) that is configured to discharge
a gas onto the polymeric melt 11 proximate the die 1 to
create a lane of changed thickness of the polymeric melt
11.
[0041] In some embodiments, a system 1000 is com-
bined with the system 1000’ and includes at least one
haze generator 5H and at least one film thickness ad-
juster 5HT. The systems 1000 and 1000’ adjust the size
of the gap G at a plurality of positions across the die 1
based on the measuring location 13 of the haze lane 14
and/or the lane of changed thickness of the film.
[0042] The system 1000 and 1000’ have utility in a con-
tinuous "melt forming process", whereby an extruder is
used to create a molten polymer and pumps the molten
polymer or "melt" (polymeric melt 11) into a slot type die
where by regulators on the die (e.g., die lips of the die)
shape the polymeric melt 11 into a profile (e.g., flat pro-
file). In the process of shaping the profile a traversing
sensor measures the formed profile of the polymeric film
7 and correlates the transverse points LP1, LP2, LP3 at
the measuring location 13 to a respective regulator 2 on
the die 1.
[0043] The invention includes a method to automati-
cally calibrate, or "map" a series of "non-linear" flowing
narrow width "lanes" created in the polymeric melt 11 at
the gap G of the die 1 and with respect to locations of
the regulators 2 on the die 1. The method includes locat-
ing the lanes on the polymeric film 7 with a traversing
measuring device (e.g., haze sensor 4 or thickness sen-
sor) with transverse position feedback located at a posi-
tion in the material flowing direction (i.e., machine direc-
tion MD) after the point of quenching to automatically
control thickness of the polymeric film 7 via the control
unit 19.
[0044] Although the present invention has been dis-
closed and described with reference to certain embodi-
ments thereof, it should be noted that other variations
and modifications may be made, and it is intended that
the following claims cover the variations and modifica-
tions within the true scope of the invention.

Claims

1. A system (1000) for controlling parameters of poly-
meric film (7) in a continuous melt forming apparatus
(100, 200), the system (1000) comprising:

an extruder (17) configured to create a polymeric
melt (11);
a die (1) in communication with the extruder (17)
for receiving the polymeric melt (11) from the
extruder (17), the die (1) having a gap (G) ex-

tending transversely along a discharge end
thereof and plurality of regulators (2) positioned
transversely along the die (1) proximate the gap
(G) for selectively regulating the gap (G);
a cooling cylinder (3) located downstream of the
die (1) in a machine direction (MD), the polymer-
ic melt (11) extending from the die (1) to the cool-
ing cylinder (3);
at least one haze generator (5H) located proxi-
mate the gap (G) and upstream of the cooling
cylinder (3), the at least one haze generator (5H)
being configured to create at least one haze lane
(14, 14’, 14") in the polymeric melt (11) at a re-
spective origin point (PI, P2, P3) proximate the
gap (G) during production of the polymeric film
(7);
a haze sensor system (4) being located down-
stream from the gap (G) in a measuring location
(13) of the haze lane (14. 14’, 14") where the
polymeric melt (11) has been quenched to form
the polymeric film (7), the haze sensor system
(4) being configured to locate a transverse point
(LP1, LP2, LP3) for the respective haze lane (14.
14’, 14") in the polymeric film (7) at the measur-
ing location (13); and
the haze sensor system (4) being in communi-
cation with the plurality of regulators (2) to adjust
the gap (G) based on a correlation of haze lane
(14, 14’, 14") position at the respective origin
point (P1, P2, P3) and the respective transverse
point (LP1, LP2, LP3) at the measuring location
(13).

2. The system (1000) of claim 1, wherein the at least
one haze generator (5H) comprises at least one port
(5P) configured to communicate at least one of a
substance and a form of energy with the polymeric
melt (11) proximate the die (1) to create the haze
lane (14).

3. The system (1000) of claim 1, wherein the at least
one haze generator (5H) is moveably positionable
transversely across the die (1).

4. The system (1000) of claim 1, wherein the at least
one haze generator (5H) comprises a jet of gas (5J)
that impinges the polymeric melt to form the haze
lane (14).

5. The system (1000) of claim 1, wherein the haze sen-
sor system (4) is configured to detect the haze lane
(14) and a transverse position (LP) of the haze lane
(14).

6. The system (1000) of claim 1, further comprising a
control unit (19) comprising a computer processor
(19P) having executable software (19M) that has an
algorithm for controlling the adjusting of the gap (G)
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based on a correlation of haze lane position at the
origin points (P1, P2, P3) and the respective haze
lane position at the respective transverse points
(LP1, LP2, LP3), at the measuring location (13).

7. The system (1000) of claim 6, wherein the computer
processor (19P) is configured to store the correlation
of haze lane position of the polymeric melt (11) at
the respective origin points (P1, P2, P3) and the haze
lane position of the polymeric film (7) at the respec-
tive transverse points (LP1, LP2, LP3) at the meas-
uring location (13) and have the executable software
(19M) execute the correlation to have the control unit
(19) adjust the regulators (2) for a plurality of initia-
tions of product runs of the system (1000) for a plu-
rality of polymeric material and configurations there-
of.

8. The system (1000) of claim 1, wherein the die (1)
comprises at least one width adjustment device (30)
for adjusting a width of the polymeric melt (11) being
discharged from the gap (G).

9. The system (1000) of claim 8, wherein the at least
one width adjustment device (30) comprises a deck-
le.

10. The system (1000) of claim 8, wherein the least one
haze generator (5H) is repositioned based upon a
width adjustment caused by the width adjustment
device (30).

11. A system (1000’) for controlling parameters of poly-
meric melt (11) in a continuous melt forming appa-
ratus (100, 200), the system comprising:

an extruder (17) configured to create a polymeric
melt (11);
a die (1) in communication with the extruder (17)
for receiving the polymeric melt (11) from the
extruder (17), the die (1) having a gap (G) ex-
tending transversely along a discharge end
thereof and plurality of regulators (2) transverse-
ly along the die (1) proximate the gap (G) for
selectively regulating the gap (G) about a nom-
inal size setting of the gap (G);
a cooling cylinder (3) located downstream of the
die (1) in a machine direction (MD), the polymer-
ic melt (11) extending from the die (1) to the cool-
ing cylinder (3);
at least one thickness adjuster located proxi-
mate the gap (G), the at least one thickness ad-
juster (5T) being configured to create a lane of
changed thickness of the polymeric melt (11) at
a respective origin point (PI, P2, P3) proximate
the gap (G) during production of a polymeric film
(7);
a thickness sensor system (4T) located down-

stream from the gap (G) in a measuring location
(13) of the lane of changed thickness of poly-
meric melt (11) where the polymeric melt has
been quenched to form the polymeric film (7),
the thickness sensor system (4T) being config-
ured to locate a respective transverse point
(LP1, LP2, LP3) for the respective lane of
changed in thickness of the polymeric film (7);
and
the thickness sensor system (4T) being in com-
munication with the plurality of regulators (2) to
adjust the gap based on a correlation of the lane
of changed thickness of the polymeric melt (11)
at the respective origin point (P1, P2, P3) and
the measuring location (13), in of the polymeric
film (7), of the respective lane of changed thick-
ness.

12. The system (1000’) of claim 11, wherein the at least
one film thickness adjuster (5HT) comprises at least
one port (5P) configured to communicate at least
one of a substance and a form of energy with the
polymeric melt (11) proximate the die (1) to create
the lane of changed thickness of the polymeric melt.
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