I'n the preparation of toughened thernoplastics or polyner blends

cont ai ni n@0$Mm?lbd t her mopl astics, the thernoplastics or the polyner

bl ends conprising 10 A from5 to 95% by wei ght of at |east one

wat er - noi st el ast oner conmponent A containing up to 60% by wei ght of
resi dual water, B) fromb5 to 95% by wei ght of at |east one thernoplastic
pol ynmer 15 B, C fromO to 95% by wei ght of at |east one further

pol ymer GreparatiofNds dRrfibplimdy to 70% by weight of additives D, by
m xi ng the el astoner corrponeﬁ A wth the thernoplastic pol ymer B and,

i f present, the further polyner C and, if present, the additives Din an
ext rudefp AMpstragmgchani cal dewateri ng of the 25 el astoner conponent A,

t he con%onents A B, Cand D are fed to an extruder which has at | east
two screws raqtati I’lg@l n the irection or in oggos ite dlrectd ons and

having a Serety gFghatart P?] toughenen theiRoRd 486 ey P h PUYFEE L PifRds
( downst re‘a?ﬁtaltnﬁégek?‘iq}tféﬁedbéhﬁﬁ“@s‘s’éﬁwa} |the thesmppkastigs or the gt
| east onepokimeni bieséstdomprinindni ch el ast oner conponent A is fed to
the exypuder by a netering neans,
Ay from 5 to 95% by weight of at least one water-moist elastomer
component A containing up to 60% by weight of residual water,

B) from 5 to 95% by weight of at least one thermoplastic polymer
15 B,

C) from 0 to 95% by weight of at least one further polymer C,
and

20 d) from 0 to 70% by weight of additives D,

by mixing the elastomer component A with the thermoplastic

polymer B and, if present, the further polymer C and, if present,

the additives D in an extruder with mechanical dewatering of the
25 elastomer component A,

the components A, B, C and D are fed to an extruder which has at
least two screws rotating in the same direction or in opposite
directions and having a screw diameter Dgcrew, and, in the

30 conveying direction (downstream), the extruder being essentially
composed of

- at least one metering section in which elastomer component A
is fed to the extruder by a metering means,

35
- at least one squeeze section which serves for dewatering the
elastomer component A and contains at least one retarding
element and in each case at least one associated dewatering
orifice which is present upstream of the (first) retarding
40

element by a distance corresponding to at least one screw
diameter Dscrews

- at least one feed section in which the thermoplastic polymer

45 B is introduced as a melt into the extruder,



35 - one squeeze section which serves for dewatering the

. 0 % : .

el ast oner conponent A and contains at |east one retarding el enent
and in each case at | east one associ ated dewatering orifice which is
present upstreamof the (first) retarding 40 el enent by a distance
corresponding to at | east one screw di aneter [err], - at

| east one-f eedt de@stonne reldsitéRatien tdestiopl pavidedowyniprmisgng an® 915

i ntroduced askmearEinty ehémertdse extruder, at | east one

pl astication section provided with m xi ng and/ or kneadi ng el enents,

at | east one devolatilization section which is provided with_ 5  at

| east oge‘dev‘?ﬁ AHE2PE2 ARG APVSLAER LE23HPT ReGhiUh Whigh 1s pProvidedi Wity wat er
is renoVed asabtleast amel devolatilsedkiiogeordhitce an@ in wipigh ¢heal | of the
wat er ener gi ngeraiguint heatawdiserengvet iafsi eesams and present in the liquid
phase, and t he conponents C and/or D are fed to one or nore of the
stated 15 extruger sections together or separately from one another, either
t oget her Wit 2 tHSCBBRBSEMS A and/or B or separately from A and

10
some or all of the water emerging from the dewatering orifices is

present in the liquid phase, and

the components C and/or D are fed to one or more of the stated

15 extruder sections together or separately from one another, either
together with the components A and/or B or separately from A and
B.
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