
 

 
LUSTRAN® ABS 552 
ABS 
Extrusion Grade 
 
 
Description 
Lustran ABS 552 resin is a medium-gloss, medium-impact 
extrusion grade of ABS (acrylonitrile butadiene styrene).  It 
provides a good balance between rigidity and impact 
strength, and has a stiff melt flow suitable for extrusion and 
thermoforming.  Lustran ABS 552 resin is easy to color with 
ABS color concentrates.  This resin is designed for either 
profile extrusion or substrate coextrusion and can be used 
alone or blended with a higher-impact resin.  As with any 
product, use of Lustran ABS 552 resin in a given application 
must be tested (including but not limited to field testing) in 
advance by the user to determine suitability. 
 
Drying 
Drying prior to processing is recommended in a desiccant 
dehumidifying hopper dryer.  An inlet air dew point of -20°F 
(-29°C) or below is recommended to achieve a maximum 
moisture content of 0.03%.  Typical drying conditions are 3-
4 hours at 180°-200°F (82°-93°C).   
 
Processing for Profile Extrusion 
Extruder.  To obtain an optimum balance of appearance and 
mechanical properties, the extruder profile should be set to 
deliver polymer at a melt temperature between 420° and 
480°F (215° and 249°C).  A barrel temperature of 420°-
465°F (215-240°C) is recommended. 
 
Screw Design.  Single- or two-stage screws can be used, 
although a two-stage screw is preferred.  For two-stage 
screws, a first-stage compression ratio (feed depth to 
metering depth) of 2.5 – 2.7 and a pump ratio (second-stage 
metering to first-stage metering) of 1.5 – 2.0 are 
recommended. 
 
Die.  Die temperature settings for Lustran ABS normally 
range between 410° and 465°F (210° and 241°C).  The die 
should be adjusted to provide uniform polymer melt at the 
lips.  The typical die land length to profile thickness ratio 
ranges from 15:1 to 20:1. 
 
 
 
 
 
 
 

 
 
 
 
 
 
 
 

 
Please consult an INEOS ABS technical service 
representative for additional information on profile 
extrusion. 
 
Processing for Sheet Extrusion 
Extruder.  To obtain an optimum balance of sheet gloss and 
mechanical properties, the extruder profile should be set to 
deliver polymers at a melt temperature between 420° and 
480°F (215° and 249°C).   
 
Screw Design.  Single- or two-stage screws can be used, 
although a two-stage screw is preferred.  For two-stage 
screws, a first-stage compression ratio (feed depth to 
metering depth) of 2.5 – 2.7 and a pump ratio (second-stage 
metering to first-stage metering) of 1.5 – 2.0 are 
recommended. 
 
Die.  Die temperature settings for Lustran ABS normally 
range between 410° and 465°F (210° and 241°C).  The die 
should be adjusted to provide uniform polymer melt at the 
lips.   
 
Roll Stack.  Suggested polishing roll settings for Lustran 
ABS using a standard S wrap are noted below.  Specific 
settings are dependent on roll diameter, sheet gauge and 
linear speed. 

 
Additional information on processing may be obtained by 
contacting an INEOS ABS technical service representative. 
 
 
 
 
 
 
 
 
 
 

   

 
Polishing 
Roll 

 
Down Stack 

 
Up Stack 

Top 180°-220°F (82°-105°C) 180°-220°F (82-105°C) 

Middle 145°-185°F (63°-85°C) 170°-210°F (77°-99°C) 

Bottom 180°-220°F (82°-105°C) 160°-200°F (71°-93°C) 
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