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BULLETIN 
 
 
 
FABRICATION GUIDANCE FOR ZOTEK® F 30, KYNAR® PVDF 
FOAMS 
 
These materials can be fabricated using conventional methods and equipment as 
used for Plastazote® and Evazote® foams.  
 
In all operations, special attention should be paid to prevent overheating of 
the material and local exhaust extraction is recommended for butt welding 
and lamination operations where higher temperatures are typically employed.  
For further details on safety precautions the user should refer to the Material 
Safety Data Sheet for the material or direct to Zotefoams Technical Dept. 

 
 
1. CUTTING, SAWING, ROUTING etc. 
 
Standard hand and powered tools can be used to cut PVDF foams. All tools 
should be kept sharp to ensure clean cutting with the minimum generation of 
swarf. The wearing of suitable eye protection and a dust mask is recommended 
when using power sanders, routers etc. 
 
 
2. SPLITTING 

 
PVDF foams can be split using standard roller feed or vacuum table horizontal 
blade splitting machines. A linear speed of 10-15 m/min (33-49 ft/min) is 
recommended. A sharp blade and minimum feed roller pressure must be used 
to avoid excessive drag on the blade which can cause the surface of the 
material to melt.  
 
High static electrical charges can be generated when splitting PVDF and 
machines should be fitted with a working static charge elimination system. 

 
 

3. COMPRESSION MOULDING & VACUUM FORMING 
 

The recommended temperature for moulding and vacuum forming is 130-150ºC 
(266-302ºF). The material may be heated using both hot-air ovens or infra-red 
heaters. Care should be taken to ensure that the material does not touch the 
heater elements or overheat, if this risk exists then exhaust extraction should be 
utilised. Heating cycles are the same as for Plastazote® materials of equivalent 
thickness and foam density. 

 
 

4. BUTT WELDING 
 

A good weld can be produced using a fixed heated blade welding machine with 
the blade temperate set to 220ºC (428ºF), and a heating dwell time of 5 
seconds. Under these conditions the weld should be as strong under tension as 
the base material. The use of travelling blade welders which typically operate at 
higher temperatures is not recommended, but if these machines are used then 
adequate exhaust extraction should be considered as mandatory. 
 



 
 5. LAMINATION 

 
Lamination can be achieved by use of a proprietary ( eg Zotefoams plc ) heated 
blade laminating machine. Recommended conditions are : 
 
Blade temperature : 340ºC (644ºF) 
Roller Speed : 8 m/min  (26ft/min) 
 
Minimum roller pressure consistent with producing a good weld should be used. 
 
Since the temperature of the blade is above the decomposition 
temperature of the material it is essential that adequate exhaust extraction 
is fitted and that the exhaust gas is directed to a safe place. 
 
 
6. WASTE DISPOSAL 
 
Scrap arising from fabrication should be disposed of in accordance with local 
regulations. The foam should not be incinerated unless facilities exist for the 
removal of Hydrogen Fluoride from the flue gas. 
 
 
 
 
 
 

 
 
 
EXCLUSION OF LIABILITY: 
 
Any information contained in this document is, to the best of the knowledge and belief of Zotefoams plc and or Zotefoams Inc. (together 
herein referred to as ZOTEFOAMS), accurate.  Any liability on the part of ZOTEFOAMS or any subsidiary or holding company of 
ZOTEFOAMS for any loss, damage, costs or expenses directly or indirectly arising out of the use of such information or the use, 
application, adaptation or processing of any goods, materials or products described herein is, save as provided in ZOTEFOAMS' 
conditions of sale ("Conditions of Sale"), hereby excluded to the fullest extent permitted by law. 
 
Where ZOTEFOAMS' goods or materials are to be used in conjunction with other goods or materials, it is the responsibility of the user to 
obtain from the manufacturers or suppliers of the other goods or materials all technical data and other properties relating to those other 
goods or materials.  Save as provided in the Conditions of Sale no liability can be accepted in respect of the use of ZOTEFOAMS' goods 
or materials in conjunction with any other goods or materials. 
 
Where ZOTEFOAMS' goods or materials are likely to come into contact with foodstuffs or pharmaceuticals, whether directly or 
indirectly, or are likely to be used in the manufacture of toys, prior written confirmation of compliance with relevant legislative or 
regulatory standards for those applications may be requested from ZOTEFOAMS, if appropriate.  Save as provided in the Conditions of 
Sale no liability can be accepted for any damage, loss or injury directly or indirectly arising out of any failure by the user to obtain such 
confirmation or to observe any recommendations given by or on behalf of ZOTEFOAMS. 
 
ZOTEFOAMS MAKES NO WARRANTIES EXPRESS OR IMPLIED, EXCEPT TO THE EXTENT SET OUT IN THE 
CONDITIONS OF SALE, AND HEREBY SPECIFICALLY EXCLUDES ANY IMPLIED WARRANTY OF 
MERCHANTABILITY OR FITNESS FOR A PARTICULAR PURPOSE WITH RESPECT TO ANY GOODS, MATERIALS 
OR PRODUCTS DESCRIBED HEREIN.  
 
Plastazote®, Evazote®, Supazote® and ZOTEK® are registered trademarks of Zotefoams plc. 
KYNAR® is a registered trademark of Arkema. 
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