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RHEOCIN
PAINT & COATINGS APPLICATIONS

Product Data

Special Features and Benefits
RHEOCIN is a processed castor oil derivative that are use for rheological modification of non-aqueous systems.

Recommended Use
RHEOCIN is a thixothrope for aliphatic systems.
· Trade sales alkyds
· Industrial alkyds
· Stains
· Other aliphatic coating systems

RHEOCIN is particularly well suited for use in powder coating formulations. Its’ inherent characteristics, including 
compatibility with a broad range of resin types, can provide various benefits. The benefits that can be realized include:

occur in two ways. Firstly, RHEOCIN has a low melting point (~86 °C).

As a powder coated item enters the baking stage, the low melt point provides early softening and liquidity which would 

the powder coating. This results in better uniformity of film thickness, improved edge coverage, higher gloss, and 

are a result of surface tension induced wetting problems. RHEOCIN may be used in conjunction with these products.
Due to its’ excellent compatibility and optical clarity, RHEOCIN is especially well adapted for use in clear powder 
coatings. RHEOCIN can act as a processing aid. In the dry state during compounding, the natural lubricity of 
RHEOCIN enhances the mixing of the powder coating components. This serves to improve the powder coating 
manufacturing process and results in a more consistent, reproducible powder.
The chemical composition of RHEOCIN has the intrinsic ability to provide good wetting and dispersion properties 
with regard to organic pigments. As a consequence of this pigment wetting/dispersant characteristic, RHEOCIN  
can result in the more efficient use of organic colors, thereby reducing raw material costs.

Composition

RHEOCIN
Castor oil derivative

Typical Properties
The values indicated in this data sheet describe typical properties and do not constitute specification limits.

Physical Form Density: White powder 8.5 lbs/U.S. gal (1.02 g/cm3)
0.118 U.S. gal./lb.

Particle Size (Dry): 100 % < 48 µm
Incorporation Temperature: 95-130 °F (35-55 °C) Aliphatic Systems Only



ACTAL®, ADJUST-4®, ADVITROL®, BENTOLITE®, CLAYTONE®, CLOISITE®, COPISIL®, FULACOLOR®, FULCAT®, FULGEL®,FULMONT®, GARAMITE®, GELWHITE®, 
LAPONITE®, MINERAL COLLOID®, OPTIBENT®, OPTIFLO®, OPTIGEL®, PERMONT®, PURE THIX®, RHEOCIN®, RHEOTIX®, RIC-SYN®, SCP®, TIXOGEL®, Y25® 
are registered trademarks of BYK Additives. 
ANTI-TERRA®, BYK®, BYK®-DYNWET®, BYK®-SILCLEAN®, BYKANOL®, BYKETOL®, BYKJET®, BYKOPLAST®, BYKUMEN®, CARBOBYK®, DISPERBYK®, 
DISPERPLAST®, LACTIMON®, NANOBYK®, PAPERBYK®, SILBYK®, VISCOBYK®, and Greenability® are registered trademarks of BYK-Chemie.
AQUACER®, AQUAMAT®, AQUATIX®, CERACOL®, CERAFAK®, CERAFLOUR®, CERAMAT®, CERATIX®, HORDAMER®, and MINERPOL® are registered 
trademarks of BYK-Cera.
SCONA® is a registered trademark of BYK Kometra.
This information is given to the best of our knowledge. Because of the multitude of formulations, production, and application conditions, all the  
above-mentioned statements have to be adjusted to the circumstances of the processor. No liabilities, including those for patent rights, can be derived  
from this fact for individual cases.
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Incorporation and Processing Instructions
All castor based thixotropes are highly solvent/temperature sensitive. RHEOCIN is no exception. Care 
must always be exercised to strictly adhere to operating temperature constraints and solvent restrictions. 
RHEOCIN should be added at the beginning of the batch, preferably by mixing with the vehicle prior to 
the addition of pigments. This premixing is designed to disperse the RHEOCIN particles prior to the 
swelling of those particles when the batch reaches operating temperature.

for RHEOCIN.

RHEOCIN should not be added to batches already at operating temperature as swelling and agglomeration 
of the RHEOCIN particles may occur before those particles can be dispersed. In order to fully activate the 
RHEOCIN, the grind phase should be brought to a temperature between 95 °F (35 °C) and 130 °F (55 °C). 
The middle of the range is preferred. Note that the temperature readings in the center of the batch, near 
the disperser blade, may be quite higher than temperature readings taken at the top of the tank. The 
highest temperature in the batch must not exceed 130 °F (55 °C). If the maximum activation temperature is 
exceeded, soft seeds will appear in the paint upon cooling to room temperature. Caution: This “seeding” 
may also occur if finished paint is stored in a manner that allows the paint to reach 130 °F during storage. 
This is a distinct possibility in the South and West during summer months. If the maximum activation 
temperature is exceeded, seeding may be avoided by agitating the batch during cool-down to below  
100 °F (38°C). Once seeding has occurred, a batch may be reworked by bringing the batch up to activation 
temperature, 95 °F-130 °F, and applying intensive shear. Sand milling or ball milling may be required.

Always avoid shocking systems containing RHEOCIN.

Examples of things to avoid are:
1. Adding cold let-down solvent to a hot grind paste.
2. Packaging hot batches in gallon cans and storing in a cold warehouse.
3. Any processing situation that could potentially subject the batch to sudden temperature changes.
4. Storage at temperature above recommended maximum manufacturing ranges.

body” is a structure that is easily broken by shearing and will not recover. It can be responsible for 

maximum temperatures become lower.

Recommended Levels
RHEOCIN is typically used at levels of 3 to 12 pounds per hundred gallons, 0.2 % to 0.8 % by weight of 
the total formulation.

RHEOCIN should be added during the initial stages of compounding the powder coating. Suggested 
usage levels for optimum performance range from 0.5 to 2.0 %.

The above recommended levels can be used for orientation. Optimal levels are determined through  
a series of laboratory tests.

Storage and Transportation
Shelf life is infinite under normal storage conditions.


