Trouble shooting Guide for HDPE

[ Blow Molding |
Problem Possible causes Possible solution
1 |Variation of Parison in 1.1 [Drawdown by its own weight 1.1 |Lower processing temperature
vertical wall thickness
1.2 |Increase the parision extrusion speed
1.3 |Close mold faster
1.4 |Use resin with low Melt Flow Index
2 |Variation of Parison in 2.1 |Improper position of Die pin 2.1 |Adjust the position of Die pin follow with
circumferential wall product
thickness
3 |Bad Pinch-off weld line 3.1 |molding condition or mold design of 3.1.1 |Revise design appropriate pinch off section
pinch off area is unsuitable
3.1.2 |Lower the temperature at the pinch off area
3.1.3 | Extend the mold clamping and blowing time
4 |Incomplete parting line 4.1 |Improper mold design or processing 4.1.1 [Improve the parting line of the mold
condition
4.1.2 |Raise the die temperature
4.1.3 [Raise the clamping pressure
4.1.4 |Raise the pressure of air blowing
5 |Rough, ungloss surface 5.1 |Melt fraction occur 5.1.1 |Reduce the extrusion speed
5.1.2 |Raise the die temperature
5.1.3 |Adjust width of die gap
6 [Pock mark or Pit on 6.1 |Air release inside mold is unsufficient | 6.1.1 |Sandblast the cavity surface as surface
surface treatment of die
6.1.2 |Raise the die temperature
6.1.3 |Raise the pressure of air blowing
7 |Air bubble at Parison 7.1 |Moisture material 7.1.1 |Check the resin
7.2 |Too high screw speed 7.1.2 |Reduce the screw speed
7.3 |Flight depth of Feeding zone is too 7.1.3 |Check the Flight depth of the problematic
deep machine compare with other machine
8 |Die line on surface or 8.1 |Foreign material contaminate with 8.1.1 |Clean die
Parison resin or degraded resin remain
between die and Pin
8.1.2 |Check raw material ex, recycle resin, color

master batch
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