Trouble shooting Guide for HDPE

HUININTIT

Blown Film

swilan  (Film)

[ Problem Possible causes anuaraavilamin awaitiuhlie’ wuInnIsuAla
|Problem at Film davnanndnuazansilauidenale’
1 |Rough surface, 1.1 |Too much output 1.1 |Decrease screw speed 1 fAlauue, a5y, 11 fiufawaradinunaiAullanasdaia 11 ansauang Waaafanaadnigndnse
Inhomogeneous surface idhaidaidedu
1.2 |Too low melt temperature 1.2 |Raise processing temperature 12 aangdvvinlinaadnvaausi 1.2 iingamgiinisdugy
vl
1.3 |Dirty Die 1.3 |Clean, inspect, and repair the Die 13 henaanisn 13 virenuszaiavens
1.4 [MFR gap of mixing material is too much 1.4 |Change material or raise the mixing 1.4 Jegdudldfienuuansivaasdan 14 winuiagdy, wiavinmsinasugfiluzg
temperature equal to end of extruder Msluaun Mixing Witvinfuaevinauas Extruder
1.5 |Too low Die temp 1.5 |Raise Die temperature up 15 aunafiiianasniull 15  viuamuafiiivhenn
2 |Fish eyes or contaminate | 2.1 |Foreign material contaminate with resin, ex. dust, 2.1 |Check feeding and preparation system of resin. 2 \Aim Fish eye u3ade 21 fidoulanilaan iy wou A 21 amadaustuvilawdanwaiadin
on film surface scrab. Check with resin producer wianuaauit@ilau waddn uardug dsluag
2.2 |Broken screen pack 2.2 |Change new screen pack 2.2 ATWLATIUA 2.2 wdeuazunseivi
2.3 |Resin remaining in the extruder, Die 2.3 [Clean Die, remove and clean extruder, screen 23 finarafinuaauanad19v Extruder 23 vinAnuarana Extruder, Wiang
pack w3a Die
2.4 |Degradation of recycle material 2.4 |Check the quality of the recycle and resin. Test 2.4 iiamsidanaawuasiawaning 24 anasauaaaniananadnuazionaau
by blowing without recycle material laiAafiiuNE (SR
2.5 [Material is mixed with high viscosity material 2.5 |Change material or raise the mixing 25 iennfingduiiianuniingonau 25 wldsuiagdu, wiavinmsinaangfiluhe
temperature equal to end of extruder ag shunau (Mixing Zone) WivinAuovinauas
dudaia
3 [Wrinkles 3.1 [Unstable bubble 3.1.1 [Make an adjustment by use of calipers and sprit 3 AnuAnsaudueiu 3.1 anTilolifie 311  ¥uuseszazisuniuan (air ring) dreaiactia
level or clean Air ring Afianuandun Taaly caliper uag split level
3.1.2 [Clean Air ring or adjust Air ring until air flow is 3.1.2  vienuszanauazliinsumuay talvaui
fixed ihaaninfianuainanauazai
3.2 |Extrusion surging / Unstable plastic output 3.2.1 [Check the feeding system and raise feed zone 3.2 inanmaensaasailuaeg bi 321 emagauszuunsilauwanadin uasiin
temperature If insufficient amount of Hopper saias / waradnaaninliminana aamafizheilaumawuintBinanimaabuls
ground water is occurred doussauiaLitReowa
3.2.2 |Check extrusion temperature if inappropriate 322  emadaustuunsaIuANamugianun
processing temperature is occurred anamafimsfusitunszuanbitwnzan
3.2.3 |Decrease temperature under Hopper if 323  asaaugdladeussadialvitnungaumnawuin
temperature under Hopper is too high aamgiladousslingoiiu vinvitdalna'ls
salflay
3.3 |Improper air flow from Air ring 3.3 |Adijust Air ring and air flow 33 awnuhansuwmuanbiwinsay 33 Uhinsumuan tlaliuusenuussasan
3.5 |Improper pulling rate at Winder 3.5 |Adjust the Winder 3.4 dasinmsaviiduflanlianan 3.4 Ysuszuwihuday
3.6 |Tape or contamination on Idler roller 3.6 [Clean Idler roller 3.5 finivwiadoanisndauuannas 35 vinAuazanannas
3.8 [Nip roll and Die is unlevel 3.8 |Leveled 3.6 anAndanuflan uazanalildszdu 3.6 UFulnleseau
3.9 [Inhomogeneous of bubble 3.9.1 |Adjust Die temperature equal to melt 37 anTlvlidwdadiondu 371  dSuaangiianehitvihduaamgdwaradinival
temperature
3.9.2 |Adjust Die 372  WumalildanTevidwidadendu
3.9.3 [Clean Air ring 3.7.3  vihanuazainanuay
4 |Tear in machine direction | 4.1 |Blow Up Ratio is too low 4.1 |Increase Blow Up Ratio or replace Die with 4 AN IGIILOIN 4.1 dnsnnsiivaasgnie (BUR) a1 4.1 Wuindasinsids wialdwaefifiaue
smaller size uwasaing (wud wu'ld vinlinsdasaediuas anay
MD) Tuanaauuwd TD vaamfAulyl
4.2 |Frost line height is too low 4.2 |Increase height of frost line, beware on bublle 4.2 aﬂuquuaoumta"uuﬁoﬁmmﬁa'u 4.2 ﬂ%uw“iumwsgu'uamunﬁuuﬁaﬁmacﬁa’mm
unstable and other properties changing Aty Wisziamsaauasgnlily uavAaaNtiaauv
anaulasnull
4.3 |Too much Die gap 4.3 |Decrease Die gap 4.3 aageaaniteAuly 4.3 USuandasinees
4.4 |Damage on film surface 4.4 |Check the film surface, Clean or repair die 4.4 \aannmsvifaflaudianudae 4.4 aadauaMwWAIAaN vinauazaiawiang,
v3asasunn anasauvaulduuailnsal
5 [Thickness variation in 5.1 [Fouling and unsatisfactory plating of the inside of 5.1 |Clean Die 5 anuviuneli 5.1 Lﬁmmsﬂnﬂm seaniiang vinlw 5.1 vianuazaiaey
Transverse Direction the Die sanatunuIzne mMslnalisiaua
\@3avdns (TD)
5.2 |Uneven ambient temperature around the Die and 5.2 [Check the air flow rate 52 aavgfisayuanaauavgn el 5.2 asaFaudasInsihan
the bubble wangan vinliwanadnuaaniva
aanin‘liminaua
5.3 |Improper melt temperature 5.3 |Adjust the melt temperature 5.3 asuadwarafnuaanlaivunyay 5.3 WSuaanaiinaafnuaau
5.4 |Improper thickness control 5.4 |Adjust by use of the adjustment Bolt 5.4 MIMUANANNNLILN INEEN 54  d¥umsaiuau 1aaly Adjustment Bolt




swilan  (Film)

l Problem anuaraavilamin | A itiullle’ wuInnIsuAla
|Problem at Film
6 [Thickness variation in 6.1 |Extrusion surging 6.1.1 [Check the feeding system and raise feed zone 6 anuviuneli 6.1 iinanasdadariiiuaien i 611 amagavszuunsilauwanadin uasiin
Machine Direction temperature If insufficient amount of Hopper adanalunun saifiag aamafizheilauvawuindsinaniwaaduls
ground water is occurred 1a%aadns (MD) doussauiabivRaowa
6.1.2 |Check extrusion temperature if inappropriate 6.1.2 @amAdausTUUMSAILANAMUTIANLIN
processing temperature is occurred asmafimsdusitunssuanhitwnsan
6.1.3 [Decrease temperature under Hopper if 6.1.3  angangdladoussaudialilminsaumanuin
temperature under Hopper is too high aanfildfoussaiagoiiu vinlvtdialua'li
safias
6.2 [Pulsation and vibration ot the bubble 6.2.1 [Reduce processing temperature if melt 6.2 anlilvinnsundisuasaiy 6.2.1 dSuamsgauungfinstuanguas mawuinaaungd
temperature is too high waradnmagL il
6.2.2 |Adjust rate and direction of the air from Air ring if 6.2.2 dsudnnuazianwanihdasauihanaiu
rate of air flow from Air ring is too high auaoiulal
Problem during Process damnszuinenstiugyl
7 |Vibration of the bubble 7.1 |High melt temperature 7.1 |Reduce processing temperature 7 anTiledu uazdn 71 auvafinarafnmadgoiuly 71 diuacamuadnszuanauag
7.2 |High rate of air flow from Air ring 7.2 |Adjust rate and direction of the air from Air ring 7.2 damauhananuangaiuly 7.2 Usudanuagianivani
8 |One sidedness - 8.1 |Thickness variation 8.1 [Check and adjust the thickness 8 antiaden 8.1 anuvuebisminana 8.1 ATIAFALUATAILANANNWIN LIRS
unbalance of the bubble AUNIOS
8.2 |Unsatisfactory alignment and levelness of the Air 8.2 |Make an adjustment by use of calipers and sprit 8.2 MIIAIIFIUNUIURLSEA LU 8.2 UFuusvszazrouviuay (air ring) eiua3aviia
ring level wuauth livineay Afianuandae Taeld caliper uag split level
8.3 |Screen pack plug 8.3 [Change a new screen pack 8.3 ATUNTIGU 8.3 uldaunzunse
9 |Broken, pinholes bubble | 9.1 |Occurrence of fish eyes or gel 9.1.1 |Check feeding and preparation system of resin. 9 anlibuan fig$h 9.1 \An uaslaaifflan 9.1.1 emadauszuvilaudiawaiafinmianuingdse
Check with resin producer usavavand udanyaau afu worly lEEwaTRAn uazdug
Usiluag
9.1.2 [Change new screen pack if screen pack is 9.1.2 wasuazunsI MIMANLIINZUATIZNG
broken
9.1.3 |Clean Die, remove and clean extruder, screen 9.1.3  vinanuazaia Extruder, Wanawiawuing
pack if found some Resin remaining in the waadnvaauanAeil Extruder wia Die
extruder, Die
9.1.4 |Check the quality of the recycle and resin if 9.14 mﬂaﬂauqmn1WLﬁ§\wnwﬂﬁnuﬂuﬁmuaauﬁ
found some degardation of recycle material TdwauanunsiaugnMwzaddawadfng
laAariinanuay
9.1.5 [Change material or raise the mixing 9.15 udsuiaady, viavinmsuwinamngiituzig
temperature equal to end of extruder if Material dumsu (Mixing Zone) WiwvinAudovinauas
is mixed with high viscosity material fudaiamnilinaduiiianmiagonanat
9.2 |Contamination of foreign materials 9.2 [Check feeding and preparation system of resin. 9.2 figoulandaandwilauluwaradn 9.2 asragavsvuvilaudiawaiadin
Check with resin producer
9.3 |Degradation of resin in the extruder 9.3.1 |Change new screen pack if screen pack is 9.3 ansidananinuasiiawaiadniu 931 ulfruszunselmivnianuinazunsaa
broken n3asdnia
9.3.2 [Clean Die, remove and clean extruder, screen 9.3.2  vinanuazana Extruder, ¥aanavinawuind
pack if found some Resin remaining in the waadnvaauanAeil Extruder wia Die
extruder, Die
9.4 [Moisture material 9.4 |Check moisture of the material. High moisture 9.4 Jagdudandu 9.4 viniagdulvuve 1y ennues
should be dried
10 |Extrusion Surging 10.1 |Insufficient amount of Hopper ground water 10.1 |Check the feeding system and raise feed zone 10 nsaniailuszaan 101 WBmnaihwsaduladoussdiali 10.1  esagavuszuunsiauwaadn waziin
temperature “Bisaidas Wigowa aauafizhvilau (Feed Zone)
10.2 |Inappropriate processing temperature 10.2 |Check extrusion temperature 102 aangfinsdusdlunssuani 102 enIFausTULAMTAIUANAMUUYT
[S7HRELH]
10.3 [Too high temperature under Hopper 10.3 |Decrease temperature under Hopper 103  aaugiiladoussydiagoiAu vinlw 103  asaaugiiladoussadiatiivansau

dinlna'lsisatia




