Trouble shooting Guide for HDPE

uumenisualaidauinisduglwatadn HDPE

Monofilament and Yarn udulauanduml
Problem oy Ha wmnsudta
1 Uneven monofilament 11 Uneven nozzle diameter 11 Check and clean, if there is any 1 wduladaunabistinaua 11 wnaFuruguednatuasaai 11 amAFauLarvinANuazaIniIag
denier contaminate in nozzle. sihaua nnsazanuasdeanisn
1.2 Surging in the extruder or on 1.2 Prevent surging in the extruder and on the 1.2 winnsdnsalisinaua (Surging) wia 1.2 ATIAFAUTTUUNATAATA WaLnIshvia
the stretchina rolls stretching rolls nsdviiabisinaua
13 Slip on the stretching roll 1.3.1 |[Make the roll surface smooth 13 [dulaiAndunialfautugnndediofia 131 [eamamauuazlfufuasqnndofefialn
ey
1.3.2 |increase the pressure of nipping rolls 1.32 [vinusenazasanndeniiutviuiudu
2 Filament breakage at 2.1 Occurrence of resin scorch 2.1 Clean the extruder and die to remove 1) \@ulaaaimiana 2.1 ﬁﬁauﬂav]ﬂaauﬂuaqiutﬁawmaﬁn wia 2.1 WAuATaIALAIAIARIALATTIAY
nozzle scorched resin. iannlawaradn iy
2.2 Foreign material contaminate 2.2.1 |Check feeding and preparation system of 2.2 fidsulandaauuagiuidanaadn 221 |amasauwardénidlyd uasszunilau
with resin resin. LERELN]
2.2.2 _|Check screen pack 222 [@93d@auasunsy
2.3 Improper extrusion temperature 2.3 |Adjust extrusion temperature 2.3 gamafinsduzllivanza 2.3 Wuaamgfimsdugpllitmangan
3 Filament breakage during 3.1 Occurrence of melt fracture 3.1 Raise the extrusion temperature 2) wWulaaeaaizdeia 3.1 \fin Melt Fracture 3.1 Winaamgilunsdaia
stretchina
3.2 Voids inside resin 3.2.1 |Raise the cooling bath temperature 3.2 Anztasielufiawaradin (Void) 321 |Winasuadaretindu
3.2.2 |Lower the extrusion temperature 3.2.2 |asamunadlunsdaia
3.2.3 |Make the air gap larger 3.23 ﬂ%uszu:vi'mjxwhwu“’\muuaxﬁ'ma‘a
viulvindrediu
33 Contamination with foreign 3.3.1 [Check feeding and preparation system of 3.3 fidsudandaanuagluifanaradn wia 331 [emadauwaadnitly wazszuuilau
matters or scorched feed stock resin. waannuawaadnlmg WAFEN
3.3.2 |[Disassemble the extruder and die, and 3.3.2 [naa uasvinanudraIna’acdniauay
clean them to remove scorched feed stock. Wen
3.3.3 |Check the screen pack 3.3.3 |anadaunyunsy
3.4 Decomposed feed stock around 3.4.1 [Check blended materials, pigment, 34 [Iwaadndausniwuinaeiy 341 |amasausdunaudu gu diaddeana
the die hole additive, have caused the decomposition iansiRanaaiele
3.4.2 _|Check the extrusion temperature 3.4.2 |anadavasunadasdugy
35 Stretching rolls are not in good 3.5.1 |Prevent surging on stretching roll 35 anndsdviavinauniaadluanwli 35.1 uiunws.vmw'uaaannﬁaﬁoﬁmwﬁoﬁm
operating condition. S RELH] athedinaua
35.2 |Stop the filament slip on the surface of 352 |unlabibitdulovufiganddulaa
stretching rolls.
3.6 Processing speed is too hight 3.6 Reduce the processing speed 3.6 s tunsdniagainiy 3.6 Wuasanuiilunisdnia
37 Stretching ratio is too high 3.7 Reduce the stretching ratio 3.7 dnaswvirdaunaiutal 3.7 Wuandasuvinfia
3.8 Stretching bath temperature is 3.8 Adjust the stretching temperature 3.8 anugiansinsausnAull 3.8 Buinanngdaretinsau
too low
4 Die deposit 4.1 Too high processing temperature 4.1 Decrease processing and die temperature 4) iinAs1Lnziheny 4.1 aamgfinsduglgoiutyl 4.1 anaamafimstuduazaamgiionn
4.2 Contamination with foreign 4.2 Check the resin and the blended material 4.2 fmsthuiflauansilinusaanusauag 4.2 anadauianaafinuazdiunauily
matterials that have not the
heat resistance
5 High remaining of 5.1 Stretching ratio is too low 5.1 Increase the stretching ration 6) wWulad wnsdada wida 5.1 das1nséivfia dAutla 5.1 vindasdviia
Y%Elongation iyl
6 Low strength of 6.1 Stretching ratio is too low 6.1 Increase the stretching ration 7 Strength ametduluei 6.1 dasnnsdiofia aAuty 6.1 Windasdefia
monofilament iutl




