Troubleshooting Pipe

Defects

Cause

Solutions

Unbalanced wall thickness

Improper die setting

Adjust the die setting

Improper alignment of die and take-off
units

Check for alignment

Hot & cold spots in die profile temp

Check for uniformity in die heating

Surface defects appearing at the die

Maybe due to moisture in resin

« Pre-dry resin before using

« Reduce screw speed

« Check for leaking in warehouse
facilities, handling and transfer systems

Improper mixing of resin and additives

Contamination

. Increase rpm back pressure for
better mixing or decrease mesh of the
screen pack for increasing back pressure

« Check the for contamination in the
resin and the additives applied to the
resin

« Keep resins in clean areas free of
moisture and dust

Over heating

Check for the functioning of
temperature controller.

Rough surface inside or outside

Melt temperature too low

« Increase die temperatures
. Increase extruder temperatures

Contaminates sticking on the mandrel
or sizing sleeves

Check for contaminates sticking on
mandrel or sizing sleeves

Very high linear extrusion speeds can
cause melt fracture at the die

y

If a strip of roughness on underside,
then it is caused by uneven water
cascading

Direct another cascade from bottom to
upward

Misalignment of sleeve and die

Check for alignment

Moisture in resin

« Pre-dry resin before using
« Reduce screw speed

Check for leaking in warehouse
facilities, handling and transfer systems

Die gap too narrow

Increase die gap

Pipe out of round

Sizing devices in adequate or out of
shape

Pipe is too warm when it reaches the
haul off unit

Check for sizing devices.

Adequate cooling of pipe before
reaching the haul off unit

Voids in pipe

Moisture in resin

« Pre-dry resin before using
« Reduce screw speed

« Check for leaking in warehouse
facilities, handling and transfer systems

Resin degradation

« Decrease the melt temperature of the
resin

« Increase the screw speed of the
extruder

« Reduce the back pressure

Dirty die

Remove any dirt or contaminated
material lodged within the die head

Die Build-up

Excessive melt temperatures

« Reduce back pressure by increasing
diameter of adapter to die or die
clearances

« Reduce melt temperature by
reducing compression ratio

« Reduce shear by reducing RPM
increasing metering channel depth

Operating die zones too high

Check for the temperature in proper
range
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