Troubleshooting Wire&Cable

wuamemsuily

\iugnmMiiTed extruder

fusnfunoail ATV i
\finguuniiivih Die
Upuuunargnmgves Sorew
Sanram R LE Ny r—

=
e Screen Pack WhiLLLTHIAMNALEEANIN

1

GaasermadngiAae vensunan
i

ER I e e

\duvng

A aFin

4 Drying Hopper Tunsflawdmn@vidi Extruder

fiaTnzseimefifaang v Jvarsenanniinlu

nszuaum sy

fvimiadmenanet wu nilignensiagin

1ihaan

nseanuuLi die Taliuanzan

amAY13E19909 Die Land g s Drawdown

AomendliFoy

mevaseuiiAanel

sl aten  seuuAaLANT

aufeuinnuining

nsasevgUnal) smssasumsisnaten

ATIAAOLANITOUZIRIULAI RIS Extruder in

szuulilin, ssuugUnaafosn

14 Screw fiildou Feeding 1158 Metering fgnadu

anar 9 lun1s Extrude silaangumgfiivaniend

4 Screen Pack fiaziitntiuiiaiin Back

Pressure

Troubleshooting Wire&Cable

Possible solution

1. Rough surface

Temperature of polymer melt too low

1. Increase extruder temperature profile

2. Increase die temperature

Poor polymer melt quality

1. Adjust temperature profile

2. Adjust screw speed

3. Use finer screen pack

Small bubbles in the surface, due to
Excessive moisture in the raw material.

1. Use materials from sealed, undamaged
containers

2. Pre-dry materials before use in dehumidified
tray oven

3. Use hopper-dryer

Cavities due to air bubbles insulating the
cable from water in the cooling bath.

Remove bubbles from cable surface by stirring water
or passing through a rubber shield wiping them off.

Poor die design

Decrease die land length / increase drawdown

Die misalignment

Align the face of die

Heater(s)/Controls not working properly

Check thermocouples and heater bands

Surging

Check drive performance or check unit-
mechanical/electrical

Use screw with longer feed or metering section

Decrease extrusion rate or die temperature

Use more restrictive screen pack to increase back
pressure
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2. High extruder
pressure/low
throughput

Temperature of Polymer Melt too low

1. Increase extruder temperature profile

2. Increase die temperature

Clogged screen packs

1. Clean screen pack

2. Replace if necessary

Heater(s)/Controls not working properly

Check thermocouples and heater bands

Screw

5. quugfiveswedinaiunangs

mseanuuiaeilivanzan

9 Die Land

Screen Pack {fian3gasu

iR 1uAzA / Wi Screen Pack

Screen Pack azi@aafiuly

1 Screen Pack fiflnruazi@unanas

3. High Polymer Melt
Temperature

Incorrect temperature profile

Reduce temperature profile

Die Design

Decrease die land

Screen pack clogged

Change screens/determine source of clogging

Screen pack too fine

Use coarser screens or reduce number




Troubleshooting Wire&Cable

4. msEadanudnildfiinnsuanay

wuamemsuily

savhgrumgisidnly

WipanaFauiudainewdia Die

msusaidudadivll

i Feulunsvaeidu

Troubleshooting Wire&Cable

Possible solution

4. Poor Adhesion/

Conductor too cold

Preheat conductor

Conductor

Too rapid cooling

Use hot water in cooling trough as per
recommendations
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5. Gel formation

Excessive moisture in materials

1. Use materials from sealed, undamaged
containers

2. Pre-dry materials before use in dehumidified
|tray oven

3. Use hopper-dryer

High polymer melt

profile

Old raw materials

Verify production date

Excessive residence time

Scorched material

Inspect / clean tooling and extruder
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Insufficient cure time

Verify cure time and temperature

Insufficient or no catalyst masterbatch

Verify/correct blend ratio per Recommendations

blending procedures

Poor catalyst dispersion
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7. Low Tensile hi

Excessive moisture in materials

Increase drying time

Rapid cooling

Use gradient cooling
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5). Melt strength finAaunii
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8. The cable out of
outer dimension and
tolerance

1). Wrong dimensions of die.

1). Set center of die or redesign die.

2). Oval cable due to guide roll forces in
the cooling bath.

2). Design guide rolls to follow the shape of cable or
put in more rolls.

3). Non uniform die temperature.

3). Uniform die temperature.

). Cooling not enough

4). Improve the cooling system, higher water
temperature gives larger outer diameter and vice

[5)- ack of melt strength

versa.
[5)- Decrease the stock temperature.
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9. Gauge Fluctuation

1). Incomplete extruder temperature
setting

1). Adjust the extruder to operate at a suitable
temperature or cool sizing die to avoid overheat.

2). Non uniform homogenization in
=

2). Reduce the extrusion speed.

xtruder.
3). Unstable feed in screw from hopper.

3). Cool the cylinder beneath the hopper sufficiently.
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10. Line along the pipe

1). Poor die design.

1). Use the die that forms without spider mark.

2). Die not dlean.

2). Clean die carefully. Do not use steel tools.
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11. Poor gloss

1). Low temperature at die.

1). Raise temperature.

2). Lack of homogeneous.

2). Well homogenization.

Increase screw RPM/check for bridging in feed section|




