Arnite®

Troubleshooting checklist Arnite® A PET

PROBLEM
Cause
* remedy

NOZZLE DROOL
Material is wet:
« Use dried material (< 0.015% moisture)
Melt temperature too high:
« Check melt temperature
« Reduce nozzle temperature
» Reduce cylinder temperature
« Reduce residence time in cylinder
« (shorter cycle time) or use
smaller barrel size
« Reduce screw speed
(Back) pressure too high:
« Reduce back pressure
« Use screw decompression
Wrong nozzle design:
« Improve temperature control of nozzle
» Use nozzle with smaller orifice-diameter
« Use nozzle with heating band

NOZZLE FREEZE-OFF

Temperature too low:

« Increase nozzle temperature

« Retract nozzle from mould after plasticizing
Wrong nozzle design:

« Improve temperature control of nozzle

» Use nozzle with larger orifice diameter

» Use nozzle with heating band

NOZZLE SPITTING

Degradation of material leads to gas
formation

« Use dried material (< 0.015 % moisture)
« Reduce melt temperature

MOULDING CONTAINS UNMOLTEN
GRANULES

Insufficient energy input

« Increase barrel temperature

« Increase back pressure

« Increase screw speed

« Increase barrel size

« Use Barrier screw

SCREW SLIP

Low friction or premature melting:
« Reduce temperature to hopper side
« Preheat granulate

« Decrease back pressure

« Decrease screw speed

« Purge to cool down
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SHORT SHOTS

Insufficient material:

« Check hopper content

« Adjust feed setting

« Check the transfer point

Insufficient flow:

Check melt temperature: if necessary increase
temperature

Increase injection pressure/speed

Increase diameter of gate, runner, sprue and
nozzle orifice

Increase venting
Use more gates

FLASH

Insufficient locking force:

« Increase clamping force

« Reduce injection speed/pressure
« Use profiled injection speed/pressure
« Check transfer point

« Reduce holding pressure

« Reduce melt temperature
Overpacking

« Reduce feed setting

« Reduce injection speed

« Check the transfer point

» Reduce holding pressure

« Check if mating area is clear
Mould problems

« Clean or enlarge vent

o Check parting line

« Check for wear in mould

SINK MARKS AND/OR VOIDS

Too much shrinkage

« Increase holding time

« Increase holding pressure

« Decrease injection speed for thick sections

« Increase injection speed for thin sections

« Increase mould temperature

Mould problems

« Increase diameter of gate, runner, sprue and
nozzle orifice

« Change position of the gate towards thickest
section

« Use more gates

WELD LINES, FLOW LINES

Incomplete mixing of two melt fronts
Increase injection speed

Increase holding pressure and time

Improve venting at weld area

Increase melt temperature

Increase mould temperature

Add an overflow well at the weld line area
Change position of the gate to move weld line
to less critical area

« Increase diameter of gate, runner, sprue and
nozzle orifice

« Large cold slug in sprue/gate area

Air traps

« Decrease injection speed

« Improve venting

« Improve flow

« Change location of the gate

BURN MARKS

Diesel effect due to compressed air
« Improve venting

« Decrease injection speed

o Decrease melt temperature

« Change location of the gate

DELAMINATION

Melt temperature too low

« Increase melt temperature

« Increase mould temperature

« Increase injection pressure/speed

« Increase diameter of gate, runner, sprue and
nozzle orifice

Contamination of the granules with other

polymers

« Purge the cylinder

« Use clean virgin granulate

SILVER STREAKS, SPLAY MARKS
Wet material

« Use dried material (< 0.015% moisture)
Streaks in gate area

« Polish the gate/sprue surface
Degraded material:

Reduce residence time (cycle time) or use a
smaller barrel

Reduce melt temperature

(check nozzle temperature)

Reduce screw speed

Reduce back pressure

Increase gate diameter

Reduce injection speed/pressure
Avoid/minimize decompression

Air trapped in the melt

« Increase back pressure

« Reduce screw speed

« Reduce injection speed/pressure

« Reduce temperature in rear zone

« Improve mould venting

Air bubbles on surface

« Increase back pressure

« Reduce screw speed

« Reduce injection speed/pressure

« Reduce temperature in rear zone

« Improve mould venting



DISCOLORATION, BROWN STREAKS
(Locally) Overheated material

Check for dead spots; nozzle and/or hot
runner and non-return valve

Reduce residence time (cycle time) or
use smaller cylinder

Reduce melt temperature

Check injection unit for wear, causing
excessive shear

Check for contamination, also drier,
hopper etc.

Reduce injection speed

Reduce decompression
Contimanation of the granulate

« Clean injection unit

« Use clean virgin granulate

STREAKS

Contamination of the granulate

« Clean injection unit

« Use clean virgin granulate

(Locally) Overheated material

« See: discoloration, brown streaks

Too low melt temperature

« Increase cylinder temperature especially
at hopper side

Contact

At DSM Engineering Plastics, our customers
are key. Focusing on the advantages for the
end user is essential. If the end user is
satisfied, so are our customers. And so are
we. We do not settle for ordinary solutions.
Instead, we strive to find Living Solutions™,
working together with customers in a
dedicated, resourceful and reliable way.

If you share our values and are looking for
your own Living Solutions™, please get in
touch.

All information, advice and/or samples (“information”) are provided by or on behalf of DSM Engineering Plastic on an “as is” basis, without any further warranties as
to the accuracy, usefulness, correctness or completeness thereof. Use or disclosure of or reliance on such information shall be for your own sole risk, account and
responsibility and you will indemnify and hold DSM Engineering Plastics and its affiliates harmless from and against any and all damages or claims from third parties
in respect of your receipt, use or disclosure of or reliance on the information.

The disclosure of information shall not be construed as granting you a license or any other intellectual property rights relating to such information. The obtaining of

such license or rights shall be subject to seperate negotiations.

DSM Engineering Plastics

BRITTLENESS

Degraded material

« Reduce residence time (cycle time) or
use smaller cylinder

« Reduce melt temperature

« Reduce screw speed

« Increase diameter of gate

« Reduce amount of regrind

Too cold material

« Increase melt temperature

Wet material:

« Use dried material (< 0.015% moisture)

Internal stresses

» Reduce holding pressure

« Check the transfer point

« Increase mould temperature

Non-homogeneous melt

« Increase back pressure

Contamination of the granulate

» Check for contamination

Design problems

« Avoid sharp corners, apply radii

DULL SURFACE

Incorrect mould finish

« Improve mould surface

« Increase injection speed

« Increase mould temperature

« Reduce thermal hot spots in mould
(opposite gate)

Polishing of the gate surface

« Increase melt temperature

Increase holding temperature

Europe:
Tel +31 46 47 73381
Info-Europe.DEP@dsm.com

Americas:
Tel +1 800 333 4237
Info-Americas.DEP@dsm.com

Asia Pacific:
Tel +86 21 6141 8188
Info-Asia.DEP@dsm.com

MOULD RELEASE PROBLEMS
Overpacking

« Reduce injection speed

« Reduce melt temperature

« Check the transfer point

« Reduce holding temperature/time
Mould design problems

» Check for mould damage or undercuts
» Use more draft angle

« Change mould temperature

» Weakness of mould (bending)

» Apply more and large surface ejector pins

WARPAGE

Differential shrinkage

« Adjust mould temperature of each
mould half (high mould temperature = high
shrinkage)

» Assure uniform wall thickness

« Increase cooling time

« Reduce holding pressure

Internal stresses

« Reduced holding temperature

« Reduce holding time

« Check the transfer point

« Increase mould temperature

« Use high flow grades
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