Thermoplastic polyurethane elastomer
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Tips for defect-free extrusion of TPU
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The extrusion process can be used to produce plastic pipes, plates, strips, profiles, bars, films,
etc. TPU is widely used in extrusion products.

Pay attention to the following points prior to extrusion processing:

1.TPU is easy to absorb moisture when exposed to atmospheric humidity and must

be fully dried Prior to the processing.

2.Set the processing temperature according to the hardness and viscosity of the material.
3.Choose the screw structure and length to diameter ratio according to the material characteristics.

ARER R % Defect Remdedies
1.REEERERNTRE 1.Increase die temperature and processing temperature
iy 2. FEEREIKER Wrinkling 2.Reduce cooling water temperature
3 HIMEERA RIS 3.Check damage or impurities in the die
1ESINTEE 1.Increase processing temperature
2 B IEEEREEES 2.Increase inner pressure of die head
i 3. AR B R Yagiing 3.Readjust machine head position and temperature
4IHFEI R 4.Fully dry material
! 1IRSIRERE 1.Increase die temperature
- .‘Z.ﬁﬁﬁﬁﬁlﬁﬁKE%E 2.Reduce screw speed or cooling water temperature
EREE 3REEARH Poor transparency 3.Choose transparent material
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Tips for defect-free extrusion of TPU
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ARER 57 Vb7 Defect Remdedies
1B EHE 1.Material pollution
2 REXESHARAIE 2.Reduce the temperature of feed zone
RIYAEBE | 3.E5IK®R Dimensional variations 3.Slow the traction
4LIZTEREE 4.Die head is damaged
SMREKSD 5.Check dryer and conveyor system
1 MBI RDEE 1.Check dryer and conveyor system
2B RATR 2.Check air feeding with material
= 3.IZRAREsz Blisers 3.Material feed in insufficiently
LIRERELRE 4.Increase extrusion temperature
14EEBEAS 1.Reduce extrusion temperature
2B EKIEEE 2.Increase cooling water temperature
RERS 3EEEEAE Hose too glossy 3.Increase speed of extruder
4 RREIRIERE 4.Reduce mold temperature
1.Increase die temperature
1.MEELERE
2 ETPUSSE 2.Reduce material viscosity
HHEY 3 EMYESS Tear in hose wall 3.Another material pollution
LATBIE( 4.Material is coking
1.Check and clean die
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2.Check and clean screw
2. JERIET
ey 3.EEE R Specks and spots on extrudate 3.Change the filter screen
LR EASE R A 4.Reduce extrusion temperature
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1. (&I TR 1.Reduce extruder speed
2IEEMIEE 2.Adjust processing temperatures
PR 3 HERRMRLIS R Gel matter in extrudate 3.Check foreign material in processing material
4 BIBIEERELIEAT 4.Clean the die and screw
5AENNEIRAE B 5.Use the higher mesh number of screen
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