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Suggested Start-Up and Shut-Down Procedures 

for Blow Molding Polyethylene Resins 
 

 

Optimum start-up and shut-down procedures are often found through experimentation. For 

that reason and because the number of types of blow molding machinery available is large, 

the recommendations presented here are general in nature. Finding and implementing precise, 

optimum, blow molding procedures is very important, especially to minimize material 

degradation during processing. If, during extrusion, polyolefin resins are subjected to very high 

heat or long residence times, oxidized material can build up on the internal surfaces of the 

extruder and head tooling. This oxidized material can lead to gels and black specks in the end 

product – an unacceptable condition. Even the best antioxidant-additive package cannot 

protect a polyolefin from degradation when it is subjected to abnormal temperature and 

residence time. Sometimes purging is enough to clear out the degraded material but often all 

equipment must be dismantled and cleaned – a lengthy and costly process. 

 

 SUGGESTED START-UP PROCEDURE 

I. Heating the extruder 

A. Method #1 

1. Turn on power to the die-head heater bands. If applicable, turn on die-head 

preheaters. Set the die-head heater to 275°F. 

2. After the die head temperatures have reached the set points, turn on power to 

the extruder heaters. Set heater to 275°F. 

3. After the extruder temperatures have reached the set points, raise all set points to 

325°F. 

4. After the die head and extruder temperatures have reached the set point, proceed 

to Step II. 

 

B. Method #2 

1.   Turn on power to all extruder- and die-heater bands. If applicable, turn on die-

head preheaters. Set all temperatures to 325°F. 
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2.   After the die head and extruder temperatures have reached the set points, allow 

30 minutes for machine heat to stabilize. 

3.  Proceed to step II. 

 

II. After the temperatures have reached the set points: 

A. Turn off the die-head preheaters. 

B. Start the hydraulic system. 

C. Start extruding polymer at minimum screw speed. CAUTION: Head pressure and 

extruder motor amperage should be watched closely to be sure levels do not exceed 

manufacturer-recommended maximums. 

D. Set temperatures at desired operating levels. 

 

 

 

(Continued on Page 2) 
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Suggested Start-Up and Shut-Down Procedures 

for Blow Molding Polyethylene Resins   (continued) 

 

 

III. After temperatures have once again reached the set points: 

A. Turn on the chiller for mold cooling. 

B. Gradually increase extruder speed to the proper operating level. CAUTION: Head 

pressure and extruder motor amperage should be watched closely to be sure levels 

do not exceed manufacturer-recommended maximums. 

C. Open the valve that supplies pressurized air to the blow molding machine. The air 

pressure range should be 80 psi -120 psi. Pre-blow air should range from 5 psi - 15 

psi. 

 

IV. Set timers and die programmers to the established settings. 

 

V. Start the blow molding machine on its automatic cycle for continuous operation. 

 

 SUGGESTED SHUT-DOWN PROCEDURES 

I. If the equipment will be down for less than 60 minutes:  

A. Leave the heaters at their operating set points. 

B. Periodically, run the extruder at low speed for a few minutes to reduce the chance 

of resin degradation. 

 

II. If the equipment will be shut down for more than 60 minutes: 

A. Reduce heater set points to 325°F. 

B. Lower the extruder speed to the minimum. CAUTION: Head pressure and extruder 

motor amperage should be watched closely to be sure levels do not exceed 

manufacturer-recommended maximums. 

 

III. When temperatures reach the set points: 

A. Stop the extruder 

B. Lower heater set points to 275°F. 
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C. Cover the face of the die tooling with plastic-coated aluminum foil with the plastic 

side facing the tooling. Covering the tooling with this material minimizes the amount 

of oxygen entering the system and thus minimizes polymer degradation. CAUTION: 

The equipment should not be left unattended during this process. An electrical 

malfunction can cause damage. Electrically energized equipment should be checked 

periodically. If the equipment must be left unattended, it should be completely shut 

down. 

 

 

 

 

(Continued on Page 3) 



 

Before using a product sold by a company of the LyondellBasell family of companies, users should make their own independent determination that the product is 
suitable for the intended use and can be used safely and legally. SELLER MAKES NO WARRANTY; EXPRESS OR IMPLIED (INCLUDING ANY WARRANTY 
OF MERCHANTABILITY OR FITNESS FOR A PARTICULAR PURPOSE OR ANY WARRANTY) OTHER THAN AS SEPARATELY AGREED TO BY THE 
PARTIES IN A CONTRACT. 
 

LyondellBasell prohibits or restricts the use of its products in certain applications. For further information on restrictions or prohibitions of use, please contact a 
LyondellBasell representative. Users should review the applicable Safety Data Sheet before handling the product. 

 
Adflex, Adstif, Adsyl, Akoafloor, Akoalit, Alathon, Alkylate, Amazing Chemistry, Aquamarine, Aquathene, Arcopure, Arctic Plus, Arctic Shield, Avant, Catalloy, 
Clyrell, CRP, Crystex, Dexflex, Duopac, Duoprime, Explore & Experiment, Filmex, Flexathene, Glacido, Hifax, Hiflex, Histif, Hostacom, Hostalen, Ideal, Integrate, 
Koattro, LIPP, Lucalen, Luflexen, Lupolen, Lupolex, Luposim, Lupostress, Lupotech, Metocene, Microthene, Moplen, MPDIOL, Nerolex, Nexprene, Petrothene, 
Plexar, Polymeg, Pristene, Prodflex, Pro-Fax, Punctilious, Purell, SAA100, SAA101, Sequel, Softell, Spherilene, Spheripol, Spherizone, Starflex, Stretchene, 
Superflex, TBAc , Tebol, T-Hydro, Toppyl, Trans4m, Tufflo, Ultrathene, Vacido and Valtec are trademarks owned or used by the LyondellBasell family of 
companies. 
 
Adsyl, Akoafloor, Akoalit, Alathon, Aquamarine, Arcopure, Arctic Plus, Arctic Shield, Avant, CRP, Crystex, Dexflex, Duopac, Duoprime, Explore & Experiment, 
Filmex, Flexathene, Hifax, Hostacom, Hostalen, Ideal, Integrate, Koattro, Lucalen, Lupolen, Metocene, Microthene, Moplen, MPDIOL, Nexprene, Petrothene, 
Plexar, Polymeg, Pristene, Pro-Fax, Punctilious, Purell, Sequel, Softell, Spheripol, Spherizone, Starflex, Tebol, T-Hydro, Toppyl, Tufflo and Ultrathene are 
registered in the U.S. Patent and Trademark Office. 
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LyondellBasell Industries 
P.O. Box 3646 
Houston, TX 77252-3646 
United States 
 
www.LYB.com 

Suggested Start-Up and Shut-Down Procedures 

for Blow Molding Polyethylene Resins   (continued) 

 

 

 

 

Start-up and Shutdown for Blow Molding 

 

 

 SUGGESTED OPERATING CONDITIONS 

SETTING UNITS LDPE LLDPE HDPE PP 

Temperature Zones 

Rear °F 310 315 330 370 

Transitions °F 320 325 350 390 

Metering °F 330 330 360 400 

Head °F 330 330 375 410 

Molds °F 60 60 60 60 

Air Pressure 

Blow Air psi 90 90 90 90 

Pre-Blow psi 10 10 10 10 

 


