
  
 
PREMIUM EXTRUSION AND RIGID PACKAGING RESINS   POLYETHYLENE 
  PROCESSING RECOMMENDATIONS 
 

 
This document reports accurate and reliable information to the best 
of our knowledge, but our suggestions and recommendations 
cannot be guaranteed because the conditions of use are beyond our 
control.  Information presented herein is given without reference 
to any patent questions that may be encountered in the use thereof.  
Such questions should be investigated by those using this 
information.  Chevron Phillips Chemical Company, LP (CPChem) 
assumes no responsibility for the use of information presented 
herein and hereby disclaims all liability in regard to such use. 

 For more information or technical  
 assistance, please contact us as follows: 
  
 Chevron Phillips Chemical Company LP 
 P.O. Box 4910 
 The Woodlands, TX  77387-4910 
 1-800-231-1212 
 1-800-852-5530 (MSDS sheets) 

Medical Caution – Do not use this CPChem material in medical 
applications involving permanent implantation in the human body or 
permanent contact with internal body fluids or tissues.  Do not use 
this CPChem material in medical applications involving brief or 
temporary implantation in the human body or contact with internal 
body fluids or tissues unless the material has been provided directly 
from CPChem under a contract which expressly acknowledges the 
contemplated use.  CPChem makes no representation, promise, or 
express warranty concerning the suitability of this material for use in 
implantation in the human body or in contact with internal body 
fluids or tissues. 

 

Marlex Polyethylene Resins 
Injection Molding Processing Recommendations 
 
 

 
General Recommendations:  
 
 

 
• Rear Temperature: 340 – 390°F (171 – 199°C) 
• Middle, Front, and Nozzle Temps: 380 – 470°F (193 – 243°C) 
• Mold Temperature: 45 – 125°F (7 – 52°C) 
• Suggested shot size: 50 to 70% of the machine’s capacity 
• Pressure on first stage injection should be ~10% below setpoint 
• Maximize the filling of the part in the injection stage (“99%” full)  
• Minimize the hold/pack pressure  
• Return screw speed: 30 to 80%, returning just before mold opens 
• Back Pressure: 50 to 150 psi. 
• Stock Temperature should kept within the range given below 
   according to the melt flow of the resin grade: 
 
   Melt Flow              Stock 
   (g/10min)               Temperature  
      0.X to 5               410 – 500°F (210 – 260°C) 
       6 to 10                390 – 480°F (199 – 249°C) 
     11 to 15                380 – 470°F (193 – 243°C)             
     16 to 20                370 – 460°F (188 – 238°C) 
     21 to 30                370 – 450°F (188 – 232°C) 
     31 to 40                370 – 430°F (188 – 221°C) 
     41 to 50                370 – 420°F (188 – 216°C) 
 

  
Considerations: 

 
• The above conditions are general recommendations. Specific 
applications may require conditions outside the given ranges. Melt 
temperatures above 500°F (260°C) may cause resin degradation and 
changes to resin properties. Keeping materials at melt temperatures 
for extended periods of time may also cause resin degradation.  For 
additional assistance, contact your CPChem injection molding 
technical service representative. 
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