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A self test: 
 
Ask yourself or your people the BASIC questions. Any setup tech/molder should be able to 
answer in depth. While probably not the criteria for a performance evaluation, it is interesting to 
see the skill level of your people.  If they answer with any of these answers (1) "we've always 
done it that way" (2) "it's convenient" or (3) " I dunno" or “I get this screen and punch in the 
number on that thingy”; your company is losing potential profits.   
 
 
People who truly know what they’re doing can answer the Advanced questions.  Those who can 
answer both sets of questions should be the mentors to those who can’t answer the questions. 
 
UNACCEPTABLE ANSWERS – When asking yourself, don’t say (think) “I know this”.  If you do, 
explain it to someone aloud.  Any answer that doesn’t show the appreciation or understanding 
of the process is really one of the rephrased above generic answers that translate into “I dunno”.  
 
 

THE BASIC 20 QUESTIONS 
 

1. Explain why you set the mold at full open to that distance? 
2. Explain why did you set the ejector plate at that speed to actuate at that position? 
3. Explain setting the logic behind your setting the clamp speeds - clamp depressurization, slow 

open, fast open, open slow down, full open, fast close, slow close and clamp-up. 
4. Explain how you set the clamp pressure.  
5. Explain how you set the fill speed. 
6. Explain the procedure for setting the fill pressure.  
7. Explain how you determine the switchover point from fill to pack. 
8. Explain how you determine the packing pressure. 
9. Explain how you determine the packing time. 
10. Explain what determines when you open the mold up to eject the part. (Wrong answer:  
        "When it's cool enough")  
11.  Explain how the cushion is determined.  
12.  Explain how to determine the screw speed/back pressure?  
13.  Explain how to determine the settings on the melt temperature controls. (Wrong answer:  "I  
          set them all at 400F and when I measured the melt temperature it was 400F)  
14.  Explain how every technician who measures the melt temperature will get the same  

    reading. 
15.  Explain how with a mold with more than eight circuits per side the waterlines will be hooked  
         up the same way as now. 
16.  Explain where you get the setting for the waterline's temperature. (Wrong answer: “We’re 
         using tower water.”) 
17.  Explain how you know you are getting optimal flow through the water system. (Wrong  
          answer: “We got her wide open.” 
18. Explain how you can put the mold into a larger (or smaller) machine next time based on the  
         settings you have now, and NOT have to start up from scratch trying to find the same  
         conditions for the plastic on the new machine?  
19. Explain how you know the molding machine is the adequate for the size of the shot? (Wrong  
         answer: "We're running it there aren't we?")   
20. Explain how you know the machine is capable of producing a repeatable process? (Wrong  
         answers: (1)"It's making good parts isn't it?" (2) "We have a scrap allowance that covers it.") 
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THE 20 ADVANCED QUESTIONS 

 
1. Explain how to run an experiment that will give you a graph of the material’s apparent 

viscosity and how and where you’d use this data. 
2. Explain the difference between turbulent, laminar and transition flow; and why it is important. 
       (wrong answer: “Do you mean the material or the water?”) 
3. Explain the why you should avoid looping water circuits.  
4. Explain a machine’s ‘intensification ratio’ - why it is important to know where to find it, what it 

is and how it should be used in day to day processing of a mold. 
5. Explain under what circumstances you’d use an in-line filter, and how to maintain its 

effectiveness. 
6. Explain how you can prove that a multi-cavity tool is balanced.  Explain what you’d expect to 

happen with an unbalanced mold. 
7. Explain why continuing to produce parts using a ‘variance’ or ‘deviation’ is wrong and what 

you should do about it. (Wrong answer: “That’s engineering’s or quality’s problem.”) 
8. Explain  the procedure for reducing setup times in large machines (850 Tons+) to one hour or 

less or in smaller machines to a half hour of less. 
9. Explain which has a larger orifice and why: the nozzle or the sprue bushing.  
10. If your sprue was longer than 5” and your budget was less than a thousand dollars, explain  
       what you could do to shorten the cycle time. 
11. Explain how you know the material is dry enough to process (minimum time and  
        temperatures) 
12. Explain the six general causes of scrap (or places to look when troubleshooting).  
13. Explain, in general terms, what effect an optimized process has on the company’s bottom  
        line.  (Wrong answer: “More parts per hour at a lower unit price”).  
14. Explain the consequences of ‘acceptable scrap’ or running on less than 100% cavitation. 
15. Explain the reasons for investing all your technical expertise in the qualification run before  
        going into production. 
16. Explain the generic definition of an “acceptable” part. (Wrong answer: “The customer  
        accepts it”) 
17. Explain when running a hot runner mold, what the consequences are for turning off a zone  
        to block a ‘bad’ cavity. (Correct but unacceptable explanation: “We have to run more parts  
        because of the smaller cavitation.”) 
18. Explain why if you loop the waterlines; what ones should be looped and what circuits  
        shouldn’t. 
19. When setting (profiling) the heats on the barrel explain (1) the two determining factors that   
         will determine an ascending, descending, flat or hump profiles, And (2) what a heat profile  
         will do.  
20. Explain why, when using an optimized process, the only purpose for inspecting parts.  
       (Wrong answer: “We inspect to assure the part meets the customer’s specifications.”) 
 
 


