682

H68E 491
Vol. 68 No.9

20214F9 H
Sep.2021

Bom Tk
CHINA RUBBER INDUSTRY

ITZ &%

oot

= 45 tH AL Sk RS R MR 5

L&

BAAE JLFI TR
(LB IRHEORS Bl TRAEBE, R 5

266061;2. H WA RMARAF, LA FE  266061)

FHE 30T ANSY SEEXF L B W 57 Hh AL Sk D00 — 24 JF A IR 30 35 6 A T BUEAE L, S0 0T 1m0 43 T B e JE S TR o A
TP R R A, B AL Sk LT RE I TR R 1 T (B B RBELJE iR A S O ML Sk T P R I sl 1 5 e A
25 SRR < B2 B8 BE X e EL A WS A 9 R 1 D 5 LSk 30 T8 S B0 R L R D R L 38 S0 P G R i R BAORS T] , 2Y BE T
TREE N 338~343 K JERFIE S 415.0~19. 6 MPa FHLJE 58 B 418 mm (BHLJE &5 5 A3 mmish, k57 H 2450 1 e e 45
U, T SEEL R AT FORE T R e AN L e 1 A

FEHER LGSR BT LSk s 001 FbE s B R P 5 AR IR 3 5 BE IR 5 IR 1R g 5 BELJE e B 5 LG o

hESES:TQ330.474
XHkFRERD: A

SR =R | L Te N O P20 A 6 = i 7 R
HASF P & R 20 2 804EAR , TR M H AT
HE T LR kA R R T M A R LR
S BRBF ALk (FRIARLAYHLSK) il 15 PR BT
PRAUE R 701 B BF I ASE PR S

B i) 5 B XA 5 P R W W 5 25 A T ) £
HEARPR, R T ALK B R S0 HIL Sk iRt iE 2540 &
T B R Y B I B A R RN R B
DRSS T S bR P AR MLk R
SRR, A5 B AR L4 A E T LR S8 YR )
DA AR5 i 2. i RO B ANS Y S BR
JCREIF, #5771 200 mmifig 58 LRI K = 4k il
A BRITELBYL, B A3 1 2% KA 2
TET A9 4 O 0 3 JE R g 43 o b SO
ANSY SEAEXS LEIHL AU T A Bt WF9E T
AN AR g B A () BELJE 8 2 AN [i) 32 D 7 R i
HAEW T YRR ME Y, (3 EROF5E N
SRR AR, R P IR RE X YRR S B T
TESZBRAE IR R sl R s A RS A

EEWA WAHEAF TS A (2019GGX102018)

XEHS:1000-890X (2021) 09-0682-07 =l
DOI:10.12136/j.issn. 1000-890X. 2021. 09. 0682

OSIDIFHRI SRR
GBS R

A 3 IR R R Ak 5 YRR T A 1 4
R R Bl AR Ak, Ho IR S SR Y
BHERL KL N & A R B sl A 106, 2o g 1 1 10 9
fHASHT 0 &5 5 F 7 A s A P ) RS i AR T it
BN BT LAAT B BRI B R LA Sk O 3 1Y
SR, BB U W o A DA B R e s R Y o
BT R AR AL R

AT AEE HHANSY SE A7 i W) BHE LB AL K
TiLIE N AT AR SR IR B Ak R i i A, BE S
ML T8 30 B 17 30 3 | R 11 R g BHLJE 9 FTBH e
15 BE A SO0 R 3 R R [ R R B S MR
R M s R

1 REEST
1.1 REHFER

LAYAIL Sk 3t 38 TUAT B Y piy (5] £ 0P 3= Ik 2 e
B DX/INALIE PR ER A AR, AR s o PRk s 7
] Ry J7 1), 85 0 & 40 R MR EE N3 mm, LR
1 400 mm, f&Blistar cem+XFLAHLSLIEEIT L

BRI LM (1978—) Lo IR A A, BRHEORHBIEEE , [, 208 20 TR R L H0E RSO o

E-mail: jiaodongmei@gmail. com

SIFARSC : fE A, LTI, 5Kk, A5 LELSE IR B HH ALk B th Rese MERF 22101 AU Tk, 2021, 68 (9) : 682-688.
Citation: JIAO Dongmei, YUAN Shishuai, ZHANG Tao, et al. Study on extrusion stability of L-type wide extrusion die[J]. China Rubber

Industry,2021,68(9) : 682-688.



AR

FRAMEAE. LIS SEIREE I ALk BF 0 R E PR 5T 683

TG PO A0l 43112, s B AE S 9T 22 A7 (WLIEL2)

E1 LB LFRE LR

Fig.1 Geometric model of L-type die channel

B2 LEHKREMERE
Fig.2 Schematic diagram of L-type die channel grid

Pkk (R ) LELBUAIL Sk 3t 18 P A 2 I I 3 i
b R

VeV=0 (1)
—Vp+Ver=0 (2)
oC, VeV T=kV’T+1:VV=0 (3)

K VABE R, m s p W PRERE S, MPa;
YR BTN ST Pasp oW Mg + m
CoAYIEHEINEE T« (kg « K) s TAHYIRHEE Kk
YPRER W e (m e K)

1.2 HFHEBITEPFHHERETN

Pkt O 1) LELIUBIL Sk 3 38 PO A7AE % 5 3R

SR AR PERE B, X T LBk, BT R s
JEAIL K T BE 1 5 MR AT R AR AL 0, AR
1120 (4) A1 (5) BEATTHE  WPRHE NSk RV BF A
T BN AN 7 1) TR AT X6 AL A oF 46 A 3 5 5

(6) FEAT I ; Wi 1A it sl ok FE 22 57 S SOl P e

B KRR G R 2 (7) A TR
oT
D, =~ kAS - (4)
aT
=— kg (5)
Q,= ARV T = Ah(Tyw = T) (6)
@3 - 7]72 (7)

K@y, @, 35 YRR B R R |
REPEFECH L , W A IR, m*; ¢ PR R R

BRELW e m R R W e (m* - K)
To RN T 3 53) kg 5 T 3050 J3E R0 T 3 1 4 ek (O A4)
B K VBB UPREEE  Pa « s5 7 kLY )R
F,s',
1.3 REWEKER

AR TAE % 3K 45 i Carreau i 28 45 7114 | A 4
TR

Lo

(8)
A RIS B UK  Pa « ssn YRR
STUIKG RS, Pa « s; AR YPRHS SIS ], s 5 7 S W0RL BT
DIk Rak it s s n  RHEE 2R R 50 £ PRNG
LR, T« (kg » mol) s Ry AR 443 %, B (5 hy
8.314 7« (mol * K)~ I,Tmis%mnr“,Ko

RTAER Y Ep 1.2 Mg« m™, C, 052 200

« (kg * K) ", k}0.26 W+ (m+K) ',

A TARB AL R B2 . (1) #0R DT
YRR 1 19,6 MPa, HoR 1T 908N E
0 MPa, JERI IR 393 K;  (2) BEjfi i1 L i 5h ek
JECRETH TG R) 0, BE TH R (V8 H) R G0 % BE 1]
MREEHATES]) 343 Ko

1=t (o= )1+ 2T eXp

2 H#HR51E
2.1 YBEDFRENEE S
WMLk Sy 7 ) B S AN #m (WLE3) |, 4
HHEAS I R 2 9 T 40 A (DLE4)
PNGETINYE =R AT 7/E S YR ISy
JE 7 1) 43 A AN 35, DR 10 i 3] 2K i He 7 FAIG
16.6 MPa; #1 IT ¥kHE J) 2246 5 B I 5
HH?ISE}EE’JFQEEM/EFH BELJ& 48 i T 4 6k s g s AL
Vi 87 18] 3 A1 Ea T4 50 5 T 4 B IV )R
FIUTHL G 7 1) P42, FAE U BE JE X/ 12,9
MPa; R R V R ) 0 A ¥ 5] HAEIO
MPa, J& 353 A AR SRR 2 - MR e AE 3 e

/_\%kmiu L

o ESCEV
xj UL 0y
i 1

E3 HEEKR

Fig.3 Section selection



684 %O Tk 202 14F55 6845

20 . 0.016

0.014

15+ 2 0.012

s e ~ 0.010
Q-‘ 17}

= 10 — < 0.008

R E 0006}
H =

0.004

3r 0.002

0

| I I 51 I I I ) -0.002 ! ! ! ! ! ! !
0 02 04 06 08 1.0 12 14 16 18 0 02 04 06 08 1.0 12 14 16
z/m z/m

AT 2R 11 53— I 54—V 5 S—#Rim v .
E4 BEETEEWHIEHSHHE

Fig.4 Material pressure distribution curves of
middle layer of sections

I B 7 ) R shad e v, SRR Bk e T E
S R E N TN TR N UYL NI R B O & A
UL 2l 8 W BE i WA BSO8R AR I 5 K TR IS
T2 20 B W ) BE T 5 DT AR (LIETS) |, 3 Al
YRt BT DI 38, 7 A BOR BT Sl B T, AT
BRI 5% 7 10980

‘Wall Shear

Contour 1
7.382e-01
6.644e-01
5.906e-01
5.168¢-01
4.429¢-01
3.691e-01
2.953e-01
2.215¢-01
1.477e-01
7.383¢-02
6.588¢-06

[MPa]

E5 ##EEmEsmEE

Fig.5 Material wall shear rates

YR AE FE 6 3 R 1Y TR B AN RIE , AT
e —E S M R Ao i T R b ] = kb
J& (v) 734 2 Al 6 i

MIE 6T LA th, PRk 32 a8 J7 ) 59 5% H
JE (v,) ek, I B BILk S8 B2 T 1) Lz i/

AR T v [ 2 58 A T AL IR

TR LA AN R, i 7 Y
BEHEE (v) Bk, YR T2 2R S 3 S it
8k 1 S P P RH B 14 3 R T A KT R 11 AR S 14
WIRHEE B v Bk G B o A 2 SRR 2%

i I — VA (] 2 5t H 73 A th 2 40
KI8T/

M8 HT LI H - Wk 22 BH JE DX 3 1k 8w

1*\},[;2*1/}.;3*\)20
Elo #HE | sl EHHEE S Lk
Fig. 6 Material velocity distribution curves of middle layer of
section |

0.001 8
0.001 6 -
0.001 4
0.001 2 -
0.001 0 -
0.000 8 -
0.000 6
0.000 4 -
0.000 2

v/(mes?)

-0.000 2

1 1 1 1 1 1 1 1
0 02 04 06 08 10 12 14 16 138
z/m
TE]E6,
E7 #E | AiE R eE E S
Fig.7 Material velocity distribution curves of
middle layer of section ||

0.008
0.007 | )
0.006 |-
= 0.005 -
v
< 0.004 -
£
= 0.003 |
N
0.002
0.001

CE—

—-0.001 I I I I | | 1
0 02 04 06 08 10 12 14 1.6

z/m
1 52—V 5 3—#m v .
E8 #HEIN—VHhEEMEHFHIERES AL

Fig.8 Material extrusion velocity distribution curves of
middle layer of section [ll-V

WL, A 1] 3 3 2 S0 VA A3 5 0ok i 30 4
1T IV R, H T 3 A8 e B 2 /N i B L
IR MR JRE 886 A, 5 AT L % e 5 1 3 32 S 247 AT




AR

FRAMEAE. LIS SEIREE I ALk BF 0 R E PR 5T 685

FE B IV PR 3R P (S K T3, 554
L2 R BRIV [E] 2 R B R A mT
R, A R S g ) e R L R R
Ui Ko X T LAIHLK U, 35 B 4 X 3450 (1 P %
HR R R RARME Y, T LA RE A S R A R S A
ARLET HH S R [ A B 450 R R T BB
2.2 BRESWH

A BRI 43 A 2 B A8 Ty T 1Y)
YR RS 2 B AN IO RN 10 (2241, 0 m) FIf7R o

Temperature

Contour 5
393.294
388.280
383.265
378.251
373.236
368.222
363.208/
358.193 )
353.179
348.164
343.150

[K]

B9 HEHEWHEESHZE

Fig.9 Material temperature distribution nephogram of sections

400

390 | 2
380 | 3
X
370
uc|
360 P

350

340

1 1 1 1
0 0.01 0.02 0.03 0.04 0.05
x/m

T4,
E10 BHEIGxHEEYEIRERE

Fig. 10 Material temperature gradients of

sections along x direction

MIEIOFTTOTT LA H, 4% 35 10 9k iR 5 S8 0
A TR) 4 7 A I, e e T 7 T F () 2, e 5 3
DA B 1] IR ARG, LY X0 1) R IR R 3% T R
i FEz2M 1.0 mAk , BT ) A ocs TR 5 Ry
392. 71 K, 3 BE AR EEREAR 349, 11 K, IR 25
43.60 K. B PR3, Wy ) 45 i o 5
BE 1] (7] B4 S B 22 0 /0N, (EL H R 0 8K v i B8 22475
20.60 K. HUCAT UL, HATHLL AR RG R E A
AT R BT R b 2R )2 N A TR 25 11 B
B, TR 25 7= AR I #8805 Hh R ML AR TR

IR, AH T B A AR A 25—

3 FHAMBREMMNEMES
3.1 HkREEMERE

P T T AR A T 26 < SRR B X B R A 14 J
A SR, YPRHR L = PR PE T R L
BRI E I Rl BE RARR, 5% 18 M BB S s 20
B, 5y it B A B A BB G 5 kL T T Vo
() J22 Ak R P8 de v o R V8] 2 R A
AR AR I VI 22 IR 2R B AN LR 2R .

380
375 -
370 -
365 2

360 - 1

% 355 1

S350
345 1

340 -
335

YIS

1 1 1 1 1 1 1 1
0 02 04 06 08 10 12 14 16 1.8
z/m

BETHIRLEE /K : 1—333;2—33833—343;4 34855353,
B #HEVHERNENRES &

Fig.11 Material temperature distribution curves of

middle layer of section V

1 1 1
333 338 343 348 353
BEMREEE /K

E12 #E VYRR EE i &

Fig. 12 Material temperature difference curve of section V

ME VA2 0] DL, BE T BE 333 KF+
1353 K, Vg b a] 2 PpphE B e 115
K, #m VYRR E 25 T+ 712.6 Ko T#E V
Hh )2 P RHIR BE B R B A R B A A
KR ENZH WG RoA A S AR TR 8RR, 74 i n
RGBS, R O A AP R TR B T T B M
FasEtE B E B, #m VYR R 280N, 5r i A



686 %o Tk

20214F25 684

A (50 B A5 TE DN, Y A ) R R A, 25
BT AT AL, 2 RE T R 4R 7R 338~ 343 K, K
1V Yk i 97 K iR 25 21 ~23 KA,
AR TFHR R 0 TORS A Rl 8 o
3.2 Hk#EROER
ANEIAILSR R D7 32 338 ] 2 PRk

TR SRR R Vb ]2 PR R
A M5 A an 3 AN 4R o

26

24+

2+
20 F 4

J&71/MPa

0O 02 04 06 08 10 12 14 16
z/m

MLk #ERHD B 47/ MPa: 1—10.03;2—15.033—19.6;4—25.0,,

E13 AEMLFROEDTERESEEDH
£ 71 B il 2%
Fig.13 Material pressure drop curves of middle layer of
main flow channel under different die feed port pressures

0.012
0.010 +
—4

~ 0.008 |
:a 0.006 -
<
=N

0.004

0.002 +~

0 0.2 04‘4 016 018 110 1i2 1‘.4 1.6 1.8
z/m
A 13,
E14 ARNLFROEFEATEHEV P EEDR
5 3 A &

Fig. 14 Material extrusion velocity distribution curves of middle
layer of section V under different die feed port pressures
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Study on Extrusion Stability of L-type Wide Extrusion Die

JIAO Dongmei', YUAN Shishuai', ZHANG Tao®, GUO Chao',LI Dongyan'
(1. Qingdao University of Science and Technology, Qingdao 266061, China;2. Qingdao Hanhe Cable Co. ,Ltd,Qingdao 266061, China)

Abstract: Numerical simulation of the three—dimensional non-isothermal flow field in the flow channel
of the L-type wide extrusion die was carried out through ANSYS software, the flow field law of polymer
material in the non-isothermal extrusion process was analyzed, and the influence of parameters such as
the wall temperature of the die flow channel, feed port pressure, damping width and damping height on the
material flow in the die channel was discussed. The results showed that the damping width had a significant
pressure regulating effect on the material; the parameters of the flow channel die had different influences
on the extrusion pressure and uniformity of the material. When the wall temperature was 338 ~ 343 K, the
feed port pressure was 15. 0~19. 6 MPa, the damping width was 8 mm and the damping height was 3 mm,
the uniformity and stability of the material extrusion were better,and the extrusion quality and output of the
polymer sheet could be balanced.

Key words: L-type wide extrusion die; polymer sheet; extrusion stability ; non-isothermal flow field;
wall temperature ; feed port pressure ; damping width; damping height



