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MidsuwieHHA AKocMi ma po3mipHoi moyHocmi aumms ...

06r'PYHTOBAHOCTI KOHCTPYKTOPCbKO-TEXHONOTYHMX PilleHb Ta 3MEHLUEHHA BUTPAT Ha AOBEAEHHA OCHACTKM. Y cTaTTi
npeacTaBieHO Pe3ynbTaTh AO0CAIAMKEHHS, NPUCBAYEHOrO 3aCTOCYBAaHHIO NporpamHoro komnaekcy Moldex3D gna
aHani3y Ta onNTMMI3auii npouecy AUTTA Nig, TMCKOM TOHKOCTIHHUX NoslimepHUX aeTanen. OCHOBHY yBary 3ocepegsKe-
HO Ha BMBYEHHI BN/NBY TEXHOIOTIYHUX MAPaMeTPiB UTTA Ta KOHCTPYKTUBHUX ocobansocTelt npec-dopmu Ha pop-
MYBaHHSA BUPOBIB, iX AKICTb i PO3MipHY TOYHICTb. |3 BUKOPUCTAHHAM YMCENbHOTO MOZENOBAHHA BUKOHAHO aHani3
npouecis 3aNo0BHEHHA NMOPOXKHUHU GOPMM, AONPECOBYBAHHA Ta OXO/IOAXKEHHA BUAMBKA 3 YPaXyBaHHAM iX BNABY
Ha BUHWKHEHHSA aedopMmalili, ycaaKku Ta BigxmneHb reoMeTpUYHUX po3MipiB. Ha ocHOBI pe3ynbTaTiB MOAEe/tOBaHHA
BM3HAYEHO XapaKTepHi 30HWM KOHLEHTpauii fAedekTiB, 30Kpema KopobseHHA Ta HEMOBHOMO 3aNOBHEHHA, @ TaKOX
BCTAHOB/IEHO MPUYMHM iX BUHMKHEHHA. 3a pe3ysbTaTaMu Cepii YNCENbHUX EKCNEPUMEHTIB OBIPYHTOBAaHO peKkome-
HAaUiT WoA0 oNnTUMI3aLii peXXumis INTTA Nid TUCKOM i KOHCTPYKTUBHUX pilleHb npec-popmu, CNpAMOBaHi Ha 3me-
HWeHHA aedopmadi Ta 3abesnevyeHHsA 3a4aHOT PO3MipHOI TOYHOCTI BUpo6iB. OKpemy yBary NpuAiNeHO NUTaHHAM
KOPEKTHOCTI 3aCTOCYBaHHA NPOrpaMHOro 3abesneyeHHs, 30Kpema BM/IMBY BUOOPY METOAIB MOAENOBAHHSA, rPaHu-
YHUX i MOYATKOBMX YMOB PO3PaxyHKY Ha LOCTOBIPHICTb KiZIbKICHUX pe3y/abTaTiB Ta ix AKiCHy iHTepnpeTauito. OTpu-
MaHi pe3ynbTaT MOXYTb BYTU BUKOPUCTaHI NPU NPOEKTYBaAHHI Ta BAOCKOHA/NEHHI npec-popm Ana AUTTA Nig, TUC-
KOM TOHKOCTIHHUX MONIMEPHUX AeTanel 3 NiABUWEHUMU BUMOrammM A0 AKOCTI Ta CTabifIbHOCTIi reoMeTPUUYHUX Na-
pameTpiB..

Knouosi cnosa: AnTTa nig TUCKOM, TOHKOCTIHHI MonimepHi Aetani, po3mipHa TouHicTb, CAE-mopentoBaHHS,

Moldex3D, npec-popma, napameTpu UTTA, ycafKa, KOPObBAEHHS, ONTUMI3aLLiAa TEXHONOMYHOro npouecy.

Beryn

BupoOHUIITBO TOHKOCTIHHHMX JAETajei METO-
JOM JIMTTSI Wi TUCKOM CYNpPOBODKYETHCS 3HAY-
HUMH TEXHOJIOTIYHUMH TPYAHOLLAMH,
NOB’SI3aHUMH 3 HEOOXimHICTIO 3a0e3nedeHHs cra-
OUTPHOTO 3aITOBHEHHS TOPOKHUHH (OPMHU Ta Mi-
HiMmizamii nedekrtiB BumBKiB. TpaaumiiHi ekcrie-
PUMEHTaJbHI MiAXOOM YacTO BUSBISIOTHCS TPY-
JOMICTKHUMH, 3aTPaTHUMH Ta HE 3aBXKIU €PEKTHB-
HUMHM Ha eTramax HiATOTOBKM BUPOOHWITBA. Y
[ILOMY KOHTEKCTI HarajibHOI HEOOXiIHICTIO BH-
SIBTISIFOTBCST METOJIH, IO J03BOJISIIOTH 1IE JIO 3aIy-
CKY CEepiHHOr0 BHUPOOHUIITBA OI[IHUTH Ta ONTHUMI-
3yBaTH BIUIMB MapaMeTpiB JMUTTS W KOHCTPYKLIl
npec-popmu Ha skicte BUpoOy. OmHUM i3 cydac-
HUX 1HCTPYMEHTIB BHpIIIEHHS I[bOTO 3aBJIAHHS €
cucteMu Komm'rotepHoro wmognentoBaHHs CAE
(Computer Aided Engineering), siki 1al0Th MOX-
JUBICTH BipTyaJbHO aHANi3yBaTH MPOIECH 3aIOB-
HEHHS, TBEPHAIHHS Ta OXOJOIKECHHS, 3HIKYIOUH
PU3UK JePEeKTiB 1 CKOPOUYIOUM Yac MiATOTOBKU
BUPOOHHUIITBA.

Cepen nposigaux CAE-cuctem, siki aKTHBHO
BUKOPHUCTOBYIOTBCSI Y AOCIIPKEHHAX Ta IHAYCTPIi,
BUIIJIAIOTH:

Moldex3D — Hagae MOMKIJIMBICTH MOJIEIIO-
BaHHSI TPUBUMIPHOI'O 3aTIOBHEHHS 1 OXOJIOIKECHHS,
aHaJizy nedexTiB (Hanpukian, KOpoOJeHHs, yca-
JIKOBI PaKOBHMHH TOIIO), a TAKOXK ONTHUMI3aLii JIH-
BHUKOBOT CHCTEMH Ta CXEMH OXOJIOPKEHHS;

Autodesk Moldflow — mmpoxo 3acrocoBy-
€TBCS JUTSI IPOTHO3YBaHHS JIe()EKTIB, OIIHKUA TEM-
nepaTypHUX TMOJNIB (OPMH, Yacy IUKITY, aHAIi3y
BIUIMBY TEXHOJIOT1YHHX MapaMeTpiB;

ANSYS Polyflow — mporpamuunii komrmiekc
JUIST MOJICTIOBAHHS TEUii IOJIMEpIB y CKJIaJIHUX
TOHKOCTIHHUX CTPYKTYpax, IO Ja€ 3MOTY aHai-
3yBaTH 3QJIMIIKOBI HANPYKEHHS Ta KOPOOJICHHSI.

Bumesasnaueni CAE cucremu 103BOJISIOTH
BUPILIYBaTH CKJIaJHI MpaKTHYHI 3a/1a4i BUPOOHU-
LTBa, 30KpeMa NPy OTPUMaHHI TOHKOCTIHHUX Je-
TaJIel, 110 YacTO CYNPOBOKYETHCS HU3KOIO MPO-
Onem, MoB’s3aHUX i3 crnenudikor BupoOy. Tak,
Bukopuctanas Autodesk Moldflow s onTumi-
3amii JUBapHUX CHUCTEM 1 TEXHOJOTIYHHX TIapame-
TpiB TOHKOCTIHHHX BUPOOIB TOTIOMOTJIO 3MEHIITH-
] ycanaky Ha 11,7 % Ta TOYKOBO CKOPOTHUTH Bij-
xusieHHs1 popmu 10 <2 % [1].

MoxauBocti  Takux ~ CAE-cuctem, sk
Moldex3D ta Moldflow, 3a6e3neuytoTs BHCOKY
TOYHICTh aHaNi3y AedekTiB i kopoOneHHs. Bonu
JAl0Th 3MOTY €(EeKTHBHO MOJEIIOBATH MHpPOLECH
OXOJIO/PKEHHS, TPOEKTYBATH JIMBHUKOBI CHUCTEMH
Ta MPOBOJUTH OaraToOKpUTEpiajbHy ONTHUMI3AIliIo
JUTS MiHIMi3aIii redopMartiii i miaBUIEHHS SIKOCTI
roroBux BupoOiB [2]. llle ogaUM ycHinTHUM MPH-
KJIaJIOM MTPAKTUYHOTO 3aCTOCYBaHHS IIUX CUCTEM €
ONTHMI3allisl TEXHOJOTIYHUX MapaMeTpPiB JHUTTA,
30KpeMa HaJalTyBaHHS XapaKTEPHCTHK COIIa Ta
mHeka. MoJIeoBaHHS TIPOIECIB MMOBEIIHKH PO3-
IUTaBy, 3allOBHEHHS ¥ OXOJIOJDKEHHS JIa€ 3MOTy
MiHIMI3yBaTH PO3ODKHICTE MiX pe3yJbTaTaMu
KOMIT'IOTEpPHOTO aHali3y Ta HaTypHOT'O EKCIIEepH-
MeHTy [3].

[Nompu 3nauni nepesaru, CAE MonenroBaHHs
MAE€ 1 CyTTEBI OOMEKEHHSI.

Hacammnepen, 1ie CKJIaHICTh CAMOTO MPOIECY
MoJiemtoBaHHs. J1Jist aleKBaTHOTO pe3yibTaTy MO-
JeNIOBaHHs. HEOOXiJHO MaTH TOYHI BXigHI mapa-
METpH TpoIlecy, Taki sk B’s3KicTh, P-V-T kpusi,
XapaKTepUCTUKU  OXOJIOJDKEHHS, TeTUIONPOBiI-
HicTb QopMu Ta Matepiany tompo. [lo-apyre, mo-
JeJIIOBaHHsI BCE OJHO MOTPe0y€e eKCIIepUMEHTANb-
HOTO IMiATBEPKCHHS, SKOTO Hapas3l HE BIAETHCS
YHUKHYTH, SIKUMH OU HaTypaJliCTHYHUMH He Oynu
MOJIEJIIOIOY]  €KCIIEPUMEHTH, OCKIIBKH CHUMYIIS-
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PucyHnok 2 — ExcniepuMeHTAIbHI KPUBi THCKY B COIII MPH Pi3HUX IIBHAKOCTSX BIOPCKYBAaHHS

[iifHI TpOrpaMu He 3aBXKJIH TOYHO IepeadadaroTh
Jne(eKTH TOHKOCTIHHUX jertaned. CKIagHICTh
JHUTTS caMe TOHKOCTIHHMX JleTajei, 30KkpeMa 4e-
pe3 HIBHJIKE OXOJIOMKEHHS Ta BUCOKHIU TemIiepa-
TYpHUH Tpajai€HT, OOMEKY€E TOUYHICTh MO/IECIIO-
BaHHs TakuX cTpykryp. CAE-mozmeni He 3aBxIu
30aTHI BpaxyBaTW BCI HIOAQHCH IPOLECY, SK-OT
HEJiHIMHI eQeKTH TeII000MiHy Ui MikpoaeheKTH
cTpyktypu. KpiM Toro, Take MOJIEIIOBaHHS € HaJl-
TO PECYPCOMICTKUM, OCKUIBKM HEOOXiTHI oOuuc-
JIOBaJIbHI TOTY)KHOCTI 3POCTaIOTh €KCIIOHEHIia-
JHHO 3 YCKIQJHEHHSM pPO3PaxyHKOBOI CITKH Ta
MoJeTe.

TakuM 4MHOM, TOEAHAHHS MOJICTIOBAHHS Ta
(hI3MYHOTO EKCIIEPUMEHTY Hapasi 3alHIIaeThCs
000B’SI3KOBUM JIJIS1 TOCSITHEHHSI IKOCTI BUPOOIB 13
TOHKUMH  CTiHKamMH. TOMy  3acTOCyBaHHS

Moldex3D mnpu MopentOBaHHI MOPOLECY JIUTTS
TOHKOCTIHHOI JIeTaJii i3 MOJAJIBIIOI MEPEBIPKOIO
pe3yNBTATIB € aKTyaJbHUM Ta TOTpeOye IOCIi-
JOKSHHSI.

AHaJi3 qocaikens i myoaikamin

VY cydacHOMYy MamMHOOYIyBaHHI Ta BHUPOO-
HUITBI MOJIMEPHUX KOMIIOHEHTIB OCOOJIMBY yBa-
Iy HOPHIUISIOTE TOHKOCTIHHUM BHpOOaMm, IO Xa-
PaKTEpU3YIOTHCS MAJIOK0 TOBIMUHOK CTIHOK 1 BH-
COKHM CITiBBIJIHOIICHHSIM JIOBXXHHH JO TOBIIUHH
($L/t$). BuroTtoBieHHs1 TaKUX BHPOOIB Ja€ 3MOTY
3HU3UTH BUTPATH MaTepiany, 3MEHIIUTA Macy Jie-
TaJiell 1 CKOPOTHTH IMKI JIUTTS. BomHowac ywmc-
JICHHI HAYKOBI JIOCII/PKEHHS CB1IYATh, 10 TEXHO-
JIOTisl JIUTTS TiJi TUCKOM TOHKOCTIHHHX JeTajci
CYIPOBOJDKYETBCSI CKIIAIHOLIAMU Y 3a0e3MeueHHI
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Pucynok 3 — CniBBiZHOIIIEHHS Mi’K THCKOM Yy TIOPOKHMHI, TOBIIUHOIO CTIHKH Ta
Koe(pilieHTOM TOBIIMHU

cTabimpHOi siKocTi. lle 3ymoBIIOE HEOOXiTHICTH
YIIOCKOHAJICHHST METOAIB MOJEIIOBAHHS, KOHTPO-
JIIO TIPOIIECiB Ta ONTUMI3allli TapaMeTPiB JTUTTH.

Y poborti [1] po3rnsHyTO OaratokpuTepiaib-
HUN MiIXig A0 OnTuUMI3alii Hporecy JUTTS i
TUCKOM TOHKOCTIHHUX 3’€JHYBJILHUX EJIEMEHTIB
13 BUKOPUCTAHHSAM iHTETPOBAHHUX AJIITOPUTMIB OII-
tumizanii Ta CAE-monentoBanHs. ABTOpH 30Ce-
peaniH yBary Ha 0JJHOYacCHOMY 3MEHIIeHHi jaedo-
pMalliil 1 miIBUIIEHHI SKOCTI BUPOOIB, MO 03BO-
JWIO BCTAaHOBUTH €(PEKTHUBHICTh KOMILIEKCHOTO
HiXOAy 10 BHOOPY TEXHOJIOTIYHHUX MapameTpiB
JUTTS JUIS TOHKOCTIHHUX JeTajei.

VY mocmimkeHHi [2] MOTaHO CHCTEMAaTH30Ba-
HUI OIJISIJl Cy4acHUX HAayKOBHX pOOiT, pUCBsUe-
HUX JIUTTIO TiJl THCKOM, 3 aKIIEHTOM Ha BHKOpHC-
TaHHS KOH(QOPMHHX KaHAJiB OXOJO/DKCHHS, Me-
TOJIIB YHCEILHOTO MOJIENIOBAHHS, CYpPOraTHUX
Mojienieii Ta OaraToKpuTepialbHOT ONTHMI3aIlil.
[Tokazano, mo came noexnnanHs CAE-anamizy 3
ONTHMI3ANIHAMHU AJTOPUTMAMU € BU3HAYAILHUM
YUHHUKOM 3MEHINEHHS Je(EeKTIB, ITiIBUIICHHS
cTabinpHOCTI mpolecy Ta 3a0e3nedeHHs po3Mip-
HOi TOYHOCTI, 0OCOOJIMBO Y BUIIAJIKY TOHKOCTIHHHX
BUpOOiB. PoboTa [3] mpucBsyeHa HaAyKOBO 00TPY-
HTOBAaHOMY HAJIAIMITYBAaHHIO MapaMeTpiB IMporecy
JUTTS Tl TUCKOM Ha OCHOBI aHaji3y THUCKY B CO-
TUTI Ta TIOJIOXKEHHSI ITHeKa 3 BukopuctaHusm CAE-
migxoay. ABTOpY JOBENH, IO KOHTPOJIb IUX IIa-
paMeTpiB J03BOJSE MiABUIIUTH MOBTOPIOBAHICTH
nporiecy (hOpMyBaHHS Ta 3MEHIIUTH WMOBIPHICTh
BUHUKHEHHS NC(EKTIB, MOB’I3aHHUX 13 HECTAOLIb-
HICTIO 3aITOBHEHHSI TOPOXKHUHU POPMHU.

78

3anoBHEHHS MOPOXXKHUHU (POPMH CTA€ CyTTE-
BO CKJIAJHIIIKUM Yepe3 BHCOKHUH OIip MOTOKY PO3-
IIaBy, IIBUAKE OXOIOKEHHS CTIHOK 1 BEJHKY
IDIONTY MOBEPXHI BiJIBEJICHHS TeIUIa, IO MPHU3BO-
IUTh JO0 JIeeKTy «HEMOBHOTO 3alOBHEHHS.
BcranogiieHo, 1110 Koe(illieHT 3alOBHEHHS Y TOH-
KOCTIHHOMY JIUTBI 3HAYHOIO MIpOIO 3aJIe)KHUThH BiJl
KOHCTPYKTHUBHHX Ta TEXHOJOTIYHUX IMapaMeTpiB,
TaKUX SK TOBIIMHA CTiHKH J€Taji, PO3TallyBaHHs
JIMBHUKOBOI CHCTEMH, IIBHIKICTH YIOPCKYBaHHS
po3IuIaBy, TemIlepaTypa po3IuiaBy Ta (GOpMH, a
TaKOX JIOBKMHA Ta TOBIIWHA JJUBHUKOBHX KaHAJIB
[4].

ToHKI CTIHKH BiIJIMBOK MiABUIIYIOTh PH3UK
nosieu iehopMariii uepe3 HepiBHOMIpHE O0XOJI0-
JOKCHHS 1 HecTaOlIbHE TBEPAIHHA. SIK MOKa3aHO B
JocTipKeHHi [S] , HaOIIbI 3HAYYIIUM TTapaMeT-
POM BIUIMBY Ha KOPOOJICHHS B TOHKOCTIHHUX Jie-
TaJsIX € Temieparypa Gopmu.

TOHKOCTIHHICTH TaKOX CTa€ MPUYHMHOIO ITiJI-
BUIIEHOI BPAa3JIMBOCTI BHUPOOIB A0 3aJUIIKOBHX
HaTpy>XXeHb, HEKOHTPOJIbOBAHOI Opi€HTAIlii BOJIO-
KOH (y BUNAJIKy KOMIIO3UTHHMX MartepiajiiB), IIBiB
3MUTTS Ta MoBepXHEBUX AedekTiB. [Ipu ToBmIMHI
ctinku 300-500 um crioctepiraerbes eexT 3B0JIi-
kaHHs oToky 1 CAE MozentoBaHHS 3a JONIOMO-
roto Moldex3D BiaTBoproe 1€l €eKT 3 MPUIHHAT-
HOIO TOYHICTIO 3a yacoM (pOHTY, ajie 3 po30i>KHO-
CTSIMH y THCKax [6].

Ilpy 1BOMY TOYHICTH CHUMYJALII 3HAYHOIO
MIpOIO 3aJIeKUTH BiJl BpaxyBaHHS I€OMETpii cor-
Jla, BIUIMBY THUCKY Ha B’S3KICTh Ta KoeQilieHTa
TeroooMiny [7].
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OTke, IONPU 3HAYHHUHN MIPOTPEC Y TEXHOIOT11
JUTTS HiA THCKOM Ta MaTeMaTHYHOMY MOJEINIO-
BaHHI, IpobiiemMa 3a0e3nedeHHs cTabiIbHOI SKOCTI
TOHKOCTIHHUX BUPOOiB 3QIMIIAETHCS aKTYaBHOIO.
J1o OCHOBHUX NHUTaHb MOKHA BiTHECTH:

- 3HAaXOKEHHS ONTUMAJIBHOTO IOE€JHAHHS
TEXHOJIOTIYHUX MapaMeTpiB (MIBHIKICTh YIOPCKY-
BaHHs, THCK BIIOPCKYBaHHS, TeMIlepaTypa po3-
TUIaBYy, TeMIieparypa GopMu);

- onTuUMi3amis  KOHCTPYKIii  JUBapHOI/
BIIOPCKYBAJIbHOI Ta 0XOJIOPKYBaJIbHOI CUCTEM;

- kanibpysanus mozeneir CAE mig koHKpe-
THI MaTepianu i reomeTpii BUpOOKY;

- Y3rO/DKEHHS CUMYJISIIIl 3 pealibHUM BU-
POOHMYMM TIPOLIECOM Ta EKCHEPUMEHTAIbHUMU
JaHUMHU.

Bce 116 00rpyHTOBYE HEOOXITHICTH MOJAIb-
IIMX JIOCII/PKEHb 13 3aCTOCYBaHHSAM IPOTPAMHOIO
3a0e3neueHHs 4151 TOHKOCTIHHUX JAeTalei.

AHai3 HayKOBUX NyOJIKalii MiATBEPIKYE
JIOLUTBHICTh KOMIUIEKCHOTO 3actocyBaHHs CAE-
MOJICTFOBAaHHS, METOIB ONTHUMI3alii Ta eKCIepH-
MEHTAJIbHOI Baigamii [jId MiABHUIIEHHS SKOCTI
BUPOOIB, 3MEHIIIEHHS Jieopmaliiii 1 3a0e3rneueHHs
3a/1aHO1 PO3MIPHOI TOYHOCTI TOHKOCTIHHHMX ITOJi-
MEpHUX JeTalieil, BUTOTOBIEHUX METOIOM JIHMTTS
i THCKOM. Y3arajiibHeHHS HaBEJCHUX pe3yibTa-
TIB BU3HA4Ya€ METY JaHOI POOOTH, KA MOJIrae y
NPOBENIEHHI AOCIiIKEHb, CIPSIMOBAaHUX Ha BJIIOC-
KOHaJICHHSI KOHCTPYKLIi mpec-popMu Ta peKuMiB
JUTTS 3 BAKOPUCTAHHSIM ITPOTPAMHOTO KOMILIEKCY

Moldex3D.

Bukiax ocHOBHOro MaTtepiaty

B mpomeci MonenmoBaHHS  JTOCIIIKYBaBCS
BIUTUB OCHOBHHUX TEXHOJIOTIYHHX MapaMeTpiB, Ta-
KHUX SIK IIBHIKICTh BHOPCKYBaHHS, TUCK, TEMIIEpa-
Typa po3IuiaBy Ta GOpMH, Yac NaKyBaHHS Ta 0XO-
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1000 10000

Shear Rate / s
PucyHnok 4 — B’a3kicTh 00panux MaTepiajiiB npu TeMnepaTypi BUKOPHCTOBYBAHOIO CILIABY

JIO/PKEHHS, Ta aHaJli3yBaBCsl iX BHECOK Y Pe3yJib-
TYIOUi SKICHI XapaKTEPUCTUKHA OTPHUMAHOTO BHPO-
Oy. Lle mae MOXJIHMBICTH JJISI TTOAAIBIIO] OMTHUMI-
3allii mpouecy JUTTS Ta OOTPYHTYBaHHS PEKOMEH-
JaIlii mo/10 BUPOOHUIITBA TOHKOCTIHHUX JI€TAIEH.
Burmsn gerani npencraBieHo Ha puc. 5.

25

85

224026

2

224076

24

Pucynok S — Kpeciienns gerasni
JJISl eKCTIePUMEHTY

Marepian BupoOy — PP Exxtral BMT 106.
BnactuBocTi MaTepiany HaBeleHO B TaOmwmii 1.
KoHcTpykiiss aertani mnepefdadae TEXHOIOTTUHI
YXWIN 11 Oe3MePerkoIHOr0 BUHMaHHs BUPOOy 3
pecopmu.

MoentoBaHHS TPOBOAMIIOCS 32 JIOTIOMOTOIO
nporpamuoro 3abesmnedenns Moldex3D.

[Ticnsa 3aBanTaxenHs 3D-moxeni B mporpam-
HE CcepeJIOBHUIIe TPU3HAYAIOTh TOUYKY BIYCKY PO3-
miaBy. Ii posramryBaHHs Ha gHi AeTali € oNTHMA-
JHHUM 3 OISy Ha OCOOJMUBOCTI ii KOHQIryparrii.
HactynmHuMm eTtamom € TeHepyBaHHS PO3pPaxyHKO-
BOI CITKH Ta MPOEKTYBAHHS CUCTEMH OXOJIOIXKCHHSI.
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Taoaunsa 1 — Mexauniuni Baacruocti PP
Exxtral BMT 106

Tun: PP (moninpomnisien)

Hassa mapku: Exxtral BMT 106

BupobOHuk: ExxonMobil

MartepianbHi [30TponHuit uncTuit

BJIACTHBOCTI: noJIiMep

Momyns Ipy>KHOCTI: 1,05-10" nmin/cm? =
1,05 I'Tla.

KoedinienT [lyaccona: 0,38

Koeoinient niniitHoro 1,5-10* 1/K
TEPMIYHOTO PO3ITUPCHHS

(CLTE):

Bbyno oOpaHo cTaHgapTHY [OBOKaHAJIbHY MPSIMY
CHCTEMY OXOJIOJDKEHHSI, siIka 3a0e3reuye piBHOMi-
PHUI pO3MOIT TeMIepaTypHOTO MO Ta cTadi-
JbHE OCTHTaHHS BHPOOY.

[Mpu cumynsnii mpouecy JUTTS KIFOUOBHMH
napaMeTpaMHu €:

- 4ac 3allOBHEHHS,

- TeMmeparypa po3ILIaBICHOr0 MaTepiaiy;

- TeMmmeparypa npec-popMH;

- MakCHUMallbHE 3yCHJUIS BIIOPCKYBAHHS;

- Yac MaKyBaHHS;

- 4ac OXOJIOKEHH.

IcHyrOUMT TEXHOJIOTIYHUN TIPOIIeC JTUTTS TIe-
pendayaB yac BIOPCKYBaHHS - 14 cekyHI Ta 4ac
nakyBaHHs - 12 cexynn. daktuyHMil mporec 3a-
NOBHEHHS TpuUBaB 18 CeKyHA, 110 MEepEeBHIIYE 3a-
IUITAHOBAaHUM Yac, 110 NMPOBOKYE BUHUKHEHHS Jie-
(dexty meranm y BUMIAAi nmopoxxHuHU. OTXKE, He-
KOPEKTHO BCTaHOBIIEHWH (y I[bOMY BHUTAJIKy Ha-
MipHHUI) Yac BIIOPCKYBaHHS MPHU3BOAUTH 1O IIe-
PEeIYacHOrO OXOJIOMKEHHS PO3IUIaBy, IO CIIPH-
YUHSE HENI03aMOBHEHHS (OPMH Ta BUHHKHEHHS
e eKTiB.

1.E+05

1.E+03

Viscosity/ g/(cm*s)

1.E+02

1.E+01
1.E+01 1.E+02

[I[o6 mepecBITUUTHCh y TEPEBAKAIOUOMY
BIUIMBI CaMe 4acy, a He TeMIepaTypd Y THCKY,
OyJ10 IpOBEIEHO MOJETIOBAHHS 13 THCKOM BIIOpPC-
kyBanHs 170 MIla ta pobGodoro TemmepaTypoto,
GIM3BKOIO 10 MAKCHManbHO gomyctimoi — 270 °C.
PesynbraTtu MojenmoBanHs BioOpakeHi Ha puc. 9.

[[Io6 3amo0irT YTBOPEHHIO IOPOKHHUHH,
MpoLeC JUTTS OyJ0 3MOJAETHOBAHO MPHU 3MIHHHUX
napamerpax uacy. Haiikpami pesynbratu Oynu
OTpUMaHi 3a 4acy BIHOPCKYBaHHS 5 C Ta dacy Ia-
KyBaHHS 4 C.

[Tpu Takux mapamerpax BupiO Oyno copmo-
BaHO 0e3 nedextiB. [lmaBHICTE TporeCcy 3aIMBKH
npeacTaBieHo Ha puc. 10.

Amnauis kpuBoi «Filling—Flow Rate» nae 3mo-
Iy BUAUIMTH TPU OCHOBHI AUISHKH, 10 BigoOpa-
KAIOTh €TAITN 3alIOBHEHHS TOPOKHUHU (HOPMH.

1. IouaTkoBe Ppi3Ke 3pPOCTAHHA KPHUBOI.
[NosicHIOETBCST TPOXOPKEHHSAM PO3IUIABY Kpi3b
BY3bKHIA TIEPEXiJl B/l INBHUKOBOI CUCTEMH JI0 TIO-
POXHUHU (OPMH Ta PANTOBOKO 3MIHOKO €(EeKTHB-
Hoi myomi motoky. IlomiOHe siBHIIE crocTepira-
€THCSl, HAPUKIIA, TIPH TIEPEXO/Ii 3 BY3bKOTO BITY-
CKHOTO KaHAIy B po3MHpeHy 30HY ¢opmu. Kpim
TOT0, KOPOTKOYACHE 3POCTaHHS IIBUIKOCTI MOXKE
OyTH 3yMOBJICHE 1HEPIITHUMH XapaKTePUCTUKAMH
rHeKa abo 3a1anuM npodisieM yrmopcKyBaHHS.

2. Topu3onTanpHa pginsinka. Bignosimae
nepioy piBHOMIPHOT'O 3aITOBHEHHS CTIHOK JI€TaIl,
KOJIM Tedis CTa0lIi3yeThCs 1 MpoIiec BiOyBaeThCs
31 cranor mBuAKicTIO. Lle cBimuuTh mpo namiHa-
pHHII XapakTep MOTOKY Ta BiACYTHICTh 3HAYHHUX
3MiH y Tiepepi3i KaHally 3alIOBHEHHS.

3. Pizkmii cnaa Hanpukinmgi kpusoi. Bimno-
Opakae 3aBeplICHHS 3allOBHEHHS OCHOBHOTO
00’emMy a00 3alIOBHEHHS 30H 31 30UIBIICHUM OIIO-
poM (HampuKiIan, JHA YM BHYTPILIHIX pebep). Y
el MOMEHT 3pOCTa€ MPOTUTHCK Yy TOPOXKHHMHI,

1.E+03 1.E+04

Shear rate / 1/s

230°C —240°C

250°C

Pucynok 6 — B’s3kicTe matepiany PP Exxtral BMT 106
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Aykos ma iH.

Pucynok 7 — 3aBanTaskeHa aerajib y nporpamy Moldex3D 3 o6paHolo ciTkoro,
TOYKOK JIMTTHA TAa HAJAIITOBAHOIO CUCTEMOI0O OXO0JIOKCHHSA

PucyHnok 8 — ledreKT npu JUTTi po3IIABJIEHOTO IIACTHKY

Pucynok 9 — MoieTI0BaHHs JUTTSI IPH THCKY BHopckyBanust 170 MIIa Ta remnepatypoio 270 °C

110 TIPU3BOIUTE 10 MPUPOTHOTO 3HIKEHHS IIIBHU/I-
KOCTI MOTOKY Mepe]] epexo1oM 10 (a3 BUTpUM-
K{ mif TuckoM. CxoXa CHUTYyaIlisl BHHUKAE TaKOX
I Yac 3allOBHEHHS BIIIAJEHMX BCTABOK a0o
«TYNHAKOBHUX 30H» (HOPMHU.

Kpusa «Filling—Sprue Pressure» (puc. 11) Bi-
noOpakae 3MiHY THCKY PO3IUIaBy Y JHMBHHUKOBIH
CHCTEMi MPOTATrOM MpOIECy 3aloBHEHHS (HOpMHU i
JIO3BOJISIE OI[IHATH PIBHOMIPHICTh MOTOKY, CTa0i-
JBHICTh BIOPCKYBAaHHS Ta OIIp TeYii.

Haykosuli sicHuk I®HTYHI, 2025, Ne 2(59) 81 )
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Filling-Flow Rate

Flow Rate (cc/sec)

Pucynok 10 — Kpusa Filling-Flow Rate

Filling-Sprue Pressure

Pucynok 11 — Kpuga «Filling—Sprue Pressure»

Ha 11 mouaTky cmocTepira€rbcsi HEBEIMKHN
IMIYJIBCHUM CTPHOOK THCKY, IO TOSICHIOETHCS
0COOJIMBOCTSAMH TEOMETpii JIMBHUKOBOTO By3Ja
abo J1Ha JeTaii, KOJU POo3IUIaB yIepile MPOXOoaAnuTh
BY3bKY JUISHKY 200 3MIiHIO€ HAIPsIM PyXYy.

VY cepenHiil YacTHHI KpHBa JEMOHCTPYE ILIa-
BHE 301MBLICHHS TUCKY, L0 CBITYUTH MpPO CTali-
JbHE PIBHOMIpHE 3alIOBHEHHS CTIHOK Ta IOCTYIIO-
B€ IOJI0JIAHHS OIIOPY Tedil.

Hanpukinii npotecy, micis JOCITHEHHS Ma-
KcuManpHOro 3HaueHHa Onmmsbko 80 MIla (mpu
nonyctumomy 140 Mlla), THCK 3HIKYETBCS depe3
3aBepIIaNbHE 3allOBHEHHS MOPOKHUHU Ta 3MEH-
HICHHS OMOpYy HOTOKY. Taka moBexiHKa CBiIYUTDH
Npo BiACYTHICTh NepeBaHTaKeHHA (GopMu 4n He-
cTaOUILHOCTI TIPOIIECY.

Cx0Xi pe3y/bTaTH HaBeJACHI B JOCIIKEHHI
[8], me mpu 3amoBHEHHI (OPMH BEIOCHUIIEIHOTO
CHJIIHHS criocTepiranacsi OiuIbIa HepiBHOMIPHICTb
THCKY 4epe3 OTBOPH Ta CKJIA/IHY T€OMETPIO JAeTaJIi.

C82

BucHoBkn

VYV 1uboMy JOCII/DKEHHI MMOKa3aHo, M0 aHaji3
THUCKY BCEPEJNHI MOPOKHUHU (HOPMH € ePEeKTHB-
HHUM 1HCTPYMEHTOM JUTSI KOHTPOJIIO POLIECY JIHTTS
I THCKOM Ta BUSIBICHHS MOXKJIMBUX BiJIXHJICHB.
3Ha4YeHHs] TUCKY OTPUMYBAJIN Y XOJIi MOJICITIOBaH-
H$l, BpPaXOBYIOUH BIUIUB KIIFOUOBHX TEXHOJIOTTUHHX
napameTpiB (IIBUAKOCTI BIIOPCKYBaHHS, TUCKY Ta
TEMITEpaTypH PO3IUIaBY) Ha KIHIIEBY SIKICTh BUPOOY.

Byno po3po0iieHO METOAMKY OLIIHKH THCKY
Ml Yac 3alOBHEHHS MOPOKHMHU Ta BHU3HAYCHO
HOT0 B3a€MO3B’SI30K 13 MOBEAIHKOIO MOJIIMEPHOTO
po3miaBy. OcoONMBY yBary NpHIIICHO aHATI3y
TUCKy Ha eTami Tepexojay BiJ 3aloBHEHHS [0
YIIIbHEHHS Ta TMOYaTKOBIM YacTWHI KpUBOi, LIO
JIO3BOJISIE JIETANIBHIIIE JOCTIAMTH AMHAMIKY 3aI1o-
BHEHHS Ta ii BIUIMB Ha SIKiCTh TOTOBOT JIETAJI.

PesynpraTtu cBiguath, U0 3MiHH THCKY B I10-
POXHHHI BiJOOpakarloTh He NHIIEe JEePEKTH TEX-
HOJIOTIYHOTO TIpOLleCy, aje U IMOTEHINiHI KOHC-
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TPYKTUBHI TpobOiieMu mpec-hOpMH, Taki SK Hee-
(eKTMBHA CUCTEMa BEHTWIALII, 3HOIICHHS KaHa-
7iB 260 HepiBHOMIpHE oXoJomkeHHs. Lle minTBe-
PKy€e aKTyallbHICTh TIPOOJIEMH TOYHOTO TPOTHO-

Aykos ma iH.

BuKopucTanHs Moldex3D mns mporHo3yBaHHs
MOBEIiHKM pPO3IJIaBy, ONTUMI3alii KOHCTPYKLIl
npec-pOpMHU Ta CBOEYACHOTO BHSBICHHS MOJKIIH-
BHX Jc(EKTIB.

3yBaHHS Ta KOHTPOJIO MapaMeTpiB JIMTTS, ajiKe
ICHYIOY1 METOJM YacTO HE rapaHTyIOTh cTabiIbHOT
SAKOCTI 200 MOTPeOyIOTh CKIAIHOTO Ta BHCOKOBA-
pTiCHOTO OONaHAHHS JUI BUMIPIOBAHHS THCKY.
Xoua MOJENIOBaHHS HE 3aBXKIU IOBHICTIO
BIZITBOPIOE TIOBEIHKY MaTepially depe3 CIpOIIeH-
HS TeOMETpil Ta BIJCYTHICTh ypaxyBaHHSA 3HOCY
dbopMu, pe3ynabTaTH MiATBEPAUIN E(EKTUBHICTh

IHonsxu
BincyrtHi.

Kouduikr inTepeciB
BincytHiii.
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Abstract. Modern manufacturing of complex injection molds is characterized by increased demands for quality,
dimensional accuracy, and stability of cast product properties. This necessitates predicting their behavior as early
as the design stage. Practice shows that a significant portion of mold designs require refinement due to the
complex interaction of thermal, rheological, and shrinkage processes occurring during injection molding. In this
context, the application of CAD/CAE systems for numerical analysis of technological processes is a crucial tool for
enhancing the validity of design and engineering solutions and reducing mold debugging costs. This article presents
the results of a study on the application of the Moldex3D software suite for the analysis and optimization of the
injection molding process for thin-walled polymer parts. The primary focus is on investigating the influence of
injection molding parameters and mold design features on part formation, quality, and dimensional accuracy.
Numerical modeling was used to analyze mold filling, packing, and part cooling processes, considering their impact
on warpage, shrinkage, and geometric deviations. Based on the simulation results, characteristic zones of defect
concentration, such as warpage and short shots, were identified, and their causes were determined. A series of
numerical experiments provided the basis for recommendations on optimizing injection molding parameters and
mold design solutions aimed at reducing deformations and ensuring specified dimensional accuracy of the parts.
Particular attention was paid to the correct application of the software, specifically the influence of simulation
method selection, boundary, and initial conditions on the reliability of quantitative results and their qualitative
interpretation. The obtained results can be used in the design and refinement of injection molds for thin-walled
polymer parts with high requirements for quality and stability of geometric parameters.

Keywords: injection molding, thin-walled polymer parts, dimensional accuracy, CAE simulation, Moldex3D, mold,
injection molding parameters, shrinkage, warpage, process optimization.
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