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1. META POBOTHU

HaOyTTs mpakTUYHUX HABUYOK 3 MOJICIIOBAHHSA TIPOIECY JIUTTS
MOJIIMEPHUX JIETAJ MiJ] TUCKOM Yy Tipec-(hopMy B CEpEIOBHUILI MTPOrPaMHOTO
npoaykry SolidWorks Plastics, Bu3HaueHHs MicLib PO3MIIIICHHS Ta KiJIbKOCTI
JUTHHKIB JIJIA peaiizamli TaKkoro MPOIEeCy, BUSBICHHS NMPUYUH TOSBH Ta
YCYHEHHS MOKJIUBUX Je(EKTIB, BU3SHAYEHHS ONTUMAIBHUX PEKUMIB pOOOTH
JUIS TIIBUIIICHHSI IKOCT1 BUKOHAHHS BUPOOY .

2. 3AT'AJIBHI BITOMOCTI

2.1 3arajibHe MOHATTS PO TE€XHOJIOTIKO JUTTS MiJl THCKOM

VY cywyacHOMY MalMHOOYAyBaHHI TOHAJ TPETUHY BIJl 3arajibHOIO
00CsTy MOJIMEPHUX J€Tajel BUTOTOBIISIETHCSI METOJIOM JIUTTS i TUCKOM Y
dbopMu Ha TepMOILIACTABTOMATaX — CIEMIAIbHUX JMBAPHUX MAaIIMHAX
MOPIIHEBOT0 200 T'BMHTOBOrO THUITY, IO MOAAIOTh PO3ILIAB MOJIMEPY i
BenukuM Tuckom (80-140 MIla) y mpec-dhopmy. 3aramom, 0ocoOJIHBICTH
Takoro MeToay (GopMyBaHHSI BUPOOIB MOJIATa€ B PO3M’ SIKIIIEHH1 OJIIMEPHOTO
Martepially A0 B’SI3KOTEKY4Oro CTaHy 1 HACTyIHOMY MEpPEMIIIEHHI HOro Mif
TUCKOM Y 3aMKHEHY JIUBapHy (Qopmy, 1€ TaKui maTrepiajl 3MIHIOE CBOIO
TeMIepaTypy Ta TBep/ii€ 1 Ha0yBae KOH(DITypallit0 BHYTPIIIHbOT HOPOKHUHU
dbopmu.

IToetanHicTh peanmizalili 3rajaHoi TEXHOJOTI 3JIHCHIOEThCS TaKUM
yuHOM (puc. 1). IligroroBnenuii po3isiaB nojiMepy po3MIIIEHUN y HHIIHAPI
muBapHoi MammmaHK (I = nom) 1o momankemioi mojaavi B uBapHy Gopmy (puc.
1, @). TloTiM, TUIIHAP 3MHUKAETHCS 13 By3JIoM (OpPMHU, a IUIACTHKATOP
OCHOBUM PYXOM 13 MBUAKICTIO V¢ MEPEMIINIY€e PO3ILIaB B JIUBApHY Gopmy
(puc. 1, 6). B pe3ynbTaTi 0OChOBOTO PyXy 4YepB'ska (popma 3amOBHIOETHCS
PO3IUIABOM TMOJIIMEPHOTO MaTrepially, IIACTUKATOP 3MIIIYETHCS B KpalHE
aiBe nostoxkeHHs (puc. 1, 6, | = 0). Jlam po3miaB B mpec-hopMi 3acTUTAE Ta
yTBOpIOE TBepaui BupiO (puc. 1, 2). LlwmiHap NpoaoBKye 3aluIiaThCsS B
3IMKHYTOMY 13 cUCTEMOI (OpMU MOJIOXKEHHI. B 1eii MOMEHT 4epB'ak
MOYMHAE OOEepTaTUCS 13 My = NOmM, IOTye Ta TPAHCIIOPTYE PO3IUIAB Y
MEepPEeJIHIO 30HY MaTeplaIbHOTO UJIIHApA Ta IIPH LIbOMY BiJICYBAETHCS Ha3a/l.
[Ticms HaKOMMYEHHS HEOOXigHOTO 0OcCAry posmiaBy (Bimcranb 1 = nom)
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obepraHHs uepB'ska TpUNHUHAETHCS (wq=0). Bin 3aiimae BuxigHe
nosiokeHHs1. Ilicast 3aBepiieHHs MPOIECy TBEPAHEHHs IacTMacu Qgopma
PO3MUKAEThCA, Ta BUPIO BUmanseThes 13 Hel (puc. 1, 0). st monermeHHs
3HIMaHHS BUpOOY 3ralaHui HWIIHAP MOXKE 10 IIbOTO MOMEHTY BIJICYHYTHUCS
BiJ1 By371a popmu. [ToTIM UK IUTTS 1] TUCKOM MOBTOPIOIOTb.
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Pucynok 1 — OCHOBHI eTamnu npouecy JUTTs HiJ THCKOM

HaliBaxnuBIIIMM ~ €TarnioM y JIaHOMY TEXHOJIOTITYHOMY TIPOLIECl €
BIJIITPAIIOBaHHS BIJIMBKIB HA TEXHOJIOTIYHICTh — aHaMI3 SIKOCTi Ta MOXKJIMBOCTI
3alOBHEHHSI Tpec-GOopMHU, MOUIYK Ta YCYHEHHs JIHIA XOJIOIHHUX CIIaiB,
JOOMPALFOBAHHST BUX1THOT MOJIENI 3 METOI0 YCYHEHHST MOKIIMBUX YCAJIOK.

CporogHi moAiOHI 3aBJAaHHS BUPIMIYIOTH Ha €Tall NPOEKTYBAHHS
Mojienmi 3 BUKopuctaHHsAM po3paxyHkoBux CAE/CAE/CAM-cuctem s
MO/ICJIFOBaHHSI MPOLIECIB JIUBAPHOTO (DOPMYBaHHS.



2.2 Moayas nporpamuoro anamizy SolidWorks Plastics

Opuiero i3 cucteM pocaimkeHns mpoiecis tuTTs € SolidWorks Plastics,
110 BXOJUTH JI0 CKJIaay MmporpamMHoro komruiekcy SolidWorks.

OcHOBHMMH (PYHKIIIOHAIbBHUMH MOKJIUBOCTSMH TaKOTO MPOTPAMHOTO
IPOAYKTY € MOJESIIOBAHHS, aHali3 Ta ONTHUMI3alllsl MPOJUTTS mpec-hopM 3
ypaxyBaHHsM (Di3UKO-MEXaHIYHUX BJIACTUBOCTEH MOJIMEPHUX MaTepialis,
30KpeMa OCOOJIMBOCTEM 3aJMBaHHS MaTepialy, pyXy MHOTOKY Marepiaiy,
nporiecy TBEPJAHEHHS  MaTeplaidy, TEIUIOBUX IMPOIECIB, TEIJIOBUX
HaIMpY>KE€Hb, Yacy OXOJIOJUKEHHS;, BU3HAYEHHS MICI[b XOJIOJHOTO CIIalo,
PO3MOJIUTY TOJIIB TEMIIEPATYP 1 TUCKY; PO3PAXYHKHU 3aJUIIKOBUX 3YCHJIIb
3IMKHCHHSI Mpec-QpopMHU, BU3HAYCHHS JePEKTIB JeTami (BUKPUBICHHS, ii
nedopmariiii), 3aTUIIKOBUX HAMNpPY>XEHb Ta ypaxyBaHHS YCaJIKH 3T1IHO
JHIMHOT MOJIeJT1; BCTAHOBJICHHS PO3MOJIUTY TOJIIB TEMIIEpaTypu MOJieNl. Yce
e 31ACHIOETHCA Ha OCHOBI OI10JIOTEKHM TEPMOIUIACTIB JJIS JIUTTA Ta
MatepiaiB mpec-popm.

BaxxnuBuM mepimoueprosuM iHctpymentoM SolidWorks Plastics e
MO>XJIUBICTh MOJICTIOBAaHHS Ta OINTHUMI3allli pO3TallyBaHHA HEOOX1THOT
KUIBKOCT1 JIMTHUKIB. 3aBISKA I[bOMY, 1HXXEHEpP MOXKE TOYHO BU3HAUYUTHU
ONTUMAJIbHE MICIE 3aJMBaHHA MaWOyTHBOI AeTani. B pe3ynbTaTi 1LBOTO
OTPUMYIOTh TOTOBY MOJEIbh Ipec-(popMH 3 po3paxOBaHUMH MapaMeTpamu
JUTTA W00 KOHKPETHOI JeTanl 0e3 HEOOXITHOCTI BUTOTOBJICHHS Ipec-
dbopmu, 110 3HAYHO 3HUKYE COOIBAPTICTH OTPUMAHHS BUPOOY.

2.3 Buxiani gani 1jst MoJie/Il0OBaHHS Ta aHAJTI3Yy npouecy JUTTS Mij
THCKOM

0O6’extoMm anamizy SolidWorks Plastics € monepenHbpo cpoeKTOBaHa
JIeTajb 3TiAHO TEXHIYHOTO 3aB/IaHHS HAIAHOTO 1HXKEHEPY-TPOCKTAHTY.

[Iporpamunii kommiexke SolidWorks no3Bosisie npairoBatu 3 pi3HUMHU
dbopmaTamu TpUBUMIPHOI reoMeTpii. 30KpeMa [J1s1 BUKOHAHHS PO3PaxyHKIB
MO>KHa BUKOPUCTOBYBATH Mojiedl, imnopToBadi 3 iHmux CAD-cuctem (Solid
Edge, Blender CAD, OpenSCAD, GraphiteOne CAD, LibreCAD, KiCAD
ZCAD, Techne CAD/CAM, JustCAD, CopyCAD, NanoCAD, A9CAD,
eCabinet, gCAD3d, Minos CAD, Wings 3D CAD, Heeks CAD/CAM,
Alibre, TurboCAD Ta in.).



Ak npuxnang HaBenemo Mojenb getant «I'BuHTY (puc. 2), ska
npu3Ha4YeHa sl 3aKPIIUICHHS MOJICTUPOJIbHUX, MIHOIUIACTOBUX IUIUT Y
cucteMax Temoizosriii. I po3mipu 300pakeHi Ha puc. 3.

Pucynok 2 — 3D moaens aerami “I'BuHT”
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Pucynok 3 — Ecki3 gerani “I'BuaT”

Pi3p00Ba yacTuHa JeTalli yTBOpEHa I'eIiKoioM, MPodiab MOIepeyHoro
nepepizy BUTKa SKOTO 300pakeHui Ha puc. 4.
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Pucynok 4 — Tlonepeunuii nepepi3 BUTKa pi3l y netaii «[ BUHT»

2.4 OcHOBHI eTany MiATOTOBKH JaHUX, MOAEJIOBAHHS TAa aHAJI3Y
npouecy JUTTH AeTaji

3amns mouarky anamizy 3acobamu SolidWorks Plastics neoOxigHO
NEPEeMKHYTHCh Ha BKJIAAKy TpoektyBaHHsS Ha «SolidWorks Plasticsy Ta
«JI€PEBOY MPOIIECIB 3T1IHO PUC. O.
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Pucynok 5 — Bximaaka Ta «aepeBo» TIPOIECIB 1HCTPYMEHTY

«SolidWorks Plastics»



VY pasi BiICYTHOCTI JaHOI MaHeNl MOTPIOHO BBIMKHYTH PO3IIUPEHHS
«SolidWorks Plastics» 3a mnmsxom Bka3aHuM Ha puc. 6, amke 3a
3aMOBYYBaHHSM BBIMKHYTO JIUIIIE CTaHIAPTHI IHCTPYMEHTH.
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[] l& SOLIDWORKS Visualize

=l Other Add-ins

[1 &] 30CloudByMe Plug-in
] SOLIDWORKS XPS Driver 2020

PucyHnok 6 — Bkiagka aktuBartii inctpymenty «SolidWorks Plastics»

3aju1s TOYaTKy aHalli3y HEOOX1THO CTBOPUTHU HOBE JOCHIKEHHS, IS
1Iboro HeoOxigHo HatucHyTH «New Study» micis 4oro BiIKPHETHCS BIKHO
CTBOPEHHS HOBOTO aHajidy, ¢ HEOOXiAHO 3aJaTH HOBE 1M’ aHalli3y Ta
HaTUCHYTH «OKy.

HactynmHuMm eTanom € CTBOPEHHS CITKH KIHIIEBUX €JIEMEHTIB BUXI1IHOI
MOJIeITi ieTaji 3a mornomoroto omii «Create Meshy.

HeoOxigno Bim3Haumtu, mo SolidWorks Plastics mgo3Bosse
3aCTOCOBYBATH JIBA METOIU PO3OUTTS reOMEeTpii: MOBEPXHEBHI Ta 00'€MHUM.



Y [OBEepXHEBOMY METOJlI JJii CTBOPEHHS PO3PAXYHKOBOI  CITKH
3aCTOCOBYIOTHCS 30BHIIIIHI Ta BHYTPIIIIHI TpaHi AeTall.

Takuii MeTOJ] XapaKTepU3y€eEThCsl CIPOILICHOI0 CTPYKTYpPOIO CITKH Ta
BEJIMKOIO IIBUAKICTIO aHamizy mnpec-popmu. Hemomikom ioro € Huxya
TOYHICTh PO3pPaxyHKy y mopiBHsAHHI 3 3D-ciTkoro. Tomy cdepa 3acTocyBaHHs
MOBEPXHEBOTO METOAY II€ TOHKOCTIHHI JIeTalll, B SKUX HEMAa€ BEJIMKUX
nepenagiB  TOBIIMH CTIHOK. TakoXX IIOBEpPXHEBHMH METOJ  4acTo
BUKOPUCTOBYETHCSI TMPU YKPYMHEHOMY aHali31 TEOMETpil JeTali, KOJIu
HEO0OX1HO MOMEPETHHO OL[IHUTHA MOKJIUBICTH BUTOTOBJIEHHS METOJIOM JIUTTS
1T TUCKOM.

JIist GBI CKIAMHUX JeTalield, a TaKOoX NIl BUKOHAHHS (DiHAIBHUX
PO3paxyHKIB 3aCTOCOBYETHCSI METOJ PO3OUTTS TEOMETpii AeTanl, SKUi
BUKOPHUCTOBYE BECh 00'€M TBEPJIOTO TJIa Mij Yac MOOYI0OBU CITKU KIHIIEBUX
enemMeHTiB. Ilpn 3HayHO OUIBIIMX BUTpPATaX PeECypCiB KOMI'IOTepa
MOJICTIOBAHHSI TIPOIIECY 3allOBHEHHS Tpec-PopMH 13 3aCTOCYBAHHSIM IIbOTO
A€ MaKCUMallbHO TOYH1 pe3ysbTaTu. Po30UTTS reoMerpii aerani mpu
TaKOMy METOJII MOX€ BIJOYyBAaTUCS 3 BUKOPHUCTAHHSM €JIEMEHTa CITKHU
TeTpaepiB ad0 rekcaepiB.

Y nanoMmy Bumanky micias aktuBarii omii  «Create  Meshy y
BIJIKDUTOMY BIKHI 33JJa€EMO JHUCKPETHICTh MOBEPXHI, L0 aHANI3YEThCS 3a
nornomororo moB3yHka «Surface Meshy. ITicns mporo Hatnckaemo «OKy.

Hactynuum kpokoMm € BUOIp Marepially JIMTTS HUISIXOM IOJBIHOTO
HaTUCKaHHS Ha BKIanky «Polymery y nepesi mporiecis (puc. 7).

[Tporpamuauii mpoxykr SolidWorks Plastics mictute Benmuky 0asy
JAHUX MapOK TMOJIIMEPIB, KA OXOIUIIOE IOHAUMEHIIIE 5 TUC. HaMEHYBaHb
MJIaCTMAC BIJI PI3HUX BUPOOHUKIB 3 PI3HUMH XaPAKTEPUCTUKAMMU.

VY mnpoueci BubGopy OyIb-SKOT0 3 TMOJIMEPIB Yy M1aJIOTOBOMY BiKHI
BiIOOpakaeThbCsl JieTallbHA XapaKTepUCTHKA 00paHOro mMarepiaily, 30Kpema
CTaHJapTHI MapaMeTpd MaKCUMaJIbHOI Ta MIHIMQJIBHOI HEOOXigHOI
TeMIepaTypu JIUTTS Ta Tpec-QopMH, TYCTUHY MaTepiaiay B 3aJIeKHOCTI BiJl
TEMIEpaTypy, TEIUIONPOBIAHICTG TOHIO. Y TaKoMy MEHIO BUOUPaEMO
HEOOXITHUM TUT IUIACTUKY. Y MpuKiIaal oopano matepian mapku ABS. 1le
TEPMOIUIACTHUYHA YJIapOCTIKa TEXHIYHA CMOJIa, COMOJIIMEP aKpUIIOHITPHII-
OyTamieH-CTUPOIL.

[TotiM Mu miaTBEpHKyeEMO BUOIp, HATUCHYBITH «OK).
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L-_B] Default Database ._ ;i_:JUSEr—defined Database
Sort by Family | Sort by Company

1st: ABS - (P} Generic material / Generic material

Q

Plastics Database Thermal Expansion Coefficient Shear Relaxation Modulus Curing Model Polymer-Material Parameters
=-1 ABS Viscosity PVT Specific Heat Thermal Conductivity Elastic Modulus Poisson's Ratio
#-2 ABS+PA _
©-3 ABS+PAG [ABS : "|P} Generic material / Generic material of ABS™]

-4 ABS+PBT -
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: % 3.162e+03 4, 06: (235.6 °C)
+-9 ASA o . 5
: £ 1.000e+03 - 07: (2467 =03
+ 10 ASA+PC = W 08: (267.8 °C)
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iy @ 10: (2800 °C)
* 12 cap £ 1.000e+02 W01 5613104 ]
+-13 COC = o
i 3162801 i 03: 3 3430404
+-14 E-BA 3¢ 03: 1.40de+04
+-15 E-VA 1.000e+01 4 04 74652403
: 05: 4.082e-403
+-16 ECTFE 3.162e+00 203:2.403:1\03
+-17 EMAA 1.000e=00 I 07: 1.5032+03
: . + b :
+-18 EMC 1,000e-04 1.0002-02 1,0002+00 1.000e+02 1,000 +04 Egg; ggg;zﬁ
419 EMPP Shear Rate (1/sec)  10: 48512402
20 GAS
?..21 GPPS ¥-Scale Shear Rate Temperature Range Co Zoom
+-22 HDPE Ou Ou LD
323 HIPS Linear Linear || H:5.0e+04 tisec il | H:zB0 Ty il Save Pan
2 E;‘ !'E':.r . ®Log ®log  [Lhrgeoatme = [ Cmoro -+ Print Reset

OK Cancel

Pucynok 7 — MeHto BUOOpyY moJiiMepy Jid MallOyTHROI JeTali

HactynmHuM BaxkJIuMBUM TlapaMeTpoM € Matepian mpec-popmu. Y
3QJIEKHOCTI Bl 00paHOro marepiany OyAe 3MIHIOBATUCH Y MEPIILY 4Yepry
IIBUJIKICTh BUCTUTAHHS Ta TBEPJHEHHS JEeTajli Ta JOBTOBIYHICTH IIpec-
dbopmu.
IIBUJIKOCTI BUCTUTAHHS IeTal Ta Ipec-(HOpMHU 3 30BHIIITHIM OXOJIOKEHHSIM.

[acrpyment SolidWorks Plastics mo3Bonsie Takox po3paxyBaTh

JI1s mpuKiay 3aUIIeHo JTaHui mapaMeTp CTaHIapTHUM — 0€3 J0AaTKOBOTO
oXonomkeHHd. [y BIAKPUTTA MEHIO BHOOpYy Matepiany mpec-Gpopmu
HaTUCHEMO JBidi Ha MeHIo «Moldy» y mepei mporneci (puc. 8).

Y MeHI0O MOKHa oOpaTu Matepiai JIMBApHOiI Mpec-PpopMu 3riIHO 3
TEXHIYHUM 3aBJaHHSM, MOXJIUBICTIO BHUTOTOBJICHHS Ta HEOOX1IHOIO
3HOCOCTIHKICTIO.

VY nanomMy BUIMAAKy MaTepiaioM npec-popmu Hamu 00paHo ctasib AISI
420 Stainless Steel (SS), mo mo3uiiiioBana y cnucky 0a3u JaHUX ITiJ
HOMepoMm 126. Ile MapTeHCUTHa HeEprKaBiloYa CTajlb, SKa 3MIITHIOETHCS
TEpMOOOPOOKOIO 1 MA€ BUCOKY 3HOCOCTIMKICT.

[Ticns BuOOpy Matepiany moTpiOHO MiATBEPAUTH BUOIp, HATUCHYBIIU

«OKy.
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Domain Mold 1 v ¢
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Mold Database Specific Heat * Thermal Conductivity " Density * Mold-Material Parameters §
~[1104 Other Alloys - Kirksite - K1 A
~[Z1105 Other Alloys - Magnesium Allay [Steel - 42055]
~[_]106 Other Alloys - Monel 400 4770006
1107 Other Alloys - Mickel-Cobalt Alloy '
~-[_]108 Other Metals - Cobalt Lt
~[]109 Other Metals - Melybdenum Y 4.680e+06
~[]110 Other Metals - Nickel B 4 ce0e-06
~[]111 Other Metals - Pure Gold g
~[1112 Other Metals - Pure Lead - LOIeSl0
~[]113 Other Metals - Pure Silver g <o —0O0—0O8—o—0———0—0—0—0—0
~[]114 Other Metals - Titanium I! 4.600e=06
~Z]115 Other Metals - Tungsten 5
-[]116 Other Metals - Vanadium 2 4.380e~08
~[]117 Other Metals - Zirconium V! 4.560e+06
~[]118 Other Non-metals - Ceramic Porcelain 45408+ 06
~[]119 Other Non-metals - Glass
. 4.520e +06

1120 Other Non-metals - Vacuum Air 180.0  190.0 2000 2100 2200 230.0 2400 2500 260.0 27
-[]121 Plastics - Acrylic (Medium-high impact) Temperature (°C)
-[1122 Plastics - Mylon 6~10
1123 Steel - 1023 Carbon Steel (55) V-Scal T q
--[]124 Steel - 201 Annealed Stainless Steel (55) —eale N Copy
....D125 Steel - 41455 ®) Linear @®) Linear e HLZEOCCY Save
~B7]126 Steel - 42055 " Olag O'leg Print

< M lam=ce 1 san N < s

IT' Cancel

Pucynok 8 — Mento Bubopy matepiany npec-hopmu

HactynHuM eTanoM € BU3HAUYCHHS TPAaHUYHUX YMOB MOJICTIOBAHHS Ta
Micllb (KUIBKICTh JIMTHHUKIB), J€ Oyle 3I1ACHIOBAaTUCA YIOPCKYBaHHS
pPO3IUIABIEHOTO TodiMepy. ['paHMYHI YMOBM MPEACTABICHI MIHUPOKUM
HA0OpOM TapaMeTpiB, OUIBIIICTh 13 SKUX 32 YMOBYAHHSIM IMPU3HAYAETHCS
aBTOMATU4YHO 3 1H(dOopMaIlii 3 0a3 JaHUX BepcTaTa 1 moiMepy.

Jlnst 3amaHHs MiCI BIPUCKYBAaHHSA HEOOXIJHO HATHUCHYTH IIPaBOIO
KJIaBimor Mwuil Ha BkiIaaky «Boundary Conditions»y nepeBa mporeciB Ta
oOpatu myHKT «Injection Locationy.

VY MeHto BUOOpY MICIISl Ta KUTBKOCTI JIMTHUKIB y TTapaMeTpi - « Type»
MOXXHA oOpaTd TWH BHOOpPY JIOKaIi JUTHHKA 3a IuiommHow («Geometry
Face»), abo 3a Toukor («Point»). ¥ momi «Selection» Bka3yeTbcst oOpaHe
MICIIC PpO3TallyBaHHS JMTHHUKA 3a TMOMEPEeAHHO OOpaHUM THIIOM HOTO
BCcTaHOBJICHHS. Y o «Pointer Diameter» Bka3yeTbcst niaMeTp JIMTHUKA. 3a
HEOOX1IHOCTI 3MIHIOIOTH 1HIII MapaMeTpu y AaHoMmy MeHo. [licist oOpanHs
BCIX HEOOXIIHMX TMapaMeTpiB MIATBEPIKYEMO BUOIp, HATUCHYBIIM Ha
mikrorpamy V.

Ha manomy erami BBeAEHO yCl HEOOXITHI MapaMeTpu IJIsg aHai3y
IpoIlecy JUTTA OOpaHOro MOJIMEPHOrO0 MaTrepially MijJ TUCKOM Yy Tpec-

dbopMy MpH CTaHJAPTHUX HAJIAMITYBaHHSAX IMpoOleCy JUTTI. Y pasi
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HEOOX1THOCTI 3MIHU MapameTpiB MPOLECY JUTTS 3MIHIOIOTh HAJIAIITYBAHHS
y BKJIaami «Process Parameters» (puc. 9).

_ ° v @8 Model_Plastic_1 (Default... 2
[ ggr— T m
| B 4| € 8| [
2 Injection Location @
v X w
Type A"
DGenmetryFace
(®) Point
Selection ~

1 |

Pointer Diameter (mmj:

Y 2 :

ll,l,,.lllllllllllllllllllll.“";ll

Predict Flow Pattern

Injection System:

B v
Specify Material Injection Range L
L ®
Volume Ratio [35) =

First Material Injection Range

¥ | *Front

T Model [ 3D Views | Motion Study 1 |

Pucynok 9 — MeHto BUOOpY MicCLsl pO3MIIIEHHS Ta KIJTBKOCTI TUTHUKIB

R
8 Mold .
- {@} Process Parameters
£ Fill Settings
{%’j Pack Settings
% Warp Settings

FC:],Flun
A I - .

Pucynok 10 — Bkiajgka 3MiHM CTaHAQPTHUX HAJAIITYBaHb MPOIECY JIUTTS
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VY Bkuammi «Process Parametersy HeoOXiaHO 3a1aTH Takl mapaMeTpH,
K. TEMIIepaTypa JHUTTI TEPMOILIACTy, TeMIleparypa mpec-(hopMH,
MaKCHMaJIbHUNA THCK BIOPCKYBAaHHS TEPMOILIACTY, CHJIa 3IMKHEHHS IIpec-
dbopMu, Yac BUTPUMYBaAHHS, TEMIIEpaTypa HaBKOJIHUIITHLOI'O CEPEIOBHIIA Ta
1HIIII.

3aMaBIIM  BCL ) @ iodel plastic 1 (Defaute. PELIE
[HapaMeTpu Max : 3.1801 sec R 5 FLOV
AKTHBYEMO BKIAmKy = 1eeemee s &
«Run» 3  nepeBa

sec
3.1801

IPOIIECIB Ta
o0upaeMo THUII .
anamzy «Flow +
Pack + Warp».
. . - 1.3080
Ilicna  amamzy |
r {
OTPUMAEMO |
o . 1.2720
AeTalbHUN 3BIT
BKJIFOYAIOYHU qac

0.6360

BIIOPCKYBaHHS (puC.
11), o0’em, Bary,

HeO6XiI[HI/Iﬁ THUCK ’ 1.656e-05
BHOpCKYBaHHH JJIIs1 :
OIITUMAJIBHOT O L -

3allOBHEHHSI  TIpec-
dopmu  (puc. 12),
IIBUIKICTD

BUCTUTAHHA TIPU 33JaHUX MapameTpax, MNpoJauTictb ¢opmu (y pasi

Pucynok 11 — Bizyamni3zaiiist npouecy JuTTs
B1J] Hacy

HEMOXKJIMBOCTI BHUTOTOBUTH SKICHY JeTaldb MpU 3aJaHuX MapameTrpax,
mporpamMa CIoBICTUTH MPO 1€ BIAMOBIIHUM CHOBIIIEHHSM (puc. 13)) Ta 1H111
BAXKJIMBI MTapaMeTpH.

3riIHO 3 OTPUMAHOIO Bizyasizailiero (puc. 9) yac BHOpCKyBaHHS JeTalll
«I'BUHT» myis 3amaHux napamerpiB ctaHoBuTh 3.1801 c. Takuii yac e
JOCTaTHHO BEJIUKUM, 11100 YTBOPUJIUCH HEMPOJIUTI YACTUHU, a00 3HU3UIACH
AKICTh OTPUMAHOI JieTasi. TakoXX OYEBHJHO, IO OUIBILIICTH JIeTalll OYyJo
OPOJINTO 3a TMEpIly TMOJIOBUHY 4Yacy BIIOPCKYBaHHS, a HE PIBHOMIPHO
PO3MOJIICHO IO Yacy, IO CBIAYUTH MPO HEBIPHO 0OpaHi mapaMeTpH JIUTTS.
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Max : 70.79 MPa
Min : 1.79 MPa

MPa

} 70.79

£6.99

43.19

29.39

15.59

Pucynok 12 — Bizyamizaisi HeOOX1THOTO TUCKY VISl TPOJIUTTS KOKHOT
3 TUITHOK

Sk 6aunmo 3 Bizyaumizallli HeoOX1THOTO TUCKY JJIsI IPOJIMTTS KOXKHOT 3
OUIsTHOK (puc. 12) TUCK BIOPCKYBAHHS AJIA AKICHOTO MPOJIUTTS JETalll MPpU
3aaHux napamerpax cknane 70.79 Mlla, a ie 3aHaaTO BEIMKA BEIMYHWHA IS
TaKoi JAeTai, mpo mo cBigunTth nosigomieHHs SolidWorks Plastics (puc. 13).
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Adviser: “

This part can be successfully filled with an injection pressure of 70.8 MPa [10268.34 psi). LS
The injection pressure required to fill is greater than 66% but less than 90% of the maximum injection pressure limit specified for
this analysis.

The required injection pressure is still within a reasonable range, 70.79% of the maximum injection pressure limit, however, if there

will be additional pressure lasses through the mold runner system and along the length of the injection molding machine, you

should take measures to reduce the pressure required to fill. These include increasing part, runner and gate thickness, increasing
mold and melt temperatures, or changing to a lower viscosity plastic,

Since the Maximum Temperature at End of Fill has remained within 10 deg C of the starting melt temperature, there is little to no

risk of plastics material degradation, W

Temperature at End of Fill:

Atthe end of fill, the plastic in contact with the cavity wall freezes into a very thin frozen layer that has cooled down to the

temperature of the mold. The thickness of this frozen layer is independent of the thickness of the part wall. The thickness is A
dependent on the melt and mold temperature differential and the material thermal conductivity.
0n the outer surface of the par, the Temperature at End of Fill result displays temperature values taken from the center of the
zolid mesh cell nearest to the surface. Since this location is slightly inside the part, temperatures will be higher than the
maold wall temperature. This difference will decrease as you create a finer solid mesh with more cells through the thickness
of the part.
|
I
View of Temperature at End of Fill {uniform Mold Wall Temperature = 50 OCJ
W

Tn channe the melt temnerature-

Pucynok 13 — CrnoBimeHHS TpO MOXJIUBY HEOOXITHICTh Yy 3MiHi
napameTpiB JUTTA

BpaxoByroun Buie 3aznadenuit 38it SolidWorks Plastics, oueBnmano,
10 MapaMeTpu 00paHi HEBIPHO.

3MIHMBIIY MICII€ pO3TallyBaHHs JUTHHKA (puc. 14) oTpuMaHO 3HAYHO
Kpauy pe3yibTatd JUTTS. JleTanb mposuTo OLIbII PIBHOMIPHO, 32 4ac y
1.3530 c.

BianosigHo A0 Bizyamnizauii (puc. 15) npu 3MiHI JuIIe JOKalii TUTHUKA
BJIAJIOCH 3MEHIIUTHU TUCK BHopckyBaHHs 3 70.79 MlIla no 30.73 Mlla, mo
NEPEBULLYE TMOABIMHE 3HUAKEHHA THUCKY JUTTA TepMmoruiacty. Pasom 3
3HM)KEHHSIM TUCKY MPOJUTTS CTajI0 OUTbII PIBHOMIPHUM.

15



» & Model_Plastic_1 (Default..

Max : 1.3530 sec
Min : 0.0189 sec

sec

1.3530

1.0862

0.8133

(o]

0.5525

0.2857

} 0.0189

i

Pucynok 14 — Bizyanizaitist npouecy JUTTS BiJ] 4acy 31 3MIHOO JIOKAIlii
JIUTHUKA

Y kiHIi aHajgizy mOporpamMa ITO3UTUBHO OIlIHWJIA BHECEH1 3MiHU
3MIHUBILIU KOJIp «CBITIOPOPY» 3 KOBTO Ha 3eyieHuil komip. [Ipore mani
napaMeTpu HEMOXJIMBO BBaXKATH HaWKpalllMMH, ajieé BOHM JIOCTATHI JJIst
AKICHOTO BUPOOHHUIITBA AeTaii. 3a MOTpeOM MOMIJIMBO MPOBECTH aHaI3 3
Oe3nmiuyi0  Bapialiii  OKkpemMo O0paHUX TapaMeTpiB, BIJHAWIIOBIIN
MaKCUMaJIbHO €(DEKTUBHI JIJII KOHKPETHOI MOJIEJ IeTall.

16



» @4 Model_Plastic_1 {Default..

Max : 30.73 MPa
Min : 0.10 MPa

MPa

} 30.73

24.60

18.48

o)

12.35

} 0.10

-

Pucynok 15 — Bizyanizarist HEOOX1JHOTO TUCKY JIJIsI MPOJIUTTS KOKHOI
3 IUISTHOK 31 3MI1HOIO JIOKAIlli JINTHUKA
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~ )
53 Results Adviser =

Adviser: _

il'his part can be successfully filled with an injection pressure of 30.7 MPa (4457.83 psi}. ~
The injection pressure required to fill is less than 66% of the maximum injection pressure limit specified for this analysis, which means you are well

under your specified limit,

You may be able to reduce the part thickness and decrease cooling time, but be sure to run an additional analysis after changing the thickness to

ensure your part will still fill within the specified injection pressure limit.

Since the Maximum Temperature at End of Fill has remained within 10 deg C of the starting melt temperature, there is little to no risk of plastics

material degradation.

The minimum flow front temperature is less than the starting melt temperature by more than 10 deg C. Such cooling effects could cause filling and
packing problems, increase injection pressure requirements, cause poor weld line integrity and appearance and have a negative effect on the overall  «

Pressure at End of Fill:

During the filling stage, the forward injection velocity of the reciprocating screw is controlled, which results in the pressure required to fill the cavil
at that velocity. The injection pressure is propagated through the molten plastic and results in a pressure drop distributed along the length of flov
The pressure atthe end of fill is a very good indication of how evenly the cavity has filled.

Uneven and even pressure at end of fill plots.

In the first example, an injection location was placed in the middle of an asymmetrical handle. The pressure at end of fill plot shows an uneven
distribution of pressure throughout the cavity. The second example shows that repositioning the injection location slightly to the right results in ai
even pressure distribution throughout the cavity. Even pressure at all end of fill locations will improve the effects of packing pressures and coolin
throughout the molded part. You should attempt to place the injection location where the pressure at end of fill plot displays an even pressure

PR N e

< >

Pucynok 16 — IloBiioMJIEHHSI TIPO MOKJIHMBY HEOOXIJHICTH 3MIHU
napameTpiB JUTTS NUITXOM 3MIHM JIOKAIIi1 TUTHUKA

[Micnst ycix moTpibHUX 3MiH y mapamerpax SolidWorks Plastics mae
MOXJIMBICTh CTBOPUTH JCTATI30BaHUM 3BIT MPO MPOBEACHI JOCIIIKCHHS Ta
3a7aHl TIpU 1bOMY MapameTpu (auB. nojaatok A). s mboro HEOOXI1JIHO
HaTUCHYTH «Summary and Reporty y Bkmaami «Resultsy (puc. 17) mepesa
npoiieciB. Ilicas yoro HeE0OXiTHO 3alMOBHUTH BIJATOBIIHI JaHl CIIIYHOYH
BIIITOBIIHUM IT1AKa3KaM.

Summary and Beport
—) % ry P
[m Export

Remowve All Results

=1

Pucynok 17 — 300pakeHHs BKitagku «Resultsy
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3aBnsku  TakoMmy iHCTpyMmeHty sk SolidWorks Plastics moxna
IIPOBECTH MaKCUMAaJbHO JCTAIBHUN aHaJl3 BUTOTOBJIECHHS JIeTalll METOJ0M
JUTTS TEPMOIUIACTY IMiJI TUCKOM Yy Tipec-(hopMy TepMOILIacTaBTOMaTy, HE
3aTpavyarouy KOIITH Ha BUTOTOBJICHHS THMYAaCOBHUX IMpec-GopM IS OIIHKU
SAKOCT1 JIUTTS, IO JO3BOJISIE CYTTEBO 3HHU3UTU BapPTICTh PO3POOKH Ta
BIIPOBAJ[XKEHHS Y BUPOOHUIITBO HOBUX 3aTpeOyBaHUX JCTAICH KOHCTPYKIIIH.

2.5 Ilporpamue 3a0e3ne4eHHs JJ1si BAKOHAHHS PO0OTH

SolidWorks Education Edition — nporpamuwuii kommiekc SolidWorks,
NpU3HAYCHUH IS 3a0e3NedYeHHs HaBYaJIbHOTO MPOIeCY B HaBUYAJIbHHUX
3akianax. HagaeTbes Mepexena JileH3ist MICTKICTIO 10 60 yu00BHUX MICIIb.
Bin mictuth Moxyns SolidWorks Plastics.

SolidWorks Student Engineering Kit SolidWorks Student Engineering
Kit (SEK) — ctynentcbka (momamnns) sinen3is SolidWorks Premium, Bepcii
SolidWorks Simulation Premium, SolidWorks Flow Simulation npusnaueni
JUTsl BAKOPUCTAHHS CTYJICHTaMH 1 BUKJIaladaMH B JIOMAIIIHIX YMOBaXx.

SolidWorks Campus — yHiBepCHTETChKHI TTaKeT HaBYAJbHUX JIIIICH31H
SolidWorks myist omHOpa3oBOro oOCHAIEHHS JHIEH3IMHUM MPOrpaMHUM
3a0€3MeUeHHsIM YCIX TMIAPO3JUIIB HaBYalbHOTO 3akiany. Haparorhes
6e3ctpokoBl Mepexkesi Jirensii SolidWorks wa 200, 500 1 1000 yuboBux
miciib. Brirouae yei ¢yukii SolidWorks School Edition, a Takox qoaaTkoBi
omili mo BukopuctanHio SolidWorks B momamiHix ymoBax: 3amo3W4YeHHS
Jiuen3ii Ha ctpok 10 300 nHiB, CTyAEHTCHKI 1 JoMarHi JiineH3ii SolidWorks.

Moayns SolidWorks Plastics Moxe OyTH BUKOHAHMH Yy TphOX
BapiBanTax: SolidWorks Plastics Standard, SolidWorks Plastics
Professional, SolidWorks Plastics Premium.

OTpumaTy mporpaMHUid MPOAYKT MOKHA B O(DIIIIHHOTrO TUCTpUOIOTOpa

B VYkpaiHi, MommoBi T1a  I'py3ii  —  xommanii  SOFTICO
(https://solidworks.softico.ua/).
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3. HOPAJOK BUKOHAHHSA POBOTU
TA CTPYKTYPA 3BITY

1. 3aiicautn modymoBy 3D wmogxeni ngerani 3rigHO 0OpaHOro
BapiaHTy 13 Tabnuili 1 3aBnank 111 BUKOHAHHS TPAKTUYHOT pOOOTH.

2. Bukonatu yci HeOOXifH1 J1i JJis MOJICJIOBaHHS Ta aHalli3y
Opolecy JUTTS MiJi THUCKOM B CEpPEAOBHUIIl MNPOrPaMHOTO MPOIYKTY
SolidWorks Plastics.

3. 3pobutu 3BiT. BiH BUKOHye€TbCS 3a 3pa3koMm (Qaily 3BITY,
sreHepoBanoro mporpamauM mpoayktoMm SolidWorks Plastics. TTpuxitan
TaKOTO 3BITY HaBEJICHO y J0JIaTKy A.

4. OtpuManuii (a1 HEOOX1THO HAIICIATH Y CKPUHBKY 3BITHOCTI
I110/10 BUKOHAHHS 1HUBIyalbHUX MPAKTUYHUX poOIT 3 Aucturuiiau “CAM
ta CAE cucremu mammuoOyaiBHuX BupoOHUITB” (1D5425).

4. SABAAHHS HA IPAKTUYHY POBOTY

BapianTu iHAMBIIyadbHUX 3aBAaHb MMOJaHl y Ta0bm. 11 2.

3aBHaHHAM U1 NPAKTUYHOI POOOTHM TaKOX MOXYTb OyTHM BHXIiJHI
MaTepiaau [ BHUKOHAHHSA CTYJAEHTOM KYypCOBOTO Ta JUIIJIOMHOTO
MPOEKTYBaHHS, MPAKTUYHI 33]1a4l 3T1IHO 3aMOBJIEHb CTEUKXOJIIEpPIB Ta 1H. B
OKpPEMHUX BHUIAJKaX, 3TIAHO I1HAMBIIYaJIbHOTO 3aBJaHHA BHUKJIaJIaya,
OpakTU4YHA poOOTa MOXKE MaTH MOIIYKOBHH, TOCIITHULBKUI XapakTep Ta He
BUKOHYBATHUCh 32 JKOPCTKUM OIKUCOM (CLIEHAPIEM).

Tabnuus 1 — BapianTu 3aBjaHb

Marepian :
. . Marepian mpec-
No No Poswmipu meraii, MM | BUTOTOBIICHHS
: . dhopmu
3/n | merani IeTanl
A B C D
1 1 3 35 5 — ABS Steel — 420SS
Aluminium
2 L 4140 6 - PET Alloys -2014-T6
3 1 3 45 6 — PP Steel — 420SS
Aluminium
4 L A0 s ) - HIPS Alloys -2014-T6
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3akiHueHHsa Tadaum 1

Martepian ,
: : Marepian mipec-
No No Po3mipu neram, Mmm BUT'OTOBJICHHS
: . dbopmu
3/n | merani neTanl
A B C D
5 2 40 | 38 10 12 HIPS Steel — 420SS
Aluminium
6 2 42 | 40 8 12 ABS Alloys -2014-T6
7 2 44 | 38 14 15 PET Steel — 420SS
Aluminium
8 2 46 | 42 14 16 PP Alloys -2014-T6
9 3 5 5 3 40 HIPS Steel — 420SS
Aluminium
10 3 0 0 4 35 PLA Alloys -2014-T6
11 3 5 7 5 45 ABS Steel — 420SS
Aluminium
12 3 0 8 0 40 PET Alloys -2014-T6
13 4 4 4 6 5 PP Steel — 420SS
Aluminium
14 4 5 5 8 8 HIPS Alloys -2014-T6
15 4 6 6 8 10 PLA Steel — 420SS
Aluminium
16 4 8 8 10 12 ABS Alloys -2014-T6
17 5 40 5 20 18 PET Steel — 420SS
Aluminium
18 5 42 6 25 20 PP Alloys -2014-T6
19 5 35 5 25 20 HIPS Steel — 420SS
Aluminium
20 5 50 7 30 25 PLA Alloys -2014-T6
Aluminium
21 6 60 | 12 35 30 ABS Alloys -2014-T6
22 6 70 | 16 45 40 PET Steel — 420SS
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Tabonuusa 2 — 3D mozem aeranen

Ne nerani 300paxeHHs aeTani

1 2
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3akiHuyeHHs Ta0IuIl 2
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5. KOHTPOJIbHI 3AIIMTAHHSA

1. Ha3BiTh OCHOBHI TIPOIIECH, IO MPOXOAATH I Yac JIUTTS
TEPMOILJIACTY I11JT THCKOM Yy TIpec-(popmy.

2. o sBasie coboro mpoaykT SolidWorks?

3. Mo sBnse coboro inctpyment SolidWorks Plastics npoaykry
SolidWorks?

4, o HeoOXigHO Ui TMPOBEJACHHS aHaIi3y Mpolecy JIHUTTA
BUKOpHUCTOBYIOUH iHCTpyMeHT SolidWorks?

5. OCHOBHI eTanmu TPOBEACHHS aHaji3y IMpolecy JUTTA 3a
BUKOpHUcTaHHs iHcTpyMeHT SolidWorks.

6. HEPEJIIK JUITEPATYPHUX /IKEPEJI
TA IHOOPMAIIMHUX PECYPCIB

1. Komm’irorepHe  MoAeNOBaHHS  0araTOTUIBHUX  Mojeiei
[EnexTpoHHUN pecypc|: KOHCHEKT JeKIiil s 3700yBadiB OCBITHBOTO
cTyneHs bakanaBp creniaibHocTi: 163 «biomeanuna iHxeHepis» BCix Gopm
HaBuanHs / ykiana.: FO. I'. Caripos. — Mapiynons: [IATY, 2019. — 104 c.
URL:  https:/events.pstu.edu/bioartiwp-content/uploads/sites/3/2020/04/computer-
multi-body-design-lekcziyi-skorocheno.pdf

2. Vasylkiv, V., Pylypets, M., Danylchenko, L., Radyk, D. (2021)
Formalized description and synthesis of schemes for shaping helical flights
and auger billets based on the componentic methods. Scientific Journal of
TNTU (Tern.), vol 104, no 4, pp. 44-57.

3. TepMiHM Ta BH3HAYEHHS B TEXHIYHI TBOPUYOCTI Ta HAYKOBUX
IOCHLDKEHHAX. Metoauuduii mocionmk / VYrxmagaui: Ilumunens M.,
Bacunwskis B.B., Pagux JI.JI. — Teprnomine: Bua.-eo THTY imeni IBana
ITymrost, 2011. — 294 c.

4. ExcriepyMeHTaIbH1 JOCTIIPKEHHSI B TEXHOJIOT1l MallMHOOY yBaHHS.
Hapuanpuuii mociOHuMK 3 auciuiuiian ~HaykoBl AOCTIKEHHS 1 Teopis
excriepuMenTy”’. Ykinan. BacunekiB B.B., Paguk J1.JI. — Tepnomninb: Bua.-Bo
THTY imeni IBana ITymos, 2012. — 256 c.
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5. Bacunbki, B.B. Po3BUTOK HayKOBO-TIPHKJIAIHUX OCHOB PO3POOJICHHS
TEXHOJIOT1 BUPOOHUIITBA TBUHTOBMX 1 IITHEKOBMX 3arOTOBOK 3 BUKOPHCTAaHHSIM
yHiiKaIii: auc. ... A-pa. Texs. Hayk: 05.02.08 / Bacuis BacunboBuy Bacuibkis;
Harr. yu-T «JIBBIB. TIOTITEXHIKa». — JIBBIB, 2015. — 312 C.

6. Macan, B. O. MogemtoBaHHs MpoIEeCy JHUTTSA TMiJ THCKOM JJIs
TOHKOCTIHHHX JieTajeil: marictepchka podora: 131 "[Ipuknagna mexanika" /
B. O. Macan; xepiBauk pob6otu C. B. boiiko; HY «YepniriBcbka
nosiTexHikay. — UepHiris, 2021. — 75 c. URL:

https://ela.kpi.ua/bitstream/123456789/27699/1/Simonchuk magistr.pdf

7. David C. Planchard SolidWorks 2018 Quick Start with Video
Instruction. — Published on: 2018 CSWP

8. SolidWorks Plastic-moaenupoBanue MPOLECCOB JIMThS IO
nasienreM B cpeae SolidWorks. URL:

https://www.youtube.com/watch?v=DIl _5040lEMO

9. Gordon J., Total Quality Process Control for Injection Molding.
Second Edition. Hoboken: John Wiley & Sons, Inc, 2012. 824p.

10. Zafar K. Trouble Shooting in Plastic Injection Molding Machines.
New Jersey: New Jersey Institute of Technology, 1993. 171 p.

11. Design and manufacturing of plastic injection mould [online]
[accessed 2023-03-27]. URL.:

http://old.bgk.uni-obuda.hu/ggyt/targyak/seged/bagimlennb/imw.pdf.

12. Tremblay T. Injection Moulding Part Design For Dummies, Proto
Labs Special Edition. Hoboken: John Wiley & Sons, Inc, 2012. 66 p.

13. Mariya Konsulova-Bakalova Application of SolidWorks Plastic in
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Jonarox A. Ilpukian 3BiTy Ipo pe3yJibTaTH aHAJI3Y NPOLeECY JUTTH
AeTadi mig THCKOM 3a 1onmoMororo incrpymenty SolidWorks
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Process of filling PET Part

Date: 29.07.2022
Designer: Vladyslav Parashchuk
Analysis: Solid/ Full Solid Model
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Comments:

Model Information

Shading Model

Type : Solid - Tetrahedral Hybrid

Element : 7571

MNode : 3168

Material : PET

Product: "(P) Generic material / Generic material of PET"
Configuration : Default [ Model_Plastic_1]

Name: Model_Plastic_1
Current Configuration: Default

Name Default

Type Solid

Element 7571

Node 3168

Symmetry Face No

Volume 4.72 (cm3)

Mass 7.80 (G)

Size 27.92 (mm) x 43.50 (mm) x 27.99 (mm)
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Material Properties
Comments:

Polymer

Model :
Properties
Reference
Material PET
Name
Product "(P) Generic material / Generic material of PET"
Name
Melt 270.00 °C
Temperature
Mold 100.00 °C
Temperature
Ejection 150.00 °C
Temperature
Transition 210.00 °C
Temperature
Specific 2.7000000000e+07 erg/(g-C)
Heat
Thermal 1.6000000000e+04 erg/(sec-cm-K)
Conductivity
Young 3.4500000000e+10 dyne/cm2
Modulus
Poisson's 4.0000000000e-01
Ratio

[PET : "(P) Generic material / Generic material of PET"]
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Young Modulus (MPa)

Thermal Expansion Coefficient (1/°C)

PYT (1/ Density) (cc/g)

Thermal Conductivity (erg/s-cm-"C)
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Polymer Thermal-Conductivity Graph

[PET : "(P) Generic material / Generic material of PET"]
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Process Parameters

Comments:
Fill Settings
Filling Time 1.42 sec
Main Material Melt Temperature 270 °C
Mold Wall Temperature 100 °C
Injection Pressure Limit 100 MPa
Flow Rate Limit 194 ccls
Flow/Pack Switch Point (% Filled Volume) 100 %
Pressure Holding Time 3.48 sec
Total Time in Pack Stage 25.09 sec
Auto Filling Time (1: Yes, 0: No) 1
Auto Packing Time (1: Yes, 0: No) 1
Venting Analysis (1: Yes, 0: No) 0
Cavity Initial Air Pressure 0.101 MPa
Cavity Initial Air Temperature 30 °C
Temperature Criteria for Short Shots (1: Yes, 0: No) 1
Temperature Criteria for Short Shots 210 °C
Clamp Force Limit 100 Tonne
Warp Settings
Ambient Temperature 30 °C
Flow Results
Comments:
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Flow Summary

X-dir. Clamping Force

0.1043 Tonne

Y-dir. Clamping Force 0.2925 Tonne
Z-dir. Clamping Force 0.1070 Tonne
Required injection pressure 7.2567 Mpa
Max. real temperature 271.0828 °C
Max. bulk temperature 271.1062 °C
Max. shear stress 0.2139 Mpa
Max. shear rate 43646.6000 1/sec
CPU Time 330.80 sec
Cycle Time 53.80 sec

|- 1. Filling Time 1.40 sec

|- 2. Cooling Time 47.40 sec

|- 3. Mold Open Time 5.00 sec

Name Type

Fill Time Flow Results

‘ 0.000040 | 1.399621

Max : 1.3996 sec
Min : 3.973e-05 sec

sec
l 1.3996

1.1197
0.8398
0.5593
0.z200

3.973e-05

FLOW Fill Time:

Type : Solid - Tetrahedral Hybrid
Element : 7571

Mode : 3168

Material : PET

Product: "(P) Generic material / Gener,
Configuration : Default [ Model_Plastic_1
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Name Type

Pressure at End of Fill Flow Results 0.113880 7.256731
Max : 7.26 MPa FLOW/ Pressure at End of Fill
Min : 0.11 MPa Type : Solid - Tetrahedral Hybrid
Element : 7571
HPa Node : 3168
7.26 Material : PET
Product : "(P) Generic material f Generic material of PET"
Configuration : Default [ Model_Plastic_1 ]
5.83
4.40
2.97
1.54
0.11

Name Type

Temperature at End of Fill Flow Results 112.989899 270.932800
Max : 270.93 °C FLOW/ Temperature at End of Fill
Min : 112.99 °C Type : Solid - Tetrahedral Hybrid
Element : 7571
C Node : 3168
270.93 Material : PET
Product : "(P) Generic material / Gener|
Configuration : Default [ Model_Plastic_1}|
239.34
207.76
176.17
144.58
112.99
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Name

Type

Bulk
Temperature at End of Fill

Flow Results

114.852097

270.956207

Max : 270.96 °C
Min : 114.85 °C

°c.
270.96

239.74

z08.51

177.29

146.07

114.85

FLOW Bulk Temperature at End of Fill

Type : Solid - Tetrahedral Hybrid
Element : 7571

Node : 3168

Material : PET

Product : "(P) Generic material f Gener
Configuration : Default [ Model_Plastic_1)

Name

Type

Shear Rate at End of Fill

Flow Results

0.013925

43646.601563

Max : 4.365e+04 l/fsec
Min : 0.0139 l/sec

lfsec
4.365e+04

3.49Ze+04

2.61%e+04

1.746e+04

8729.3318

0.0139

FLOW/ Shear Rate at End of Fill

Type : Solid - Tetrahedral Hybrid
Element : 7571

Node : 3168

Material : PET

Product: "(P) Generic material / Genes
Configuration : Default [ Model_Plastic_1)
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Name

Type

Cooling Time

Flow Results

1.899621

47.399620

Max : 47.3996 sec
Min : 1.8996 sec

sec

47.399¢6
38.299¢6
29.1996
20.09396
10.93936

1.8996

FLOW/ Cooling Time:

Type : Solid - Tetrahedral Hyhrid

Element : 7571

Mode : 3168

Material : PET

Product: "(P) Generic material / Generic material of PET"
Configuration : Default [ Model_Plastic_1 ]

Name

Type

Temperature at End of
Cooling

Flow Results

99.999771

194.464005

Max : 194.46 °C
Min : 100.00 °C

°C
194.46

175.57

156.68

137.79

118.89

100.00

FLOW/ Temperature at End of Cooling

Type : Solid - Tetrahedral Hybrid

Element : 7571

Node : 3168

Material : PET

Product : "(P) Generic material / Generic |
Configuration : Default [ Model_Plastic_1 ]
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Type

2.000000

0.000000

Flow Results

Name

Ease of Fill

FLOWY/ Ease of Fill

Type : Solid - Tetrahedral Hybrid

Element : 7571
Node : 3168

{None)

|_Plastic_1)

"(P) Generic material / Gener|
Configuration : Default [ Model

Material : PET
Product :
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Name Type

Name Type

Melt Front Flow Rate X-Y Plot I -4.345000 I 3.430000

s\LENOVO'\Desktop'Mini_TPA\Extruder_Plastics_experimentiModel_Plastic_1\Default : Melt Front Flc

'
'
V
' '
' ' ' ' ' ' ' ' ' ' ' '
s ' ' ' ' ' ' ' ' ' ' ' '
w - s st (N @l LT ot vt (N ol ot O et e (s 16 Saled aiien Salbs Ao Ttes aties Fu el o Talet i - St etk e B T e (O e e O I Sadet e Salad T i e O S e O ol e O . | GO el s (8 K Satot adien Sntes adien B
8 ' ' ' ' ' ' ' ' ' ' ' '
' ' ' ' ' ' ' ' ' ' ' '
St ' ' ' ' ) ] ' ' 1) ' ' '
1 BT O oy R, K o s s L s o b o o s R s o e e o s 9 e P s o oy s o o o e ol ey e ety B e e
g 1.00 ; . ; : : . ; . . 1 . :
- ' ' ' ' ' ' ' ' ' ' ' '
“ ' ' ' ' ' ' ' ' ' ' ' '
' ' ' ' ' - ' ' ' ' '
3 0.00 IH , 0 —l— . i , —l- , , i
o ' ' ' ' ' \ ' ' \ ' ' '
bl ' ' ' ' ' ' ' ' ' ' ' '
] ) ' 1 ' ' L} ' 1 L} ) |
E 1.00-F----F- - e Fem—=-- Fe==--- r------ yem———— S a---—-- S === q-m—--- e
' ' ' ' ' \ ' ' \ ' ' '
2 ' ' ' ' ' ' ' ' ' ' '
' ' ' ' ' ' ' ' ' ' ' '
_ ' ' ' ' ' ' | ' ' ' ' '
o =200-F-=--F- gt e e gro e e "X eI K o e o o o aen s o  BTAY s e o e s O b bt ek R e o e AT A K ) Yo e o o
—_— ' ' L L ' ' L ' ' L ' '
9 ' ' ' ' ' ' ' ' ' ' ' '
E ' ' [ ' | ' [ ' ' [ ' '
' | ' . ' ' ' ' ' ' ' '
3.00-|---+- SRR Foeee- PRRCEEE ERTEEE PRRCEREE foenensd o SEREEEE SELEEES SECEEEE. ERCCEEE oo
' . ' ' ' ' ' ' ' ' ' '
' ' ' ' ' ' ' ' '
. PACK . . . I
wheaw checosane R R Lloacncoaw Loeoneae Vesanes Anwcoane Aoencaas duaneead | O SR ncoaned e ownd o ncsanee=
4.00 . A . : : . . . . ) . .
> ' ' ' ' ' ' ' ' ' '
' ' ' \ ' ' \
'
-5 - >

.00 -} - N ) : : . . : ) ) ; N
0.000 2.000 4.000 6.000 38.000 10.000 12.000 14.000 16.000 18.000 20.000 22.000 24.000
Time (sec)

Name Type

X-dir. Clamping Force X-Y Plot 0.000000 0.204000
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Name Type

Y-dir. Clamping Force X-Y Plot
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Name Type

Z-dir. Clamping Force X-Y Plot

0.000000 0.209000

ALENOVO'\Desktop'Mini_TPA\Extruder_Plastics_experimentiModel_Plastic_1'Default : Z-dir. Clampin

-~ : :

022 “Fossihitizasuzs R AN o pEE s smass ERS s s R osgasanass

0.20 -} ---f-bmeme bt e -ne e oo fooneees oo o fonene oo ommeneae
T 018 - fproem s {oeeeed {-eme e - eme R oo e e beonen e
£ : : ] : : ] : : ] : :
AL RS 120 R R R G R R FEE 7= s R R
e s i R i R, TR R M GER FRIEEG R e,
7N (G 1 O O SO (NN O O (AU N | RO (W IS | SO
o : : : : : : : : : : :
& 0.10 - oo {emead yozmme noznned ez donont o omnos oo Lomemand =rmoanees
E . : : . : : : : : : : :
T i i 7% R R T i AR T R T AR i R HERRTEAR
- | , ‘ | \ i ‘ \ i ‘ \ i
L R e e yosmness e j=z oz donezet ez bozmnes oo bonemand Lorneanens
N . : : . : : ] : : : : :

0.04 -}~ -t e e nezmn j=zomnnd e TRt fovnne oonns brmeand benozenes

0.02 -tk ' ' bozmnesd e ez eand Lot Tt fornoitnszns i b

0.00 -} -_ - —— : — =)

0.000 10.000 12.000 14.000 16.000 18.000 20.000 22.000 24.000
Time (sec)

37



Name Type

Part Mass X-Y Plot 0.000000 8.023000
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Conclusion:
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