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Numerical Simulation and Optimization of Flow Channel of PVC-U Pipe Extruder Head
Yu Yuzhen, Ma Fei, Wang Lu, Zhao Bo, Di Haikuan, Wang Yazhou
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Abstract : In the process of pipe processing, the process of melt extrusion head:is the most critical part.In order to enhance

the mechanical and physical properties of the pipe, itiis-proposed.to use the straight head as the experimental research object.Fluent

analysis software is used to simulate the flow channel of the melt, and CFD postis used to analyze the flow field of the melt, and a

reasonable and practical optimal structure is obtained.The results of this study show that for the straight head, the maximum velocity

of the melt in the runner before and after optimization is significantly different from that in the compression section and the pressure

drop in the forming section, and the optimized model is more available, the products are more compact, and more in line with the

actual production requirements.
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