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Influence of Various Parameters of PVC-U Tube Extrusion Head on Melt Flow
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(1. College of Mechanical Engineering, North China University of Science and Technology, Tangshan 063210, China ;
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Abstract : With rigid PVC (PVC-U) extruder head as the research object, the finite element software ANSYS was used to
simulate the isothermal flow process of melt in‘the flow passage, and the influence of the flow passage forming section length,

compression section length, compression angle and expansion angle on melt flow was studied. The numerical analysis results show

that the pressure drop, velocity and outlet velocity of the melt decrease with the increase of the length of the forming section. As the

length of the compression section increases, the pressure drop, velocity and outlet velocity of the melt all increase. When the length

is 210 mm, the velocity changes mast-obviously. With the increase of the compression angle, the melt pressure drop, velocity and

outlet velocity all increased. When the expansion angle is between 66° and 78°, the melt velocity, pressure drop and exit velocity

all change little as the expansion angle increases. The study provides a theoretical basis for the design of tube extrusion head.
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