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Optimization Design of Head Flow Channel for PVC-U Pipe Extruder

Yu Yuzhen, Wang Lu, Di Haikuan, Zhao Bo, Li Weiliang
(College of Mechanical Engineering, North China University of Science and Technology., Tangshan 063210, China)

Abstract : In order to improve the processing performance of the pipe-extruder-head, strengthen the plasticization of the head

flow channel, take the straight pipe extruder head in the extruder head as the research object, and establish the mathematical model

of the extrusion process. Using ANSY'S Fluent software to simulate the flow process of pipe extruder head flow, CFD-post to analyze

the simulation results, and according to the simulation results to optimize the structure of pipe extruder head flow. The simulation

results show that the optimized pipe extruder head flow path increases the‘melt flow speed, reduces the melt’ s stay time in the head

flow path, and improves the flow performance.lt also reduces the pressure drop at the end of the compression section, improves the

pressure drop on the forming section, enhances the plasticization performance of the melt, and makes the product more compact.

Keywords : PVC-U ; pipe extrusion<; head stream ; numerical simulation ; structural optimization
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