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THREE DIMENSIONAL ISOTHERMAL VISCOELASTIC NUMERICAL SIMULATION

ON THE EXTRUSION MOLDING OF POLYMERIC SADDLE PROFILE
Zhou Guofa, Ji Zhanguo

(' School of Environmental Science & Engineering, Nanchang University, Nanchang 330031, China)

ABSTRACT Based on viscoelastic PTT constitutive equation, by means of the full three dimensional isothermal viscoelastic nu—

merical simulation on the extrusion molding process of polymeric saddle profile, the influencing rule of polymeric melt viscoelastic rheo—

logical parameters and process parameters on polymeric profile molding process were systematically studied and the influencing mecha—

nism was disclosed. The research results showed that the die swell of polymeric profile was resulted from the secondary flow in the exit

of the die, the die swell ratio of polymeric profile increased with the increasing of the secondary flow strength. The die swell of polymer—

ic profile increased with the increasing of inlet volumetric flow rate and relaxation time, but decreased with the increasing of material

parameter and viscosity ratio.

KEYWORDS polymeric profile, extrusion process, numerical simulation, die swell, mechanism





