5 44 2,45 8 )

T %= @ ® N H Vol.44, No.8 %3
2016 4 8 J1

ENGINEERING PLASTICS APPLICATION Aug. 2016

d0i:10.3969/j.issn.1001-3539.2016.08.018

SRR OEMBEERNHFHE TR

TR HMIT R, R E, RAAR

CERIB T2 BEp U RSB, VLR 224051)

FEE: BAF A M R IR K AL F A6y RN B B &, R F A M H B ) s R4 6693 S PTfE ., AFxdab Rk
FIA, RARARAFTENRAT A FAM oM A E e TR RS L ZHEE 90° kA LA ot @ R4 A .
LA ORI L ASESHFRYERERTAOH ., SREAV TRy L H b5k PO i abmts, 5
G g R P B R A RAS, LA TH @A LT WA S B B, E B A X e A TR
FrP o H @ TAME, £90° kA LA DA ALK ESER A, A TALE o8 RT4, LAFA
MEA kAT R E T K, Bndsikit & A A 60° F= 90° BF TALE K, F BARYEAR & LIk Ands kit ok A 5 F
JE LRk A K R, DR AR LRt AR P AT AR, B R AR 4 R i e b R A e R AR SR M S R A A
8%t fe O B R 0 TR B — R R TS

KT Fr U R oM A BUA T e

th B4y Z£2S: TQ320.66+3, TP391.9 XEARIREG: A XEZHS: 1001-3539(2016)08-0083-05

Influences of Die Structure Configuration Elements of Plastic Profile on Extrusion Deformation
Zhang Guangdong; Hao Xinyw, Yuan Tiejun, Song Shuquan
(School of Mechanical Engineering, Yancheng Institute of Technology, Yancheng 224051, China)

Abstract : According to the problems that the extrusion profile size is difficult to control because of the extrusion swell and
its irregular extrusion deformation, finite element method was used to analyze the influences of the typical die structure configura-
tion elements such as the branch vertical arm position of the T profile die, the transition fillet of the L profile die with 90° angle and
the angle of the two arms of the L profile on the extrusion deformation and mold-flow equilibrium. The results show that offset to
the right of the branch vertical arm from extrusion center can cause the offset of the extrusion center, leading to a upper right direc-
tion deformation of the vertical arm top, which intensifies the extrusion deformation and needs to compensate the vertical arm top
towards the direction of extrusion center during the die design. The transition fillet is set in the internal and external angles of transi-
tion region of the L type die with 90° angle can be helpful to the mold-flow equilibrium at the die exit. The angle of the two arms of L
type die becomes larger after extrusion, and the changes are bigger when the initial design angle is 60° and 90°, so the corresponding
relationship between the initial design angle and the actual angle after extrusion needs to be found according to the relevant experi-
ments, which can provide reference in the mould design process. This studying results have a certain reference value for the solution
of the inverse extrusion problems, design of the profile extrusion die and determination of the die structure configuration.

Keywords : extrusion deformation ; die structure configuration ; mold-flow equilibrium ; inverse extrusion
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