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OCOBJIMBOCTI NPOEKTYBAHHA TIPECO®OPM
JJIA JIMTTA IIVNIACTMAC I TUCKOM

3acmocyeanns cyuacrnozo npospamno2o cepedosuya 00360A€ NIOSUWUMU NPOOYKMUSHICb NPOYeCy NPOEKMYBAHHS.
npecgopm Ona iumms nracmmac nio Muckom. JJna pospaxynky opmyodux vacmur npecopma sUKOPUCmos8y8aiu npozpa-
mHe cepedosuuge Solid Works Plastics. Yucenvhi po3paxyHku nokazanu, wo memnepamypa 6yoe Haubiibuia Ha TUGHUKY, MOMY,
Wo npu 3ano08HeHHi 0emali 8iH Oyde 0X010024CY8aAMUCA i 8i0N0BIOHO memnepamypa mamepiany 6yoe 3nudxcysamucs. Ananis
JUHIL CNAar nokasas, wo 60HU YMEOPIOIOMbCA HA MIiCMI 0e CX00AmMbCa 08a NOMOKU NAACIMUKA 3d PAXYHOK WEUOKO20 0XO0N0-
00#CenHs, AKULL N0G'sA3aHull 3 HeOOHOPIOHOCIO NaAcmuKka. Becmanoeneno, wo Halikpawe po3mauty8auHa MoYOK 6HPUCK) 3
MPbLOX 3aNPONOHOBAHUX 8apianmis, OyOe npu 1ummi 6 60KO8Y n08epXHIO OemaJi 31 30icom 3 giccto bobuwok. Bcmarnosneno,
wo edpexmusHicmy 1ummsa demaneil ni0 MUCKOM 6i00Y8AE€MbCA 30 PAXYHOK HAUMEHUO20 3SHAYEHHS MUCKY | 00CA2AEMbCs
HAOTIHICMb MA MOYHICMb TUMMA Oemanei npu ONMUMAIbHUX eHeP2O3aAMPAMAX.

Kniouogi cnosa: numms nio muckom, npecgpopma, mouxu 6npucKy Aiis Cnaio, po3nooin memnepamyp.

Tabn.: 1. Puc.: 3. Bi6n.: 10.

AKTyaJbHICTh TeMH Aoc/igxeHHs. CbOTr0/1HI MOMUT Ha BUPOOHUITBO IJIACTUKOBUX BH-
pOOIB CTPIMKO 3pOCTa€, OCKIIBKM BOHU MAlOTh MEPEBary, 110 BiAPI3HAIOTH IX Bl KOHKYPEHT-
HUX MaTepiaiiB, a caMe €. JETKUMHU, MIITHUM, JCIIEBIINM, 3HOCOCTIMKUM, aHTUKOPO31MHUM Ta
TaKOK BOJIOJIIOTH IHIIMUMHU 0COOMMBOCTAMU. Halibiibi yHiBEpCcalbHUM METOJOM BHUPOOHUII-
TBa TUTACTHUKOBUX JIETAJICH € JTUTTS M1 TUCKOM, 1Ield METOJI Mae O6araro repenar, MOpiBHSIHO 3
inmumu [1; 2]. Leit MeToa € mpoCTilmMM Ta OiIbII HAXIHHUM, a TAKOX, II1¢ i JTOCUTh e()EKTHB-
HUM. TakoX IaHWi METOJ Ma€ MepeBaru. BUCOKA MPOIYyKTHBHICTh — IIBHJKE BUPOOHHUIITBO;
KOMIUIEKCHUM MiX1A 10 NPOEKTYBAaHHS IUIACTUKOBHX JETajiei; CKOPOUCHHs BIAXOJIIB; 3HU-
JKEHHS BUTPAT Ha OIJIATY Mpalli Tomo. J{Jis1 BUTOTOBIIEHHS JeTanei pi3HOMaHITHOI KOH]ITypa-
1T TUTTAM M7 THCKOM y MacOBOMY BUPOOHHIITBI BUKOPUCTOBYIOTH MpechOopMHU.

ITocTanoBka npodaemu. [IpoexTyBaHHs npecGopM BKIKOYAE €TAll aHAII3y TEXHOJIOI1Y-
HocTi Aetani. Ha npomy erari BU3Ha4arOThCs crielu(pidHi BUMOTH 10 T€OMETPUYHOI HopMHU
BUPOOY (KIJIBKICTh JAeTajnei B ¢GopMi, TUII JIUBHUKOBOI CUCTEMH, PO3TAllyBaHHS TOYOK BIIPH-
CKy, pO3TalllyBaHHs JIiHIHM cnaro Ha getani Tomo). HeBUKOHAaHHS LUX BUMOT MOX€E MPUBECTH
110 1e(heKTiB MOBEPXH1, SMEHIIIEHHS] MEXaHIYHOI MIITHOCT1, 30UIbIIIEHHS BApTOCT1 BUPOOHUIITBA.

AHani3 ocTaHHiX pociaigxenb i myOJikauniii. KoncTpykiis miacTukoBoro BupoOy Mae
3HAYHUI BIUIKB SIK Ha OyA0BY npechopMH, Tak 1 Ha MOKA3HUKH SIKOCTI TOTOBOI AeTaii. BoaHo-
Yac I[i XapaKTePUCTHKH 3aJeKaTh 1 BiJl TEXHOJOTIi BUTOTOBJIEHHs camoi mpecopmi [3; 4].
Tomy Ha BcCixX eTamnax po3poOKH HEOOXIJHO TiCHA B3a€MOJIiSl MK KOHCTPYKTOpaMH BHUPOOIB,
KOHCTPYKTOpaMH O3HA4YeHHS Ta (axXiBISIMH, SIKi 3aiiMarOThCsI BUTOTOBJICHHSIM OCHAIIICHHS.

30Kkpema MiJl 4yac MPOEKTYBAaHHS BUPOOY KOHCTPYKTOP MOKE 3a3/ajerilib Y3roJUKyBaTH
HOro KOHCTPYKIIiIO 3 BUMOTaMu MaiOyTHBOI npecopmMu, CHIBOPAIIOIOYH 3 KOHCTPYKTOPOM
OCHAIICHHS. Y CBOIO YEPTY, KOHCTPYKTOP mpechopmi MOroKye 0COOTUBOCTI KOHCTPYKIIIT BU-
poOy 3 HOro po3pOOHUKOM, YTOUHIOE MICI, JIe Ha TTOBEPXHI JIeTali JOMYCKAETHCS CIIAA BiJ
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IHCTpYMEHTY (J'IlHll po3'eMy, BHITYCKHI JIITHUKH TOI].[O) a TaKOX HaJa€ PeKOMEHJALi Moo
3MiH KOHCTPYKIIiii BUPOOY Ta HaHECEHHs po3MipiB. OJHOYACHO BiH TOTOJDKY € TEXHIYHI M-
TaHHS 3 BAPOOHUKOM IpecOpMH, BPaXOBYIOUH iXHI TEXHOJIOTIYHI MOXKIIMBOCTI [5-7].

Panimre mporiec mpoeKTyBaHHS JIeTajeH 13 M1acTMac BKIIFOYAB IMOCTIIOBHI €Talu. BU3HA-
YEeHHs KiHIIEBUX BUMOT BUPOOY; CTBOPEHHSI MONIEPEIHBOTO €CKi3y; MmomnepeaHiii Bubip marepi-
aiy; KOHCTPYIOBaHHS BUPOOY 3aJI€3KHO BiJl BJIaCTUBOCTEH MaTepially; OCTaTOYHHI BUOip MaTe-
plamiB; 3MiHa KOHCTPYKILIi 3 BpaxyBaHHSM BHMOI BHUPOOHMIITBA; MPOTOTUITYBaHHS,
KOHCTPYIOBAaHHS Ta BUTOTOBJICHHS OCHAIEHHS; BUPOOHUITBO. [Iporiec Big NpoeKTyBaHHS BH-
poOy 10 BTUIEHHS HOTO B BUPOOHUIITBO 3aiiMaB Ay»Ke BEIUKUN MPOMIXKOK yacy. Bukopucranus
CY4YacHOTO MPOTPAMHOTO CEPEOBHUIIA JO3BOJISIE 3HAUHO CKOPOTUTH TPUBAIICTH BUTOTOBJICHHS
IHCTPYMEHTY Ta OTPUMAaHHs SIKICHOTO BUpoOy [8].

BupijieHHs1 HeJOCHiIKEeHMX YACTHH 3arajibHoi npoodJsemu. Ha nieit yac npu npoekry-
BaHHS Mpec(hopM BUKIMKAIOTH MEBHI CKIAJHOCTI 3 BHOOPOM ONTUMAILHUX MapaMeTpiB Mpo-
necy. HenocraTHbO BUBUYEHI 3aKOHOMIPHOCTI Tedii MJIACTUKY, PO3NOAUT TeMIepaTypH 1 TUCKY
B 3aJIEKHOCTI BiJl pO3TalllyBaHHS TOYOK BIIPHCKY, a TAKOK YTBOPEHHs JIiHIH crato.

Meta pociigxeHHsi (CTATTi). TOCTIAUTH OCOOTUBOCTI NMPOEKTYBaHHSA mpechopm s
JUTTSA IUIaCTMAC MiJ] THCKOM, BU3HAYUTH ONTUMAJIbHI TApaMEeTPH MPH SKUX OTPUMAEMO Haiis-
KicHimmi BupiO (0e3 nedekTiB y BUTIIAAL JiHIHM craro Ha IOBEPXHi).

Bukian ocHoBHOro Mmartepiany. /i aHai3y JMBHUKOBOT CUCTEMH, a TAKOX JUIsl po3pa-
XYHKY (POPMYIOUYMX YAaCTHH Ta MPO3KTYBaHHS caMoi IpechopMU BUKOPUCTOBYBAJIOCH IPOrpa-
mHe cepenoBuine SolidWorks ta SolidWorks Plastics. Bxigaumu nanuMu €: maTepian nerani
noninponiiex (PP) LF 3010; nponenypa aHanizy — HUIbHUN, TOOTO CITKOIO TBEPAOIo TijIa pe-
3ynbTaTH OyayTh TouHinIe (KiTbKicTh eneMeHTiB = 55600; maca — 24.23 1; 06’em 22.78 cm®);
XapaKTePUCTHKA 1HXKEKIIT — 3 OJHI€I0 TOYKOI BIPUCKY; MAKCHMAIbHO JOMYCTHMHNA THCK —
100 MITa; mBHAKICTh MOTOKY MaTepiany (oomexena) — 400 mm/c [9; 10].

Jnst MmonentoBaHHs Oyiiu BUOpaHi HACTYIIHI CXEMH pO3TaIllyBaHHS TOYKU BIPUCKY Ha Jie-
TaJIAX MPeICTaBIeHUX Ha pHcC 1.
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Puc. 1. Cxemu pozmautygants mouku 6npucKky Ha Oemasx:
a - 1umms 8 O0K08Y NoGepxHio demaii, 6 - aumms Ol yeHmpy oemari;
6 - aummsi 8 GOK08Y NOBEPXHIO Oemaii i3 CRIBNAOIHHAM i3 8iCCl0 HOOUUIOK

Jnis oTpuMaHHs sSiKicHOTO BHpoOy TOTpiOHO BpaxyBaTH KOE(IIi€HT ycaaKku. 3MEHIICHHS
PO3MipiB JeTaii Bi0yBa€eThCs 32 paXyHOK OXO0JIOKEeHHS 11 B ipec-¢popmi. Tomy juist matepiamy
nerani PP (mominpomineny) koedimiedt ycaaku cranoButh 0,01...0,02 [3]. V mporpamuomy
cepenoBuili SolidWorks macimtabyemo BunuBky Ha 1,011, Tomy 1110 npu TakoMy KoegilieHTi
HaMEHIIIEe 3MIHATHCS PO3MIpH JIeTalIl.

3a pe3ysbTaTaMy MOJIEIIOBAaHHS BCTAHOBJIEHO, 1110 JUI PI3HUX CXEM PO3TalllyBaHHS TOUKH
BIIPUCKY JUIS BCiX BapiaHTIiB HaWOUIbIIMIA THCK Oy/1e BUHUKATH Ha BXO/1 JINBHUKOBOTO KaHATTY.
AHasii3 pe3ynbTaTiB M0Ka3aB, 110 MPH MEPIIOMY BapiaHTI MAKCUMAaJbHUN THCK CTAaHOBHUTH
39.23 MIla; npu npyromy Bapianti 42.16 Mlla; npu Tperbomy BapianTi 38.86 MI]a.

[Iponec AUTTA MiJ TUCKOM BiIOYBAEThCS Y KOPCTKUX CTAJEBHUX IUIMTAaX, BOHU 3a0e3mneuy-
IOTh BHCOKY TOYHICTBH 1 pIBHOMIpHE 3alIOBHEHHS BUJIMBKH. TOMy came BUMaraHss i OTpeOH
BUCOKOI'O TUCKY HE MOTpeOyeThes MiJ yac 1boro npouecy. Halimenmmii Tuck Bnpucky 38.86
Mlla, e BinOyBaeTbCs JINTTS AeTajell y OOKOBY MOBEPXHIO, sIKa 301ra€Thes 3 BicCIO OOOMTIIKH.
3a paXyHOK HalfMEHILIOT0 3HAYEHHSI TUCKY JIOCATA€THCS €PEeKTUBHICTD 1 HAA1MHICTh Ta TOYHICTh
JMTTS A€TaJel TIPU ONTHMAaIbHUX €HEPrOBUTPATaX.

AHaii3 po3noiTy TemMIepaTyp Ui TphOX BapiaHTiB TOUOK BIIPUCKY MPECTaBICHO HA pHC. 2.

FLOWY Pressure at End of Fill
Type : Sobd - Tetrahedral Hybrid
Max 1 39.23 MPa Elernent - 53760
Min : 0.12 MPa Node . 22906
Matenal | PP
Pg 39.22 Product : Autotech-Sirmax / LF PP 3010
I Configuration : 00 [ merTa 8 Gac e 8 s |

MPa

31.40

0.12
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FRATYY TRESSUIE dL S0 W

Type : Solid - Tetrahedral Hybrid
Max : 42.16 MPa Elernent - 60053
Min 1 .16 MPa Mode : 25418

Material . PP

kPO Product - Autatech-Sirmax /LF PP 3010
1 o Configuration : 0D [ ArTTA no yenTpy ]

33.76

25.36 6
16,96
B.56
0.16
Typa - Sobd - Tearatwdnal Hybrid i
aw 18, B e Elemasnt | 53180 4
Min : O.10 rew Mose | TI5TR -
Mygeripl | PP ]
EininP P Product - AutotechSema I LF PP 3010 T
) Contguratoe | 00 [ i s G| L
L
(]
.1
3.8
8

Puc. 2. Po3nodin memnepamyp 6 3anedsicHocmi 8i0 cxemu po3mauty8ants moyox NpuckKy:
a-tmx= 211,790 C ma tmin= 57,73°C,' 0 - tmax = 211,510C ma tmin = 59,84OC,'
6 - tmax = 211,71°C ma tmin = 58,09°C
Jlxeperno: po3pobieHO aBTOpaMH.

AHani3 TeMIepaTypHOro po3MnoAily MOKa3ye 110 HAWBUIII OKa3HUKH TeMIlepaTtypH (ik-
CYIOTHCS B JINBHUKOBIM CHCTEMI, Yepe3 SKY MPOXOIUTh rapssduid mosinporisieH. B mporeci 3a-
MOBHEHHS (OPMYBaIbHOI MOPOKHUHH PO3IIAB OXOJOKY€ETHCS 1 Horo Temmeparypa mocry-
TIOBO 3HM)KYETHCSL.

[ToxazaHo 1110 HAPUKIHLI TUKITY JUTTS 10 IEpUMETPY JeTali BAHUKAIOTh JOKaJIbHI TeM-
nepaTypHi 3ouu B miamazoni 120...180 °C (puc. 2, a, 6), npu AKUX YTBOPIOIOTHCS TOJIOCH, IO
HOTipIIy€e 30BHIIIHIN BUTISAA BUpOOY Ta MPHU3BOIUTH 10 Opaky. AHajoriyHa TemreparypHa
30Ha YTBOPIOETHCS HABIPOTH TOUKH BIPUCKY (PHC. 2, 6) BOHA 3'SIBIIETHCS y MICTI 3yCTpidi mo-
TOKIB pO3IUIaBY € 3aBEPIIyEThCS 3aIOBHEHHS (POPMHU.

3a pe3yabTaTaMu JOCIIHKEHHS TPhOX BapiaHTiB (puc. 3) OIiHEHE pO3TallyBaHHS JIHIH
craro Ta 3aJIMIIKiB oBiTps. IlokaszaHo, 1o JdiHii cral YyTBOPMWIUCH B TOYKAX CTUCKY JBOX I10-
TOKIB PO3IUIaBY BHACIIAOK iXHBOTO MEPEAYACHOTO OXOJIOKCHHSI. B 30HaX 3 HasgBHICTIO JIIHIN
CMAar0 MarOTh 3HWKEHY MIIHICTh 1 € KpUTUYHUMU NIPH MEXaHIYHOMY HaBaHTaXXEHHI Ha JIeTallb.
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Transparent Model

Type - Sobd - Tetrahedral Hybeid

Max : 148.7300 deg Element : 53760
Min : 0.8000 deg Node | 22606
Matenal - PP

Product | Autotech-Sirmac / LF PP 3010

deg
148.7300 TWHTTR B G e 8 rpans
Configuration - 00 1

119.1440

' 59,9720
30.3860
ja.awo
Traragarert Wodel
Type Sca . Tetratwdral Mytrd
M | IAT, 600 deg Ederrare 10053
Wk 1 1,100 dey Node 24410
Mxeral £P
froypeon Proguct | Adotech-Sevrva / LF PP 3010
= Contigpurston (00 | wrre ho aeversy |
Tracapacers Moo
Type - Sokd - Tetraredrsl Mibrd 4
Pax 3 145.9300 dey Elermert ‘,3_!3:' 4
Wan 4 02700 deg :)x 3?;;1 1
ey
Do 050500 Proguct | Auectech Saman / LF PP 3019 i
: Corfguraton 00 [ awrra o G )
4

Puc. 3. Cxemu pozmautyeanus aiHitl cnaro ma 3a1UWKI8 Nogimpsi:
a - 1ummsi 8 O0K0BY NOGepxXHI0 Oemaii, 6 - aumms Ol YyeHmpy Oemali,
6 - Iummsi 8 6OK08Y NOGEPXHIO demaii 3i 30i20M 3 8icClo HOOUULOK
JIxepero: po3po0IIeHO aBTOPaMH.

PesynbraTi aHamizy cBiayarh, 110 3a MEPLIOrO BapiaHTy PO3MILIECHHS TOUYKH BIPUCKY Ha
KOKHIH 3 JieTaei yTBOpIOEThCs 1o JBi JiiHil crato (puc. 3, a). 3a apyroro BapiaHTy 3aikco-
BAHO IMOSIBY TPHOX JIiHIi CIIaf0 Ha KOKHi# gaetani (puc. 3, 6), Toi K TpETiii BapiaHT 3a0e3meuye
YTBOPEHHSI JIMIIIe O/IHI€T MiHiT criato Ha BupiO (puc. 3, 6). Pe3ynbratu MoJEIIOBaHHS ISl TPHOX
BapiaHTIB pO3TaIllyBaHHS TOYKH BIIPUCKY 3BeJCHI B Ta0mmii 1.
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Tabauys 1 — Pezynomamu moOento8anus OJisi MPboX 8APIAHMIE PO3MAULYBAHHS MOUKU
BNPUCKY

Po3ramryBaHHS TOUKH . Jlinii cnaro Ta
Tuck Bupucky Posnonin Temneparyp .
BIPHUCKY 3aJIMIIKH TOBITPSI

tma=21179°CTa |, 20 CHamo
- o AUIIKA TTOBITPSI
t min=57,73 °C
MOYKHA BUBECTHU
_ o 3 miHii craro;
2. JlutTs Ois HEHTPY AeTati max = 42,16 MIla Cmax __211’51 OC ra 3aUIIKY TOBITPS
t min — 59,84 C
MO’KHA BUBECTHU
3. JIutts B GOKOBY t = 211.71°C 1a 1 ninis cnoaro;
HOBEPXHIO JETANI 31 36iroM max = 38,86 MIla "{ax - 58’ 09 °C 3aIHIIKN TOBITPS
13 Biccio OOOUIIOK min = MO>KHA BUBECTH

JIxepero: po3pobiieHo aBTOpaMHu.

1. JIutTst B GOKOBY TIOBEp-

. max = 39,23 MIla
XHIO J€Talll

Amnai3 nokasas, 110 JUIsl 3aN00iraHHs pyHHYBAHHIO JETaJIl il HAaBAHTAXESHHSIM HEOOXiIHO
MiHiIMI3yBaTH YTBOPEHHS JIiHI{ CMat0, K1 € TOJIOBHUM YMHHUKOM ITPU BUOOP1 TOUOK BIPUCKYBAHHSI.

OnTuManbHUM T€OMETPUYHUM PIIICHHSM € JUTTS B Oi4HY MOBEPXHIO AeTaji 31 30irom 3
BicCI0 0aOMIIOK. 3a TAaKOro PO3TalIyBaHHS MiHIMI3YE€TbCS KUIBKICTB JIHIHM CIa0, 3HUKYEThCS
TUCK BIPUCKYBaHHS Ta (GOPMYETHCS CHOPUSTINBA TeMIIepaTypHe Iojie 0e3 30H MiABUIIEHOTO
TEIIOBOTO HABAHTAXXCHHSI, IO TMIBUIIY€E SKCIUTyaTalliiHy SIKICTh JIeTaJIi.

BucnoBku. /{151 3ano0iranHs pyiHHYBaHHIO JeTalli il HAaBaHTAXKEHHAM HEOOXigHa MiHi-
Mi3yBaTH YTBOPEHHS JIiHI{ CIIat0, SIKi € KPUTHYHUM YMHHUKOM TIPU BUOOPI TOUOK BIIPUCKY.

OnTUMalbHUM T€OMETPUYHUM DIIICHHAM € JUTTS B Ol4HY MOBEpXHIO AeTaii 31 30iry 3
BiCCIO0 OOOMIIOK. 3a TAKOTO pO3TALyBaHHS MIHIMI3Y€ThCS KUIBKICTb JIIHIN CHa0, 3HUKY€EThCS
TUCK BIPUCKYBAaHHS Ta (POPMYETHCS CIPUATINBA TEMIIEPATYPHE TI0JI€, IO MiIBUIIYE eKCILTya-
TalilHy SIKICTh JAeTali.

[IpakTu4He BIPOBAKEHHS PE3YJIBTATIB MPOEKTYBAHHS Ha IPUBATHOMY ITiIIPUEMCTBI J0-
BOJIUTH, IO BC1 €Taly MPOEKTYBAHHS MAIOTh YiTKY MIPAKTHYHY CIIPSIMOBAHICTh 1 OpI€HTOBaHI Ha
peaibHe BUPOOHUIITBO IJIACTUKOBUX JIETAJICH.
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FEATURES OF DESIGNING MOULDS FOR PLASTIC INJECTION MOLDING

When designing technological processes for manufacturing plastic parts, namely obtaining parts by injection molding, certain
difficulties arose. Previously, the part design process included sequential stages: determining the final product requirements; creating
a preliminary sketch; preliminary material selection; designing the product according to the material properties; final material selec-
tion; changing the design to take into account production requirements; prototyping; designing and manufacturing the forming tool;
production. The process from product design to its implementation in production took a very long time. The use of a modern software
environment allows you to significantly reduce the duration of tool manufacturing and obtain a high-quality product.

For better calculation of the forming parts of the mold, a software environment was used Solid Works Plastics.

Analysis of the calculations showed that the highest temperature will be directly at the sprue; as the part is filled, it will
cool and the temperature of the material will decrease. Analysis of the seam lines and air residues showed that seam lines are
formed at the point where two plastic flows converge due to the heterogeneity of the plastic, which cools faster. The best
location of the injection points will be when casting into the side surface of the part with the coincidence of the axis of the
bosses. It has been established that the efficiency of casting parts under pressure occurs due to the lowest pressure value and
the reliability and accuracy of casting parts is achieved with optimal energy consumption.

The purpose of the article is to study the features of designing molds for plastic injection molding and determine the
optimal parameters at which we will obtain the highest quality product.

At the moment, when designing molds, certain difficulties arise with the selection of optimal process parameters. The
patterns of plastic flow, the distribution of temperature and pressure depending on the location of the injection points, as well
as the formation of joint lines are not sufficiently studied.

Keywords: injection molding, mold, injection points, seam line, temperature distribution.
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