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FEATURES OF CASCADING DISK-GEAR EXTRUSION OF PLASTICS

The relevant task of today is to improve the installations for thermostat extrusion, in order to increase the indicators
of resource/energy efficiency. The study of the features peculiar to the loading and melting area (LMA) and the
elimination of shortcomings can significantly reduce the energy costs of the process.

To achieve high-quality results in cascading disk-gear extrusion, the main methods of the dispersion melting of
thermoplastic granules are analyzed, taking into account all the features of the physical model of the extrusion

process.

The dispersion model of melting is achieved by observing a limited supply of raw materials to the loading area. This
ensures the intensification of the process and significantly reduces the total length of the LMA. In this case, the length
of the area with the most filled channel directly depends on the resistance of the disk zone. With increasing resistance,

the polymer stopper moves to the loading neck. The polymer is gradually compacted, and each leakage of the LMA is
periodically filled.

From the rotating disk heated to 107 °C, samples of the polymer were removed and cut into separate sections.

Previously, to facilitate the process of visual research, the polymer was colored with 0.5% blue pigment. The results
of the analysis confirmed the performance of the proposed physical model for the processes occuring in the disk-gear
extruder. As a result, it is possible to calculate the time over which the granules stay in the LMA and the length of the
screw cutting in this area, depending on the performance.

Taking into account all the features of the disk-gear extrusion process allows creating an upgraded productive,

resource-efficient installation and implementing it into practice.
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Problem statement. The processing of thermoplastics is becoming more and more common in the world every
year. The volume of production and processing of thermoplastics is gaining wide momentum, the process itself is
long-term, complex and resource-consuming, so the relevant task is the introduction of new technologies in order to
minimize the impact of production results on the environment.

One-worm extrusion is still considered the most common, but since power, melting and homogenization
operations are carried out by one working body, a worm, it is very difficult to control all processes and influence their
regulation. Therefore, cascading extruders are more convenient, from the point of view of control, in particular, a
disk-gear extruder with all zones being autonomous, which allows you to flexibly manage the above processes without
stopping the installation with unchanging performance. This allows for consistently high performance, minimizing
the consumption of resources and energy. There is also the ability to identify problems in a timely manner and
eliminate them.

Analysis of previous studies. Melting processes were studied on the basis of different mathematical and physical
models that, respectively, differently interpreted the process, took into account various factors, and had different
advantages and disadvantages.

Maddock became the very first to investigate the loading plastic area in a single-piece extruder, based on the
melting model of a continuous solid phase layer [1]. Then, based on these studies, Tadmore, having conducted
experimental and theoretical analysis, developed a new classical mathematical model of melting (1980s), which
remains relevant to this day. A common scientific problem is the creation of a rational physical model of melting in
the LSD, and an unresolved part of the scientific problem is the implementation of a dispersion model of melting in
a disk extruder.

Tadmore's "cork" model is considered through the Cartesian coordinate system. As a result of friction of the cork
with the cylinder and the disk in the melting area, the movement of the material occurs. Next, a thin layer of the melt
film appears, resulting from the action of friction forces, as well as the transfer of thermal energy to the surface of the
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cylinder wall. Over time, the film layer becomes thicker, and when its size exceeds the radial gap between the cylinder
and the disk ridge and the comb peels off the melt layer that accumulates on its pushing surface. The further the cork
moves, the smaller becomes its width over time. Over time, the cork completely disappears and this ends the melting
process. There is a hypothesis that the material moves stationarily, the thermoplastic has a clear melting point, and
the channel has a constant field of temperature and velocity. For the following simplifications, it is assumed that the
stopper is continuous and homogeneous and homogeneous, and its cross-section is rectangular. The inner surface of
the cylinder transfers heat through a thin film of thermoplastic to the hard cork. In the film there is even additional
warmth, as a result of viscous friction. [2]

Heat transfer along the cylinder axis and from the pushing wall of the axles to the melt layer is not taken into
account, since the height of the solid stopper is much lower than the width on a significant part of the melting area.
The thickness of the granule layer is considered weighty and, because of the small coefficient of thermal conductivity
and the temperature of the granules that interact with the film, it sharply decreases from the temperature of the molten
thermoplastic to the temperature of the cork layers far from the contact zone. Melting speed in a thin layer on the edge
of the "melt — cork" surface in any cross-section is determined by the power of the heat flow, which is supplied to the
melting surface. [3]

As already known, melting of a continuous solid phase layer is the most common approach technique for
modeling the extrusion process. The following was found as a result of certain studies: certain conditions are necessary
for the compression of solid granules and, if they are absent, the granules will be dispersed in the melt. Figure 1 shows
a dispersion model of melting.

[ Cylinder granules

E..... ... ::,(:_'_i_..————— melt

Fig. 1 — Dispersion model of thermoplastic melting

From previous studies, it is known that the use of the dispersion model allows almost 3 times the length of the
loading and melting area (LMA), compared to the Tadmore model.

In order to ensure the intensification of the process and reduce the total length of the FSF, it is proposed that the
dispersion melting model is applied in a dosed powered disk extruder, which is used as a homogenizer melter in a
cascading disk-gear extruder. "Hungry" power supply (limited supply of raw materials to the loading area) makes it
possible to implement a dispersion model of melting in a disk extruder, which is shown in Fig. 2.

1 - weighing dispenser, 2 - loading and melting area, 3 - dispersion polymer stopper, 4-semi-melt polymer, 5-
homogeneous melt polymer

Fig. 2 — Dispersion model of melting with a "hungry power" disk extruder
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The purpose of the article is to increase the efficiency of melting in the channels of the cascading disk-gear
extruder, which will reduce the energy inability of the process.

Presentation of the main material. The main task of the dispersion model of melting is to determine the duration
of melting and the length of the melting area channel. At each time value, the temperature distribution by the radius
of the particle located in the melt is determined. The calculation ends when the temperature at the center of the granule
reaches the melting point.

Figure 3 shows the power scheme for n-inputting drive of the LMA, where it can be seen that each of the n—turns
is in the area of the loading neck only 1/n of the rotation. Therefore, the loading and plastic area always operates in
the mode of dosed power supply. At the same time, the length of the site with a fully filled channel depends on the
resistance of the disk zone. To overcome the resistance, a certain pressure needs to be created in the loading and
plastic area. With the growth of such resistance, the polymer stopper moves towards the loading neck. Thus, each
source n-inputting the LMA is periodically filled with the polymer, which, as it moves along the channel, is gradually
compacted by the worm. The degree of compaction and the length of the channel fully filled with the polymer depend
on the resistance of the disk head.

Another distinctive feature is the increased angular speed of the worm, so the effect of scraping the melt film
with the worm in the melting area is higher than in the usual extruder and thus the average thickness of the melt film
is smaller. This effect, together with an increased angular vein, causes much greater heating of the polymer melt at
the cylinder wall, which must be taken into account in processing thermally sensitive materials. In the installed mode,
it is not necessary to supply heat from external heaters and the extruder works almost in adiabatic mode. These features
require clarification of existing mathematical models describing similar processes in a conventional worm extruder.

Along the length of the multi-inputting LMA worm disk extruder, the following zones can be distinguished.

The zone of "hungry" power supply, in which the worm channel is not completely filled with a polymer but,
unlike the single-tap auger dosage, the polymer, depending on the position of the coil, is constantly touching the
surface of the worm and cylinder and quickly moves to the compression zone.

Fig. 3 — Power circuit of the disk extruder LMA

The length of the zone with a fully filled disk channel depends on the resistance of the disk head and increases
with the latter. That is, the resistance of the following zones will not affect productivity until the zone, which increases
with a fully filled worm channel, reaches the bootable neck or until the zone of "hungry" nutrition disappears. On the
first section of the area under consideration, the polymer stopper is transported, but without its melting due to forces
induced by friction of the polymer with the cylinder wall and the worm. The heat released by "dry" friction goes to
partial heating of the polymer and is partially released into the environment through the wall of the cylinder if the
cylinder is cooled. Melting of the polymer will begin when the temperature on the surface contacting with the wall or
worm reaches the melting point. The formation of a melt film on the cylinder surface will begin much earlier than on
the surface of the worm, because the speed at which the cork moves relative to the cylinder is greater than relative to
the worm. We will not take into account the transitional area between the "dry" friction area and the melting area in
which the melt space between the granules is filled, since the above-described effect of scraping the melt film,
insignificant pressure and channel depth and greater angular speed contribute to the rapid filling of space between the
granules. On the second part of the area with a fully filled worm channel, the melting of polymer granules occurs,
which become completely wrapped in the melted polymer. In this area, the melting process proceeds almost
adiabatically due to the heat of dissipation.
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When the cops are more than 80% filled, the screw cutting LMA ends. Next is the end working gap, where the
polymer is melted and its homogenization occurs.

This physical model was tested experimentally on a single-brush disk extruder by its instant stopping in working
mode and rapid cooling of the working bodies ("freezing"). Then, after preheating the body of the disk extruder to
107 °C, it was removed and samples of the material remaining on the LM A were visually examined, Fig. 4.

Fig. 4 — LMA scheme with polymer samples

The samples were studied by thickness after warming the rotating disk to 107 °C and then the samples were
removed and cut into separate sections. Polyethylene and polystyrene pellets processed were previously colored with
0.5% blue phthalziapine pigment, which facilitated a visual study of the samples taken as slices in different places of
the worm cutting area. Analysis of the studies with the samples confirms the performance of the described physical
model characterizing the processes that occur in the disk extruder [4,5].

Conclusions. The presented article analyzes the main physical models to obtain a quantitative result for the
melting process in cascading disk-geared extrusion. The use of a dispersion model of melting in a dosed-powered
disk extruder is proposed and substantiated.

Preliminary experimental studies have shown that the above algorithm allows calculating the time over which
the granules stay in the melting area and, accordingly, the length of the screw cutting in this area, depending on the
performance.

Prospects for further research. The implementation of the results obtained in the study makes it possible to
create a resource/energy-efficient installation with the most productive and efficiently working loading and plastic
area. In the future, it is possible to design such equipment or continue researching the installation in other zones.
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Koesba A. M., Illgeo M. I1., Illgeo /]. M.
OCOBJINBOCTI KACKA/THOI JJIUCKOBO-IECTEPEHHOI EKCTPY3Ii INIACTMAC

AxmyanvHoto 3a0auero cb0200eHHs € 800CKOHANIEHHSA YCMAHOBOK 018 eKCMpY3ii mepMonacmis, 3 Memoro niosuneHHs
NOKA3HUKIE pecypcoenepzoepexmusrocmi. JlocnioxnceHHs ocooausocmetli 3a8aHmMaNCy8aIbHO-NIACHMUKYBANbHOI 30HU
(3113) i nixgioayist HedoniKi6 00380MAE 3HAUHO ZHUSUTNU eHEeP2OBUMPATU NPOYEC) .

s 0ocsenenns AKICHUX pe3yIbImamis npu KACKaoHiti OUCKOBO-uleCmepeHtill eKCmpys3ii npoananizo8ano 20108Hi
Memoou npoyecy OUCNePCIiHO20 NIABNEHHS SPAMYI MEPMONIACTTY, 8PAX08YI0UlU 8Ci 0cobausocmi Qizuunoi mooeni
npoyecy ekcmpysii.

Hucnepcitina  modenv niaenenusi 00CAAEMbCA  WIAXOM  OOMPUMAHHA  00MedceHoi nodauyi  CUposuHu 6
3asanmasicysanvhy 3ony. Lle 3abesneuye inmencugixayiio npoyecy i 3HAUHO 3MEHULYE 3HAUEHHSL 3A2ANbHOI O0BHCUHU
3113. Ilpu yvbomy 0082#cUHA OLIAHKY 3 MAKCUMATLHO 3ANOBHEHUM KAHALOM HANPSAMY 3AAeACUNb 8I0 ONOPY OUCKOBOL
30nu. I3 3pocmanmsam onopy nonimepra npobka nepemiuyemvcsi 00 3a6aHMAdiCy8anbHoi 2opnosunu. Ilonimep
NOCMYNo80 YWinbHIOEMbCA, a KodceH eumok 3113 nepioOuuno 3ano08HI0OEMbCA.

3 posiepimoeo 0o 107C ducky, wo obepmaemubcs, 3HIMATUCH | PO3PI3ATUCL HA OKpeMi OLIAHKU 3pAa3Ku Noaimepy.
THonepeonvo 0na nonezcuieHHs npoyecy 8i3yanbHO20 00CHiOdceHHs, nonimep Oye 3abapenenuil 0,5% o6raxumuum
niemenmom. Pezynomamu ananizy niomeepounu npaye30amHicms nponoHosanoi @izuynoi moodeni npoyecis, ujo
npomikaioms 6 3I13 Ouckosoco excmpydepa. Buacnioox yvoeo 3’6711€mbCss MONCIUGICNL PO3PAXY8AMU  4AC
nepebdysanns eparyiu 6 3113 i 006xcuHy 26UHMOBOI HAPI3KU 6 YITl 30HI 8 3ANeHCHOCMI 80 NPOOYKMUBHOCHIL.
Bpaxysanns ecix ocobausocmeil npoyecy OUCKO80-wecmepeHHoi ekcmpy3ii 00360J5€ CMEOPUMU MOOEPHI308aHY
NPOOYKMUBHY, PeCypCoepeKmusHy yCmaHosKy i peanizyeamu it Ha npakmuy.

Knrwuosi cnosa: excmpy3is, 3a68AHMANCYBANLHO-NAACHUKYBANbHA 30Ha, mepmonaacm,
pecypcoenepeoepexmugHicme, OUCnepcitine niagieHHs.
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