Fl%hjq%g)?m%cm 7 XII Beepoccuiickast Hay4HO-TIpaKTH4ecKast KOH(pEepeHL s
I.I YHUBEPCUTET «TexHnonoruu Microsoft B Teopuu 1 IpakTUKe MPOrpaMMUPOBAHUSDY

VJIK 004

MPOEKTUPOBAHME CUCTEMbI ]
ABTOMATIU3MPOBAHOI MOBUNbHOW SKCTPY3VOHHOW YCTAHOBKOM

B.3. Txan, /[.FO. Bepuyx
Hayunvuii pyxkosooumens.: B.H. ['onuapos, 0.m.u., npogeccop xagh. UKCY UK TIIY
Hayuonanvnwiii uccneoosamensckuii Tomckuii nonumexHuueckutl yHugepcumem
E-mail: dungvietthan@gmail.com

This article describes the problem of improving the quality of the plastic filament in the extrusion process
and conducted study of factors affecting the diameter of the plastic filament.
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BBenenue

B HacTosiiee Bpemst cucTeMbl aBTOMaTHUECKOTO YIPABISHHsI IPUMEHSIOT B Pa3HbIX 00J1acTIX
MPOM3BOJICTBA C LEJIbI0 IKOHOMUHU ChIPbsI, MOBBIIIEHNUS KaueCcTBA MPOYKTOB U CHIDKEHUSI U3EPKEK
Ha MpPOU3BOJCTBE. B mponecce npon3BoAcTBa MIACTUKOBO HUTU OCHOBHOM Ka4eCTBEHHOW Xapak-
TEPUCTUKON MPOAYKTA SBJISETCS AUAMETP HHUTH, MIOATOMY B CIIy4ae HE3HAUMTEJIbHOTO M3MEHEHMS
napaMeTpOB ChIPbsl MM TEXHOJOTHYECKOT0 MPOIIecca, €CTh BEPOSATHOCTh MOJYUYUTH O0JIbLIOE KOJIU-
yecTBO Opaka. CTOMMOCTb ChIPbSl IOCTATOYHO BBICOKA, MOATOMY TpeOyercs pa3paboTKa CHUCTEMBI
yIpaBJICHUS I TOTO YTOOBI YMEHBIIUTH 3aTpaThl HA IPOU3BOJICTBO. Llenb co3manus cucTemsl: mo-
BBILICHHE KaUe€CTBAa HUTHU M YJIy4lIEeHHE KaueCTBa yIPABIIEHUS TPOLIECCAMU IKCTPY3HH.

JDKTPY3HMOHHASl YCTAHOBKA

B npowmsliieHHOCTH Hanbosiee IUPOKOe pacpoCcTpaHEeHNe MOIYUYWIN JBa TUIA SKCTpyAepa:
OJIHOILIHEKOBBIM 3KCTPYyJEep M JBYXIIHEKOBBIM 3KCTpylep. [Ipomecc 3kcTpy3uHM OTHOIIHEKOBOTO
IKCTpyzepa mokazaH Ha puc. 1. [llHek Bpamaercs B HarpeToi MWIMHAPUIECKON TpyOe, MMEFOIIIHIA
¢ubepy 3alaHHOTO cedeHUsl Ha Bbixoje. [ paHyibl moaumepa J00aBIIsIOT B 3aTPY304HYI0 BOPOHKY
Y TPAHCIIOPTUPYIOTCS IIIHEKOM K SKCTPY3MOHHOU I'OJIOBKE.
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Puc. 1. Cxema oonownexo6020 sxcmpyoepa

OKTpY3MOHHAs yCTAaHOBKA SIBJISIETCS CJIOYKHOW CHCTEMOMN M COCTOMT M3 Pa3HbIX KOHTPOJIHMpYe-
MBIX TIOJICUCTEM, KOTOPbIE OCYIIECTBIISIOT MOJHBIA KOHTPOJIb U yrpaBieHue. Hanbosnee BaxxHbIMU
napamMeTpaMu, KOTOpbIE JIOJDKHBI KOHTPOJIMPOBATHCS MPU paboTe IKCTpyAepa, SBISIOTCS TeMIepa-
Typa paciuiaBa U CKOpOCTb BpallleHMs IIHEKa. IMEHHO 3TH mapaMeTpbl HapsIMyl0 BO3ACHCTBYIOT
Ha JMaMeTp MOJIydaeMoil HUTH, IO3TOMY OHH JOJDKHBI 00pabaThIBaThCs B PEKMME PeabHOTO Bpe-
MeHH. B pesynbrare mpoBeneHHsI SKCIEPUMEHTOB, ObUIM MOJYyYEHbl 3aBUCUMOCTH JAMAMETpa OT
CKOPOCTH BpallleHHUs ITHeKa U TeMIepaTypbl pacruiaBa.

Ha puc. 2, 3 u3o0pakensl rpaguku KCIIepUMEHTa, ITPOBEICHHBIN HA SKCTPY3MOHHOHN yCTaHOBKE,
MOKa3bIBAIOIINI 3aBUCUMOCTh TUAMETPA OT TEMIEPATyphbl HArpeBa U CKOPOCTH BPALLICHHS IIIHEKA.

W3 rpaduxoB BbIlIe MOXKHO C/I€TaTh BBIBOA, YTO YeM OoJIblle TeMIIepaTypa, TeEM MEHbIE Mo-
Jy4YaeMblil TuaMeTp, U 4eM OOJIblle CKOPOCTh BpallleHHUs IIIHEKA, TeM OoJIblIe TUaMeTp.
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Cexmusa Ne 1
«ABTOMaTH3MPOBAHHBIC CHCTEMBI YIPABICHUS U MEXaTPOHHUKa)

D, M 3aBHCHMOCTE. THAMETpA 0T TeMIepaTypEL D, MM ‘3aBHCHMOCTE THAMETPa OT CKOPOCTH TIPHEOAA
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Puc. 2. I'paghux sxcnepumenma 3asucumocmu Puc. 3. I'paghux sxcnepumenma 3agucumocmu
ouamempa HUMU OM MeMnepamypbl sKcmpyoepa — OUAMEmpPa HUMu om cKOpoCmu npueood sKcmpyoepa

OnTuMaabHBIM BapUAHTOM CHUCTEMBI KOHTPOJISI ATHUX MapaMeTpoB OYIET SBIATHCS MCIOJIB30-
BaHUE PETYJIMPYIOIIEr0 yCTPOMCTBA, B TOM YUCIIE MCIOJb30BaHKME JATYUKOB, MUKPOKOHTPOJIJIEPOB
U T. 1. DTH DJIEMEHTHI OyJIyT 3allMCBhIBATh BCE JIaHHBIC O MPOIIECCE U 3aTeM, B pe3yJibTaTe aHalu3a,
OyZeT onpeAensiThCs Mpuaes paboTOCIIOCOOHOCTH KaK Mo TeMIIEpaType, TaK U M0 CKOPOCTHU Bpallle-
HUS IITHEKA, ¥ IPYTUM TTapaMeTpam.

Cucrema ynpasJjieHHusi MOOWJIBHOM IKTPY3HOHHOI YCTAHOBKH

B Hacrosiiee Bpemsi mpouecc Npou3BOACTBA MIIACTUKOM HUTH — 3TO MPOLECC, YIPaBIIIEMbIi
BPYYHYIO, IpY 3TOM HE NPUHHMMAETCS BO BHUMAaHHE BHEIIHUE BO3JIECWCTBHS U CBOMCTBA MOJIMMEpA.
[Ipu cozmannn MOOMIBHON 3CTPY3MOHHOW YCTAaHOBKH TUIAHUPYETCS BBEJIEHHE B KOHTYp yNpaBie-
HUSI MAKCUMaJIbHOTO KOJIM4YeCTBa (paKTOPOB, BO3CHCTBYIOIINX HA AUAMETP HUTH.
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Puc. 4. Cxema xonmponupyemoix napamempose  Puc. 5. Cucmema KOHmMpOIs u ynpaeieHus MOOUTbHOU
axcmpyoepa SKCMPY3UPOBAHOLL YCMAHOBKOI

Kaxnplii HarpeBaresb yCTaHOBKH, CHCTE€Ma MPOTSDKKM, CHCTEMa HAMOTKH, a TaKKe CHUCTeMa
yNpaBJIeHUsl JEKTPONpPHBO/A IIHEKa 3KCTpyJiepa 00JaatoT COOCTBEHHBIM KOHTYPOM YIpaBJICHUSL.
Jnist Toro 4ToOBI CUCTEMbI PadOTaIM COTIIACOBAHHO, TPEOYETCsl U3yUeHUE BIMSHUS Kaxaoro (akropa
Ha JMaMETP BBIXOJIHOT'O U3/ENNs, CO3JAHUE MATEMAaTUYECKOM MOZIENN SKCTPY3UOHHOHN yCTAaHOBKH.

3akjouenue

Takum o0pa3oM, B CTaTbe pacCCMOTPEHO TEOPETHUECKOE 0OOCHOBAHME Pa3pabOTKU CHUCTEMBbI
ABTOMAaTUYECKOTO yMpaBJICHUs JIJIsl MOOWIBHOM SKCTPY3MOHHOW YCTAHOBKH, KOTOpasi MO3BOJIUT TO-
BBICHTH KaueCTBO IMOy4aeMOro MPOIyKTa, CHU3UTh KOJMUYECTBO Opaka, 00ecreYnTh HeMpephIBHY IO
paboTy yCTaHOBKH B T€UEHHE JJIUTEIHHOIO Iepro/ia BpeMEeHH.
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