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~

(1:|Extfusidnswerkzeug zum Herstellen stranggepreBter Endlos-

e ﬁrodukte zus thermoplastischem Kunststoff, bestehend aus
einem Massezulaufkanal (1), elnem Masseeinlauf- und -vertvell-
element, das wiederum von elnem Verteilerkanzl (2) und einem
Uberstromspalt (3) gebildet wird, sowie einem Diisensystem (7),
(8), dadurch gekennzeichnet, dafl sowohl im Verteilerkanal (2)

z1s such im Uberstrdmspalt (%) dhnliche Stromungsformen,
nimlich jeweils eine sogen.'ebene Schlitzstromung" verifi- ;

oiert sind, was dadurch ermdglicht wird, dalk der Quotient ( E

aus der Quadrat der mittleren Verteilerkanalbreite b_ und

& el
der Verteilerkanslguerschnittssflache 4 zumindest in der |
Umgebung des Verteilerkanaleinlaufs_(0,053?y<x<0,10;bv)

zwischen 4 und 10 liegt.

erfﬂnﬂungqcemaﬁe Fusseeinlauf- und -verteilelement in ebener

|

!

H

|

2. Vorrichtung nach Anspruch 1, dadurch gekennzeichnet, del das :
!

1

_ 1
bzw. abgewickelter Form Bestandteil einer Breitschlituzdiise ist. :

i

|

\ !
]

Vorrichtung nach Anspruch 1, dadurch gekennzeichnet, dall das t
erfindungsgendBe Masseeinlauf- und -verteilelement in suige- !
wickelter Form (5600) Bestandteil eines_Pinolenkopfes i
: ( |
e VorrWCEuung nach den Ansprucden 1,2,%, dadurch gekennzelch- i
- net, daB ale Yontur des Mezsseverteilkanals (2) exakt oder

bumlndest in N&herung durch die Differentialgleichung

1

ay 4| P
ax by—x—bsﬁx) ‘

vescnrieben wird.

5. Vorrichtung gemdR inspruch 4, dadurch pekennneichnet, daf
der Macseverteilerkznzl (2) eine konstante Spaltbreite b_

sufweist und seine Kontur durch die Differentialgleichung




bzw. die Funktion 2 933025

v(x) = 2-{13S . {by_x~bs

exelkt oder zumindest in Nzherung beschrieben wird und gleich-

zeltig der Verlauf der Verteilerkanaltiefe durch die Funlktion

gegeben ist.

Vorrichitung gemdll Anspruch 4, dadurch gekennze

a4
does Verhdlinis von lokeler lMassekznalbreile bs(x) zu lokaler
%

Ilussekenaltiele hs(x) konstant ist und die kontur des Ver-—
teilerkanale (2) curch die Differentialcgleichung
1
ay _ _ il
dx 2
b_~x\ 7
A~ -
D_ .
S5,

exakt oder zuuzlndest in Naherung beschrieben wird, worin
T_ . = &-h_ ist. Uementsprechend muB die Verteilerkaznalbreite
] .

=oe |

t (x) durch die Funkticn

3 % - '2 . Yo 1/5
05(1) = [Cs,ﬁ (uy 1j -

Vorricntung nach Anspruch 1,3 und 4, dadurch gekennzeichnet,

gemaBen Messeeinlauf- und -verteil-

c
=
s

G¢al menrere der eriin
elemente derart tele ineipandergeschoben zngeordnet
werden, dal} die Zu uflstellen entsprechender‘Teilstréme
eine Versatzung von 350°/2 = 480° bei 2 Verteilsystemen, von

g O 5 .d o a e s n _ .
300°/35 = 120~ bei 3 Verteilsystemen usw. zufweisen.

Vorrichtung nach Ansprucn 7, dadurch gekennzeichnet, dal jedem
der erfindungsgeuwdBen Masseeinlauf- und -verteilelemente ein
separater lassezulaufkensl zugeordnet wird, so daB diese
lesseeinlauf- und -verteilelemente mit unterschiedlichen
Folymerschmelzen beschickt bzw. beaufschlagt werden kbnnen.

13001370141
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Pztentanmeldung Masseeinlauf- und —vertellelement :

Die Erfindung bezieht sich auf Extrusionswerkzeuge zur Aus-
formung warmplastischer Rohre, Schlauche, Hohlprofile, Platten
und Ezhnen. GattungsgemdB beinhalten derartige Extrusions-
werkzeuge Jjeweils ein Mzsseeinlauf- und -verteilelement, das
aus einem Verteilerkanal und einem Uberstromspalt besteht,

und das, nach der Lehre der Erfindung, erstmals die summarische

Erfillung der folgenden prozekbnotwendigen Forderungen ermoglicht:

~ Bpgd e ling einer in Azimutszlrichtung (beli Rohrextrusions-
wgrhzeugen) bzw. liber der Austrittsspaltbreite (beil
Plattenextrusionswerkzeugen) konstanten Plastifikat-
. Austrittsgeschwindigkeit aus dem Diisenspalt und, damit
_Vverounden, einer konstanten Extrudatwanddicke. Diese
Forderung bedeutet, daB der am stromabwdrts gelegenen
Ende des Masseeinlauf- und -verteilelements herrschende
-lMessedruck in Umfangsrichtung (beil Rolrextrusionsweri-
_zeugen) bzw. Uber der Austrittsspaltbreite (bei Platten-

xtrusionswerkzeugen) rconstant sein muf.

— DB das Lytraeloncwerhzeur durchstromende Plastifikat
muB unaop;nglgrvon seiner lokalen Disen=zus TlttcpocltWO“,

glelche mititlere Verweilzeiten aufweisen.

— Die in Umfzngsrichtung (bei Rohrextrusionswerkzeucgen) bzw.
‘iber der Austrittsspaltbreite (bei Plattenextrusions-

" werkzeugen) konstante Extrudatwarnddicke muP unabhingig
vom Massedurchsztz und von Stoffparametern gewéhrleiszet
sein, d.h. die Verteilfunktion des Hezsseeinlaui- und Ver-

.teilelements muBl betriebspunkts- und stofiunabhincip sein.

— An-kelner Stelle des Masseeinlauf- und -verteilelements
Garl die bel vielen Polymeren auftretende kritische Scher-

reschwindigkeit 7 ab der Wendgleiten einsetzt, tber-

P e i
schritten werden.

i
!
|
|
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Vurleilhafterweise kann aufgrund der erfindungsgemalen Gestal-
tunfg des Messeeinlauf- und -verteilelements sowohl fur Platten-
2ls auch Rohrextrusionswerkzeuge eine identische Auslegungs-
kenzeption gewdhlt werden, mit dem einzigen Unterschiéd, dall
das gesambte aus Verteilerkanal und Uberstromspalt bestehende
System bei Rohrktpfen in der Version sog. PinolenkOpfe auf-

einen Zylinder uber 5600 aufgewickelt zu denlen ist.

Derartige Pinolenkdpfe und Plattendisen werden mehr oder we-
niger mingelbenaftet seit Jahren gebaut, wobel die peometri-
cehe Auslepung des Plastifikatverteilsystems bislang welt-
gehend empirisch erfolgte. Der Stand der Technik 14Rt sich

vie folgt umreiBen bzw. differenzieren:

- Einoleﬁképfe mit einer nur in Azimutelrichtung verlzufen-
der Ringnut, die einen groBen Diisenleitwert aufweist. Das
Plostifikat strdmt nach dem "Prinzip des uberlaufenden
Wehrs" suc dem Verteilerkanal /1/. Das Flichenprodukte
erzeugende hguivalent hierzu stellt die sog. T-Dusenversion,
wie sie bei der Flachfolienextrusion gelegentlich zum Bin-
otz komwt, dar. Als nachteilig erweisen sich, abgesehen’
von der ir praxi nicht befriedigenden Extrudatwanddicken=
konstanz, die sehr unterschiedlichen mittleren Plastifikes-
veryweilzeiten und die unvertretbar hohen Selbstreinigungs-

zeiten.

- Pinolenkdpfe mit einer dem Verteilersystem nachgeschalteten
Lusgleichsstrecke, deren im Umfang unterschiedliche Spalt-
hohe verstellbar ist. EFeide Helinehmen sollen zum Ausgleich
von Druck- und Stromungsgeschwindigkeitsunterschieden dienen,
konnen zber, wie thecretische Untersuchungen und praktische
Versuche zZeigten, die eingangs gestellten Forderuﬁgen in der
Summe nicht erfiillen /2/. Das Aguivalient hierzu ist’ bei Platten-

disen der Justierbare Sisubalien.

- Finolenktpfe mit Herzkurven als Plazstifikstleitelemente, bei

densn die Stelgung der Herzkurvenkontur auch im Bereich der

130013/0141




2933023

ZuszmmenfluBstelle der Plastifikatteil stréme kleiner
unendlich ist /3/. Eine Kombination von Flachschlitz-
Verteilerkanal und Uberstrémspalt ist hier nicht gegeben.

Pinolenkdpfe und Plattendiisen mit einem Verteilerkanal
kreisfOrmigen bzw. kreisghnlichen Querschnitts, dadurch

gekennzeichnet, daB der Quotient aus Verteilerkanalbreite

Die

bs zZu Vertellerkanaltlefe h kleiner/gleich 2 ist
(b /h < = 2), vgl. /4,5,6/. Auch in diesen F3llen weist die

Ve“151lerkdndlkontur an der ZusammenfluBstelle beim Pi-

nolenkopf bzw. an den zulauffernen Enden bLei der Platten—
dﬁse.keine unendlich groBe Steigung auf. Zudem ist der
lokzle Radius R des Verteilerkanals und damit seine lokale
Guerschnittsflache an diesen Stellen aul Null abgesunken.
Eine derartige Auslegung kann jedoch die Forderung nach
einer konstanten Extrudatwanddicke nicht erfiillen. In
Lﬁnze1f811en (z.B. /4/) bleibt ferner bei der Festlegung

aer Verteilerkeanalkontur unberuch51cht1gt dali die Ver-
2

teilerkanallgnge as //Ay +
Ein ellein zuf die Linge Ax bezogencr Druckabfall filhrt
zu einer Materialfehlverteilung insbtes. im Bereicn der
ﬁéterialzusammenfluﬁstelle (Pinolenkopf) bzw. im Bereich

der P.zttendlisen-Rzndzonen.

erfindungsgent e Gestaltung, ausflihrung und Anordrung des

vorgeschlagenen lMasseeinlauf- und -verteilsystems sowie seine

Einsatzmoglichkeiten in Pinolenkdpfen und Plattendiisen seien
“znhznd der Abbildungen 1 bis 4 beschrieben. Debei zeigen

Fig.

1:- eln Verteilerkanslsystem mit Uberstrdmspzlt und
Plastifikatzulauf in Draufsicht (Fig. 1z) und im
~Schnitt (Fig. 71b). Ein derartiges Verteilersystem
" kann zu einem Pinolenkopf (als Abwicklung) oder.
bei Verwendung eines axialen Massezulaufs, zu einer

Plattendiise gehoren.

-

2: das in einen Pinolenkopf integrierte Flastifikat-

Verteilersystem in Seitenansicht;

> Ax ist (vgl.Fig.1).

S
:
i
?
é
|
i
|
|
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¥ip. 7: dos erfindunpsgemdBe Plastifikat-Verteilersysten
als Bestandteil einer Platten- bzw. Flachfolien-

2933025

Breitschlitzdiise und

Fig. 4: den Bereich des Zusammenflusses der Masseteilstrome
beim Pinolenkopf, der um 180° versetzt ist.

Die erfindungsgemdle Eiﬁrichtung gemdl Fig. 1 10st die Auf-
pabe bzw. erflillt die eingangs genannten Forderunpgen dadurch,
daPB das von einem Plastifizieraggregst (z.B. Extruder) 'in das
Extrusionswerkzeug iiber einen Massezulauf (1) eingespeiste
Plastifikat iiber den eigentlichen Verteilerkanal (2) unter
partiellem, axizlew Abstromen durch den Uberstrdmspalt (3)

in izimutalrichtung (tei Pinolenxkdpfen) bzw. iiber die Diisen-
austrittsspaltoreite (bei Platten- und Flachfilmdlisen) dadurch
gleichmdBig verteilt wird, daB die geometrische Auslegung

bzw. Abstimmung der das lMesseeinliauf- und -verteilelement

bildenden Sektionen Verteilerkanal (2) und Uberstrdmspalt (3)

2
sind die geometrischen Abmessungen des Verteilerkanzls so
zu whihlen, daB sowohl in ihm zls auch im snschliefienden Uber-
stromspalt dhnliche Strdwmungsformen, namlich jeweiles eine sog.
"Druckstromung in einem Flachschiitz", verifiziert sind. Jem-
entsprechend mufl der Quotient =us dem Quacret der mittleren
Vertellerkanalbreite bs und der lokalen Verteilerkanéiqﬁer—
schnittsilécheA®) zumindest im Bereich des Verteilerkanalein-

lzufs (0,05 by % 0,10 b_) zwischen 4 und 10 liegen:.

2
bs /) -
A v _ @

-

ur bi/ﬁﬁ)<4-machen sich Seitenwandeinflisse zu stark bemersk-
ber, ;o dall die "ebene Scnlitzstromung" nicht mehr verifiziert
ist, wihrend bei Werten >10 cie damit verbundene grolBe Axial- .
cusdehnung des Verteilerkanals nicht mehr vorteilhaft mit den
kxenstruktiven und betriebstechnischen Méglicnkeiten in Einklieng
zu bringen ist. Bevorzugt sind fiir das Verteilerkanalsystem
Rechteckguerschnitte mit ausgerundeten Ecken gemdB Fig. b

einsetzbar, Jjedoch kann auch auf arndere QuerschnittSforﬁén

13001370141
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(z. B. stark gestreckte Ellipse), die das Kriterium 4‘Lb§/é(x)4¢10
erfillen, zurickgegriffen werden.

Unter dieser Vofaﬁssetzung 188t sich eine vom Durchsatz und
Stoffverhalten unabh8ngige konstante Extrudatwanddicke
(Schlauchwand- oder Plattendicke) dadurch erreichen, daB die

_Geometrien von Verteilerkanal und Uberstrdmspalt so aufeinander
~dbgestimmt sind, daB das Verh3ltnis der mittleren Plastifikat-

. ben-wird:

~geschwindigkeiten im Verteilerkanal (v ) und im Uberstrdmspalt
“(¥.) gleich dem Quotienten aus der lohalen Verteilerkanaltiefe

h (hS = h_(x)) und der von x unasbhingigen Uberstrbmspaltweite

S 5 L03)

. v h bs(x)-hy (:)

fus dieser beziehung folgt szus Kontinuititsgrinden fiir die

Verteilerkenzal-Querschnittsfliache 4(x):

{(x) = h_- T/bs(x)'(by—x) i <:>

Verteilerksnsls 1st ferner so aus-
1. 1Mo veranschaulichten zugeord-
n Langenabschnitte Ay bzw. As des Uberstrdmspaltes (3)

ow. des Veﬁue¢;erknnal5 (2) ein identischer Drucksbfall AD

(D

'VDrxlr“Tlchu ist (Orthogonalitétsbedingung) und dafl die mitt-

lere Verweilzelt aufl den verschiedenen Materizlwegen gleich
ist. Diese Eedingungen werden mit einer Verteilerkontur er-
1ii2lt, die durch die folgende Differentialgleichung beschrie-

: ;

d _ _Jns(x)

dx Jb_—¥x-b _(xJ) ° @
Y )SL J

. Jde nachdeum, cb

--'g) ‘mit konstanter Verteilerkanzlbreite b, und in ¥-Richtung

ebnehmender Kasnaltiefe h (wobei der Term b /A(k) von der
Ausgangsbedingung 4< b /A(y)<_1o ausgehend in x-Richtung

anwzchst) oder




Cas L]

s ka1 s e

_,@_ ]
P 2933025

t) mit einem konstanten bi/A(x)—Wert, der jedoch aie Bedingung

M7<b§/ﬂ(x)((10 erfiillt, gearbeitet wird (letzteres bedingt
ein éemeinsames Abnehmen von bS und bs in x-Richtung), er-
geben sich damit unter Beriicksichtipung von Gleichung (%)

spezielleDifferentialgleichungen und LBsungen fir die Ver-

teilerkanalkontur, némlich im

Fall a): =

Diff tizlgleichung: 2 ——EEL———— |
ifferentialglel ng: gy - by—y-b = _

Losung: v o= 2'/ by )/D -x-b '

Unter der Voraussetzung eines rechteckigen Verteilerkanals
wipd bei dieser Verteilerkanalkontur der Kezneltiefenveriauf

durch die Beziehung

o
_,:"
o
|
™

} = - —_—
JS(X) h -

Leschrieben. Andererseits ergibt sich {iir den
g

Fall D): )
; 1
. pror i R dy
Differentizlglelchung: == = - —
azx - 2/
D_—-Xx
v -}
e :
£,1
worin b = a-h
* 5,71 v _
und a = S(y)/n (x) = konst.
®
sowie b_(x) = -{b.-X -
L0 [ (by=x)
irs 2 meigh als fnwendungsbeispiel esinen Schnitt durch einen

£ig
Finolenkopd, der das erfindungsgeméfie Messeeinlaul- und -ver-
€

€
o}
ijement enthilt. Das Plastifikat durch 1strdmt, vom Plastifi-
ecat kormend, den Massezulauf (1) und wird nach Er“e1cnen
e seeinlauf- uné -verteilelements, das im gezelgten Beispiel
ue dem lizsseumlenkstiick (4) und dem eigentlichen liasseverteiler
%) zusammengesetzt 1st, in dem Masseumlenkstiick (4) um 90 in
e

Pinolerkopf-ixialrichtung umgelenkt. Die Kunststoffschmelze

130013/0141
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durchstrémt anschliellend den die erfindungsgemzBe Kontur auf-
‘weisenden Verteilerkanal (2) unter partiellem, axialem Lbstrd-
‘men durch den Uberstfﬁmspalt (3). Durch die erfindungsgemilie
“Gestaltung der Kombination Verteilerkanal/Uberstrémspalt ent-

- sprechend obenstehender Beschreibung ist der lMassedruck in der
Schnittebene x—x in Uwmfangsrichtung absolut konstant, woraus
von der Azimutalkoordinate unzbhingige, axiale Stromungsge-
schwindigkeiten und damit konstante Schlauchwanddicken resultie-

rerr. Vorteilhnafterweise wird dem eigentlichen Masseverteiler (5)

{1}

in-gog. Bligelspalt (6) (Spzltlénge LB) nzchgeschaltet. Das Plz-
stifikat durchstrdmt anschliefiend den von Dlise (7) und Dorn (8)
ildeten Diisenaustrittsspalt (9), der eine konstante Spalt-
ite sufweist, und verlifBt des Extrusionswerkzeug &ls strang-
reftes Hohlprofil, bevorzugt als Rohr bzw. in Form eines
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Fig. 4 zeigt zls (ebgewickelten) Ausschnitt die Zuse smmenfluflistellis
der Teilstrime bei einem Pinolenkopf, der des erfindungsgemale

Fizsseoinlauf— und —-umlenkelement enthdlt. sn der Stelle = T,

L]

A 0 . . - . e

& ¥P= 480" ) beriinrt sich die AuBenkontur des sufgewickelten
Verteilerkantls (2). Da der Verteilerkesnel Dbei x = by mit einer
nendlichen Steigung endet, ksnn c¢s in meschinenbsulicher unc

Tertigunpstechnischer Hinsicht von Veoriell sein, die in rig. &
cestrichelt eingezeichnete VerteilerkenalsuBenkontur zu waklen,
onne daf die MNassegleichverteilung zu stark dorunter leldet.

iuferdenm ist die nachpgeschaltete Blgelzone (&) angedeutet.

Terrner ist bekonnt /7/, dzf bei Pinolenkdpfen zur Verbesserung
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dern cpmusirebenden einheitlichen Dennverhaltens (z.E. wahrena

des hufvlusvoTrgangs beim Hohlkﬁrperblasen) zweloder mehrere
Herzkurven teleskopartig ineinandergeschoben derart angeordnet
sind, daB dle aus den jeweiligen zusammenfluBstellen der Tell-
strome resultierenden SchweibBnihte jeweils um 180% (bei .2 Herz-
kurven) bzw. uml 120° (vei 3 Herzkurven) versetzt zueinander im
stranggeprefiten Hohlprofil wiederzufinden sind, mit dem Vortell,
dzR sich keine deT z1ls Schwachstellen wirkenden SchweiRnahte
{iber die gesamue Hohlprofilwandung erstreckt. In konsequenter
Tort filhrung dieses Gedankens wird vorgeschlagen, anstelle der
Herzkurven das hier erfindungsgeméal beschriebene Masseeinlauf-
und -verteilelement in doppelter oder dreifacher Ausfuhrung
teleskopaTtlf ipeinandergeschoben snzuwenden, mit ded wesent-
lichen Vorteil, daR neben dem angestrebten Schweilnantversat?
eine im Verglelch »u -bestehenden Systemen wesentlich verbesser-

te Gesamtschlauchwanddickenverteilumg erzielt wird..

Ein derartiges Extrusionswerkzeug—Konzept der zuletit'beschrie—
benen ATt kann dann vorteilhafterwelse ZzZur Extrusiop zwei- OQer
mehrschichtiger Sechlsuche und Ronre eingesetzt werden. wenn
Jedemn erTindunpsgemalen tnsseeinlauf- und _verteilelewent ein
separater Massezuleufkanal zu ordnet wird. Des Ergebnis sind

sus unterschiedlichen P lymer coexsrudierte Produkte mit

|
e @ M
[ B¢

@]
pestmoglicher Wenddickenverteilung am Unfang.
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Design of Dies for the Extrusion of Sheets and Annular
Parisons: The Distribution Problem

H. H. WINTER

Department of Chemical Engineering and
Department of Polymer Science and Engineering
University of Massachusetts
Ambherst, Massachusetts 01003

and

H. G. FRITZ

University of Stuttgart
Institut fir Kunststofftechnologie
Béblingerstr. 70
7 Stuttgart-1, West Germany

A systematic design of the classical “coat hanger™ die is

proposed and tested experimentally. The objectives of the
design are 1. distribution of the polymer ovet the width of
the die before it reaches the final lip section for thickness
adfustment, 2. invartance of distribution to flow rate, 3.
invariance to changes in polymer viscosity, and 4. uniform
average residence time. The die design is based on a flow
model which assumes power-law viscosity, steady shear
flow in each cross-section, uniform temperature, and sep-
aration of the flows into a manifold component and a
component in a slit section of uniform height. The design
corrects for an oversimplification of the pressure gradient
that was applied in previous studies; and it differs from
previous designs by suggesting a rectangular cross-section
for the manifold. Applications to side-fed dies for extrusion
blow molding and to a sheet extrusion die achieved uni-
form distribution and did not require any additional flow
corrections (such as choker bars or flexibie lips). With the
new design, the lip region of the die can freely be used for
thickness control, fine tuning, or further shaping of the

extrudate.
INTRODUCTION

Extmsion die design has the objective to find
the optimal geometry of a flow channel that
shapes a continuous polymer stream into an
extrudate of prescribed cross-section and mi-
crostructure. Several criteria can be defined for
selecting optimal geometry (1). Of these. this
study is solely concerned with the distribution
problem, a special component of die design
which is important for the extrusion of large
aspect ratio (width/height > 1) extrudates: the
flow rate per unit die width has to be uniform
across the die exit. Exampies of such extrudates
are sheets, films, pipes, and annular parisons
for blow molding. In the following, these dies
will be called “large apect ratio extrusion dies”
(LARED). The given geometrical data are the

POLYMER ENGINEERING AND SCIENCE, APRIL, 1986, Vol. 26, No. 8

cross-section at the die inlet and the cross-
section of the polymer extrudate (which is dif-
ferent than the cross-section of the die exit).
The distribution of the polymer in the die occurs
through pressure flow, with a high pressure at
the die inlet and a negative pressure gradient in
flow direction.

Several important aspects of die design are
not covered here, such as swelling (2), develop-
ment of macromolecular orientation (3), uni-
formity of strain history, non-uniform temper-
ature and viscous dissipation (4), multilayer ex-
trusion (5}, melt fracture, manufacturing, and
stiffness of the hardware.

LARED are conveniently composed of two ge-
ometrical regions, a wide manifold of low flow
resistance, and a narrow slit region (gap thick-
ness h} of high flow resistance. The polymer
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flows from the extruder into the manifold. and
from there into the slit region. The most com-
mon designs of sheet exirusion dies are the
“coat hanger” die as shown in Fig. 1 and the “T-
bar” die (6, 7). The name of the designs mimics
the shape of the manifold, An alternative dis-
tribution system by Réthemeyer (8) found ap-
plication only in extrusion of thick sheets.
Cross-head dies, (9, 10) which are side-fed ex-
trusion dies for extruding annular shapes. re-
quire the same design considerations with re-
spect of the distribution problem as sheet extru-
sion dies.

The “coat hanger” die has been studied widely
(5, 11-17). These derivations, however, are
based on an over simplified momentum balance
that results in a reduced flow rate at the outer
edge of the distribution system. Additional flow
resistors (“choke bars” or flexible die lips with
adjustable resistance over the die width) were
necessary to further the distribution of the poly-
Imer.

The objective of this study is to find a sys-
tematic design procedure for a distribution sys-
tem that gives better uniformity of flow, i.e.,
uniform exit velocity and uniform average res-
idence time over the die width. This uniformity
should preferably be achieved with a die geom-
etry that is independent of flow rate or polymer
viscosity. The following derivation is valid for
planar and for axisymmetric extrusion geome-
tries. In the axisymmetric case, we neglect the
influence of curvature.

FLOW MODEL OF LARED

The objective of the following model is to find
the geometry of a distribution system of
LARED. Given are the polymer flow properties
(power law viscosity at uniform temperature),
the width of distribution system, 2b, and the
volume flow rate

Q = 2bhp,. (1)

During the following design procedure, the
height of the slit, h, will be assumed to be given.
h is prescribed by the flow rate of fluid and by
a suitable choice of the wall shear rate in the
slit region (see Eq 10). The maximum possible

Fig. 1. Siketch of "coat hanger” distribution system with
wide manifold and narrow slit flow regiorn.
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shear rate is given by the onset of elastic flow
instabilities (“melt fracture™). Note that the slit
height is not necessarily equal to the thickness
of the extruded sheet or profile. The final thick-
ness adjustment occurs (or should oceur) in a
separate die section, downstream of the distri-
bution system.

The distribution system consists of a deep
manifold of low flow resistance and a narrow
slit region of high flow resistance, as shown in
Fig. 1. The flow rate in the manifold decreases
with increasing x. A simple mass balance pre-
scribes that the rate of material passing
through the manifold at position x, Qn(x), is
equal to the rate of material which exits the
system between x and b. At constant density,
the local flow rate in the manifoid is

Omlx) = A(X)Dm = (b — x)hi, (2)

where O, and 0s are the average velocities in the
manifold and in the slit. A(x] is the cross-sec-
tion of the manifold.

For the momentum balance, we assume that
the discharge from the manifold into the slit
region does not significantly influence the pres-
sure gradient in the manifold. The pressure
gradient normal to a cross section of the mani-
fold is taken to be constant throughout the cross
section. It is further assumed that the flow in
the slit region occurs strictly in y-direction. Nor-
mal to the flow direction. lines of constant pres-
sure can be drawn, as shown in Fig. 1. This
relates the pressure gradient in the slit region

with that in the manifold by
dp) _ @.) LY
(dy),r - (df m AY @)

with Af being the small length element in man-
ifold direction which corresponds to the length
element Ay in y-direction

Af = Ayv1 + (dy/dx) > (4)

The derivative dy/dx is the slope of the con-
tour line y(x) in Fig. 1. In previous models of
the distribution system (5. 11, 12, 15), this con-
tribution of the slope has been neglected by
approximating Af = A x: the resulting error is
extremely large at the ends of the manifold,
x — b, where the slope is large. This model,
however, includes the effects of the sioped man-
ifold. This is the main reason why this distri-
bution system has a much different geometry
and why it seems to distribute the material
much more uniformly than previously pub-
lished designs. Combining the two above equa-
tions relates the pressure gradients to the slope

of the contour line
(dp/dy)a)2 r""
dy/dx = =|| =5==2] -
v/ [(tdp/dam

Equations 2 and 5 are the basic design equa-
tions. Some general conclusions can be drawn
aiready:

(3)
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—The slope of the manifold, dy/dx, depends
on the shape and cross-sectional area of the
manifold.

—A short die (small y) requires a small slope
dy/dx. This can be achieved through a pres-
sure gradient in the manifold that is much
smalier than the pressure gradient in the slit.

—The pressure gradient in the slit is not free
to choose. It depends on the operating con-
ditions, the depth of the slit region, and the
onset of elastic flow instability.

—One more condition is free to choose for mak-
ing the design complete. Possible choices are
constant slope of manifold (dy/dx = const.},
uniform shear rate at the walls of manifold
and of slit region, or uniform average resi-
dence time in the distribution system.

Two different methods are obvious for contin-
uation of the design procedure. In the first
method, one chooses a slope, dy/dx. as a func-
tion of x. This specifies the pressure gradient
in the manifold and the manifold cross section.
This design has been investigated by Vergnes
eral. (18, 19) who chose a manifold of constant
slope. In the second method, one prescribes
uniform wall shear rate at manifold and slit,
eliminates the pressure gradient in Eq 5, and
integrates to get the contour y(x). In the follow-
ing, we will use this second design method.

Power-law Viscosity

The pressure gradient and the shear rate at
the wall of manifold and slit region are de-
scribed with a very simplified flow model. The
viscosity is given by a power law

7= 17°lv/¥°|"" (6)
with a reference viscosity, 5°, at the reference
shear rate, 4°, and a power law exponent, n.
The flow is modeled by isothermal steady shear
flow in a channel of constant cross section. For
simple cross sectional geometries, the pressure

gradient in flow direction and the shear rate at
the wall are calculated as

circular:  p’ = =L (5, /5oy, (7)
Fw=—(1/n + 3)25/R. - (8)
Stit: p ==L o, (©)
Y = —(1/n + 2)25/h. (10)

The equations are derived by introducing the
power law viscosity into the stress equation of
motion. The average velocity, 0, is defined by
the volume flow rate in the channel divided by
the channel cross section.

For flow in a rectangular channel, one might
define a representative shear rate at the wall,
as given in Eg 10, and a pressure gradient

2 o -0
pr=—TC RS f=10 (1
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The shape factor, f,. (see Ref 2, Eq (10. 3-27))
depends on the aspect ratio W/H of the rectan-
gular cross section and on the power law expo-
nent. From the following derivations, it wiil
become clear that it is advantageous to choose
an aspect ratio of W/H > 10. Then, the influ-
ence of the side faces of the channel is negligible
and the shape factor has a value which is close
to unity.

When applying these equations to the design
of the distribution system, several more or less
severe assumptions have to be introduced:
—lubrication approximation for the tapered

manifold;

—the fluid discharge from the manifoid into
the slit region is assumed to have negligible
influence on the flow in either region;

—the curvature of the manifold is assumed to
have negligible influence; and

—no slip condition.
For the slight taper of the manifold, the lubri-
cation approximation is very good (Ref. 6, p
224). The fluid discharge introduces a small
side component to the flow in the manifold. This
velocity component to the side is much smaller
than the velocity in manifold direction. En-
trance flow effects from the manifold into the
slit will be minimized in this design by making
the shear rates in manifold and slit region the
same. The curvature of the manifold is small
over most of the die width. However, it might
have a significant influence at the outer edges
of the distribution system.

The no-slip condition is satisfied for most
polymers. For the case of a finite velocity at the
wall, i.e., for slipping, the design has to be
reconsidered from the beginning. Slipping will
not be discussed in the following.

Specific Choices of Manifold Geometry

Many different cross-sectional shapes of the
manifold are conceivable. The manifold with
circular cross section or approximations thereof
are found in most commercial extrusion dies,
while the manifold with rectangular cross sec-
tion has been introduced only recently (20, 21).

In the following, we will choose specific cross-
sectional geometries for the manifold and cal-
culate the corresponding contour lines y{x).
Each of the designs is based on Eq 1 to 11 and
the corresponding assumptions. The main cri-
teria for the comparison of the different mani-
fold geometries are
—invariance to viscosity change,

—invariance to flow rate, and

—uniform residence time over the width of the

die.

These criteria are important in cases where the
same die is used for extruding a variety of dif-
ferent polymers and at different extrusion
rates. Uniform residence time is advantageous
for extruding reacting polymers or for achieving
short self cleaning time when changing the ex-
trusion material.
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CASE 1: CIRCULAR MANIFOLD

For modeling LARED, the most common
choice of cross-sectional shape is the circie.
Knappe and Schénewald (12) suggested to
choose a uniform shear rate at the walls of
manifold and slit. With this condition, they at-
tempt to make the design invariant to viscosity
changes. Equations 8 and 10 for the shear rate
at the wall of manifold and slit are set equal.
The ratio of the average velocities is replaced by
Eq 2, and we find the manifold radius

b -x0 + 3]
Rix)=h [ =h(l + 2n)
The slope of the manifold is found by introduc-

ing Eqs 7 and 9 into Eq 5. Integration gives a
contour

=SBb[~/1+g[x) 1an1 +g[x)-1]+c

(12)

yx== glx) 2 JVi+gx)+1
(13)
forx/b=(1-B)
h
with g{x) = (R/h]? ~ 1) B=%i:§:.

The choice of the integration constant, C, de-
pends on the geometry of the manifold at the
outer edge, y = 0. With R = h at the outer edge,
the integration constant becomes zero.

The manifold geometry is independent of the
viscosity level, n°. However, it depends on the
magnitude of the power-law exponent, n. We
have to search further to achieve invariance to
material changes.

CASE 2: RECTANGULAR MANIFOLD

The most natural geometry for the manifold
seems to be the slit cross section (20). With this
choice, the flow in the manifold is similar to the
flow in the slit region. Changes of viscosity or
of flow rate affect the flow in the two regions in
the same way. As a result, the die geometry is
insensitive to material changes or to changes in
processing conditions.

The ratio of the pressure gradients in mani-
fold and slit region are independent of viscosity,
if

Ts = 'i’m/.fp‘ (14)

This can be rearranged using Eq 10 twice, once
for the manifold and a second time for the slit
region. Equating these two equations gives a
relation between average velocities and mani-
fold cross section. The average velocities are
eliminated using Eqg 2, and we obtain an expres-
sion for the manifold depth

H = h[(b = x)/( folx)W(x)))*/2 {15)

With Egs 9and 11, the equation of the manifold
slope becomes

dy/dx = —{(b = x)/(flx)W(x)) — 1], (16)

546

For a manifold of constant width, W, the ge-
ometry is given by

H(x) = hv/(b = x)/(Wfy(x]) (17)
and a contour which can be calculated analyti-
cally as

ylx} = 2W+{b — x)/W - 1: Jo=1." (18)

The dimensionless parameter of the solution
D=W/b

is given by the flowrate and the maximum shear
rate at the wall which should be determined in
a separate experiment with a slit flow rheome-
ter.

For a manifold of constant aspect ratio, W/
H = a, the manifold has the side faces

H(x) = h[(b = x)/(afph)]'” (19)
W(x) = aH{x) = [@®h?(b - X)/f,]'". (20)

The contour line is given by Eq 13, however
with a function

g(x) = [(H(x)/h} - 1]7. (21)

The integration constant is equal to zero, C = 0,
given by the choice H{x) = h at y = 0. The
dimensionless parameter of the solution is de-
fined as

B = ahf,/b. (22)

For a wide manifold, W > H, the shape factor
Jp is unity and the manifold becomes independ-
ent of the power-law exponent.

Uniform Average Residence Time

For some applications, it is advantageous to
have uniform average residence time of mate-
rial in the distribution system. Examples are
reactive extrusion and rapid material change
during extrusion. The residence time for an
increment of manifold, A, has to be the same
as the residence time for an equivalent incre-
ment of the slit, Ay: .

At = _4__y = -!_'\—E [(23)
Ug Um
The two displacements are related by Egq 3.
Uniform average residence time is achieved
with a contour slope.

iy TTE B (24)
dx (Om/0s)% = 1

Comparison of Egs 3 and 23 show that the
velocity is related to the pressure gradient by

(dp/dy)s _ Om

{dp/dE)m Os
This condition 1s already satisfied for the rec-
tangular manifold with f, = 1 and uniform wall
shear rate. For the circular manifold. in com-
parison, it is not possible to achieve uniform
residence time and uniform wall shear rate.

(25)
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Summary of the Model

In summary, the model gives three different
design equations for the geometry of the mani-
fold

a) Egs 12 and 13 for the circular cross sec-

tion,

b) Egs 17 and 18 for the rectangular cross

section of constant width W, and

c) Egs 13. 21, and 22 for the rectangular

cross section of constant aspect ratio a =

W/H.
The design equations for the circular manifold
depend strongly on the power law exponent.
This is a major disadvantage of the conven-
tional design since each polymer requires a dif-
ferent die geometry. This inherent problem is
resolved with a manifold of rectangular cross-
section. The design equations for the rectan-
gular manifold are independent of the power
law parameters if the shape factor, f;. is ap-
proaching unity. This is the case for cross-sec-
tions with a large aspect ratio, W/H > 10.

INFLUENCE OF DESIGN PARAMETERS

The die geometry is largely dependent on the
choice of design parameters such as the aspect
ratio of the manifold and the depth of the slit
region. These design parameters have been var-
ied over a wide range with the objective to
achieve short extrusion dies, (small y(0)). as
required for very wide dies (large b). For small
sheet extrusion dies, blow molding dies, or wire
coating dies it is not as important to find a die
geometry of short length y(0). Figure 2 shows
the contour line y(x) for a distribution system
with a manifold of constant width W. Parameter
of the curves is the width of the manifold nor-
malized with the width of the entire distribution
system. The shortest die was achieved with the
most narrow manifold. A lower limit is, of
course, given by W/H > 10, which is required
to maintain slit flow in the manifold. Otherwise
the pressure drop in the manifold has to be
calculated using a shape factor f, below unity.
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Flg. 2. Calculated contours_for manifolds with rectangu-
lar cross section of constan: width W. The dashed ltne
shows the geometry of the first die of the blow molding
applications as discussed below (see Fig. 12).
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The influence of the shape factor will be dis-
cussed below,

The length of the die depends on a combina-
tion of several geometrical parameters as
shown in Fig. 3. For a given width of the distri-
bution system. b, the shortest die is found with
a small depth of the slit region, h, and a small
aspect ratio W/H. This is true for the manifold
of constant width and for the manifold of the
constant aspect ratio W/H as compared in the
figure. The die length was found to depend on
a single geometrical parameter, D or B, which
is dimensioniess. This parameter will be used
in the next two figures to describe possibie ge-
ometries of dies with a manifold of constant
aspect ratio W/H = const. Figure 4 shows con-
tour lines as calculated with Egs 13, 21 and 22.
The corresponding depth of the manifold is
given in Fig. 5. For manufacturing purposes it
is interesting to note that the manifold depth is
nearly constant in the center region of the dis-
tribution system, and it decreases rapidly near
the end of the manifold.

In the first design examples, the influence of

1.5 , |
: W/Hxconst. /,

>

y(D)/b

0.5

o 0.l 5z o3 0.4
w Whi,

— 0
b Hb

Fig. 3. Length of the slit region jor distribution systems
with manifolds of rectangular cross sections.
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Fig. 4. Contour of manifolds with rectangular cross sec-
tion of constant aspect ratio W/H. The Influence of ge-
ometry is given by a single dimensionless parameter.
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the side walls of the manifold has been ne-
glected by taking a shape factor f, = L. This is
an oversimplification which leads to significant
errors in cases of manifolds with small aspect
ratio W/H. The solid lines in Fig. 6 give the
length of the die as calculated using a shape
factor f, as given by Tadmor and Gogos (2). In
comparison, the dashed line gives the die length
as calculated without using the shape factor
(fp = 1). Obviously, the error becomes large
when the aspect ratio approaches unity. The
value of the shape factor depends on the power
law exponent of the viscosity. However, influ-
ence of the power law exponent is much smaller
than the influence of the correction factor f,,
as shown in Fig. 7.

FIRST APPLICATION: DISTRIBUTION
SYSTEM FOR PROFILE DIE

A LARED profile extrusion die {2b = 200 mm)
has been equipped with a distribution system
according to Eq 17 and 18. A schematic of the
die is given in Fig. 8. In this design, the distri-
bution of polymer and the final shaping opera-
tion is separated into a seguence of two inde-
pendent steps. The distribution of polymer was

N F\'La%m J\ [ s

WiHaconst,

RN

—— Huh

0

]
0 a2 Q4-—x/b 0§ 08 10

Fig. 5. Depth of manifolds with rectangular cross section
of constant aspect ratioc W/H.
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G 02

Fig. 6. Calculated die length as a function of geometrical
parameters. The solid line accounts for the influence of
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found to be practically uniform over the die
width. As seen in Fig. 9, no additional distri-
bution aid was required. The polymer stream
directly enters the shaping region of the profile
die. The test material was a commercial PP
(Vestolen P 2421, Hiils). An extrusion pressure
of 65 bar at a temperature of 230°C gave an

average extrusion speed of 41 mm/s.

SECOND APPLICATION: BLOW MOLDING
DIES

Apparatus and Materials

The model has been applied to the design of
a distribution system for the blow molding die
of Fig. 10. Three different cores with a diameter
2R = 60 mm are shown in Fig. 11. The detailed
geometry of the distribution system is given in
Fig. 12. The distribution system was cut into
the inner cylinder (core), while the outer cylin-

der remained unchanged for the three different

dies. Special features of the three dies are the

following:

—Die I has a constant manifold width W = 20
mm, while the depth decreases from 3.9 mm
to the final depth of 1.8 mm in a continuous

fashion.
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Fig. 7. Influence of the power law exponent on the cal-
culated die length. The manifold width is held constant.

=== N\

b

= . - 4
== V77~ T
B¢ N
NN

Flg. 8. Skerch of large aspect ratio profile extrusion die
which is fed by a separate distribution system.
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—The second die, die I, was designed with a
manifold of constant aspect ratio, W/H = 1.5.
With this low value. it is necessary to use a
shape factor to correct for the flow resistance
of the side walls of the manifold. Die II is
shorter and. therefore, has a significantly
lower pressure drop and lower length of the
slit region compared to die I.

—The design of die Il has the objective to over-
come the problem of the weld interface be-
tween the two sireams as they are combined
at the end of the manifold. In this design. an
overlap region was introduced by increasing
the width of the distribution system. 2b. to a
larger value, 2b + W. Near the weld interface
a third stream is generated through a small
channel from one of the manifolds. The three
streams are recombined to minimize the in-
fluence of the weld.

Fig. 8. Distribution system with manifold of constant
width as used for profile extrusion.

e — — — }-
N

mantiold caonpier

st regon

parison head

Fig. 10. Cross section of extrusion blow molding die as
used in experimental study of distriburion model.
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Extrusion experiments have been performed
with five commercial polymers, four HDPE and
one PP. Measured viscosity curves are given in
Fig. 13. The power law exponent for the viscos-
ity varied between [n = 0.2 and 0.4.] The onset
of flow instability is marked by the critical
shear rate, ..

Experimental Results with Blow Molding
Dies

Annular parisons have been extruded from
all three dies under variation of polymer. extru-
sion rate, and die resistance downstream of the
distribution system. In the first experiments,
the parisons were extruded into a cold silicon
oil bath (25°C). After solidification, the circum-
ferential distribution of wall thickness and the
swell was measured. The distribution of wall
thickness was determined with a mechanical
thickness gage. In a second series, bottles were
blown from the parisons and again the circum-
ferential wall thickness distribution was mea-
sured by infrared absorption (Gawis 1000, Sohl-
berg Ab, Finnland). Experimental cbservations
with the three dies are the following:
—Parisons from die 1 and die III had a very

= B
boie -
,'..;‘,:
o by
3 9 g 1 = e
= - E £ = =
3 B g} % B
P i g i o
OBy = = :
- - T N 4 =
: = i =
" i s B BT B
: = B = 5 v
. ol EX =
el - ok
3 e

Fig. 11. Four different cores or extrusion blow molding
dies (see Fig. 10)are shown in front view {top) and in stde
view (bettom). The three dies on the left were designed
with the flow model of this study. The core on the right
side was used in a commercial blow molding die and is
shown for comparison.
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Flg. 13. Steady shear viscosity of five commercial poly-
mers as used in blow molding experiments. The critical
shear rate indicates the onset of flow instability during
the viscosity measurement.

narrow thickness distribution (As/s = 3.5
percent). The variations were much smaller
than for die Il (As/s = 7 percent), see Fig. 14.
It can be concluded that manifolds with a
larger aspect ratio W/H give a better distri-
bution than manifolds with small aspect ra-
tio, even if a correction factor f, is used in
the calculation of the manifold geometry.

—Die Il gave an equally good distribution as
die I however. with the advantage of improv-
ing the welding region at the end of the man-
ifold,

—The magnitude of the flow rate had no sig-
nificant influence on the variation of wall
thickness. This is shown in Fig. 15.

—The distribution was more uniform for PP
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than for the four HDPE as shown in Fig. 16.
This difference is attributed to differences in
the elastic properties of the molten polymers
that are not included in the flow model of the
distribution system.

—Modifications of the flow resistance down-
stream of the distribution system had little
influence on the wall thickness distribution.
Variations in resistance were achieved by
changing the exit region of the annular die,
using annular gaps between 1.2 and 2.2 mm.
Thickness distributions on blown bottles
were found to be between 10 and 12 percent
for a wall thickness of about 1 mm on the
blown bottle. Circumferential thickness gra-
dients were found to be very small. giving no
problems for succeeding surface treatment
for printing. .

—Differences in residence time distribution
were measured by color changes in the feed.
For die 1. the residence time down the slit
region as compared to the residence time for
flow along the manifolds differed by a factor
of about two. The longest residence time was
found for the material in the weld interface.

CONCLUSIONS

The design procedure gives the geometry of
distribution systems for large aspect ratio ex-
trusion dies. For the manifold, slit cross sec-
tions are preferred to circular cross sections.
since they give a die geometry that is practically
independent of polymer viscosity and/or flow
rates. A universal design concept applies to
planar sheet extrusion dies and to side-fed an-
nular dies. Based on the conservation of mass
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Fig. 15. Measured wall thickness distributions of parisons which are extruded at different rates: continuous IR measure-

ment: die [.

and momentum, the stepwise design procedure
allows for accommodation of phenomena such
as critical pressure drop in the die, separation
force between the die halfs, and onset of melt
fracture.

The primary funetion of the distribution SVs-
tem is to achieve uniform velocity across the
exit of the die and to achieve uniform wall thick-
ness of the final extrudate. This has been ex-
perimentally verified with a large aspect ratio
profile die and with blow molding dies which
were side-fed by an extruder. In both cases. the

POLYMER ENGINEERING AND SCIENCE, APRIL, 1986, Vol. 26, No. 8

distribution was found to be practically uniform
over the width of the die.

An important parameter of the die design is
the length of the slit region, y(0). Large sheet
extrusion dies. b > 600 mm. require a short slit
region. Otherwise the pressure drop across the
die is too large. the steel walls of the die may
deform significantly. and the prescribed geom-
etry would not be maintained during the oper-
ation. Low values of pressure and separation
forces can be achieved by choosing a small
depth of the slit region. h. and a small aspect
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Fig. 16. Comparison of the measured wall thickness distributio

conditions: die Il

ratio W/H. However, a small aspect ratio W/H
requires the use of a shape factor, f, < 1, in the
design procedure. Small values of the slit depth,
h. are achieved by operating the die at the max-
imum possible shear rate below the onset of
melt fracture.

Immediate applications of this design concept
are seen in the areas of extrusion blow molding,
sheet extrusion, extrusion of large aspect ratio
profiles. and wire coating.
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NOMENCLATURE

a = aspect ratio of rectangular manifold.
W/H

b = half width of sheet die or half circumfer-
ence of annular die

fe = shape factor for flow rate in channel
with rectangular cross section

h = depth of slit flow region

H = depth of rectangular manifold

n = power law exponent

p = pressure

Q@ = volume flow rate

552

—e=x/b

R

e _g.k sh.a(:.m

b

omN gup

10.
11.
12,
13.

14,

lad

11 | O

ns for parisons of three polymers. using eguivalent extrusion

= radius of annular die (at distribution re-
gion),

thickness of extrudate

average velocity in manifold

average velocity in slit region

width of rectangular manifold
coordinates

shear rate

shear viscosity

coordinate in direction of manifold

[[]

REFERENCES

. F. Rothemeyer, Maschinenmarkt, 76, 2 [1970).
. Z. Tadmor and C. G.

Gogos. “Principles of Polymer
Processing.” J. Wiley & Sons, New York (1979).

H. H. Winter and E. Fischer. Polym. Eng, ScL., 21, 366
(1981). :

H. H. Winter. Adv. Heat Trans., 13, 205 (1877).

J. Wortberg. Dr.-Ing. Thesis, RWTH Aachen, 1978.

S. Middleman. “Fundamentals of Polymer Processing,”
McGraw Hill, New York (1977).

Y. Matsubara. Polym. Eng. Sci.. 20, 212 (1980).

- R. Rothemever, Kunststoffe, 56, 561 (1966).

J. R. A. Pearson. Trans. J. Plast. Inst.. 31, 125 (1963):
32. 239 (1964)-

K. Ito. Japan Plast.. 8, 21 (1974); 9, 21 (1975).

E. H. Gormar. Dr.-Ing. Thesis. RWTH Aachen, 1968.
W. Knappe and H. Schonewald, Kunststaoffe, 61, 497
(1971). .

J. McKelvey and K. Ito. Poiym. Eng. Sci.. 11, 258
(1971).

L. Klein. Technical Papers, Annual Technical Confer-

POLYMER ENGINEERING AND SCIENCE, APRIL, 1986, Vol. 26, No. §




Deslgn of Dies for the Extrusion of Sheets and Annular Parisons

ence, Society of Plastics Engineers, 19, 51 (1973}.

15. K. Itoh, Japan Plast., 10, 14 (1976).

16. H. Schénewald. Kunststoffe, 68, 238 (1978).

17. W. Michaell, “Extrusionswerkzeuge fur Kunststoffe ™
Hanser. Munchen (19789).

18. B. Vergnes. P. Saillard, and B. Platamura. Kunststoffe,
70, 750 (1980).

POLYMER ENGINEERING AND SCIENCE, APRIL, 1986, Vol. 26, No. B

18. B.Vergnes. P. Saillard. and J. F. Agassant, Polym. Eng.
ScL. 24, 980 {1984).

20. H.H. Winter and H. G. Fritz, Masseeinlauf- und Verteil-
Element fur Extrusionswerkzeuge, DOS 2933025
(1979).

21. H. G. Fritz, Proc. 7th Stuttgarteer Kunststoffkollo-
quium, (April 1981).




