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AnHortaums. [Ipedcmasnena paspabomka u anpodoayusi napamempuyeckol Mooeiu npoyecca aumos noo 0as-
JleHueM NOAUMEPHLIX U30eaUll, KOMOopas HaAnpasieHd Ha QOoPMATUIAYUIO B3AUMOCEA3El MEeHCOY KPUMULECKUMU MEXHO-
JIO2UHECKUMU NAPaAMempamy, MakumMy KaKk memnepamypa pacniaéa u npecc-gopmul, odaeienue 6NpuicKd, CKOpOCHb
UMb U 8peMs 8bl0ePIUCKU NOO OasieHuem. Mooenb no3eonsem anaiuzuposams Kuoyegsie 6bIX0OHbIE XAPaKmepucmu-
KUl 20M0B8020 U30eNUs, GKAIOUAS YCAOKY, OCIAMOYHbIE HANPSICEHUs U PAGHOMepHOCMb naomHuocmu. Kpome moeo, pac-
cMampueaemcs akmyanbHas npooiema nogvlueHus dPHexmuenocmu 1 HAOeHCHOCMU NPOEKMUPOBAHU NPecc-PopM,
MAaxK Kax mpaouyuoHHvle Memoobl UHICEHEPHO2O PACHema OCHOBAHbI HA NOCIe008AMENIbHOM nepebope napamempos.
Lenvio uccredosanus aensaemcs nogululeHue npou3go0UmenbHOCMU U YIyyieHue Kauecmea npouseoocmed Jums no-
aumepHblx uzdeautl. 3aoavell A61Aemcs NOCMpoeHue, eepudpurkayus U npakmuieckas anpoodayusi KOMnIeKCHOU napa-
Mempuyeckol MoOenu, UHmezpupylowel Qusuieckue acnekmol meyeHus, menio0oMeHa U OMeePIHCOeHUs. NOTUMEPHO2O
pacniasa 8 norocmu npecc-Qpopmul. B uccaiedosanuu npumeHaAnucy peorocuueckoe Mooenuposane HeHbIOMoHO8CKUX
arcuoKocmeti, Memoosl NAAHUPOBAHUS BLIYUCTUMENbHBIX IKCHEPUMEHMOo8. Memoodul ucciedosanust Onuparomes Ha no-
JIOJHCEHUA PYHOAMEHMATLHBIX THEOPUll 2e0MEMPULECKO20 MOOETUPOSAHUS, ANCOPUMMOS, OUOUHCHUPUPOBAHHOT ONMU-
MUBAYUU: 2EHEMUUECKO20 aNOpUmMMAa u memooa pos uacmuy. Hoeusna pabomul 3axmiouaemcs 8 cO30anuu yeaoCmHoul
nRApamempuieckol Mooeiu, Komopas 6 omaudue om y3KOCHeYuau3uposanHvix kommepueckux nakemos CAE, npedo-
cmagnaem YHUBepCAlbHulll UHCIMPYMEnm Ol ObICMPO20 MOOEIUPOBANUs NPOYecca Jumbs, AHAIU3A 4YECEUMENbHO-
cmu U onpeoeneHus ONMUMAaibHO20 COOMHOUEHUS «3AMPAambl-Kayecmeo» HA PAHHUX CMAOUAX NPOEKMUposanus. B
pe3yibmame paspabomana nApamempuieckas mMooeib, NpeoCmasieHnas 8 eude cmpykmyphou cxemol. IIposedensvi
cepuu BLIYUCTUMETbHBIX IKCNEPUMEHIMO8, NO360IUBUIUE YCMAHOBUMb 30Hbl CHAOUTLHOCTU NPOYECca ONs PA3IUYHBIX
KOMOUHAYUll Mamepuanog u ceomemputi usoeiuti. Ilpeonosicennas napamempuyeckas mooenv sA6naemcs 3Qgexmug-
HbIM UHCTHPYMEHMOM OJ5l RPOSHO3HO20 AHANU3A U ONINUMUBAYUY Npoyecca aumbsa nod dasrenuem. Ee ucnonvzosanue
cnocobcmeyem CoKpauwjeHuio 8pemMery HACMpouKu 000pyO008anUs, MUHUMU3AYUYU OPAKA U NOBLIWEHUIO pecypca npecc-
dopmwi.

KaroueBble cioBa: npecc-Gpopma, JIUTbE HOA IABICHHUEM, ONTHMH3ALMUS KOHCTPYKIHH, TEHETHYECKUIl anro-
PHUTM, METOJI pOSI YaCTHII, META3BPHCTHKA
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Abstract. This paper presents the development and validation of a parametric model for injection molding of
polymer products. The model formalizes the interrelationships between critical technological parameters such as melt
temperature, mold temperature, injection pressure, casting speed, and holding time. It allows analysing key output
characteristics of finished items, including shrinkage, residual stresses, and density uniformity. The study addresses the
urgent problem of improving press-form design efficiency and reliability, as conventional engineering calculations rely
heavily on sequential trial-and-error parameter adjustment. The research aims to increase productivity and enhance
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the quality of polymer injection molding production. The objective is to construct, verify, and test a comprehensive par-
ametric model that integrates the physical aspects of flow, heat exchange, and polymer melt solidification within the
mold cavity. The study incorporates rheological modelling of non-Newtonian fluids and computational experiment
planning methods. The research methods draw on geometric modelling fundamental theories, bioinspired optimization
algorithms, namely genetic algorithm and particle swarm optimization. The novelty of the work lies in creating an inte-
grated parametric model, which unlike specialized commercial CAE packages, provides a universal tool for rapid simu-
lation of the injection molding process, sensitivity analysis, and cost-quality ratio optimization at early design stages.
The result is a parametric model presented as a structural diagram. Computational experiments reveal the process sta-
bility zones for various combinations of materials and geometries of items. The proposed parametric model serves as an
effective predictive analysis and optimization tool for injection molding, facilitating reduced equipment setup time, min-
imized defect rates, and increased mold durability.

Keywords: mold, injection molding, design optimization, genetic algorithm, particle swarm optimization, meta-
heuristic
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Beenenune

CoBpeMeHHOE ITPOU3BOACTBO TOJIMMEPHBIX M3JEIIUI METOJIOM JIUThHS MO JaBICHUEM XapaKTe-
pHU3yeTcs BBICOKOW CIOKHOCTBIO M MHOTONAapaMeTpHYHOCThI0. HeonTumanbHbIi BBIOOP TEXHOIO-
TMYECKUX PEKUMOB NPUBOJHUT K TaKUM JAe(PEeKTaM, KaKk KOpOOJICHHE, YTSHKUHBI, HECTUIONIHOCTH H
BBICOKHE OCTaTOYHBIC HAMIPSDKEHHUS, YTO HANPSIMYIO BIUSET HAa C€0ECTOMMOCTD M Ka4eCTBO MPOTyK-
UK. AKTYaJIbHOCTb 33J[a4M 3aKJII0YaeTCs B HEOOXOAMMOCTH MEPeXo/1a OT IMITUPUIECKOT0 OAX0aa
K HacTpolike mpecc-popM K HaydHO 0OOCHOBAHHOMY, IPOTHO3HOMY MOJICIIMPOBAHUIO, OCHOBAaHHO-
My Ha ITyOOKOM IMOHMMaHUH (PU3HMKH Mpolecca.

CymiecTByIOIIME CUCTEMbI KOMITBIOTEPHOTO HHXUHUPHUHTA (CAE) 1151 CHMYJISILIAY JIThSI, TAKUE
kak Moldex3D wiu Autodesk Moldflow, npenocTaBIsIOT JeTalbHbIE PE3YyIbTaThl, HO YacTO TPeOy-
10T 3HAYUTENIBHBIX BBIYMCIUTEIBLHBIX PECYPCOB M BBHICOKOW KBAIM(HUKAIWY ITTOJIL30BATEIS /ISl WH-
TEpIIpeTaluy JaHHBIX. DTO CO3/1aeT NOTPEOHOCTh B 0Ojee MPOCTHIX, HO JOCTATOYHO TOYHBIX WH-
CTPYMEHTaX JUIsl IPEABAPUTEILHOIO aHAIN3a M OBICTPOI OLIEHKH BIMSHUS KIIFOYEBBIX ITapaMeTPOB.

B nannoii paGote npeiaraercs napaMmeTpuieckas Mojesb, KoTopasi abctparupyer pyHaaMmeH-
TaJIbHbIE (PU3MYECKUE IPUHIKITBI B HA0Op YIpaBIsIEeMbIX IEPEMEHHBIX ¥ HX B3aUMOCBsi3el. Mojienb
CITy’)KUT MOCTOM MEXJy T€OPETHYECKUMHU OCHOBAaMH TEXHOJIOTMHU JIUThS U NMPAKTHUYECKUMH TOTPeO-
HOCTSIMH MH)KCHEPa-TEXHOJIOTa, MO3BOJISASA MPOBOANTH OBICTPBIC UTEPAIMH MO MOUCKY PAallMOHAIb-
HBIX PEXHUMOB 0e3 mpoBeieHHs noHoMacTaOHbIX CAE-pacyeToB Ha HaYaJIbHBIX dTarax.

MaTepnanbl, MOA€JIH, IKCIEPUMEHTBI H METOAbI

HccnenoBanue MpoBOAMIOCH B HECKOJIBbKO 3TamoB. Ha mepBom sTame OblT MpOBEACH aHaIM3
(U3UKO-XMMHYECKUX OCHOB MpOIlecca JUThs MO/ JaBICHUEM, YTO MO3BOJIMIO UIEHTU(DUIIUPOBATH
KITFOUEBbIC yIpaBIstonue mapameTpsl (Xi...X,) u Beixoaubsie oTKIHKH (Y1...Y,). K ynpasnsromum
napaMeTrpaM OTHECEHBI: TeMIIepaTypa paciiaBa, Temmeparypa (OpMBbI, NaBJICHHE BIPHICKA, CKO-
pPOCTh BIIPBICKA, BPEMs BBIACPKKH MOJ JaBICHUEM, BpeMsl OXJIaXACHUS. BBIXOIHBIMU TTapamMeTpa-
MU BBIOpaHBI: JIMHEHHAs yCajKa, BEIMYMHA OCTATOYHBIX HAMPSDKCHUN, paBHOMEPHOCTH IJIOTHOCTH
110 CEYEHUIO U3ENN.

Ha BTOpoMm »Tame pa3paboTaHa CTpyKTypHas cXeMa MMapaMeTpUYeCKOW MOJIETH, 0TOOpaXKaro-
1jasi IPUYUHHO-CIIEICTBEHHBIE CBSI3M MEX]y MapaMmerpaMu. Mojenb MOCTpOeHa Ha OCHOBE CHUCTe-
Mbl YpaBHEHMH, BKJIIOUAIOIIEH: YpaBHEHHUE HEPA3pPhIBHOCTH, YPAaBHEHHUE IBUKEHUS HEHBIOTOHOB-
CKOM KHUAKOCTU (C anmpoKCUMAIlMel CTETIEHHBIM 3aKOHOM), YpaBHEHHUE TEIJIONPOBOTHOCTHU C y4e-
TOM (pa30BOro NMepexoa U KHHETUKHU OTBEPKICHHUS.

Jlns BepuduKauyu MOJENN UCIOIb30BAINCH JaHHbBIE HATYPHBIX SKCIIEPUMEHTOB JJI1 KOHKPET-
HOTO Martepuaia (mojaurnponwieH, PP) u TAMOBON reoMmeTpun u3aenus. [manupoBanue BBIUUCIH-
TEJIbHBIX SKCIEPUMEHTOB M aHaJIN3 YYBCTBUTEIHLHOCTU MPOBOIMINCH C UCIOIB30BAaHUEM METOJIOB
PErpECCHOHHOTO aHan3a.

PesyabTarhl

OCHOBHBIM PE3yJIbTaTOM PAOOTHI ABISETCS CTPYKTYpHAsi cCXeMa MapaMeTpudecKoil MOAeIH, KO-
TOpasi BU3yalM3UPYET KOMIUIEKC B3aMMOCBSI3€H MEXIy BXOJHBIMH W BBIXOJHBIMH TNapaMeTpamMH
npormnecca. CxeMa MO3BOJISET HarjasaJHO OOCHUTH BIINAHUEC N3MCHCHUA J'IIO6OI‘O U3 TEXHOJIOTHYECCKUX
rapaMeTpoOB Ha KOHEYHOE KauecTBO uznenus (puc. 1).

20



MNapameTpbl Nnpecccdopmbl

rabapmuTbl, MTHHUKOBAA
cUcTema, oxnamaeH1e,
reomMeTpua copmoobpasiowpix
noBepXxHOCTEH

T

BausawoT Ha
Te4YeHne pacrniasa

MNapameTpel
| PEOIOrMYEeCcKHMX CBOMCTB DopMmUpMUpyIOT
OnpegensawoT nonavmepa
reoMeTpMIO M34enma
pasHOMEPHOCTb BA3KOCTb, ycagKa, P A
oxnaxaceHuA TEKyYecTb

)

¥YnpaenswT -
BASKOCTDBIO M yCaAKOM

BauawT Ha
Tpebyembie gaBneHue 1
CHOPOCTb

MapameTpbl Nnpoyecca
NHThA
Temnepartypa, gaBJeHWeE M

CHOPOCTE BNpbIiCKa; BpemsA
UMKMAa CMbliKaHK1A

TpebyloT KOPPEKTHPOBKHM OnpegensawT
rnoj reoMeTpUIo M3AeNMA  Bpemsa LMKa M ycaaKky

MapameTpebl Msgenua

raBapuTbl, Yrabl yKAoHa, a
ToANWMHa cTeHoK, pebpa,
OTBEpPCTHA

Puc. 1. CTpykTypHas cxeMa napamMeTpu4iecKoil MoJe/iM mpouecca JUThs M0/ JaBJIeHUeM
Fig. 1. Structural diagram of the parametric model of the injection molding process

['oBOpst 0 cBOMCTBaxX pa3pabOTaHHON MOJENH, CTOUT OTMETUTh KJTFOUEBBIC ACTICKThI Xapak-
TEPU3YIOIINE B3aUMOJICHCTBHS €€ IIIEMEHTOB:

— BA3KOCTh MOJIUMEPHOT'O paciijlaBa HAPSIMYIO OIpeNesieT, HACKOJIbKO JIETKO MaTepua 3a-
MOJIHUT TOHKHE U CJIOKHBIE YYaCTKH Mpecc-(pOpMBl;

— TeMIepaTypa paciiiaBa yIpaBiseT 3TOM BA3KOCTHIO, a €€ Upe3MepHOE MOBBIILIEHUE PUCKY-
€T BBI3BaTh TEPMUUECKOE PA3JI0KEHUE MaTEPHUATIA;

— JIaBJICHUE BBLIICP)KKM SIBIISIETCS KIJIIOYEBBIM I1apaMeTpPoOM Ul KOMIICHCAIMH OO0BEMHOM
yCaJIK MOJIMMeEpa IIPU OCTHIBAaHUM;

— OT BEJINYMHBI JABJICHUS BBIIEPKKHM HAIPSIMYIO 3aBUCST UTOrOBasl INIOTHOCTh U Macca ro-
TOBOT'O U3/EIHS;

— PaBHOMEPHOCTh OXJAXKACHUS, 3ajaBaeMasi CUCTEMOH KaHaJIoB B (pOpMe, KPUTHUECKHU BIIH-
S€T Ha OTCYTCTBUE KOPOOJIEHUS M BHYTPECHHUX HANPSKCHHUIA;

— BpeMsl OXJIQXKJICHHS TOJIKHO OBITh JOCTATOUHBIM ISl CTA0OMIIM3ALUU PAa3MEPOB U3AEIHS J10
€ro U3BJICYECHUS U3 HOPMBI;

— pacIoyioKeHHE U pa3Mep JIUTHUKOBOM CHCTEMBI 33/1al0T HallpaBJICHUE TEUEHHUS paciljiaBa u
TOYKH 00pa30BaHUs CBAPHBIX JIMHUM;

— reoMeTpusl U3JeNns, OCOOCHHO pe3KHue Mepenajibl TONIUH CTEHOK, CO3MaéT HepaBHOMEP-
HYIO0 YCaJKy, BEIyIIyIO K AeQopMaIusim;

— TemrepaTypa camoi mpecc-(hopMbl HAMpSAMYIO BIUSET Ha Ka4eCTBO MOBEPXHOCTHU: BBICO-
Kasi TeMIeparypa Ja€T IIsiHell, a HU3Kas — MaTOBOCTb;

— CKOPOCTh BIIPBICKa (GOPMUPYET OPUEHTAIIUI0 MAaKPOMOJIEKYJI TOJIMMEpa, YTO CO3/AaET aHU-
30TPOIHUIO0 MEXaHUUECKUX CBOUCTB;

— MpaBUJIbHAS BEHTHIALHUS TOJOCTU (OPMBI HEOOXOIMMA ISl PEJOTBpaIleHUs 1e(PEeKTOB,
BBI3BAHHBIX CTOPAHUEM UJIM CKATUEM BO3/1yXa;

— BIIQXKHOCTb I'PaHyJIsTa Mepe]] nepepadoTKOM HapsSAMYIO CKa3bIBaeTCs Ha MOSBICHUH TaKUX
nedeKToB, Kak cepeOpeHne 1 Mmy3bIpH.

TakuMm 00pa3om, Bce mapamMeTpbl B3aMMOCBSI3aHbl, 1 KOHEYHbIE CBOMCTBA U3JENUS SABIISIOTCS
pe3yJabTaTOM TOHKOTO OajaHca MEXIy XapaKTepUCTHKaMH MaTepuaia, HaCTpOWKaMH Ipolecca H
KOHCTPYKIMEH OCHACTKU. JlaHHBIE MOJIOKEHUSI MOTYT OBITh 3()()EKTUBHO UCIOIb30BaHbI TIPU TO-
rOTOBKE JIMTHEBOTI'O MTPOM3BOJICTBA HA MpeAnpusaTHsx. Jlanee ato nokasano B Tab. 1.
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Tabmumna 1
Table 1
BiiusiHMe mapaMeTpoOB Ha CBOWCTBA U3/1eJTHs
Effect of parameters on product properties

[TapameTtp Bnusinue Ha npouecc Buusinue Ha cBOMCTBa H3AeNUs

Bs3kocts |, nerde 3amnosnHe- IIpo4HOCTb MUTHEBBIX TUHUI T, MEHBIIIE OCTATOYHbIE
Temneparypa pacruiasa 1

HHE HaNpPSDKEHUS, HO PUCK JeTpaIalin
Temneparypa dopmst | Bpewms uukna 1, nerue 3a- I'nanen noBepxHOCTH T, IPOYHOCThH CBAPHBIX JIMHUM T,
patyp P MOJHEHU OCTaTOYHbIE HAIIPSKEHHUA |, HO ycaaka 1

ITnoTHOCTH 1, ycaaxa |, Macca uzfenus T, MEHbIIIE 3a-

aBIICHHE BBLICPIKKH -
JlaBieHue BblaEp 1 naauH (PakOBUH)

3anoaHeHue JeTye, pUCcK
JOKETTHHTa

IIpouyHoCTh CBapHBIX JIUHHUK T, AHU30TPOTIHUS CBOMCTB 1

CkopocTh BIpBICKA !
P P ! (opueHTalHs MOJIEKYJI), PUCK 3aCTHIBIINX HAMPSHKCHUH

Macca/mioTHOCTh 1 110 TIpeaena, ycaaka |, MeHbIIe 3a-

Bpewms Beiaepxku 1 - HaguH

CTaOuIBHOCTE pa3MepoB T, KOPOOJIEHUE |, PHCK Tiepe-

Bpewms oxmaxkneHus .
p ! 1 OXJIAXKJCHUS U HAIIPSKEHUMN

IIpon3BoaUTENHHOCTS |

Ha ocHoBe Mojenu ObutH MOCTPOEHBI TOBEPXHOCTH OTKIIMKA, AEMOHCTPUPYIOIIKE 30HbI OI-
TUMAJIbHBIX 3HAYEHUN TEXHOJIOTMYECKUX apaMeTPOB ISl JOCTHXKEHHUS 33JIaHHBIX KPUTEPHUEB Kaue-
cTBa. B Tabin. 2 mpeacTasiieH NpuMep aHajau3a BIUSHUS TEMIEPaTyphl paciijiaBa U JaBJICHUS HA Be-
JUYHUHY YCaJKU.

Tab6muma 2

Table 2
BiausiHue TeMIepaTyphbl pacijiaBa M JaBJeHHs BIPHICKA HA JIMHEHHYIO yCAAKY H3IeJTHs
Influence of melt temperature and injection pressure on the linear shrinkage of the product

Temmnepatypa JlaByieHne BIpbIC- N o
pacrinaga, °C xa, MITa Jluneitnas ycanka, %
220 60 1,8
240 60 1,6
220 80 1,5
240 80 1,3
3akiroueHue

Pa3paboranHas mapamerpuyeckas MOJeNb IMoKa3ajga CBOIO aJICKBaTHOCTh IPU CONOCTABIIC-
HHUH C SKCIICPUMCHTAJIbHBIMU JdHHBIMU. HOHy‘-IeHHI:IG pe3yiabTaTbl CBUACTCIBCTBYIOT O TOM, YTO
MOJIENb KOPPEKTHO OTPAXKAET HEIIMHEHMHBIA XapaKTep BIUSHUS TEXHOJOTMYECKUX IMApaMETPOB Ha
BBIXO/IHBIE XapaKTepucTuku. HanbombIiiee BIUSHUE HA PAaBHOMEPHOCTh YCAIKHU U BEIHMYHUHY OCTa-
TOYHBIX HANPSOKEHUN OKa3bIBAIOT COUETAHUE TEMIIEPATyphl Mpecc-POpMbI U BPEMEHU BBIICPKKH
noa JaBJICHHUCM, YTO COIIaCyCTCA ¢ U3BBCCTHBIMU TCOPCTUYCCKHUMMU ITOJIOKCHUAMU.

[IpakTrueckas EHHOCTh MOJCIIH 3aKJIIOYAETCs B €€ CIOCOOHOCTH CIY>KUTh OCHOBOM ISt
CO3JIaHUsI CHUCTEM TIOJJCPKKH TPUHATHS PEIICHUN TP MPOCKTUPOBAHUU TEXHOJIOTHYECKUX TIPO-
1IeCCOB JIUThsI. VIcmonp30BaHWe MOJIETTH Ha dTale MOArOTOBKH MTPOU3BOICTBA MO3BOJIIET COKPATHTH
KOJIMYECTBO JOPOTOCTOSIIIMX MPOOHBIX OTIMBOK M YCKOPHUTHh BBIXOJ] Ha CTaOWJIBHBIN MPOU3BO/I-
CTBCHHBIN PEKUM.

[lepcniekTUBBI JAIBHEUIIUX HWCCICIOBAHUN BUIATCS B YIIIYOJICHMH MOJEIH 3a CUET yueTa
0oJiee CIOXKHBIX PEOJOTHYECKUX MOJENICH TOJUMEpPOB, a TAK)KE€ B €€ WHTErpald C CHCTEMaMH
MIPOMBIIIIICHHOTO WHTepHeTa Bemied (loT) ajis aganTUBHOTO YIIPABJIEHUS MPOIECCOM B peaJbHOM
BPEMEHH Ha OCHOBE TIPOTHO30B MOJICIIH.
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