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PO3HO/JILI I XAPAKTEPUCTUKA TEOMETPII IIOP
TA MIHHICTb EKCTPYJATY, OTPUMAHOI'O T YAC
JABOIIHEKOBOI EKCTPY3II
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JlocniKkeHo OKpeMi MillHICHI XapaKTEepUCTUKH Ta CTPYKTYpY MOPHCTOrO EKCTpYyAaTy 3
MOJITIPOIIIEHY, OTPHUMAHOIO i Yac JBOLIHEKOBOI ekcTpy3ii. Bukopucrano nabopartop-
Hui nBomHeKkoBUil excrpynep Mapku ZSK 18 MEGAlab ¢ipmu Coperion Werner and
Pfleiderer GmbH 3 BifHOILICHHAM JOBXWHU JI0 JiameTpa mHekiB L/D = 24, a Takox 1HHO-
BalliiiHi nopoyrsoproBaui Expancel 950MB80 1 950MB120. IIpoananizoBaHO 3aJ1€XKHOCTL
MII[HICHUX XapaKTEPUCTHK MMOPUCTOTO EKCTPYIATy BiJ IIBUAKOCTI €KCTPY3il i BMICTY Io-
pOyTBOpIOBaya.

KuiouoBi cioBa: ceomempuuna xapaxmepucmuka nop, MiyHicme 3a po3pugy ma po3msi-
2y, nopucmuil excmpyoam.

Burorosieni mig yac nepepoOku MmoJiiMepiB BUPOOH MArOTh Pi3HY (Qi3UYHY CTPYK-
TYpY, sIKa 3aJIKUTh BiJ METOAY i MapaMeTpiB MPOIeCy, IPUPOIU MaTepiay i 10JaTKo-
BHUX KOMITOHEHTIB KOMIO3HIIii. 32 Mou(iKaIlii TOPOYTBOPIOBAYaMH B CTPYKTYPi BHPO-
01B MPOTIKAKOTh ICTOTHI 3MiHH, IO BIUIMBAIOTH K HA iX ()i3MKO-MEXaHIUHI BIACTHUBO-
CTi, B OCHOBHOMY MIIIHICTb, TaK i (isnuHy cTpykTypy [1, 2]. TyT HeoOxinHo OpaTH 10
yBark XapakTePUCTUKU PO3MOJALTY MOPOYTBOPIOBAYIB, OCKUIBKH Bill HHX 3aJIC)KATh
BUOIp 00JIaIHAHHS Ta OCHAIECHHS I TEXHOJIOTIYHO1 JIiHIi Ta BiIMOBIIHI YMOBH Tiepe-
poOku [3, 4].

3 JONOMOTOI0 OPOYTBOPIOBAYIiB OTPUMYIOTh CIIHEHI IO BCHOMY Tepepi3y BHPO-
01 abo Taxi, 110 MalOTh TBEPJIE SAPO i MOPUCTHH 30BHIIIHIK 11ap [5—7]. 106 npaBmib-
HO OXapaKTepU3yBaTH I'€OMETPUYHY CTPYKTYPY YTBOPEHHX IIiJ 4ac IEePepoOKH MOp,
HEOOX1THO BU3HAYUTH BMICT KOXKHOTO 3 ii €JIECMEHTIB.

OnuiHIOYH PO3MOJILT 1 TEOMETPUYHI XapaKTEPUCTUKHU MOp, HEOOXiTHO BKa3aTH ix
TUN (BIJKPHTI, HAITIBBIIKPHTI, 3aKPHTi), po3TainryBaHHs (00’€MHI i TOBEpXHEBi), a Ta-
KOXK Koe(ilieHT ix 3BUBHCTOCTI [1]. Ba)XIMBUM IMOKAa3HUKOM, SIKUH XapaKTEpH3Ye
CTPYKTYPY CIIHEHOTO BUpPOOY, € pO3IOJIiI YTBOPEHUX MOP, 00’ €MHA 1X YacTKa, a TAKOXK
KUTBKICTh Y JaHoMy nepepisi [8]. Jlo cboroaHi METOaU aHami3y pO3MOMAiIy i XapakTe-
PHCTHK F€OMETPHYHOI CTPYKTYPH CIIIHCHUX BHUpPOOIB IPYHTYBAJIUCS HAa E€KCICPUMEH-
TAIbHOMY BU3HAYEHHI PO3MOILTY B HUX IIOp IICIs BBEICHHS piguHu abo rasy. s Bu-
3HAYEHHSI PO3MOJILTY TIOP BUKOPUCTOBYIOTh PTYTHY ITOPOMETPII0, KA MOJIATAE Y Mo0Yy-
JIOBI T. 3B. KPHBOI 1 BCTAaHOBJIEHHI 00’ €My PTYTi, SIKY BTUCKYIOTh Y IIOPHCTHI MaTepia,
a TaKoX Ta30By IOPOMETPII0, SIKA IMOJSTaE Y BUMIPIOBaHHI MOPHCTOCTI 32 00’eMOM
CTHUCHEHOTO Ta3y, KW BBOJATH Y MOpHCTUi Matepian [9, 10].

OaHOYACHO TOPHUCTY CTPYKTYPY BHUPOOIB 3 IMOJNIMEPHUX MaTepialiB OIIHIOKOTH,
3aCTOCOBYIOYHM MIKPOCKOIIIYHI JOCIIIKCHHS Ta METOIU KOMIT IOTEPHOTO aHAIli3y 300-
PaXKCEHb 32 BIJTNOBITHAM ITPOrpaMHKM 3a0e3nedeHHIM. Takuil aHami3 Moke OyTH KiJib-
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KicHUM 200 sikicHuM. KiNbKiCHUI BUKOHYIOTH, 1100 MOPIBHATH MOMIOHI 300pasKeHHS
Pi3HHX 00’€KTIB 1 BA3HAYUTH KUIBKICTB TIOP, 1X po3Mmip, ¢popmy i po3nomin [11].
3a3Buy4ail TUIHA TIOPOYTBOPIOBAUIB BUOMPAIOTH 3aJISKHO BiJl METOJIIB 1X TIepepoo-
K. MonmudikyBaTH TEPMOIUIACTH MOPOYTBOPIOBAYAMH MOJXKHA JIMTTSIM ITiJl THCKOM Ta
OJTHO- 1 IBOIITHEKOBOKO eKCcTpy3ieto [12—14]. OmHak MexaHiuHi BIACTHBOCTI 1 CTPYKTY-
PY MOPUCTOTO EKCTPYIATY, OTPUMAHOIO Ha JIBOIIHEKOBOMY €KCTPYEpi, Ilie He BUBYAIIH.

ExcnepuMeHTajibHa 4YacTHHA. BukopucToByBanmu JBOUTHEKOBUN EKCTpPYyIEp
mapku ZSK 18 MEGAIlab ¢ipmu Coperion Wemer i Pfleiderer GmbH, ocnamennii
EKCTPY3iHHOI0 TOJIOBKOIO 31 COIUIOM KpPYIJIOTO MOMEPEYHOro Mepepidy IiaMeTpoM
3,0 mm i IpSMOTOYHOIO HIUTHHOK JAOBXHHOK 16 mm. OnepKyBajii CyMilll HA OCHOBI
nominpornineny (IT1IT) mapku Moplen EP440G 3 mopoyrtBoproBayamu Mapku Expancel
950MB80 i 950MB120 dipmu Akzo Nobel [15].

ExcTpynep ocHamieHuii MIHEKaMH IWIIHAPUYHOI ¢opmu 3 miamerpoMm 18 mm i
BiJTHOIIICHHSAM JTOBXXUHH J10 giameTtpa L/D = 24. BunpoOoByBaay Ha MIITHICTh IHITIH/I-
pHUYHI 3pa3ky AiaMeTpoM 3,5 mm, JOBXHHOK He MeHie 90 mm Ta poGOY0I0 30HO0
30 mm 3 xomno3uiit moninpomniteny Moplen EP440G 3 mopoyrBoproBauamu Expan-
cel 950MB80 i 950MB120 Ha po3puBHii MammHi Mapku Z005 dipmu Zwick 3 miana-
30HOM BuMiproBaHHs 3ycuiuis Bix 0 o 5 kN. Tounicts BuMiptoBanHs 3ycwnig 2 N, a
MIBHIKICTH pO3TAryBaHHA 50 mm/min.

JocnimkyBany HalBaXITUBIII YUHHHUKH, 10 XapaKTEPU3YIOTh CIIIHEHY €KCTPY3it0
Ta OJHOBICHUH po3Tsr. be3nocepenHi: xapakTepuCcTUIHUI po3Mip y Mikpochep mopo-
YTBOpIOBaYa B €KCTPYAATi, MM; MaKCHUMAIIbHE 3YCHIUIA PO3TITY Fi.y CKCTPyAATy, N;
pyHHIBHE 3ycHILIs po3TATY F, ekcrpynary, N. HenpsiMi: MakcuManbHe HaNpy>KEHHS G,
3a po3TATY ekcTpyaary, MPa; HanpyxeHHs 3a po3puBy G,, MPa; BiTHOCHE BHIIOBKEH-
HS 32 MaKCHMAJIBHOT'O HANPYXKEHHS €., %; BIIHOCHE BHUIOBXCHHS 33 PO3PHUBY &, %0;
BIZICOTKOBHI BMICT TilepIUIacCTHYIHUX Mikpocdep y matepiaii ¢, %. 3MiHHI (TT09aTKOBI
3HAYEHHsI): BMICT nopoyTBoproBada Expancel { = 1,0; 2,0; 3,0 i 4%; mBuIKicTs 0dep-
TaHHS IIHEKiB ekcTpyxepa v = 120; 130; 140; 150 i 160 min"'; WBHAKICTH obepraHHs
niHeka gosatopa v = 0,4; 0,6; 08, 1,01 1,2 min'. ®ikcosani (cTami): po3moain TeMrie-
patyp 3a 30HaMu IuItiHApa exctpynepa t, °C (t, = 170; t, = 185; t3 = 190; #, = 200; t5 =
= 205); Temriepatypy MaTepiay B 30Hi J03yBaHHS IwiIiHApa ¢, = 205°C; giamerp exc-
Tpynary d = 3,5 mm; o4aTKoBy I'yCTHHY MaTepiany p; = 900 kg/mB; T'YCTHHY MIiKpO-
cep pm = 1000 kg/m’; reomerpuuHi eneMeHTH LUIIHAPA i EKCTPY3iiiHOT TOTOBKHL;
IHTCHCHUBHICTh OXOJIOJKCHHS €KCTpyJary. 3MilaHi 30ypeHb: Hanpyry >KUBJICHHS Bill
219 no 241 V; BiTHOCHY BOJIOTICTh TOBITPs Bif 55 10 65%; Temmeparypy HaBKOJIHII-
HBOTO cepenoBuia Bix 20 o 24°C.

BBaxaroTh, OHAK, IO BIUIMB CYMYTHIX 30YpIOBATbHUX YMHHHKIB HE3HAYHHU 1
HOro MOXKHA 3HEXTYBATH. 3pa3KH MaTepiaiy JJsl TOCTiKEHb OTPUMYBAIU BiITHHAH-
HSM BiIPi3KIB €KCTPYAATy 3aJlaHOi JOBXHHH 3 JOBIIOTO CETMEHTa, OTPUMAHOTO IIiJl
gac eKkcTpy3il. 3pa3Ku OJepiKaHO 3a Pi3HUX MIBHUIKOCTEH OOCpPTaHHS IIHEKIB, BMICTY
MOPOYTBOPIOBAYA i MPOIYKTUBHOCTI J03aTOpa excTpyaepa. [lix uac po3Tsiry ¢ikcysanu
HaHOIIbIIe PO3PUBHE 3YCHIUIA 1 BITHOCHE BHIOBXKEHHS 32 PO3TATY Ta PO3PHUBY.

Pe3yabTaTn mocuigkenb Ta iX 00roBOpeHHsl. 32 OTPUMAHUMH PE3yIbTaTaMU
o0y TyBalii 3aJIe)KHOCTI HAMOIBIINX HAMPYXKEHb 332 PO3TATY 1 PO3PHUBY 3Pa3KiB EKCT-
pyAaTy 3 MOJIMPOMUIECHY B/l IIBUAKOCTI 0OEPTaHHS IIHEKIB 3a PI3HOTO BMICTY TOPOYT-
BOPIOBAYiB Ta TPAaHWYHUX IIBHAKOCTEW mo3aropa 0,4 i 1,2 min”' (puc. 1), a Takox
(puc. 2) 3a1e)KHOCTI MAaKCUMAIILHOTO HANPYKCHHS 32 PO3TATY 3pa3KiB 3 MOJIMPOITIICHY
BiJl BMICTY ITOPOYTBOPIOBAYIB 32 Pi3HUX IIBHIKOCTEH 0OSpTaHHs ITHEKA J103aTopa i rpa-
HUYHUX IBHIKOCTEH 00epTaHHs mIHeKiB ekcTpyaepa 120 Tta 160 min .

XapakTep 3MiH MaKCUMAJIBHOTO HAIIPY)KEHHS 3a PO3TATY 3pa3KiB MOJIMPOITIJICHY 3
PI3HOIO KiJIBKICTIO TTOpOoyTBOproBauiB 950MB80 i 950MB120 He3anexxHO Bij HaaIITY-
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BaHb Ji03aTopa nomiouuit (puc. 1a—d). MakcumaibHi HapyXeHHs po3Tsry 3adikcyBa-
J¥ 32 HAaHIWKYNX MIBUIKOCTEH 00epTaHHS IIHEKIB eKCTPYyAepa, HAHBHIMX IIBHIKOC-
Tel obepTaHHs NIHEKa J03aTopa 1 JUIsl eKCTpyaaTy 0e3 mopoyrBoproBaua (puc. 16 i d).
BoHO pi3ko 3MEHIIYeThCS 31 30UTBIICHHM MIBUAKOCTI 0OSpTaHHS ITHEKIB eKCTpyaepa i
BMicCTy nopoyTBoproBaya. Hanpukmnan, minx yac excrpymyBanss [111 3a mBUIKOCTI mIHe-
Ka go3artopa 1,2 min ' i 3pocramms BMicTy mopoyreoproBada 950MBSO0 Bix 0 1o 4%
MaKCHUMAaJTbHE HAMPYKCHHS PO3TATY 3MeHIyeThest Ha 40,54% 3a HaliMEHIIO1 IBHIKOC-
Ti 00epTaHHS IIHEKIB, B TOM Yac sIK 3a HaWBHIOl — Ha 41,67% (puc. 1b). 31 3MeHIIIeH-
HSIM MIBUJIKOCTEH IIHEKa go3aropa ao 0,4 min ' 3a HafHWKIMX MIBAJIKOCTEN IITHEKIB
eKCTpyZepa 3HMKYEThCs Ha 36,67% 1 Ha 39,28% — 3a MakCUMaJdbHUX HIBHIKOCTEH
rHekiB (puc. la).
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Puc. 1. 3anexHicTb MaKCUMaJIbHUX HAIPYXEHb PO3TATY G, (a—d) Ta po3puBy G, (e—h) 3pa3kiB
€KCTPYZAATy 3 HOMNIMPONiNEHY BiJl IIBUIKOCTI 00epTaHHs IIHEKIB (V) 3a pi3HUX BMICTYy OPO-
YTBOpPIOBaYa i MIBUAKOCTI LITHEKa J03aTopa: a, b, e, f — nopoyrBoproBau Expancel 950MBS80;

¢, d, g, h— Expancel 950MB120; a, c, e, g — mBuaKicTh mHeka gozatopa 0,4 min’l;
b,d,f,h—12 min". Kpugi /-5 — Bmict nopoyreoproBaua: 0; 1; 2; 3 Ta 4%.

Fig. 1. Dependence of maximum tensile stress 6. (a—d) and tensile stress at break o, (e—h)
in polypropylene extrudate samples on screw speed (v) at different foaming agent amounts
and feeder settings: a, b, e, f— Expancel 950MBS80; c, d, g, h — Expancel 950MB120;

a, ¢, e, g — feeder setting 0.4 min’'; b, d,f,h-12 min~".

Curves /-5 — foaming agent amount: 0; 1; 2; 3; 4%.
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31 30UIBMICHHAM IIBUAKOCTI 0OSpTaHHS IIHEKIB eKcTpyaepa Bix 120 go 160 min "'
3a CTANOl WBHAKOCTI 06epTaHHs WHeKa 1o3aTopa 0,4 min | MaKCHMAalbHE HATPYKEHHS
po3Tary 3MeHIyeTbest Ha 6,67% min gac ekcrpynyBanss ucroro 1111 va 10,53% mig
gac ekcTpyayBaHHs 3 4% mnopoyrBopioBada 950MBS80 (puc. la). 3i 30iLnbHICHHSM
MIBUIIKOCTI 00epTaHHS IIHEKa jo3aTopa 1o 1,2 min ' 3a HaBEJCHUX BUIIE YMOB HaIpy-
JKEHHS 32 PO3TATy 3MEHIIYeThesl Ha 2,70% i yac eKCTpyIayBaHHS YUCTOTO MOJIMpPO-
niteny i Ha 4,54% — 3 4% nmopoytBoproBada 950MB80 (puc. 1b). [licns nogaBaHHs 10
gucroro [1I1 nopoyrBoproBaga 950MB120 Takox OTpUMYIOTh MOIIOHI SIKICHI 1 KITBKiC-
Hi pesynbratu (puc. lc, d).

3aneKHICTh HAPYKEHHS PO3PUBY OTPUMAHUX 3Pa3KiB BiJl MIBHIKOCTI 00epTaHHSI
IIHEKIB eKCTPyAepa 3a Pi3HOI IBUAKOCTI 00SpTaHHS MIHEKIB J03aTOpa MOAi0Ha 10 aHa-
JIOT1YHOT 3AJISKHOCTI MAaKCUMAJIBHOTO HAIIPY)KEHHS po3TATY (puc. 1e—h). MakcumManbHi
fioro 3HaueHHs 3a(ikcoBaHI 3a HAWBUINMX IIBHIKOCTEH 0OEpTaHHS IIHEKa 103aTOpa,
exctpynyBanss [1I1 6e3 mopoyTBOproBaya i HAWHIDKYMX IMIHEKIB ekcTpyaepa. CyTTeBi-
IIe BOHO 3HIKY€ETHCS 32 HAWBUIIMX IIBUIKOCTEH 00€pPTaHHS ITHEKIB 103aTOpa Ta eKC-
tpyaepa (puc. 1f, h). Hanpuknan, nix wac excrpymnysanns [1I1 3a HanamTyBaHb 103a-
Topa 1,2 min"' i 3pocranms BMicTy mopoyTBoproada 950MB80 3 0 10 4% HampyKeH-
HS 3MEHIIyeThesa Ha 47,14% 3a HalfHIKIO01 MBHAKOCTI OOEpTaHHS IIHEKIB, y TOH 4ac
sK 3a HavBumoi cragae Ha 50,72% (puc. 1f). 31 3MEHIICHHAM HIBUAKOCTI 0OepTaHHS
mHeka o3aropa g0 0,4 min”' HaNpYXXEHHs 3MEeHINyeThesl Ha 45,28% 3a HalHmK4O1
MIBHIKOCTI ITHEKIB eKCTpyAepa i Ha 46% — 3a MaKCHMAIIbHOI (puc. le).

31 30UIBIICHHSAM MIBUAKOCTI 00epTaHHsI IHEKIB ekcTpyaepa Bia 120 go 160 min '
3a CTAOi MBHAKOCTI 0GEpTaHHs mIHeKa g03atopa 0,4 min ' HanpyKEHHS I1iJ 4ac po3-
PHBY 3HIDKY€EThCA Ha 5,66% i yac ekctpyaysanus uncroro I1I1 1 Ha 6,89% — 3a excT-
pynyBaHHA 3 4% mopoyrBoproBaga 950MB80 (puc. le). 3 pocTom mBHIKOCTI 0bep-
TAaHHS IIHEKA J03aTOpa A0 1,2 min ' 3a IUX CAMHX YMOB HAIPY/KEHHS PO3DHBY Iaja€
Ha 1,43% 3a excTpyayBaHHS YHCTOro nodjinporiiteHy i Ha 8,11% mig gac excrpysii mo-
ninpornineny 3 4% ninoyropioBada 950MB80 (puc. 1f). Ilicns momaBaHHS 10 YUCTOTO
IIT minoyrBoproBaua Expancel 950MB120 onepxyemMo aHAJIOTI4YHI SKICHI 1 KiIBKICHI
pe3ynbTarty, K i A miHoyrBoproBada 950MB80 (puc. 1g, /).

MakcumalibHe HaNPYKESHHS 33 PO3TATY Pi3KO 3MEHIYEThCA 13 301IbIIIEHHSIM BMiC-
Ty MOPOYTBOPIOBaYa, HE3AICKHO Bijl IIBUAKOCTI 0OEPTAaHHS IIHEKIB €KCTpy/Aepa i Ha-
NaITyBaHb A03aTopa. Voro HaiiBuIIe 3HaYeHHS 3ad)iKCOBAHO 3a eKCTPY3il 6e3 opoyT-
BOPIOBAYa i 33 BHIIOI MIBUAKOCTI 00EPTaHHS IIHEKIB ekcTpyaepa. OmHaK 3a MOCTIHO-
ro BMICTY IMOPOYTBOPIOBaYa 3 POCTOM IIBUAKOCTI OOCPTaHHS IIHEKa J103aTOpa MaKCH-
MaJIbHE HANPYKEHHSI 33 PO3TATY 30UTBIIYEThCS (pHC. 2).

Hanpukiiaz, 3a BHAKOCTI 0GepTaHHs WHEKIB ekcrpyxepa 120 min™' 3i 3pocran-
HSIM HalamTyBaHb fgo3atopa 3 0,4 go 1,2 min~' MakcuMmanbHe HaIpyKeHHSI PO3TATY
3poctae 3 30 1o 37 MPa, To6T0 Ha 23,33% mix 9ac eKcTpy3ii YUCTOTO MOJINPOIIIeHy i
3 19 no 22 MPa, TobTo0 Ha 15,79%, 3a ekcTpy3ii mominpormineny 3 4% mopoyTBOproBada
950MBR80 (puc. 2a). 3i 30iIbIIECHHIM MIBUAKOCTI 00epTaHHS NIHEKIB 10 160 min ' 3a
TUX CaMHUX HaJallTyBaHb BOHO MimBUINyeThes 3 28 10 36 MPa, To6tTo Ha 28,57% mix
gac ekcTpy3ii uncroro I1I113 17 mo 21 MPa, To6To Ha 23,53% mig gac excTpy3ii modi-
nporiieny 3 4% mopoyrsoproBada (puc. 2b). Ilicns gomaBaHHS 10 MOJIIPOIIEHY ITO-
poytBoproBada 950MB120 onepixyeMo aHanoriuHi pe3ynsraru (puc. 2c¢, d).

Posmonin Ta reoMeTpudHi OCOOIMBOCTI TIOP BUBYAIM, BUKOPUCTOBYIOYH YOPHO-
o1 pororpadii cTpykTypu 3pi3iB 3pa3kiB. 3pa3Kd OTPUMAIHU 3a JOMOMOTOK MIKpO-
TOMa, Ha SIKOMY CTaJI€BHM HOKEM B HANPSAMKY, NMEPICHIUKYISIPHOMY JO HAMPSIMKY
eKCTPyY3ii, BUTHHANH 3pi3n 3pa3kiB ToBmuHOK 0,1 mm. JocmimKyBanu CTPyKTypy Y
BIIOMTOMY CBITJII Ha onTHYHOMY Mikpockomni Vision DX 51, ocramenomy 1,3 M ¢o-
TOKaMepOoro.
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Puc. 2. 3anexHicTh MaKCUMAJILHUX HANPYXKEHb G, 32 PO3TATY 3pa3KiB eKCTPYAATy 3 MOJi-
IIpOMNiJeHy BiJ BMICTy MiIHOYTBOpPIoBaua ( 3a pi3HUX HaJAIITyBaHb J103aTOPA 1 HIBUAKOCTI
obOepraHHA IIHEKIB eKcTpyaepa: a, b — Expancel 950MB80; ¢, d — Expancel 950MB120.
IBnzaxicTs o6epranms mHuekiB 120 (a, ¢) i 160 min' (b, d).
Kpusi /-5 — nanamryBanns nosaropa: 0,4; 0,6; 0,8; 1,0; 1,2 min .

Fig. 2. Dependence of maximum tensile stresses . in polypropylene extrudate samples
on foaming agent amount C for different feeder settings and screw speeds:
a, b — Expancel 950MBS80, ¢, d — Expancel 950MB120. Screw speed 120 (a, ¢)
and 160 min™ (b, d). Curves 1-5 — feeder setting: 0.4; 0.6; 0.8; 1.0; 1.2 min .

Ha ocHOBI KOMIT'FOTEPHOTO aHANi3y 300payKeHb OTPUMAHOI CTPYKTYPH €KCTpyaa-
Ty (pHUC. 3) BCTAaHOBWIIH, IO PO3IOJILI ITOP, HE3aJEIKHO BiJl KUTBKOCTI Ta THITY MOPOYT-
BOproBaua Expancel, piBHOMipHHUH 110 BCBOMY HOT0 MONIEpEYHOMY repepidy. Bin He 3a-
JICKUTH BiJl MapaMeTpiB CIIHEHOI EKCTPY3ii, TOOTO MIBHIKOCTI 0OEPTaHHS IITHEKIB, THC-
Ky B 30HI JIO3yBaHHS By3Jla IUIACTHKAIIl 1 HalalITyBaHb Jo3artopa. [lopu OLIbHIIOrO
pO3Mipy YTBOPIOIOTHCS i 4ac 3aCTOCYBaHHs mopoyTBoproBaya Expancel 950MB120.
OpHak, 1o OUTBIINIA HOro BMICT B €KCTPYJaTi, TO MEHIII PO3MipH IOp, i OuTbIma iX
KUTbKicTh. UMM MO’KHA TOSICHUTH BIJIMIHHOCTI y MEXaHIYHUX BJIACTUBOCTSX OKPEMHUX
3paskiB. Po3mip mop i mroma iX MOBEepXHi 3aJieXaTh BiJl THCKY MaTepiaily B 30Hi 103Y-
BaHHsI EKCTPYZAepa i IBUAKOCTI 00CPTaHHS ITHEKIB.

Puc. 3. BUris mopyucToi CTPyKTypH OTPUMAHOTO eKCTPYAATY: ¢ — MOBEPXHEBHH 1Iap;
b — BHyTpIIHI (30HA CTPIKHS); / — MOpH; 2 — MOJIIPOIIiJIEH.

Fig. 3. Porous structure of the obtained extrudate:
a — surface area; b — core area; / — pores; 2 — polypropylene.

97



Puc. 4. Moaenb po3noainy i reOMeTpUUHUX
XapaKTePHUCTHK ITOpP y TONEPEIHOMY IIepepisi
EKCTPYyaTy 3 MOJIMPOILJICHY 3 10JaBaHHAM
niHoyrBoproBaua Expancel 950MB120:

I — mpunoBepxHeBa 30Ha IMMPHHOIO G-
2 — 30Ha, sSIKa MPHIATAE O 30HHU CTPIKHS
mpuHOK G;; 3 — LieHTpasibHa (30HA CTPHIKHS)

mupuHoio G,; G, — niaMeTp 3pa3ka eKCTpynaTy.

Fig. 4. Pore distribution and geometric
characteristics in the cross-section of poly-
propylene extrudate with foaming agent
Expancel 950MB120: / — subsurface zone
with width G,.; 2 — an area adjacent to the core
zone of width G,;; 3 — central (zone of core)
of width G,; G, — diameter extrudate
of the sample.

Ha ocHOBI koMII'FOTEpHOTO aHai3y 300pakeHb po3pOOJICHO MOAETh POIMOALTY 1
TCOMETPHYHUX XAPAKTEPUCTHK TMOP Y IMOMEPEYHOMY Mepepi3i eKCTPYJOBAHOTO IOIi-
npormineny (puc. 4). Y nonepeuyHoMy Iepepisi HOPUCTOro eKCTpyaaTy 3 Jiamerpom G,
MOYKHA BUAUIATH TPH 30HH. 30HY IHUPUHOIO G, SIKA 3HAXOJUTHCS B IEHTPATEHOMY KO-
71, mupuHOO Gy, IO NPWIATAE 0 30HU CTPIDKHS, a TAKOX MPUIIOBEPXHEBY 3 IIUPH-
HOIO G, KA NIPUIIATAE 3 OZHOrO OOKY 70 NPOMIXKHOI 30HH, a 3 IHIIOTO OE3M0CePEHBO
KOHTAaKTYy€ 3 HABKOJIMIIHIM cepenoBuiieM. [IpumoBepxHeBa 30Ha HEe Mae mop, a ii
cTpykTypa amopdra. [IpoMikHa 30Ha Mae TPOXH MEHIII 3a PO3MipaMH TIOPH, HIX 30HA
CTPIDKHS, X04a B 000X 30HAX MOPU PO3IOALICHI PIBHOMIPHO.

BUCHOBKHA

[Moninmponiiien Moplen EP440G 3 mopoyteoptoBauem Expancel 950MB120 mae
HIDKYI MIIHICHI XapaKTePHCTHUKH, 30KpeMa MaKCHMAIbHE HANpPY)KEHHs pO3TATY, Tpa-
HUITIO MIITHOCTI 32 PO3PHUBY 1 BITHOCHE BUIOBKCHHS SK 32 MAKCUMAIILHOTO HAIPYKCH-
HSl, TaK 1 pO3PUBY, HE3aJEXKHO BiJ NMIBUIKOCTSH ITHEKa i qo3aropa. [licns momaBaHHS
nopoytBoproBada Expancel 950MB120 mo ekcTpyIOBaHOTO IMOJINPOIIICHY YTBOPIO-
€TBCSL OJHOPIJHA CTPYKTypa CIIHEHOTO MaTrepiany, TOOTO B HHOMY HOPH PIBHOMIpHO
pO3MOJIiJIeHI Ta MarOTh OJHAKOBUH PO3MIp Y BChbOMY Mepepi3i ekcrpyaary. I3 30ib-
IICHHSIM BMICTY ITOPOYTBOPIOBaYa MaKCHUMAJbHE 3YCHJUIS 332 PO3TATY 3MEHINYETHCS 1
JOCSITa€ HAWBUIIMX 3HAYCHb 32 MAKCHMAJBHOI IIBUIKOCTI J03aTopa 1 MiHIMaIbHOL
mHeka. KoM toTepHuit aHai3 300pakeHb Niepepisy eKCTpyIaTy CBLIYUTH PO PiBHO-
MIpHIIIUI PO3MOMIT Ta OJHAKOBUH PO3MIp MOp 3a BHKOPHCTAHHS IMiHOYTBOPIOBada
Expancel 950MB120 mopisasiao 3 Expancel 950MB80. IllopcTKicTh OBEpXHI CITiHE-
HOT'O €KCTPY/AAaTy BUIIA, HIXK TBEPIOT MOBEPXHI YUCTOTO MOJIIPOIIICHY.

PE3FOME. ViccnenoBaHbl OTJNIbHBIE IPOYHOCTHBIE XapaKTEPUCTUKU U CTPYKTYypa MOpPHUC-
TOTrO 3KCTPY/AaTa M3 NOJUIPONHUIIEHA, I0JydEHHOTO IPU JBYXIIHEKOBOM KCTPY3uH. [l 9KCT-
PY3UH KUCIOJIb30BaH JIJA0OPATOPHBLI ABYXIIHEKOBbIH sKkcTpyAep Mapku ZSK 18 MEGAIlab ¢up-
mbl Coperion Werner and Pfleiderer GmbH ¢ oTHoOLleHHEM JUTHHBI K TUaMeTpy LHEKoB L/D = 24.
Jns uccnenoBaHuil IpUMEHEHBI MHHOBALMOHHBIE MopooOpasoBarenu Expancel 950MB80 u
950MB120. IIpoananu3upoBaHbl 3aBUCUMOCTH IIPOYHOCTHBIX XapaKTEPUCTUK ITOPUCTOIO KCT-
pyZaTa oT CKOPOCTH dKCTPY3HHU M KOJIMYECTBA TOPOOOpa30BaTEIS.

SUMMARY. The selected strength properties and porous structure of polypropylene extru-
date obtained in the twin screw extrusion process were investigated. The twin screw extrusion
process was performed using the ZSK 18 MEGAlab twin screw extruder with L/D = 24 ratio,
manufactured by Coperion Werner and Pfleiderer GmbH. In the experimental tests, Expancel
950MB80 and Expancel 950MB120 two types of an innovative foaming agent were used. The
obtained results are analyzed and relevant conclusions are drawn.
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